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The Numerical Simulation and Analysis of Laser Straight Seam Welding
Process of Stainless Steel Sheet

ZHAO Jing CAO Songyang JIAN Qifei” XIAO Jinping
(School of Mechanical and Automotive Engineering South China University of Technology Guangzhou Guangdong 510640 China)

Abstract:Taking 304 stainless steel sheet as the research object the physical model of transient behavior of laser
longitudinal welding is established from the perspective of fluid mechanics and heat transfer process and the change
of temperature and stress field in the whole process is visualized. The results show that when the laser welding is
3000 W power the peak temperature is up to 2 500 K when the welding speed is 50 mm ¢ s~' and the welding
distance is the shortest only 0. 81 mm.
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