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New Progress of Laser Welding Technology for Oil and

Gas Long Distance Transmission Pipeline

SHI Yao-wu

(School of Materials Science and Engineering , Beijing University of Technology ,Beijing 100124 ,China)

Abstract : This article introduced welding field construction requirements of oil and gas long distance transmission
pipeline ,as well as advantages of laser/GMAW hybrid welding technology,such as increasing the laser beam efficien-
cy,improving weld figuration, decreasing the requirement of joint assembly precision and improving the mechanical
properties of welded joints. During field construction , whether laser/GMAW hybrid welding for whole assembly joints,
or laser/GMAW hybrid welding for root pass firstly,then GMAW for filling, both the welding technologies can meet

mechanical properties requirements of high grade X80,X100 pipeline steels welding joints.
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