478 2 O Vol.47 No.2
202442 1 WELDED PIPE AND TUBE Feb. 2024

X

KIS REERARAR N EN AR

FRA, B OFr, KA
(1. VOLACM R E S m bRl B [ 58 f S S0 00 %, P42 710049;
2. R T RERE M BRAF, W Fd Hr £ 453000)

W OE: RERFERARED —FHRGRFERR, L3 TERIE T ERFERZORIER A
FREGRGAAEMEETZHEL., A, A —BERBRFERRIENE, £548 8607
BERERAANFHMEAARIFARGELZRAIF, B RABREFIBEAREIZSAB/RE: L,
VT RATHHREREEIE, AREHE%Y mﬂ%‘%%ﬁ#%zﬂu’_ﬁﬂ«% R AR EAKR,
MR F =, FAIRABRRRAFEF T @ER WERBERFHEERGA LR, X
ﬂ%lﬁﬁnﬁkﬁﬁfo

KEIF: RIBRFREAR; SRRRBIT; ARERPIF

FESES: TG47 ERARINED: A DOI: 10.19291/j.cnki.1001-3938.2024.02.001

Research and Application of Deep Penetration Welding Technology
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Abstract: As a new welding technology, deep penetration welding technology is of great significance to ensure the welding
quality and improve the production efficiency of thick plates or plates. Therefore, it is the main goal of relevant researchers to
formulate a set of technical specifications for deep penetration welding and produce corresponding welding equipment. At
present, deep penetration welding technology is mainly divided into two categories: high - energy beam deep penetration
welding mainly using laser and electron beams, and efficient deep penetration welding technology upgraded from traditional
gas shielded welding. The research progress of deep penetration welding technology is summarized from the application
background, production process and technical characteristics, which provides certain reference for related research work.
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