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Underwater YAG Laser Welding Technique
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When planning preventive maintenance of reactor components using welding, it is necessary to consider special environments such as
narrow space or difficult accessibility while minimizing exposure to radiation in the reactor pressure vessel.

Toshiba has developed an underwater neodymium: yttrium-aluminum-garnet (Nd: YAG) laser welding technique.
welding technique are low-heat-input welding and compact welding machine dimensions for welding in narrow spaces.

The features of this
This paper

provides a summary of the new welding technique as a reliable welding technology.
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Schematic of underwater laser welding technique
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Example of results of underwater laser welding technique
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Overview of welding head and experimental facility
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Conditions of cladding and seal welding
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Results of lateral bending test
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State of seal welding for slide configuration structure
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Effect of ambient conditions
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Result of seal welding for slide configuration structure
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