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Laser Beam Welding Technology of Seal Tube for Radiation-Resistant LVDT Manufacturing

S00-Sung Kim, Chul-Yong Lee, Kee-Nam Choo and Jin-Hyun Koh
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Fig. 1 Mo-Zircaloy thermocouple
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Fig. 3 Zr sheathed W-Re cladding thermocouple
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Fig. 4 Pocket type thermocouple
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Table 1 Laser welding parameters and its weldability
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