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Hydrofoming of Campensator Joints in Rocket’ sBoost
Trangport Systam
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Abstract Laserwelding tubewith outer diameter 161mm and thickenss 1 5mm isused in the experimental
research on hydrofoming of compensaior joint D imension and thicknessof the part ismeasured and analyzed Fail-

ure mode is analyzed, egecially the influence of axial feeding on foming
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Fig 3 Sketch of joint measuring
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