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TRANSACTIONS OF THE CHINA WELDING INSTITUTION
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Fig. 1 Dimension of welding block
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Fig. 2 Diagram of mesh model
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Fig. 3 Schematic sketch of double ellipsoid heat source
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Fig. 4 Verification of fusion wire
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Table 1 Welding parameters
WP RERR RRAR  AREE T SCHRE T AT BRIT AR TE B L 6T EL AT K
Ceoiotiom VN VR vl s A L RSO, LA k%
X X L
PEE L AMPLEE. B S RTER TR 20 s I, A
I 1495
1300
1100
2
=
iﬁ 900 ‘
R 5 ]
il I700 (a) TR S IE T IR BE (b) TEK¥E S T R BE 3
ﬁ
iy

500

300

20

1cm

(o) AK¥SRFIE IR E ) (d) KRR TR B

E5 RBRU4RmEESHSE
Fig. 5 Surface temperature field distribution of weldment
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Fig. 6 Three-dimensional diagram of puddle and sectional view of weld metal
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Fig. 8 Diagram of thermal cycle cruve
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