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Fig.2 Effect of arc pressure on
horizontal fillet weld
(I=230A, V=25V, v=40cm/min)
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Fig.3 Multi-pass welding

[1=230A, V=25V, v=40cm/min, Pa=800Pa]
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(a) Experiment (b) Calculation
Fig.4 Comparison between experiment and calculation

in horizontal fillet welding

(=230A, V=25V, =60cm/min)

(a) Plate thickness: 3mm  (b) Plate thickness: 6mm

Fig.5 Influence of plate thickness on weld profile
(I=2304, V=24V, v=40cm/min)
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Fig.8 Simulation of multi-pass MAG welding ( SM490, 12mmt )
(I=230A, V=26V, v=40cm/min, V -groove (50° ))
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Fig.9 Virtual welding system based on model-coupling
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Fig.10 Deformation of work-piece in T-joint welding
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Fig.11 Weld deformation in butt welding of thin plates
(F£230A, V=25V, 1=40cm/min)
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(b) Two-pass welding, I=230A, v=50cm/min

Fig.12 Influence of process condition on weld deformation
[SM490, 12mmt, V=25V]
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Fig.13 Simulated weld deformation due to bead on plate welding
[160A, 30V, 70cm/min, SM490, 6mmt, ]
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Fig.14 Comparison of transverse shrinkage between experiment and simulation
{Bead on plate, SM490}
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