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Prediction of Welding Distortion at the ES and SA Weldment

of Cr-Mo Low Alloy Steel

AZH*, ol E*, o] FF*
A7l dTA/ AN S

C AUFTUF) NeMBER
* AUFTAF) 71e7

TEE A471E

AT2

ABSTRACT The purpose of this study is to establish the predictive equation of the distortion at
the ES and SA weldment of Cr-Mo low alloy steel. In order to do it, the effect of heat input,
plate thickness and strip wire width for ESW on the distortion at the ES and SA weldment was
evaluated using FEA. Based on the results, the principal factors controlling the distortion of the
ES and SA weldment were identified and the predictive equation was established.
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Table 1 Analysis variables used for FEA

Thickness | Electrode Size| Heat Input
[mm] [mm] [cal/mm]
ESW 25~90x0.4t 991-3240
10 - 100t
SAW 4.00 921
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Fig. 1 Changes of transverse shrinkage at the
ES weldment with Q/Di and strip wire
width
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Fig. 2 Changes of transverse shrinkage at the
SA weldment with Q/Di
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Fig. 3 Changes of longitudinal shrinkage force
at the ES weldment with Q
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Fig. 4 Changes of longitudinal shrinkage force
at the SA weldment with Q
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Fig. 5 Changes of angular distortion at the
ES weldment with Q/Db and strip
wire width
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Fig. 6 Changes of angular distortion at the
SA weldment with Q/Db
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