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Stress Analysis in Bar Welding Process
for Endless Rolling Application

J. S. Chung’, H. Kim" and J. S. Lee™
Rolling Process Res. Team, RIST
Welding & Structural Integrity Res. Team, RIST~

ABSTRACT
A batch process in which transfer bars are rolled in single bar units involves many problems in terms of
quality, yield and threading stability. The endless rolling process is an effective solution to such problems.
In this study, an analysis model is proposed to calculate the distribution of normal stress in endless rolling
process. The model was examined by comparing with the result of experiment. A device using the spring is

developed for improving the welding quality.
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