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Effect of groove shape on the Angular Distortion at the Both Side
Multi-pass SA Butt Welds
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Table 1 Wedling condtion and variables used in this study

Dimension [mm]

Welding condition
L W t

1000 600 53 - 71 600Amp X 32V X 400 mm/min
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(a) Analysis model {b) Groove shapes proposed by previous study
Fig. 1 Schematic diagram of experimental model
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Fig.2 Changes of angular distortion at the X groove butt weldment with welding pass
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Fig. 3 Proper deposited weld metal weight ratio between backing pass and finishing pass
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