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Prediction of Butt Welding Deformation in Actual Plate Structure
Using Simplified Analysis Method
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Table 1 Welding conditions for multi-pass butt welding model

Plate Heat
. . Groove Root
Welding | Thickness No. of 1 \% v Input
Angle Gap
Process t Pass (A) | (V) | (mm/sec) Q
(degree) (mm)
(mm) (cal/mm)
FCAW 16 40 4 4 260 | 32 7.5 266

Table 2 Welding conditions for single-pass butt welding model

Plate Heat
. . Groove Root
Welding | Thickness No. of I \Y v Input
Angle Gap
Process t Pass (A) | (V) | (mm/sec) Q
(degree) (mm)
(mm) (cal/mm)
FGB 16 50 1 2 910 | 34 4.3 1714
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Fig. 1 Simplified model of butt welding process
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3 Bending deflection according to the gravity Fig. 4 Bending deflection according to the gravity
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Fig. 5 Bending deflection according to the welding process
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Fig. 2 Finite element model for butt welding model
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Fig. 6 Comparison of numerical results by Ueda with those by suthor



