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A Study on Weld deformation and Straightening by heating

Abstract

The welding distortion can result in problems such as dimensional inaccuracies
during assembly and raise concerns on safety during service. Therefore, an accurate
prediction and a reduction of the deformation are critical to improving the quality of
the weldment. In this study, four cases for reducing welding distortion is proposed
and it is evaluated through experiments.
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Fig.l 3-Dimensional analysis model
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Fig.2 Heating methods for reducing angular distortion

Fig.3 Comparison of angular distortion among the

various gas flame heating method
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