Ibutt %7 SA $H% WY 47
A Study on the the Distortion of the I Butt SA Weldment
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Fig. 2 Change of angular distortion at the I
butt SA weldment with f(Q/Db) and
the number of pole
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Table 1 Welding conditions for Experiment

Pass Heat Intensity [cal/mm]
Lead(DC) 347
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Fig. 4 Experimental model
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Fig. 5 Deformed Shape of the I butt weldment
after 1 pole and 2 pole SA welding
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