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(b) After welding completion (Qutward direction)
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(a) After welding completion (Inward direction)
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welding pass

- | A

He Y

CRE

d

1% 3 Inwar

b
3000

|
2000

FEM

1
000

Along x-axis at y=990mm

O===0 TEST

ww ‘yuswaoeidsip suejd-jo-nQ

|
000

=990mm
X, mm

|
1000

FEM

Along x-axis at y:
8- @---O TEST
0

ww ‘yuswseoeidsip sued-jo-in0

(b) After welding completion

(a) After the 2™ welding pass
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