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Figure 1. Principal schemes of explosion treatment of welded joints in sheet metal structures:a-epure
of residual stresses; b-strip chargeic-cord charges; d-“snake” scheme; n-number of cord
charges; Bx-plate width; Bi-zone of tensile residual stresses action; A and S-amplitude and
spacing of detonating cord in the “snake” scheme; bo-width of strip charge; & -plate

thickness.
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Figure 2. Principal scheme of explosion treatment of
circumferential  welds in  axisymmetrical
metal structures : R-shell radius: & -shell
wall thicknes : To—explosion pulse.
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