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Fig. 3 Shearing plastic strain in weldment

2a under front impact roller
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Fig.2 Diagram of (a) front and (b) rear impact rollers
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Fig.6 Transverse (a) and longitudinal (b) plastic

strain in weldment under rear impact roller
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Fig.4 Transverse (a) and longitudinal (b) plastic
strain in weldment under front impact roller
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Fig 5 Shearing plagtic strain in weldment (a)
under rear impact roller
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Fig. 7 Surface of WTIR weld (a) and ordinary weld (b)
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