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Fig. 1 Schematic of cable-type wire shape in SAW
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Table 1 Welding parameters
RUEIY: ARG IR /A R U/V BESHERE o/ (ememin )
MR TR 750 36 38
R 750 36 35
T AR 700 38 40
i 750 39 40
BiaCHIUR | SRZZATIE 750 36 38
e AR 850 36 33
RER 850 37 39
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Fig.2 Welding seam profiles
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Fig. 3 Schematic of weld bead
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Fig. 4 Mesh model of CWW-SAW
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Fig. 5 Comparison of calculated weld cross section and
HAZ size with experimental results
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Fig. 6 Comparison between calculated stress on surface
of workpieces with experimental results
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Fig. 7 3-D residual stress distribution contour
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Fig. 8 Residual stress distribution contour of cross section
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Fig. 9 Stress distribution along line L, and L,
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Fig. 10 Stress distribution along line L, and L,
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