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Fig. 1 Dimension of welding block
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Fig. 2 Diagram of mesh model
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Fig. 3 Schematic sketch of double ellipsoid heat source
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Table 1 Welding parameters
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Fig. 4 Verification of fusion wire
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Fig. 5 Surface temperature field distribution of weldment
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Fig. 6 Three-dimensional diagram of puddle and sectional view of weld metal
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Fig. 8 Diagram of thermal cycle cruve
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