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Fig. 3 Comparison of the cross section of full-
penetration high-strength steel welds obtained at
different ambient pressures. (a) atmospheric
pressure; (b) vacuum
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Fig. 10 Transverse residual stress distribution on the
weld cross section. (a) atmospheric pressure;
(b) vacuum
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Fig. 11 Variation of transverse residual stress at
different positions from the center of the weld
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Fig. 13 Transverse shrinkages of the weld joints
obtained under atmospheric pressure and
vacuum
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