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Schematic diagram of structure and groove type
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Fig. 2 Nonlinear properties of materials vs temperature
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Fig. 3 Model size and local mesh
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Table 1 Welding process parameters
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Fig. 4 Comparison of thermal cycles between testing and
simulation
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Fig. 5 Comparison of residual stresses between testing
and simulation along line1 and line2
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Fig. 6 Finite element mesh and constraint conditions
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Fig. 7 Thermal cycles of certain locations

3.3 BEEHME
3.3.1 P&L LM IFEHE(casel)

A SRR IR A B IR G, 4
”UTEEXTEIJ”@&mﬁE’JWﬁ/@ (1 8), T WETr
fii, AT K 50 1%, 7R AR TE K 30 A5
it AR ﬁ} FAR AR H, T LU b AR AR Ik
I A BN 22, Th A8 BHE S SR
] F Rt AR e A B A I AU,

(a) FPEEIER (S0fifF)

b) FERASIEE (30f%)

B 8 casel RETHE
Welding deformation with welding sequence of
casel

Fig. 8

FetU” AR X AR A RN O - se AR —
FORMIRIE 4, R A —E UL, 7k b
TP KIESEE (B 1) F, A3 0 R il 1A 3R



116 B g ¥ #®

%37 %

VD H B, PR e R b AR A R
(1244 156 mm’) L R (663 346 mm®) K. 455 4%
RIS TR P e R s — B
A e R W A e SR PR A e i BB R T B
TS FEGEAR L. R E H F SE R N A A [
FE LI TE 22 AT P A A BT, 52 AR 60 A% B R AR T
LA —EREN T . 68 E KA Rt 4
e WS 3 B T RE AR 2 S R Sy« 0 ) i A 4
BFAS R RE /N AR SELAR 25 5 5 | IR 25 W e Bl
SR R A AT, S5 R I BE 2R K, A5 2 A s
i A WAL 4 5 | A ) AR T R DAHR T 4 A 0 A2
it

3.3.2 A% L5 2T (case2)

K G R IR M 2 IR G, U
IR Ty BRI T 2258 s iR i 22 T2 D, IR 9 7]
DL H 2258 I A AR A B A7 AR B AR TR, o FLE A
) ZE A% | 2048 A5 4 B 0T 0 58 M A7 7E ) L A5 ity R
T, A MFEAFAE RS 358, s il 28 T8 19 i
K5 casel #H[F, & L A3 145 8at (1 325 917
mm® ) Fo R (710 850 mm® ) K LY. i o
ERA A IR LA e A MR A M Fe i ke A= T 4,
AT R A WIRRAETE . A58 AR A2 RS [ b 2 B
PR R A T S5 R W BE 7 728 Ak 1 .

(a) BB (S0ff)

(b) 5eHASIEE (30fiF)

B9 case2 BETLTHE
Fig. 9 Welding deformation with welding sequence of
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