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Fig.1 Geometric model of weld bead and workpiece
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Tab.1 The initial parameters of numerical simulation
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Fig.2 Heat flux of double-ellipsoid heat source
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Fig.3 The diagram of the welding sequence
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Fig.4 Finite element mesh model
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Fig.5 Temperature cloud chart of the first(left) and the second ( right) weld

under the three welding speeds

TE M ORI Hh 0 28 5o 45 3 RS 1 A R ST
G AT AT, 6 ARl AB.C.D E F,
HE AR 2 653 .7 535 .6 029 .3 139 3 748 Fl
9 423, i T 45 50 fr v 50, 192 5 43 A 4l ] 6
fii7n. 78 3 MRl T il i ANSYS i35, 15
) 15 K o R PP N G R B g 2 1

B6 ARESHE

Fig.6 Distribution diagram of the six points
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Fig.7 The thermal cycling curves of the six points

under the welding speed of 8§ mm/s
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Fig.8 The experiental sample and sample locations
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Fig.9 The actual thermal cycling curves of a ~ f points

under the welding speed of 8§ mm/s
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