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Study on Influence of Jig Constraint on Welding Deformation Under Submerged Arc Welding
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Fig. 1 Photo of a steel Bridge. Fig. 2 Equipment of submerged arc welding.
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Fig. 3 Shape and dimension of specimen.

Fig. 5 Specimen during submerged arc welding. Fig. 6 Cutting restraint plates.
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Fig. 10 Distribution of maximum temperature in each process.
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Fig. 13 Comparison of distribution of displacement in z direction between experiment and analysis.
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Fig. 16 Influence of cutting heat on displacement in z direction.
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