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) o ) Fig. 2 Photo of solidification cracking under high-speed narrow
Fig. 1 Tandem torches used in pipe welding.

gap welding with tandem torches.
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Fig. 6 Analysis model of pipe welding. Fig. 7 Temperature dependent material constants
of X65.
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Fig. 8 Maximum temperature distribution obtained Fig. 9 Photo of penetrated shape of 2 torch MAG welding.
by FE analysis.
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