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By combining Automesh with GPU-accelerated IEFEM, this study achieved
high-fidelity thermo-elastic—plastic analysis of ultra-large multi-pass welds.

o Snesnoeesnd [ The workflow eliminates meshing bias, reveals discrete geometric effects,

. . . Pass Height [mm| . . .
Automesh delivers fully automated model building and and enables practical large-scale parametric exploration that would be
analySlS Setup for Weldlng simulations Isolate single effects (groove angle) by quantitatively controlling all other parameters infeasible with conventional lmphClt solvers.

OuRoog9 17,0853 v
3 03Rebuio09 1170833 Dssarce

Angular Distortion [rad]

2 00t 11,0833 Owelt:

2 S 135846 26




