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The effect of vibratory stress conditioning on angular distortion of multi-pass butt welds
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Table 1 Welding conditions applied for 2G specimen of unrestrained state

Layers Process Position Current (A) Voltage (V) Speed (cm/min)
Root (1 Pass) 1G 220 26 19
Root (% Pass) FCAW 280 31 32

Fill & Cap 3~

94 Pass) 2G 260 26 45
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