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Heat Source Fitting in CMT Welding and Prediction of the Deformation
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Fig. 1 Property of CMT

3. Heat Source Fitting and Prediction of the
Deformation
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Fig. 2 Section of welding part and Test specimen
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Fig. 4 Heat source functions of CMT welding
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Fig. 5 Temperature distribution of heat source

Table 1 Parameters for heat source fitting

Arc Parameters

ar 3mm
ar Smm
b 2mm
C Imm
Heat input
QW) 678.5
Heat loss ratio 0.24

Local Model 284 %~ Thermal, Mechanical 3145
Qa3 71 A3E Fig,
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