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Numerical Smulation of W elding Distor tions of A lim inum
Alloy under Pretension Stresses

LI J'ng—yongl, LU Zh'fpengl,

WANGHu, LU Yamng

(L Advanced W eling Technology Provincial Key Laboratory Jiangsu Un versity of Science and Technology Zhenjiang Jiangsu

212003 China)

Abstract The temperature and stress fells which appeared durng weld ng of alum num alby sheet under different pre-tension stres-

ses are numerically smulated by ushgANSY S finite elan entanalysis sofivare and programm ing with APDL hnguage The calcuhtion

tesu lts shov that pre-tension weldngm ethod can reduce the weld ng residual stresses effectively, and the longiudinal and transverse re-

sidual stress decease gradually w ih the pre-tens bn stress ncreasing W hen pre-tension stress 0 changes fran 0 o 90% 0, ,, the re-

silual stress reduced by 85. &% . The simulated results are well consistentwith the expermental ones
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