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Development of in-process control method on weld quality (Report 2)
by Ryoji MIZUNO, Yasuyuki FUJIYA, Susumu SHONO and Fukuhisa MATSUDA
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Fig.1 calculated points. Fig.2 Cooling time for weld heat ~ Fig.3 Cooling time for plate thickness
input at peak temperature 1350°C. at peak temperature 1350°C.
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