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Optimization of Welding Sequence for Welded Plate Structure
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[ABSTRACT] As an application of this FEM
preprocessing system, simulation on welding process of
missile’s oil box is performed, in which the effects of the
welding sequence of four web plates and welds on each
web plate are primarily analyzed. The simulation result
shows that deformation under varied welding sequence
is almost the same. Downward deflection deformation is
obtained along weld longitudinal direction in structure as
well as upward deflection deformation along weld traverse
direction. The minimal deformation of structure is ob-
tained by using the presented method that four web plates
are first tack welded on both ends, and then the web plates
are staggered welded on both sides with the same welding
sequence at the same time.
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Fig.1 =z direction displacement of joints with different
welding sequences
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Fig.2 Sequence of weld seams and sub—plates
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Fig.3 Path defined to consider deformation
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Fig.4 Displacement of z direction under different
symmetrical welding sequence
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