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Chapter

Residual Stresses Distribution
Posterior to Welding and Cutting
Processes

Asma Manai

Abstract

Welding is a joining process that leads to considerable change in the local material
and the formation of welding residual stresses (RS). Welding residual stresses can be
compressive (beneficial for the fatigue life) or tensile (harmful for the fatigue life). In
this chapter, a probabilistic analysis of residual stresses distribution posterior to
welding processes is carried out. Several researchers stated that the type of the intro-
duced stresses either compressive or tensile depends on several factors. Some of these
factors are listed in this chapter. Welding of mega-structures is carried out in the
workshops, then a cutting process takes place to construct the exact size of the
structural components. This cutting process has a significant effect on the weld resid-
ual stresses re-distribution. A study of the re-distribution of the weld residual stress
after cutting was performed. It was found that independent of the weld seam length,
the residual stresses re-distributed up to 60 % of the weld seam length.

Keywords: weld parameters, tensile residual stresses, compressive residual stresses,
as-welded, cutting processes

1. Introduction

Residual stresses have a significant effect on the fatigue life of structures. Surface
tensile residual stresses (TRS) can cause harm to structures, components or speci-
mens. However, surface compressive residual stresses (CRS) can improve the fatigue
life of the structures, components or specimens. In most cases, welding introduces
TRS at the surface. Few cases reported that CRS can be found at the surface of welded
structures, components or specimens.

Rossini et al. [1] define residual stresses as the stresses that remain within the
Structure in the case of absence of external load or thermal gradients after manufac-
ture and material processing (refer to Figure 1). The equilibrium of the self-balanced
stress can be translated to equilibrium in x-direction gives Eq.(1).

h/2
J GRS,xdy =0 (1)
—h/2

Where, £ is the plate thickness and (ogs) is the residual stresses in the x-direction.
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Figure 1.
Schematic presentation of vesidual stresses distribution.

An external load applied to a structure, component or specimen will lead to a stress
distribution. If the structure (component or specimen) has residual stresses and its
behavior is still elastic, the material will respond to the sum of the stress distribution
of the external load and the residual stresses. Eq.(2) expresses the relation between
stress distribution in the material (), the externally applied stress (og,) and the
residual stresses (ogs).

0 = OfEx + ORs )

In case where the structure, component or specimen is submitted to external cyclic
loading (ogy), the residual stresses do not affect the stress amplitude (o, ), as it is
permanently present in the material, therefore, (Eq.(3)). However, it affects the mean
stress (o) (refer to Eq.(4))

Oy = Og,Ex (3)

Oy = Om,Ex + Ogs (4)

There are several sources that introduce residual stresses, such as production
process, heat treatment, welding process, post-weld treatments, etc.

Residual stresses can be classified into two scales namely macro and micro residual
stress. RS that occur over long distances within the material are characterized as
macro RS. In Withers et al. [2], mentioned that the origins of macro stress are
peening, welding, shot-peening and Tungsten Inert Gas (TIG) dressing. While, RS
that exists either between grains or inside a grain due to coherence at interfaces,
crystalline defects, and dislocation stress fields (Withers et al [2] and Donato et al.
[3]) is named as micro residual stresses.

The scale of the residual stress, whether it is micro (intergranular) or macro scale,
determines the measurement technique. There is no unique technique that is qualified
for measuring all the stress types (micro and macro). Within one specimen or
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Technique Type Residual stress type

Mechanical Destructive Macro-residual stress

X-ray diffraction Non-destructive (surface method) Macro and micro residual stress

Neutron diffraction Non-destructive Macro and micro residual stress

Ultrasonic Non-destructive Macro and micro residual stress

Magnetic Non-destructive Macro and micro residual stress
Table 1.

Techniques of measuring residual stresses.

component, measurement of residual stresses using two different techniques, give
completely different results. Therefore, for reliable results, it is recommended to
select a suitable method for each case. Nasri et al. [4], reported that the choice of the
measurement technique depends on the scale of the RS.

There are many techniques for residual stresses measurements. These techniques
can be grouped into three types namely, nondestructive, semi destructive, and
destructive. The following bullets enumerate examples of these techniques:

* Nondestructive: X-ray, neutron and synchrotron diffraction, ultrasonic method,
and Barkhausen noise method.

* Semi destructive: Hole-drilling, ring-core, and deep-hole methods.
* Destructive: Sectioning compliance techniques, and contour method.

Table 1 lists the measurements techniques with their corresponding type and
residual stress scale that is aimed to measured.

For welding residual stresses, the most used techniques are x-ray diffraction
(Monin et al [5]) and neutron diffraction (Paddea et al. [6]).

In this chapter, Section 2 is meant to determine the mean factors that determine
the type of welding residual stresses at the surface and to provide a probabilistic
analysis of the shape and type of welding residual stress at the surface. Section 3 gives
an overview of the effect of residual stresses on fatigue life and lists the different
causes, and reasons for residual stresses relaxation. A re-distribution of welding
residual stresses after the cutting process was studied in section 4.

2. Weld residual stresses

The welding process is associated with intensive heating and cooling. This process
leads to weld effects at the weld toe and root. Some of these effects are residual
stresses, micro-cracks, high-stress concentration, and local change in the material
properties. These effects have a significant influence on the fatigue life of the
welded structure, component, or speciemen. Radaj [7] found that the residual
stresses and the geometrical change at the weld toe are the most critical parameters
that are determinantal for fatigue. In Manai et 4l [8], Manai [9] and Schijve [10],
it was stated that CRS is beneficial for fatigue life, while TRS is harmful and reduces
the fatigue life.
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2.1 Factors affecting RS distribution

There are many factors that affect the residual stresses distribution in welded
structure, component, or specimen. The main factors that determine what residual
stresses are present in a welded structure (tensile or compressive at the surface) are
listed in the following points:

The existance of residual stresses in the plates that is resulting from the
manufacturing process prior to welding, (before welding takes place).

The material properties (micro-structures, thermal and mechanical properties) of
the weld and base materials.

The geometry and the shape of the plates being welded.

The welding procedure (the welding conditions, and the pass sequence in
multipass welds).

2.2 Change on the residual stresses distribution
Several factors might modify the residual stresses after welding. These factors can
be either during manufacturing process or during the service life of the as-welded

structure. Some - but not limited to - of these factors are:

* Surface treatments (peening, TIG dressing, Grinding, etc.), which might cause
redistribution of residual stresses due to material removal.

 Cutting process.

* Mechanical loading, such as proof testing or vibration during transportation.
e Thermal treatments.

e Mechanical treatments such as vibrational stress relief.

* In-service repair.

¢ Crack initiation or loss of the material due to corrosion.

It is highly recommended to consider these factors while assessing the as-welded
structure, component, or specimen.

2.3 Type of weld residual stresses

A literature study and a probabilistic analysis of welding residual stresses distribution
were performed by Manai et al in [8]. They concluded that the probability of occurrence
of TRS at the surface is 0.89, substantially, the probability of occurrence of CRS at the
surface equal to 0.11. In addition, Manai et al. [8] developed a method that determines
the shape of welding residual stresses distribution through the thickness direction by
knowing only the magnitude of surface welding residual stresses. It was assumed that
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the residual stresses in the thickness direction at the weld toe has the shape showed in
Figure 2. Three parameters were used to define this shape which are the magnitude of
the surface residual stresses (ogss), the maximum magnitude of the subsurface residual
stresses (ogsp), and the depth of the maximum sub-surface residual stresses (Dp).

As welding residual stresses distribution depend on the material properties and the
geometry of the plates (thickness of the welded plate), a normalization of the
abovementioned parameters that define residual stresses shape is introduced. The
magnitude of the residual stresses (ors) was normalized by the yield strength (o) of
the material, (‘(’7—25). The depth of the residual stress(Dg) was normalized by the plate

thickness (T), (D—Tﬁ). In the section below, a summary of the residual stresses distribu-
tions through the thickness direction at the weld toe is stated.

2.3.1 Tensile welding residual stresses at the surface

Based on the probabilistic analysis in Manai et al. [8], in the case where welding
introduces TRS at the surface, the following conclusions are extracted (regardless of
the material and the thickness of the welded plate):

* A linear regression line connecting the magnitude of the surface RS (ogsa) and
the maximum magnitude of the sub-surface RS (ogsp) is investigated.

* The mean of the depth of the maximum sub-surface residual stresses (see
Figure 2), Dg, is 35% of the plate thickness with a standard deviation of 24%.

* The surface magnitude residual stresses (orsa) follows a log-normal distribution
with a mean value of —0.35 o5, and standard deviation of 0.27 oy,

* the maximum sub-surface residual stresses (orsg) follows a log-normal
distribution with a mean value of 0.2 of, and standard deviation of 0.25 fy)-

orsaVvalue of the surface RS

Ogsg: value of the maximum sub-
surface RS

RS

v

\“r>

Dg: Depth of maximum value of the

sub-surface RS

Depth

Figure 2.
Schematic presentation of residual shape of RS through the thickness direction.

5



Engineering Principles - Welding and Residual Stresses

2.3.2 Compressive welding vesidual stresses at the surface

In case where welding inroduces CRS at the surface and independent of the
material and the thickness of the welded plate, the following points were concluded in
Manai et al [8]:

* The residual stresses at the surface (6rsa) have a mean value of 0.57 65 and a
standard deviation of 0.12 -

* The sub-surface residual stresses (orsz) have a mean value of 0.59 6, and a
standard deviation of 0.39 o,.

* The normalized depth of the maximum sub-surface residual stresses (D—ﬁ) follows
a normal distribution with a mean value of 10% of the normalized thickness
varying with a standard deviation of 7%.

3. Effect of residual stresses on fatigue

Welding residual stresses modify the mean stress experienced by a welded joint
under the fatigue loading. In case where high TRS is presented at the welded area, it is
assumed that cyclic stresses are fully damaging. Therefore, the effect of welding
residual stresses must be taken into account when dealing with welded joints. This
effect appears in the calculation of crack growth. As % (a is the crack depth and N is
the number of cycles) and AKj, (stress intensity factors range threshold) depend
through the stress ratio (R = (‘:::—Z, where 6,,;,, is the minimum stress and 6, is the

maximum stress) on the mean stress (s,,). TRS increases the mean stress, therefore
accelerates crack propagation. Ultimatly, CRS decreases the mean stress, therefore,
leads to the retardation of crack propagation.

In the case where TRS is introdcued at the welded area, crack propagation occurs
even when the structure, component, or specimen is subjected to external compres-
sive stress cycles.

In Manai [9], simulations of the fatigue life of as-welded structures in the case of
the presence of TRS at the surface and in the case of the presence of CRS at the surface
were carried out. It was stated that the fatigue life increases with a factor of 4.5 times
in the case of CRS occurred at the surface after the welding process in comparison to
the case where TRS occurred at the surface (after welding).

4. Weld residual stress relaxation after cutting processes

In order to install mega-welded strucutres such as bridges, off-shores and so on,
welding is carried out in the workshop and cutting processes are usually applied. This
cutting process is determined depending on the exigences for edge detail and the
application Barzoum et al. [11] and Cicero et al. [12]. The most techniques used for
cutting are machine cutting and thermal cutting processes. Moreover, there are addi-
tional cutting techniques that has recentrly recognized such as plasma, laser and
waterjet. For welded structures, component or specimen a cutting process will intro-
duce relaxation of residual stresses. A few studies emphasized the re-distribution of
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the welding residual stresses caused by the cutting process [13, 14, 15]. An analysis of
data presented in Liang et al. [15] was performed. The used material is Q355B with
yield strength o7, = 359 MPa. The RS was measured using sectioning relaxation strain
gauges.

In order to measure the RS in different weld seam lengths, step-by-step sectioning
with measurement of the relaxation stress was performed. Residual stresses in speci-
mens with widths vary between 30 mm and 160 mm were measured. In order to
better analyze the data, the magnitude of the residual stresses is normalized with the
yield strength of the material (o5, ), and the length was normalized by the plate width
(w). The following conclusions were extracted:

For longitudinal residual stresses:

* Regardless of the weld seam length, typical distributions of longitudinal welding
residual stresses were found after cutting, (See Figure 3).

* After cutting, high tensile residual stresses were measured at the middle of the
plate width and low tensile at both edges of the specimen.

¢ The maximal tensile residual stresses (measured at the middle of the welded
plated), gradually decrease with the decrease of the width of the cutted specimen.

For transversal residual stresses:

* Regardless of the weld seam length, typical distributions of transversal welding
residual stresses were found after cutting.

e After cutting process, low tensile residual stresses were measured at the middle of
the weld seam length and a high compressive residual stresses were measured at

both specimen edges.

o After the cutting process, 30% of the width of the welded plate contains tensile
residual stresses and 60% contains compressive residual stresses (See Figure 4).
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Figure 3.
Plate width as a function of the normalized measuved length of CRS after cutting.
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Measured RS along the weld seam length after cutting, Liang et al. [15].

e Similar to the longitudinal RS, the magnitude of transversal RS decreases
gradually with the decrease of the weld seam length (after cutting took place),
(See Figure 3). In Figure 3, [ is the length where CRS was measured.

Nomenclature
a crack depth
Dgp

depth of the maximum sub-surface residual stresses

h plate thickness

l the length where CRS was measured
N number of cycles

R stress ratio

ORSA surface residual stresses

ORSB maximum sub-surface residual stresses
T plate thickness

w plate width

Ca stress amplitude

OuBx amplitude of the external load

OEx external stress

o yield strength of the material

Om mean stress

Om. Ex mean of the external load

Cmax maximum stress

Omin minimum stress

ORS residual stresses

ORS x residual stresses in the x-direction
AKy, stress intensity factors range threshold
Abbreviations

RS residual stresses

TIG dressing Tungsten Inert Gas dressing
TRS tensile residual stresses

CRS compressive residual stresses

8



Residual Stresses Distribution Posterior to Welding and Cutting Processes
DOI: http:/dx.doi.org/10.5772/intechopen.100610

Author details

Asma Manai
Chalmers University of Technology, Gothenburg, Sweden

*Address all correspondence to: asma.manai@chalmers.se

IntechOpen

© 2022 The Author(s). Licensee IntechOpen. This chapter is distributed under the terms of
the Creative Commons Attribution License (http://creativecommons.org/licenses/by/3.0),
which permits unrestricted use, distribution, and reproduction in any medium, provided

the original work is properly cited.

9



Engineering Principles - Welding and Residual Stresses

References

[1] Rossini N S, Dassisti M, Benyounis K
Y, Olabi A G: Methods of measuring
residual stresses in components.
Materials and Design. 35: 572-588.
[Accessed: 2012]

[2] Withers P J, Bhadeshia H K D H:
Residual stress: Part 2-Nature and
origins. Materials Science and
Technology. 17(4): 366-375. [Accessed:
2001].

[3] Donato G H B, Magnabosco R:
Modeling and characterization of
residual stresses in material processing.
Comprehensive Materials Processing:
Materials Modeling and
Characterization. 2: 219-233. [ Accessed:
2014]

[4] Nasir NS M, RazabM KL A,
Mamat S, Igbal M: review on welding
residual stress, Journal of Engineering
and Applied Sciences. [Accessed: 9 May
2016]

[5] Monin V I, Gurova T, Castello X,
Estefen S F: Analysis of residual stress
state in welded steel plates by X-ray
diffraction method. Reviews on
Advanced Materials Science. 19: 172-175.
[Accessed: 2009]

[6] Paddea S, Francis ] A, Paradowska A
M, Bouchard P J, Shibli I A: Residual
stress distributions in a P91 steel-pipe
girth weld before and after post weld
heat treatment. Materials Science and
Engineering: A. 534: 663-672.[ Accessed:
2012]

[7] Radaj D: Welding residual stress and

distortion: calculation and measurement.

ISBN 3-87155-791-9 DVS-Verlag GmbH,
Diisseldrof, pp. 332-350 [Accessed 2003]

[8] Manai A, Polach R F Al-Emrani M: A
probabilistic study of welding residaul

10

stress distribtuion and theri contribution
to the fatigue life, Engineering Failure
Analysis. [Accessed: 13 November
2020].

[9] Manai A: Effect of weld residual stress
in the fatigue strength, Euro Steel
2020 UK. [Accessed: August 2021]

[10] Schijve J: Fatigue of structures and
materials, Springer, [Accessed: 2009]

[11] Barsoum Z, Stenberg T, Lindgren E:
Fatigue properties of cut and welded
high strength steels — Quality aspects in
design and production. Procedia Eng
2018;213: 470-6. [Accessed: 20
December 2016]

[12] Cicero S, Garcia T, Alvarez | A,
Meizoso AM, Bannister A: Definition of
BS7608 fatigue classes for structural
steels with thermally cut edges.
International Journal of Steel Structures
2016;120:221-231. [Accessed: 2016]

[13] Dattoma V, Giorgi M, Nobile R: On
the evolution of welding residual stress
after milling and cutting machine.
Computer Structures 2006;84:1965-76.
[Accessed: 2006]

[14] Zhang ], Dong P: Residual stresses in
welded moment frames and implications
for structure performance. Journal of
Structure Engineering 2000;126:
306-315.

[15] Liang H, Kan Y, Chen H, Zhan R,
Liu X, Wang D: Effet of cutting process
in the residual stress and fatigue life of
welded joint treated by Ultrasonic
impact treatement. [Accessed: 16 Jully

2020].



