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(57) ABSTRACT

A remote high-performance computing material joining and
material forming modeling system (100) enables a remote
user (10) using a user input device (20) to use high speed
computing capabilities to model materials joining and mate-
rial forming processes. The modeling system (100) includes
an interface module (200), an application module (300), a
computing module (400), and a scheduling module (500).
The interface module (200) is in operative communication
with the user input device (20), as well as the application
module (300), the computing module (400), and the sched-
uling module (500). The application module (300) is in opera-
tive communication with the interface module (200) and the
computing module (400). The scheduling module (500) is in
operative communication with the interface module (200)
and the computing module (400). Lastly, the computing mod-
ule (400) is in operative communication with the interface
module (200), the application module (300), and the sched-
uling module (500).

20 Claims, 13 Drawing Sheets
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REMOTE HIGH-PERFORMANCE
COMPUTING MATERIAL JOINING AND
MATERIAL FORMING MODELING SYSTEM
AND METHOD

REFERENCE TO RELATED DOCUMENTS

This application is a national stage application under 35
U.S.C. §371 of International Application No. PCT/US2008/
061032, filed Apr. 21, 2008, which claims priority to U.S.
Provisional Patent Application No. 60/925,464, filed Apr. 20,
2007, the contents of which are incorporated herein by refer-
ence.

TECHNICAL FIELD

The instant invention relates to the field of high-perfor-
mance computer modeling of complex processes such as
material joining, including welding, and material forming,
particularly a system for such that facilitates the use of remote
high-performance computing resources.

BACKGROUND OF THE INVENTION

Computer simulation and modeling of complex material
joining processes, forming processes, and related allied pro-
cesses, such as heat treatment, heat transfer, and phase trans-
formation, have long been difficult to model on the computer.
Modeling such processes typically requires a dedicated engi-
neer working on a daily basis with finite element analysis
programs. Further, such modeling and analysis programs
often require tremendous computing power to model even the
most basic processes; computing power that is often not avail-
able to engineers in industry. Additionally, engineers recreate
many common modeling scenarios every year from scratch
simply because modeling simulations that have been experi-
mentally verified are not widely available.

The field of mechanical and materials computer modeling
has been lacking a formalized structured modeling method
for common modeling scenarios that have been experimen-
tally verified, which also guides the user through the data
entry process ensuring that a model can be created, and takes
advantage of high-performance computing capabilities to
remote supercomputing centers during off-peak time periods.
The present invention fills this need and provides practicing
engineers the confidence to model verified scenarios without
requiring the engineer to be an expert at creating finite ele-
ment analysis models. Such flexibility encourages the mod-
eling of multiple “what-if” scenarios by making simple data
entry changes rather than having to modify a complex finite
element analysis model.

SUMMARY OF INVENTION

In its most general configuration, the present invention
advances the state of the art with a variety of new capabilities
and overcomes many of the shortcomings of prior devices in
new and novel ways. In its most general sense, the present
invention overcomes the shortcomings and limitations of the
prior art in any of a number of generally effective configura-
tions. The instant invention demonstrates such capabilities
and overcomes many of the shortcomings of prior methods in
new and novel ways.

The remote high-performance computing modeling sys-
tem of'the present invention enables a remote user using a user
input device to use high speed computing capabilities to
model materials joining processes, forming processes, and
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allied processes which rely on heat-flow and phase transfor-
mation analysis, including, but not limited to, heat treatment,
heat transfer, and phase transformation. The remote high-
performance computing modeling system includes an inter-
face module, an application module, a computing module,
and a scheduling module. The interface module is in operative
communication with the user input device, as well as the
application module, the computing module, and the schedul-
ing module.

The application module is in operative communication
with the interface module and the computing module. The
scheduling module is in operative communication with the
interface module and the computing module. Lastly, the com-
puting module is in operative communication with the inter-
face module, the application module, and the scheduling
module.

The remote high-performance computing modeling sys-
tem exists in a digital environment with a physical existence
manifested as a plurality of computers and servers in electri-
cal communication with each other and electronically linked
via the Internet, or other wide area network, over vast dis-
tances. Therefore, operative communication as used herein
refers to the ability to transfer data via any means, whether
wired or wirelessly.

These variations, modifications, alternatives, and alter-
ations of the various preferred embodiments may be used
alone or in combination with one another, as will become
more readily apparent to those with skill in the art with ref-
erence to the following detailed description of the preferred
embodiments and the accompanying figures and drawings.

BRIEF DESCRIPTION OF THE DRAWINGS

Without limiting the scope of the present invention as
claimed below and referring now to the drawings and figures:

FIG. 1 is a schematic of one embodiment of the present
invention, not to scale;

FIG. 2 is a schematic of one embodiment of the application
module of the present invention, not to scale;

FIG. 3 is a schematic of one embodiment of the computing
module of the present invention, not to scale;

FIG. 4 is a schematic of one embodiment of the scheduling
module of the present invention, not to scale;

FIG. 5 is a screen shot of one embodiment of a portion of
the present invention, not to scale;

FIG. 6 is a screen shot of one embodiment of a portion of
the present invention, not to scale;

FIG. 7 is a schematic of one embodiment of the present
invention, not to scale;

FIG. 8 is a schematic of one embodiment of the present
invention, not to scale;

FIG. 9 is one embodiment of a sample automatically gen-
erated solution (440) illustrating average cooling rates;

FIG. 10 is a schematic of one embodiment of the applica-
tion module of the present invention, not to scale;

FIG. 11 is a schematic of one embodiment of the applica-
tion module of the present invention, not to scale;

FIG. 12 is a schematic of one embodiment of the applica-
tion module of the present invention, not to scale; and

FIG. 13 is a schematic of one embodiment of the applica-
tion module of the present invention, not to scale.

DETAILED DESCRIPTION OF THE INVENTION

The present invention includes a remote high-performance
computing material joining and material forming modeling
system and method. The invention enables a significant
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advance in the state of the art. The preferred embodiments of
the apparatus accomplish this by new and novel methods that
are configured in unique and novel ways and which demon-
strate previously unavailable but preferred and desirable
capabilities. The description set forth below in connection
with the drawings is intended merely as a description of the
presently preferred embodiments of the invention, and is not
intended to represent the only form in which the present
invention may be constructed or utilized. The description sets
forth the designs, functions, means, and methods of imple-
menting the invention in connection with the illustrated
embodiments. It is to be understood, however, that the same
or equivalent functions and features may be accomplished by
different embodiments that are also intended to be encom-
passed within the spirit and scope of the invention.

The remote high-performance computing material joining
and material forming modeling system (100) of the present
invention enables a remote user (10) using a user input device
(20) to use high speed computing capabilities to model mate-
rials joining processes, forming processes, and allied pro-
cesses which rely on heat-flow and phase transformation
analysis, including, but not limited to, heat treatment and
material modeling. As seen in FIG. 1, the remote high-per-
formance computing material joining and material forming
modeling system (100) includes an interface module (200),
an application module (300), a computing module (400), and
a scheduling module (500). The interface module (200) is in
operative communication with the user input device (20), as
well as the application module (300), the computing module
(400), and the scheduling module (500).

The application module (300) is in operative communica-
tion with the interface module (200) and the computing mod-
ule (400). The scheduling module (500) is in operative com-
munication with the interface module (200) and the
computing module (400). Lastly, the computing module
(400) is in operative communication with the interface mod-
ule (200), the application module (300), and the scheduling
module (500).

The remote high-performance computing material joining
and material forming modeling system (100) exists in a digi-
tal environment with a physical existence manifested as a
plurality of computers and servers in electrical communica-
tion with each other and electronically linked via the Internet,
or other wide area network, over vast distances. Therefore,
operative communication as used herein refers to the ability
to transfer data via any means, whether wired or wirelessly.

Now, each module with be discuss in further detail begin-
ning with the interface module (200). The interface module
(200) provides the secure access to the remote high-perfor-
mance computing material joining and material forming
modeling system (100). The interface module (200) is the
remote high-performance computing material joining and
material forming modeling system’s (100) method of obtain-
ing information from the remote user (10) and presenting
information to the remote user (10). The interface module
(200) may track the financial transactions with the remote
user (10), including the status of bulk time, or execution,
purchases allowing access to the system (10). In other words,
if the remote user (10) purchased a one week access package,
or a package limited to a specific number of executions, the
interface module (200) would keep the remote user (10)
informed as to when the access will terminate. The interface
module (200) may also keep usage logs as well as function as
a source of general user information, such as frequently asked
questions, training manuals, previously run conditions, and
outputs. The interface module (200) may also provide access
to additional engineering databases such as a weld procedure
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information database and an empirical test data database.
Further, the interface module (200) may facilitate the remote
user (10) to contribute data to the weld procedure information
database and the empirical test data database, to search such
databases, and retrieve weld procedure information and
empirical test data. One embodiment of the system (100)
allows the remote user (10) to receive credit for contributing
to the weld procedure information database and the empirical
test data database. The remote user (10) may then use such
credits in a number of ways including accessing the databases
to retrieve information as well as using the credit to purchase
additional modeling solutions.

The interface module (200) may receive user identification
data from the remote user (10). The user identification data
(210) may include data such as login name and password.
Further, the interface module (200) may receive financial
transaction data from the remote user (10). The financial
transaction data may include payment data such as credit card
information, electronic funds transfer data, wire transfer
information, and any other electronic commerce payment
data. The interface module (200) may also report data to the
remote user (10) such as the running cost-to-date (annual/
monthly/weekly), as well as the financial resources remain-
ing (i.e. not spent balance). As will be further explained later,
the interface module (200) also receives output data from the
computing module (400) and formats such data for easy use,
or as directed by the remote user (10). The interface module
(200) may also report to the remote user (10) regarding
resource availability data such as the system status, as well as
a resource availability profile, which may be displayed as a
calendar of available times to perform the analysis. Further,
the interface module (200) may keep the remote user (10)
apprised of the status of a particular analysis by displaying
project status data, which may be as simple as the percentage
of the simulation that is complete.

The application module (300) incorporates a joining meth-
odology database (310), a joint geometry database (320), a
modeling material database (350), and an application quali-
fication standard (390). In another embodiment the applica-
tion module (300) incorporates a forming methodology data-
base (610), an initial component geometry database (620), a
modeling material database (350), an application qualifica-
tion standard (390), and optionally a final component geom-
etry database (650). In yet another embodiment, seen in FIG.
11, the application module (300) incorporates a heat treat-
ment database (710), a modeling material database (350), a
post-treatment material property database (720) having at
least one post-treatment material property (722) and option-
ally a user specified post-treatment material property (724),
and an application qualification standard (390). In yet another
embodiment the application module (300) incorporates a heat
transfer database (810), a modeling material database (350),
a heat transfer influencer database (820), and an application
qualification standard (390). In yet another embodiment the
application module (300) incorporates a phase transforma-
tion database (910), a modeling material database (350), a
phase transformation influencer database (920), and an appli-
cation qualification standard (390). Still further embodiments
may incorporate one or more of the joining methodology
database (310), the forming methodology database (610), the
heat treatment database (710), the heat transfer database
(810), and the phase transformation influencer database
(920).

First, as seen in FIG. 2, the joining methodology database
(310) contains at least one joining method (312). For instance,
the joining methodology database (310) contains a list of the
types of joining processes that may be analyzed using the
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present invention. While the present invention need only
include at least one joining method (312), it is anticipated that
the joining methodology database (310) would include
numerous joining methods. Such methods may include, but
are not limited to, all types of fusion and solid-state welding
including arc welding, oxyfuel gas welding, resistance weld-
ing, pressure welding, plasma welding, electron beam weld-
ing, electroslag welding, laser welding, ultrasonic welding,
projection welding, laser additive manufacturing, thermite
welding, explosion welding, pulsed narrow gap welding, and
electromagnetic pulse welding, just to name a few.

Similarly, as seen in FIG. 10 the forming methodology
database (610) contains at least one forming method (612).
For instance, the forming methodology database (610) con-
tains a list of the types of material forming processes that may
be analyzed using an embodiment of the present invention.
While the present invention need only include at least one
forming method (612), it is anticipated that the forming meth-
odology database (610) would include numerous forming
methods. Such methods may include, but are not limited to,
all types of stamping, rolling, forging, extrusion, drawing,
hydro forming, and thermal forming.

Likewise, as seen in FIG. 11, the heat treatment database
(710) contains at least one heat treatment method (712). For
instance, the heat treatment database (710) contains a list of
the types of heat treatment process that may be analyzed using
an embodiment of the present invention. While the present
invention need only include at least one heat treatment
method (712), it is anticipated that the heat treatment database
(710) would include numerous heat treatment methods. Such
methods may include, but are not limited to, all types of
annealing, normalizing, hardening and tempering, and case
hardening; including specialize heat treatment methods
including, but not limited to, aging, solution heat treatment,
quenching, full annealing, stress relief annealing, spheroidiz-
ing, conventional hardening and tempering, austempering,
martempering, carburizing, cyaniding, nitriding, carbonitrid-
ing, physical vapour deposition, flame hardening, induction
hardening, and high energy beam hardening, including, but
not limited to, electron beam hardening and laser beam hard-
ening.

Likewise, as seen in FIG. 12, the heat transfer database
(810) contains at least one heat transfer method (812). For
instance, the heat transfer database (810) contains a list of the
types of heat transfer process that may be analyzed using an
embodiment of the present invention. While the present
invention need only include at least one heat transfer method
(812), it is understood that the heat transfer database (810)
would include numerous heat transfer methods. Such meth-
ods may include, but are not limited to, all types of conduc-
tion, convection, and radiation. Further, this embodiment
may include a heat transfer influencer database (820) includ-
ing at least one user specified influencer (822). One skilled in
the art will appreciated that a heat transfer influencer may be
anything that changes the ideal transfer of heat, including, but
not limited to, influencers such as ambient fluid, wind, heat
sinks, insulators, radiation shields, and the like.

Further, as seen in FIG. 13, the phase transformation data-
base (910) contains at least one phase transformation method
(912). For instance, the phase transformation database (910)
contains a list of the types of phase transformation process
that may be analyzed using an embodiment of the present
invention. While the present invention need only include at
least one phase transformation method (912), it is understood
that the phase transformation database (910) would include
numerous phase transformation methods. Such methods may
include, but are not limited to, all types of transformations
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among solids, liquids, gases, and plasmas. Further, this
embodiment may include a phase transformation influencer
database (820) including at least one user specified influencer
(922). One skilled in the art will appreciated that the trans-
formations include, but are not limited to, eutectic transfor-
mations, peritectic transformations, decomposition transfor-
mations, magnetic transformations, martensitic
transformations, crystallographic structure changes, first-or-
der phase transitions, and second-order phase transitions.

Secondly, the joint geometry database (320) contains at
least one joint type (330) and at least one joint profile (340).
One skilled in the welding arts will appreciate the type of
joints and variations of joint profiles compatible with each
type of welding process previously mentioned. Some of the
most common joint types include butt joints, lap joints,
T-joints, and corner joints. One typical selection from the
joint geometry database (320) is shown in FIG. 5 for a butt
joint and a specific joint profile.

Similarly, the initial component geometry database (620)
contains at least either an initial thickness profile (630) or an
initial perimeter profile (640), but may contain both in some
embodiments. One skilled in the material forming arts will
appreciate the type of thickness profiles (630) and initial
perimeter profiles (640) that may be contained in the initial
component geometry database (620). For instance when the
forming method (612) is a stamping operation then the mate-
rial being formed may be a sheet of material having a uniform
thickness and a conventional perimeter profile such as a rect-
angular, square, circular, oval, or the like. However, when the
forming method (612) is a more complex process such as
forging the component that is being forged may have incred-
ibly complex thickness profile (630) and perimeter profile
(640).

In a further embodiment the application module (300) also
contains the final component geometry database (650) having
at least either a final thickness profile (660) or a final perim-
eter profile (670), buy may contain both in some embodi-
ments. The final thickness profile (660) and the final perim-
eter profile (670) represent desired geometric attributes of the
component being formed upon completion of the forming
operation.

Lastly, the modeling material database (350) contains at
least one material type (360) and at least one material prop-
erty (370). In other words, the modeling material database
(350) contains a list of various material types (360), as well as
the material property(s) (370) associated with the type of
material. For instance, one embodiment of the invention may
only include ferrous metals in the modeling material database
(350), while another embodiment of the invention may only
include exotic aerospace alloys in the modeling material data-
base (350). Still further, the preferred modeling material data-
base (350) would include essentially every material that may
be joined by the welding processes included in the joining
methodology database (310) or the forming processes
included in the forming methodology database (610). It is
important to note that modeling material database (350) is not
limited to metallic materials but may include any type of
material.

The application module databases (310, 320, 350, 610,
620, 650, 710, 720, 810, 820, 910, 920) may be customized
for particular frequent remote users (10). For instance, remote
users (10) doing work for the Navy may need a custom
modeling material database (350) containing information
unique to naval vessel fabrication applications. Alternatively,
other organizations may often perform one type of unique
joining method (312) or forming method (612) such that the
application module databases (310, 320, 350, 610, 620, 650,
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710,720, 810, 820, 910, 920) may be tailored for the particu-
lar organization. Similarly, certain material forming pro-
cesses always begin with a standard component and therefore
default initial thickness profiles (630) and initial perimeter
profiles (640) may be tailored for such standard components.

The material joining aspects of the present invention will
be reviewed first in greater detail, followed by the material
forming aspects. The operative communication between the
interface module (200) and the application module (300)
allows the remote user (10) to select a user specified joining
method (313) from the at least one joining method (312) of
the joining methodology database (310) for analysis. Further,
the remote user (10) may select a user specified joint type
(332) from the at least one joint type (330) of the joint geom-
etry database (320) for analysis. Still further, the remote user
may select a user specified joint profile (342) from the at least
one joint profile (340) of the joint geometry database (320).
Additionally, the remote user (10) may select a user specified
material type (362) from the at least one material type (360) of
the modeling material database (350). Thus, the remote user
(10) may specify everything about the weld type, process
parameters, joint type, and joint profile for the joining process
that the remote user (10) wishes to analyze.

The preferred embodiment of the present invention is inter-
active, meaning that the selection by the remote user (10) of a
first user specified application criteria (301) from the user
specified joining method (313), the user specified joint type
(332), the user specified joint profile (342), or the user speci-
fied material type (362) causes the application module (300),
influences the available options for the user to select a second
user specified application criteria (302). In other words, once
the remote user (10) selects the first user specified application
criteria (301) then the application module (300) to access the
application qualification standard (390) and the application
qualification standard (390) limits the selection available to
the remote user (10) for a second user specified application
criteria (302) from the at least one joining method (312), the
atleast one joint type (330), the at least one joint profile (340),
and the at least one material type (360) based upon the first
user specified application criteria (301). This ensures that a
novice remote user (10) cannot select criteria that cannot be
analyzed.

For example, prior to accessing the screen shown in FIG. 5
the remote user (10) has already selected the user specified
joining method (313) and the user specified joint type (332),
namely a pipe butt joint. Therefore, these selections have
already caused the application module (300) to access the
application qualification standard (390) and limit the selec-
tion available to the remote user (10) for user specified mate-
rial type (362) and the user specified joint profile (342). Thus,
a novice remote user (10) could not select a user specified
material type (362) that is inconsistent with the previously
selected user specified joining method (313). Likewise, the
novice remote user (10) could not select a user specified joint
profile (342) that is inconsistent with the previously selected
user specified joint type (332). It is the application qualifica-
tion standard (390) that guides the remote user (10) through
selections that are consistent with previous selections.

Thus, in the example of FIGS. 5 and 6, the remote user (10)
has already specified the user specified joining method (313)
as being pulsed narrow gap welding before getting to the
selections presented in FIGS. 5 and 6. Further, the default
joining method process parameters seen in FIG. 6 have been
adjusted by the application qualification standard (390) in
light of the user specified joining method (313), the user
specified joint type (332), the user specified joint profile
(342), and the user specified material type (362). For instance,
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if the remote user (10) had selected a solid state joining
process such as friction stir welding for the user specified
joining method (313) then the default joining method process
parameters seen in FIG. 6 would be totally different, as would
the default joint profile parameters seen in FIG. 5. A further
illustration of this “guidance of the novice” concept is seen by
the fact that the system (100) determines a starting point for
the number of passes for the weld profile defined in FIGS. 5§
and 6. The process specification may include such variables
as welding current, voltage, wire feed speed (WFS), weld
bead size, travel speed, pin load, should load, travel axis load,
rpm, electrode characteristics, FSW tool characteristics, and
the like. The present invention is not limited to “guidance of
the novice” applications but may also be effectively used by
experienced engineers to dramatically reduce the time spent
on repetitious work in numerical analysis including weld
geometry creation, meshing, and report generation.

Now, looking with greater emphasis at the material form-
ing aspects of the present invention, the operative communi-
cation between the interface module (200) and the application
module (300) allows the remote user (10) to select a user
specified initial thickness profile (632) from the initial com-
ponent geometry database (620), a user specified initial
perimeter profile (642) from the initial component geometry
database (620), a user specified final thickness profile (662)
from the final component geometry database (650), and/or a
user specified final perimeter profile (672) from the final
component geometry database (650), for analysis. One
skilled the material forming arts will appreciate that there are
situations in which it is desirable to specify attributes of the
final component, versus specifying attributes of the initial
component. Thus, the remote user (10) may specify every-
thing about the forming type, forming process parameters,
and component geometry attributes (both initial and final) for
the forming process that the remote user (10) wishes to ana-
lyze.

The preferred embodiment of the present invention is inter-
active, meaning that the selection by the remote user (10) of a
first user specified application criteria (301) from the user
specified forming method (613), the user specified initial
thickness profile (632), the user specified initial perimeter
profile (642), the user specified final thickness profile (662),
the user specified final perimeter profile (672), or the at least
one material type (360) causes the application module (300),
influences the available options for the user to select a second
user specified application criteria (302). In other words, once
the remote user (10) selects the first user specified application
criteria (301) then the application module (300) accesses the
application qualification standard (390) and the application
qualification standard (390) limits the selection available to
the remote user (10) for a second user specified application
criteria (302) to the user specified forming method (613), the
user specified initial thickness profile (632), the user specified
initial perimeter profile (642), the user specified final thick-
ness profile (662), the user specified final perimeter profile
(672), or the at least one material type (360) based upon the
first user specified application criteria (301). This ensures that
anovice remote user (10) cannot select criteria that cannot be
analyzed.

In further embodiments the remote user (10) may contrib-
ute to the initial component geometry database (620) and/or
the final component geometry database (630). Such contribu-
tions, like the thickness profiles (630, 660) and the perimeter
profiles (640, 670), may be in the form of computer aided
design files. Thus, once the physical structure of a compo-
nents is modeled using any number of computer aided design
tools then the associated file may simply be uploaded to this
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embodiment of the present system (100) for extraction of the
relevant thickness profiles (630, 660) and/or the perimeter
profiles (640, 670). For example, many different golf club
head iron designs are forged using a common material size
and shape as the starting point. Thus, the initial size and shape
may be used to establish the initial thickness profile (630) and
the initial perimeter profile (640). Further, the computer aided
design file representing the physical geometry of the final
club head may be uploaded for extraction of the final thick-
ness profile (660) and final perimeter profile (670). Therefore,
the system (100) is using information that the remote user
(10) already has created for other purposes, thus further sav-
ing time and money. As one skilled in the art will appreciate,
this is just one example of the thousands of similar applica-
tions that will benefit from the present invention. Thus, the
system (100) may include industry specific databases con-
taining libraries of geometric profiles that are commonly used
in that industry. For example, an automotive library may
contain all of the standard materials, gauges, and sizes that are
commonly used in created automotive skins, or panels.

In yet a further embodiment, the system (100) allows the
remote user (10) to create or select the material forming
process variables, which are known to those skilled in the
material forming arts. Further, forming equipment manufac-
turers may contribute the forming process variables that are
associated with their equipment so that the remote user (10)
may actually select the model of forming equipment that will
be used thereby establishing a predetermined range of values
for the material forming process variables. For instance, a
very simplistic example of this would be the remote user’s
(10) ability to select the model of forge that is available to
them in their manufacturing process with that particular
selection then automatically limiting the material forming
process variables that the remote user (10) may select or enter.
Thus, the remote user (10) could not enter a forging load
greater than that which is capable of the selected piece of
equipment. In a further embodiment the forming equipment
manufacturers that contribute to this database would be given
credit for such contributions that the manufacturer may then
use to access other attributes of the system (100).

Now moving on to the computing module (400), the com-
puting module (400) receives the user specified joining
method (313), the user specified joint type (332), the user
specified joint profile (342), and the user specified material
type (362), in the case of a material joining embodiment. This
transfer of user specified data to the computing module (400)
is regulated by a modeling queue (520) as will be discussed
later in detail. The computing module (400) controls the
transfer the user specified joining method (313), the user
specified joint type (332), the user specified joint profile
(342), and the user specified material type (362) to a high-
performance computing device (410) having a numerical
analysis software system (420). Alternatively, in the case of a
material forming embodiment the computing module (400)
receives the user specified forming method (613), the user
specified initial thickness profile (632), the user specified
initial perimeter profile (642), the user specified final thick-
ness profile (662), or the user specified final perimeter profile
(672), as well as the user specified material type (362). Like-
wise, in the case of a heat treatment embodiment the comput-
ing module (400) receives the user specified heat treatment
method (713), and the user specified post-treatment material
property (724), as well as the user specified material type
(362). Similarly for the heat transfer embodiment and the
phase transformation embodiment.

Inthe case of amaterial joining embodiment, the numerical
analysis software (420) is configured to receive the user
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specified joining method (313), the user specified joint type
(332), the user specified joint profile (342), and the user
specified material type (362), and automatically create an
automatically generated model (430) directly related to the
previously selected user parameters. This step is significant
because it takes complex step of creating a finite element
analysis model away from the novice remote user (10). The
automatically generated model (430) is created based upon
the user specified criteria (313, 332, 342, 362) without the
need for any finite element analysis (FEA) knowledge on the
part ofthe remote user (10). Similarly, in the case of'a material
forming embodiment the numerical analysis software (420) is
configured to receive the user specified forming method
(613), the user specified material type (362), and at least one
piece of user specified geometry data selected from the group
of the user specified initial thickness profile (632), the user
specified initial perimeter profile (642), the user specified
final thickness profile (662), or the user specified final perim-
eter profile (672). The numerical analysis software (420) then
automatically creates an automatically generated model
(430) directly related to the previously selected user param-
eters.

The numerical analysis software (420) also automatically
creates an automatically generated solution (440) using the
computing power of the high-performance computing device
(410), which in one embodiment is a supercomputing device.
The present inventions use of the high-performance comput-
ing device (410) reduces solution run time from as high as 8
hours per simulation down to minutes. Incorporation of the
high-performance computing device (410) allows remote
users (10) access to distant high-performance computing
resources without the need for the expertise and expense
typically associated with accessing high-performance com-
puting power. Upon generation of the solution (440), the
computing module (400) compares a portion of the automati-
cally generated solution (440) with a predefined solution
verification standard (450). This comparison allows the com-
puting module (400) to recognize solutions (440) that are
likely to contain errors. If the automatically generated solu-
tion (440) satisfies the predefined solution verification stan-
dard (450) then the computing module (400) automatically
transmits the automatically generated solution (440) to the
interface module (200) for display to the remote user (10).

As one skilled in the art will appreciate, the meaning of a
high-performance computing device (410) changes with
every passing year. The term high-performance computing
device (410) is used herein to mean a computing device
having at least 5 times the computing power of the average
then currently available personal computer. Thus, in April
2007 the average then currently available personal computer
has a computing power characterized by the following com-
ponent capabilities: Intel® Core™ 2 Duo Processor E6400 (2
MB L2 Cache, 2.13 GHz, 1066), 1 GB Dual Channel DDR2
SDRAM at 667 MHz—2 DIMMs, 250 GB Serial ATA 3 Gb/s
Hard Drive (7200 RPM) w/DataBurst Cache™, and 256 MB
nVidia Geforce 7300LE TurboCache video card. In one par-
ticular embodiment the high-performance computing device
(410) is a supercomputing device. The term supercomputer
itself is rather fluid, and today’s supercomputer tends to
become tomorrow’s normal computer. Early supercomputing
devices were simply very fast scalar processors, some ten
times the speed of the fastest machines offered by other
companies. In the 1970’s most supercomputers were dedi-
cated to running a vector processor, and many of the newer
players developed their own such processors at a lower price
to enter the market. The early and mid-1980’s saw machines
with a modest number of vector processors working in par-
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allel become the standard. Typical numbers of processors
were in the range 4-16. In the later 1980’s and 1990’s, atten-
tion turned from vector processors to massive parallel pro-
cessing systems with thousands of “ordinary” CPUs, some
being off the shelf units and others being custom designs.
Today, parallel designs are based on “off the shelf” server-
class microprocessors, such as the PowerPC, IA-64, or x86-
64, and most modern supercomputers are now highly-tuned
computer clusters using commodity processors combined
with custom interconnects. The present inventions reference
to supercomputing device (410) means a computer having the
capabilities of at least those of a CRAY X1 computer system
having a powerful parallel vector processor (PVP) supercom-
puter that features 16 (800 MHz) Multi Streaming vector
processors and 128 Gbytes of physical RAM for large simu-
lations. Each MSP processor contains four internal proces-
sors called Single Streaming Processors (SSP). The SSPs are
800 MHz vector processors and applications can be compiled
to run on individual SSPs if desired. Thus, the supercomput-
ing device (410) of the present application has an approxi-
mate peak performance of 204.8 Gflops (3.2 Gflops per SSP
processor) (12.8 Gflops per MSP processor). The require-
ment for the number of processors and speed can be increased
depending upon the needs ofthe remote user (10). The present
invention allows for continued advances in processor design
and speed.

Lastly, the discussion turns to the scheduling module
(500). The scheduling module (500) incorporates at least two
modeling priority levels (510), including at least an urgent
priority level (512) and a standard priority level (514), and a
modeling queue (520). The modeling queue (520) receives,
prioritizes, and stores the user specified joining method (313),
the user specified joint type (332), the user specified joint
profile (342), and the user specified material type (362), and
modeling queue (520) controls the transfer of this user speci-
fied data (313, 332, 342, 362) to the numerical analysis soft-
ware system (420), in the embodiments directed to material
joining. Whereas in the embodiments directed to material
forming the modeling queue (520) receives, prioritizes, and
stores the user specified forming method (613) and the user
specified material type (362), as well as at least one of the user
specified component geometry attributes selected from the
group including the user specified initial thickness profile
(632), the user specified initial perimeter profile (642), the
user specified final thickness profile (662), or the user speci-
fied final perimeter profile (672), and modeling queue (520)
controls the transfer of this user specified data (313, 332, 342,
362) to the numerical analysis software system (420). There-
fore, the modeling queue (520) essentially controls when the
high-performance computing device (410) is dedicated to
solving particular solutions (440).

The remote user (10) selects the urgent priority level (512)
or the standard priority level (514) based upon how quickly
the remote user (10) needs the solution (440). The modeling
queue (520) then prioritizes the order of projects and trans-
mits the user specified data to the numerical analysis software
(420). The modeling queue (520) may further prioritize the
order of projects based upon estimated runtime and as well as
preferred rate structures for utilization of off-peak supercom-
puting resources. In other words, if the solution may be com-
puted during off-peak hours then the remote user may receive
a lower price than if the analysis must be immediately mod-
eled.

Finally, the interface module (200) receives the automati-
cally generated solution (440) from the computing module
(400) and displays it to the remote user (10). At this stage the
system (100) may also prompt the remote user (10) as to
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whether they would like the solution (440) experimentally
validated. Ifthe remote user (10) would like the solution (440)
experimentally validated then the system (100) may auto-
matically generate a proposal for the experimental validation
based upon the input of the remote user (10). A further
embodiment incorporates a validation database containing
welding procedures of material joining processes that have
had the automatically generated solution (440) experimen-
tally validated.

In a further embodiment of the present invention the
numerical analysis software system (420) is located on the
high-performance computing device (410) and consists of
finite element analysis (FEA) software. In this embodiment
the automatically generated model (430) consists of a finite
element mesh that represents the data input by the remote user
(10). The numerical analysis software system (420) then
solves the system and yields the automatically generated
solution (440). The high-performance computing device
(410) of the present invention facilitates one embodiment in
which the meshing simulation, the thermal simulation, and
the stress simulation are always created and solved. In fact, in
further embodiments modeling of the distortion and micro-
structure are always performed. The system (100) may be
used to predict thermal and stress cycles as a function of
geometry, process, process parameters, and time. Further, the
system (100) may be used to relate thermal cycles and com-
position of parts to underlying phases and their fractions.
Even further, the system (100) may integrate the process and
microstructure models to calculate the performance of struc-
tures as a function of static, dynamic, and fatigue loading
conditions at different temperatures.

The solution (440) may include a graphic display of the
maximum temperature achieved in different locations within
the weld and the adjacent material. Additionally, the solution
(440) may provide a graphical illustration of the extent of
reheating of the weld material as well as the base material.
Such illustrations may be further accompanied by graphs of
the thermal cycles at various locations in the weld, as well as
the cooling rates at various locations in the weld, seen in FI1G.
9. The solution (440) may also include detailed microstruc-
ture data including, but not limited to, graphical illustrations
of the distribution of ferrite, bainite, and martensite in the
weld. The microstructure, cooling rate, and composition may
be further utilized to illustrate other post joining properties
such as the distribution of Vickers hardness in the weld
region. The stress analysis portion of the solution (440) may
include a residual stress and distortion analysis including the
distribution of von mises stresses, residual stresses, and dis-
tortion. Further, unique solutions (440) related to material
forming modeling, including predicting spring back, wrin-
kling, cracking, and hardening. The solution (440) may fur-
ther include fatigue analysis.

The present invention provides the guidance and validation
that novice users need to correctly simulate a joining process.
Further, the present invention may be implemented over the
internet allowing worldwide access to guided and monitored
solutions to complex joining, forming, heat treatment, heat
transfer, and phase transformation FEA problems solved
using high-performance computing resources. Thus, the
present invention eliminates the need for the substantial
investment typically required in acquiring modeling soft-
ware, developing expertise in using the software and model-
ing techniques, and the high performance computing hard-
ware generally required to operate such modeling software.

The present invention also includes a method for remotely
modeling a material joining process using high-performance
computing means that enables a remote user (10) using a user
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input device (20) to use high speed computing capabilities to
model materials joining processes. The method comprising:

(A) selecting a first user specified application criteria (301)
from:

(1) a user specified joining method (313) from a joining
methodology database (310) containing at least one
joining method (312);

(ii) a user specified joint type (332) from a joint geometry
database (320) having at least one joint type (330);

(iii) a user specified joint profile (342) from a joint geom-
etry database (320) having from the at least one joint
profile (340); or

(iv) a user specified material type (362) from a modeling
material database (350) containing at least one material
type (360) and at least one material property (370);

(B) comparing an application qualification standard (390)
with the first user specified application criteria (301) and
limiting the selection of a second user specified application
criteria (302) from (i), (i1), (iii), or (iv) that is consistent with
the first user specified application criteria (301);

(C) transferring the user specified joining method (313),
the user specified joint type (332), the user specified joint
profile (342), and the user specified material type (362) to a
modeling queue (520);

(D) selecting a modeling priority level (510) from at least
an urgent priority level (512) and a standard priority level
(514);

(E) transferring the user specified joining method (313),
the user specified joint type (332), the user specified joint
profile (342), and the user specified material type (362) from
the modeling queue (520) to a numerical analysis software
system (420) resident on a high-performance computing
device (410) based upon the modeling priority level (510);

(F) creating an automatically generated model (430);

(G) creating an automatically generated solution (440)
using the computing power of the high-performance comput-
ing device (410); and

(H) comparing a portion of the automatically generated
solution (440) with a predefined solution verification stan-
dard (450) and displaying a portion of the automatically gen-
erated solution (440) if the automatically generated solution
(440) satisfies the predefined solution verification standard
(450).

In yet another embodiment the present invention also
includes a method for remotely modeling a material forming
process using high-performance computing means that
enables a remote user (10) using a user input device (20) to
use high speed computing capabilities to model materials
forming processes. The method comprising:

(A) selecting a first user specified application criteria (301)
from:

(1) a user specified forming method (613) from a forming
methodology database (610) containing at least one
forming method (612);

(ii) a user specified initial thickness profile (632) from a
initial component geometry database (620) having at
least initial thickness profile (630);

(iii) a user specified final thickness profile (662) from a
final component geometry database (650) having at least
final thickness profile (660);

(iv) a user specified initial perimeter profile (642) from a
initial component geometry database (620) having at
least initial perimeter profile (640);

(v)auser specified final perimeter profile (672) from a final
component geometry database (650) having at least final
perimeter profile (670); or
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(vi) a user specified material type (362) from a modeling
material database (350) containing at least one material
type (360) and at least one material property (370);

(B) comparing an application qualification standard (390)
with the first user specified application criteria (301) and
limiting the selection of a second user specified application
criteria (302) from (i), (ii), (iii), (iv), (v), or (vi) that is con-
sistent with the first user specified application criteria (301);

(C) transferring the user specified forming method (613),
the user specified initial thickness profile (632), the user
specified initial perimeter profile (642), the user specified
final thickness profile (662), the user specified final perimeter
profile (672), and the user specified material type (362) to a
modeling queue (520);

(D) selecting a modeling priority level (510) from at least
an urgent priority level (512) and a standard priority level
(514);

(E) transferring the user specified forming method (613),
the user specified initial thickness profile (632), the user
specified initial perimeter profile (642), the user specified
final thickness profile (662), the user specified final perimeter
profile (672), and the user specified material type (362) from
the modeling queue (520) to a numerical analysis software
system (420) resident on a high-performance computing
device (410) based upon the modeling priority level (510);

(F) creating an automatically generated model (430);

(G) creating an automatically generated solution (440)
using the computing power of the high-performance comput-
ing device (410); and

(H) comparing a portion of the automatically generated
solution (440) with a predefined solution verification stan-
dard (450) and displaying a portion of the automatically gen-
erated solution (440) if the automatically generated solution
(440) satisfies the predefined solution verification standard
(450).

The remote high-performance computing material joining
and material forming modeling system (10) increases acces-
sibility for FEA applications and provides a remote online
portal for engineering domain knowledge, software knowl-
edge, and hardware access. The system (10) reduces the com-
plexity of using FEA tools for industrial manufacturing by
providing internet access. The present invention allows the
remote user (10) to focus on the engineering solution rather
than expensive and time-consuming technology development
exercise associated with FEA modeling from scratch.

FIGS. 7 and 8 illustrate further embodiments of the present
invention. The various aspects of FIGS. 7 and 8 will be
described below.

The present invention combines several technologies and
methods, in an innovative way, to improve usability, perfor-
mance, speed and operability of predictive modeling tools.
Components of the invention are provided below. Simplified
user interface designed for operation by novice users; guid-
ance and validation of user entries based on prior results and
expertise stored in a relational database; automatic meshing
and model execution, eliminating the need for finite element
analysis (FEA) and manufacturing modeling expertise; pre-
dictive weld modeling, including options for prediction of
weld geometry, thermal cycles, microstructure, properties,
residual stress, distortion, or process parameters; predictive
material forming modeling, including options to predict
spring back, wrinkling, cracking, and hardening; web-de-
ployment, allowing access from any computer via a standard
internet connection and web browser, eliminating the need for
an investment in modeling software installation on the client
computer as well as the need for high-performance comput-
ing hardware, wherein such access includes, but is not limited
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to, access via personal computer, networked computer, and
personal digital assistants; high performance computing to
reduce the model execution time; optional automated optimi-
zation to meet user-selected requirements, reducing need for
user to perform iterative calculations to converge on the
desired solution; job execution scheduling based on user-
identified urgency; price calculation based on user-selected
model types and urgency; automatic analysis report genera-
tion; and automatic notification when job execution has been
completed.

FIG. 7 illustrates the major functional components of this
embodiment of the present invention. A typical sequence of
operation to be performed to meet the needs of a remote user
in this embodiment is illustrated in FIG. 8. A description of
each module is presented below.

In this embodiment the Web GUI Server Module provides
the remote user’s entry into virtual joining portal service.
Following actions may be pre-programmed in this module:
secure access to services through password protection; list of
all the available application services; customizable frame
work for application listing and brand-name customization;
provide an overview of the status of the joining portal includ-
ing availability, current loads, expected time of completion
for different jobs, announcements of new services relevant to
the portal, and partnership agreements with third party pro-
viders. In this embodiment the Customer Module may main-
tain all the interactions with remote user. This module may
perform the following: tracking of financial information
including status of annual/monthly/weekly membership sta-
tus, cost incurred, credit card processing; usage logs includ-
ing users, extent of use, and type of applications used; tech-
nical information including provide access to database of
material joining and forming data, list of reports generated,
and list of errors reports; repository of data and reports gen-
erated in the past including storage of input file, storage of
calculation data (raw file), storage of reports (processed out-
put); support pages pertaining to each organization including
training documents including video and audio training files
and frequently asked questions.

In this embodiment the Application Module access to dif-
ferent application modules that can be used by the remote
user. This module may have two components, i.e. generic and
customized. The Generic Module will be common to all the
customers and may provide basic tools for wide range of
joining processes, different geometry classes, and commonly
available materials. The validations for these modules are
based on the pre-existing literature. The Customized Module
will be a tailored version of the generic module. The modules
may have modifications proprietary to the remote user’s orga-
nization. The validations of these modules are based on data
currently available or to be generated by the remote user’s
organization. The access to the customized version will be
restricted to the organization or group of organizations
funded development of the customized version. Both the
modules may perform the following: maintain a database of
available applications; provide details of the input (geometry,
material and process parameters); provide an overview of the
expected results; provide access to the validation and job
scheduler modules; provide an overview of the usability of
these modules different class of problems; process model to
predict thermal, electrical, and stress cycles as a function of
geometry, process, process parameters, and time; microstruc-
ture model to relate thermal cycles and composition of the
parts to underlying phases, fractions, and morphology; per-
formance models that integrate the process and microstruc-
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ture models to calculate the performance of structure as a
function of static, dynamic and fatigue loading conditions at
different temperatures.

Further, in this embodiment the Validation Module pro-
vides access to the detailed reports, papers, and presentations
of the validation exercises performed on different applica-
tions. For example, a distortion prediction module validation
may show the measured distortion and predicted distortions
as a function of different materials and process combinations.
The module may provide the following: upper and lower
bounds of input parameters for each module; expected accu-
racy of prediction for different applications; provide
examples of successful usage based on customer and open
literature; provide guidance for appropriate usage of the
tools; provide detailed methodology of validation method-
ologies; distortion evaluation; residual stress measurements;
microstructure characterization; static and dynamic mechani-
cal properties; and provide available resources and costs for
experimental validation exercises.

In this embodiment the Job Scheduler Module couples
program management, business functions, and technical
computing needs. This module may: provide real-time feed
back of the launching of application, execution of application
and also report generation; evaluate the customer needs and
provide possible approaches including alternatives (super-
computing, remote desktop, or analytical approaches); calcu-
late the run-time pricing; availability of computing resources;
urgency of solution for the customer; resource requirement
for each application; expected time of completion and usage
scenarios; obtain customer’s approval to run the applications;
interact with customer modules to charge out the cost; sched-
ule the task, result generation and delivery of results to the
customers; and generate error and support messages based on
the execution of results.

To perform the above tasks, the job scheduler will use the
computational and results modules. In this embodiment the
Computational Module performs all the numerical calcula-
tions and may use, but is not limited to, the three different
methodologies listed below.

In this embodiment the one particular methodology is car-
ried out by the Super Computing Module. Certain FEA analy-
sis will require the use of supercomputing architecture to
provide rapid solutions. The scheduler will handle the high
performance computing architecture that may be available in
third party organizations. A second methodology is carried
out via the Remote Desktop Computing Module, in which
some of the FEA applications will be accessed using remote
desktop methodology. Lastly, a third methodology is carried
out by the Simple Analytical Module. This methodology is
limited to certain cases in which, based on the cost and time,
the customer may choose analytical tools. These tools are
based on published models in the literature. This module may
perform anyone of'the following based on needs of the remote
user: empirically based predictions using information from
application joining or forming databases; neural net models
based on exhaustive FEA calculations; neural net models
based on experimental data; simple phenomenological mod-
els based on published data; simple statistical models based
on fusion of modeling and experimental data; in this embodi-
ment the Results Module performs both the functions of
buffering the results as well as processing the results relevant
to the remote user’s needs. In addition, the decision to user
buffer module or by-pass this module, will be directed by the
Job-scheduler depending upon the urgency criteria defined by
the remote user.

In this embodiment the Results Buffer Module will be used
to store extensive amount of FEA calculations and may per-
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form the following: store results for individual run until the
report is generated; and delete the results based on the cus-
tomer module requirements.

Further, in this embodiment the Results Module converts
the results from the calculations into a form readable by the
remote user and may perform the following: automatic analy-
sis and reporting tools; customized lay-out of the report for
each class of problems; guides to translate the results to
usable form for field welding knowledge.

FIG. 8 illustrates a typical usage scenario for this embodi-
ment. [t is important to note that the following sequence is not
fixed for all remote users. Depending upon the prior use, the
sequence will be determined by the remote user’s interac-
tions. First, remote user in to virtual joining portal using login
information: log-in information is validated by customer
module. Next, the Portal presents range of applications that
are available: application server module will provide the
details. Third, based on the information, remote user selects
the application needed to satisfy their need. Forth, at this point
the portal will validate the remote user selections and will
provide scope of calculations, warnings, and usage scenarios.
Fifth, the remote user agrees on the scope of calculations.
Sixth the portal provides different scenarios and processing
options. Seventh, the remote user selects the modeling
details, optimization scheme and also the level of urgency to
the job scheduler module. Job scheduler module evaluates the
resources necessary. Next, the virtual portal evaluates the
remote user’s selections and the availability of validation for
the problem scope. Then, the virtual portal evaluates the
run-time estimate and associated costs. The remote user
selects to go forward and then moves to the next step, if not the
remote user is directed back to the third step. The job sched-
uler module queues the execution of the application. The job
scheduler monitors the progress of calculation and provides
feed back to the remote user. The results module provides the
results to the remote user. The remote user views the results
and decided on further calculation or completes the transac-
tions.

This embodiment of the present invention provides numer-
ous new and novel benefits that do not exist in the market
place including: increased accessibility for FEA applications
and provides one stop place for engineering domain knowl-
edge, software knowledge and hardware access; reduce the
complexity of using FEA tools for industrial manufacturing
by providing access over the internet; improve knowledge
retention of existing processes; reduce the endless cycle of
development for manufacturing applications resulting in tre-
mendous cost savings; creating standards for input data; and
improving the competitiveness of US education and govern-
ment organizations.

This embodiment of the present invention is completely
different from the node-locked, a single all-in-all encompass-
ing FEA applications that are currently available in the mar-
ket place. The flexible approach of the present embodiment of
the present invention allows the remote users to focus on the
engineering solution rather than expensive and time-consum-
ing technology development exercise. This provides tangible
advantages of modeling tools to the final remote user.

Numerous alterations, modifications, and variations of the
preferred embodiments disclosed herein will be apparent to
those skilled in the art and they are all anticipated and con-
templated to be within the spirit and scope of the instant
invention. For example, although specific embodiments have
been described in detail, those with skill in the art will under-
stand that the preceding embodiments and variations can be
modified to incorporate various types of substitute and or
additional or alternative manufacturing processes and mate-
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rials, relative arrangement of elements, and dimensional con-
figurations. Accordingly, even though only few variations of
the present invention are described herein, it is to be under-
stood that the practice of such additional modifications and
variations and the equivalents thereof, are within the spirit
and scope of the invention as defined in the following claims.
The corresponding structures, materials, acts, and equivalents
of all means or step plus function elements in the claims
below are intended to include any structure, material, or acts
for performing the functions in combination with other
claimed elements as specifically claimed.

INDUSTRIAL APPLICABILITY

The art has long sought an improvement in field of finite
element analysis modeling that would allow design engineers
that are not FEA experts the capability to quickly produce
reliable models and preferentially schedule the associated
computational resources. The method of the instant invention
allows engineers to use a structured data entry system to
remotely perform what would ordinarily require the custom
creation of complex FEA models. Further, the structured data
entry system ensures that the resulting model has been experi-
mentally verified. The instant invention has particular advan-
tages in the modeling of complex relationships encountered
in the fields of materials joining, materials forming, heat
treatment, heat transfer, and phase transformation.

We claim:

1. A system for creating computerized models of welding
processes, wherein welding parameters including weld joint
type, weld joint characteristics, welding method, and materi-
als to be welded are preselected by a user of the system, and
wherein the system comprises:

(A) an interface module (200) in operative communication

with the user input device (20);

(B) an application module (300) in operative communica-
tion with the interface module (200), wherein the appli-
cation module (300) incorporates:

(1) a joining methodology database (310) containing at

least one joining method (312);

(ii) a joint geometry database (320) containing at least

onejointtype (330) and at least one joint profile (340);

(iii) a modeling material database (350) containing at
least one material type (360) and at least one material
property (370); and

(iv) an application qualification standard (390); wherein

(v) the operative communication between the inter-

face module (200) and the application module (300):

(a) facilitates the remote user (10) selecting a user
specified joining method (313) from the at least one
joining method (312) of the joining methodology
database (310);

(b) facilitates the remote user (10) selecting a user
specified joint type (332) from the at least one joint
type (330) of the joint geometry database (320),
and selecting a user specified joint profile (342)
from the at least one joint profile (340) of the joint
geometry database (320);

(c) facilitates the remote user (10) selecting a user
specified material type (362) from the at least one
material type (360) of the modeling material data-
base (350); and

(d) wherein selection of a first user specified applica-
tion criteria (301) from the user specified joining
method (313), the user specified joint type (332),
the user specified joint profile (342), or the user
specified material type (362) causes the application
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module (300) to access the application qualifica-
tion standard (390) and the application qualifica-
tion standard (390) limits the selection available to
the remote user (10) for a second user specified
application criteria (302) from the at least one join-
ing method (312), the at least one joint type (330),
the at least one joint profile (340), and the at least
one material type (360) based upon the first user
specified application criteria (301);

(C) a computing module (400) in operative communication
with the application module (300) and the interface
module (200), wherein the computing module (400)
receives the user specified joining method (313), the
user specified joint type (332), the user specified joint
profile (342), and the user specified material type (362),
and the computing module (400) transfers the user
specified joining method (313), the user specified joint
type (332), the user specified joint profile (342), and the
user specified material type (362) to a high-performance
computing device (410) having a numerical analysis
software (420), wherein:

(1) the numerical analysis software (420) is configured to
receive the user specified joining method (313), the
user specified joint type (332), the user specified joint
profile (342), and the user specified material type
(362), and automatically create an automatically gen-
erated model (430), automatically create an automati-
cally generated solution (440) using the computing
power of the high-performance computing device
(410), and automatically compare a portion of the
automatically generated solution (440) with a pre-
defined solution verification standard (450); and

(ii) the computing module (400) automatically transmits
the automatically generated solution (440) to the
interface module (200) if the automatically generated
solution (440) satisfies the predefined solution verifi-
cation standard (450);

(D) a scheduling module (500) in operative communica-
tion with the interface module (200) and the computing
module (400), wherein the scheduling module (500)
incorporates:

(1) at least two modeling priority levels (510) including
at least an urgent priority level (512) and a standard
priority level (514); and

(i1) a modeling queue (520) for receiving, prioritizing,
and storing the user specified joining method (313),
the user specified joint type (332), the user specified
joint profile (342), and the user specified material type
(362), wherein the modeling queue (520) controls the
transfer of the user specified joining method (313), the
user specified joint type (332), the user specified joint
profile (342), and the user specified material type
(362) to the numerical analysis software (420);
wherein

(iii) the operative communication between the schedul-
ing module (500) and the interface module (200)
facilitates the remote user (10) selecting the urgent
priority level (512) or the standard priority level
(514); and wherein

(E) the interface module (200) receives the automatically
generated solution (440) from the computing module
(400) and displays it to the remote user (10).

2. The system (100) of claim 1, wherein the interface
module (200) records the selections of the remote user (10)
and the amount of time spent creating the automatically gen-
erated solution (440).
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3. The system (100) of claim 1, wherein the interface
module (200) is in operative communication with a weld
procedure information database containing at least one weld
procedure, wherein the interface module (200) permits the
remote user (10) to access the weld procedure information
database and designate one of the at least one weld procedures
wherein the designation automatically selects the user speci-
fied joining method (313), the user specified joint type (332),
the user specified joint profile (342), and the user specified
material type (362).

4. The system (100) of claim 3, wherein the interface
module (200) allows the remote user (10) to add a user con-
tributed weld procedure to the weld procedure information
database.

5. The system (100) of claim 4, wherein the remote user
(10) is assigned a credit for the user contributed weld proce-
dure added to the weld procedure information database.

6. The system (100) of claim 1, wherein the joining meth-
odology database (310) includes an arc welding method and
a resistance welding method.

7. The system (100) of claim 1, wherein joint geometry
database (320) includes a butt joint geometry and a lap joint
geometry.

8. The system (100) of claim 1, wherein the application
qualification standard (390) analyzes the user specified join-
ing method (313), the user specified joint type (332), and the
user specified joint profile (342), and wherein the application
qualification standard (390) automatically establishes default
values a welding current, a welding voltage, a wire feed
speed, and a travel speed.

9. The system (100) of claim 1, wherein the modeling
queue (520) controls the transfer of data to the numerical
analysis software (420) and the creation of the automatically
generated solution (440) based upon selection of urgent pri-
ority level (512) or standard priority level (514).

10. The system (100) of claim 9, wherein the modeling
queue (520) estimates the time required to create the auto-
matically generated solution (440) and utilizes the time esti-
mates in prioritizing the transfer of data to the numerical
analysis software (420).

11. The system (100) of claim 1, wherein the interface
module (200) is in operative communication with a validation
database containing a plurality of validated welding proce-
dures of material joining processes having an experimentally
validated automatically generated solution (440), wherein the
interface module (200) permits the remote user (10) to access
the validation database and designate one of the plurality of
validated welding procedures wherein the designation auto-
matically selects the user specified joining method (313), the
user specified joint type (332), the user specified joint profile
(342), and the user specified material type (362).

12. The system (100) of claim 1, wherein the interface
module (200) includes a graphic display of a portion of the
automatically generated solution (440) including a maximum
temperature profile illustrating a maximum temperature
achieved at several locations in the joint profile (340).

13. The system (100) of claim 1, wherein the interface
module (200) includes a graphic display of a portion of the
automatically generated solution (440) including a residual
stress profile illustrating a residual stress value at several
locations in the joint profile (340).

14. A method for

creating computerized models of welding processes,

wherein welding parameters including weld joint type,
weld joint characteristics, welding method, and materi-
als to be welded are preselected by a user of the system,
and wherein the method comprises:
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(A) selecting a first user specified application criteria (301)
from:

(1) a user specified joining method (313) from a joining
methodology database (310) containing at least one
joining method (312);

(ii) a user specified joint type (332) from a joint geom-
etry database (320) having at least one joint type
(330);

(iii) a user specified joint profile (342) from a joint
geometry database (320) having from the at least one
joint profile (340); or

(iv) a user specified material type (362) from a modeling
material database (350) containing at least one mate-
rial type (360) and at least one material property
(370);

(B) comparing an application qualification standard (390)
with the first user specified application criteria (301) and
limiting the selection of a second user specified applica-
tion criteria (302) from (i), (ii), (iii), or (iv) that is con-
sistent with the first user specified application criteria
(301);

(C) transferring the user specified joining method (313),
the user specified joint type (332), the user specified
joint profile (342), and the user specified material type
(362) to a modeling queue (520);

(D) selecting a modeling priority level (510) from at least
an urgent priority level (512) and a standard priority
level (514);

(E) transferring the user specified joining method (313),
the user specified joint type (332), the user specified
joint profile (342), and the user specified material type
(362) from the modeling queue (520) to a numerical
analysis software (420) resident on a high-performance
computing device (410) based upon the modeling prior-
ity level (510);

(F) creating an automatically generated model (430);

(G) creating an automatically generated solution (440)
using the computing power of the high-performance
computing device (410); and

(H) comparing a portion of the automatically generated
solution (440) with a predefined solution verification
standard (450) and displaying a portion of the automati-
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cally generated solution (440) if the automatically gen-
erated solution (440) satisfies the predefined solution
verification standard (450).

15. The method of claim 14, wherein the first user specified
application criteria (301) is selected from a weld procedure
information database containing at least one weld procedure,
wherein the remote user (10) accesses the weld procedure
information database and designates one of the at least one
weld procedures wherein the designation automatically
selects the user specified joining method (313), the user speci-
fied joint type (332), the user specified joint profile (342), and
the user specified material type (362).

16. The method of claim 15, further including the step of
permitting the remote user (10) to add a user contributed weld
procedure to the weld procedure information database.

17. The method of claim 16, further including the step of
assigning a credit to the remote user (10) for adding a user
contributed weld procedure to the weld procedure informa-
tion database.

18. The method of claim 14, the steps of comparing the
application qualification standard (390) with the first user
specified application criteria (301) further includes analyzing
the user specified joining method (313), the user specified
joint type (332), and the user specified joint profile (342), and
automatically establishing default values a welding current, a
welding voltage, a wire feed speed, and a travel speed.

19. The method of claim 14, further including the step of
estimating the amount of time required to create the automati-
cally generated solution (440) and utilizing the time estimate
to prioritize the transfer of data to the numerical analysis
software (420).

20. The method of claim 14, further including the step of
selecting a validated welding procedure from a validation
database containing a plurality of validated welding proce-
dures of material joining processes having an experimentally
validated automatically generated solution (440), wherein the
selection of the validated welding procedure automatically
selects the user specified joining method (313), the user speci-
fied joint type (332), the user specified joint profile (342), and
the user specified material type (362).
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