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A Study on the Distribution of Residual Stress and Optimum Design of Corner Joint
in Box Column with Ultra Thick Plate
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S1Z Skin Plated] 422 F$2 7532 otglE Skin Plate ¢} B HRE 3R T4 ot
Table 1. Model Size

Thickness of skin plate(t) | 100 ==, 150 an

wB | | WB
Width of skin plate (B) 600 mm | L
High of Skin Plate (H) 300 em
Groove [100 m| 50 um .

angle 30 °|150 sn| 80 mn

Width of Groove [100 me| 80 =m
Bead (WB)|angle 45 ° 150ma | 120 m N

100 ma| 110 = t | t |

Groove
angle 60 ° 150 gul| 170 m

Fig.1l. Model for analysis
TABLE 2. Welding condition

Thickness(mn) | Groove Angle | Current(A) | Voltage(v) | Speed(cm/min)
30 ° 1100 30 28
100 mm 15 ° 1300 36 32
60 ° 1400 40 33
30 ° 1200 30 28
150 mm 45 ° 1300 35 32
60 ° 1400 40 33
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Fig.2. Comparsion of nodal temperature on the groove angle 30 °, 45 ‘and 60 ° with

skin plate thickness 100mm
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Fig.3. Comparsion of temperature distribution on the 2sec, 5sec, 50sec and

100sec with skin plate thickness 100amm
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Fig.4. Welding residual stress with skin plate thickness 100mm
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