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Development of Welding Deformation Control Method for Thin Panel Block Structure
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Table 1 Deck models for measurement
Size of Deck Stiffener Frame
Plate Stiffener Space Space Supporting
Model -
LXBXt hXt, ls Iy Condition
(mm) (mm) (mm) (mm)
D1 9000 X 5400 X 5 Ground / Pin Jig
D2 9000 X 5400 X 7 120X 6 600 2980 Ground / Pin Jig
D3 9000 X 5400 X 10 Ground / Pin Jig
Table 2 Fillet welding conditions for deck models
Throat Leg Heat
Thickness Length I v v Input
tw f (A) V) (mm/sec) Q
(mm) (mm) (cal/mm)
3.0 4.0 260 30 16.7 112
Table 3 Butt welding conditions for deck models
Heat Input
Welding I \ v - anu
Sequence (A) V) (mm/sec)
(cal/mm)
Front 300 31 10.83 206
Back 360 32 12.50 221
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Table 3 Butt welding conditions for deck models

. Heat Input
Welding | v v Q
Sequence (A) V) (mm/sec)
(cal/mm)
Front 300 31 10.83 206
Back 360 32 12.50 221
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Fig. 1 Application of plastic counter-deforming method for Model-D2
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Fig. 2 Effect of application of MM for Model-D1 Fig. 3 Bending deflection according to the plate thickness
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Fig. 4 Bending deflection according to the plate thickness for deck blocks
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