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A Study on the Effect of Internal & External Restraint Condition on the Welding
Distortion at the Weldment of Structure Steel
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Table 1 Variables used For FEA (fillet weldment)

Heat Input Flange [mm] Web [mm)]
Base Metal al/mm]
[cal/mml | pyiness | Width Length |Thickness| Height | Length
500 _ . .
A grade 224 - 522 12 - 25 4000 Infinite 12 - 25 250 Infinite

Table 2 Variables used for FEA (butt weldment)

G B Metal Heat input Thickness Length Width
Toove ase Me
[cal/mm] [mm] [mm] [mm])
- 700
V groove A grade 463 - 3250 6 - 20 Infinite ~ 3000
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Fig. 1 Effects of restraint condition on the welding distortion at the fillet weldment
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Fig. 2 Effects of external restraint condition on the welding distortion at the butt weldment
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