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A Study on the Distortion Control of
Built-up T bar Using the High Frequency Induction Heating
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Table 1 Variables used for FEA

Dimension [mm] Welding condition High Frequency
Flange Web Leg length Speed Induction Power
(t x w) (t x h) [mm] [mm/min] (kW]
10-20 x 150 10-20 x 250-600 4 -8 1000 - 1300 10 - 80
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Fig. 2 Variation of shrinkage force with the function of heat intensity and in-plane rigidity
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Table 2 Experimental results for BLT with high frequency induction heating

Dimension [mm] Induction condition Distortion [mm]

Flange - Web Length Input Power | Heating Location Weldi Residual
- n
t x w) (t x h) £ kw] {mm] ceng residia
18 x 140 12 x 400 30 145 58 -2
15000
20 x 150 | 115 x 475 25 145 50 -1
3.4%
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