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Analysis of Restraint Stress Acting on the Weldment
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Table 1. Effect of specimen size (L) on restraint

degree (Rf)
L (mm) 7 100
R (mm) 505 200 600 200
Rf .
(kgg/mm’/mm) 193 144 146 108
L (mm) 125 450
R (mm) 700 200 2000 200
Rf
(ke/mm’/mm) 136 86 45

*R:ITEEHEY Aol
Welding direction
Ele.ctrode

e 2" Analysis Zone
yLciite (2T 777

e I

L

Reatraint 'eld-]

PFig. 1 Schematic diagram of MHT specimen
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Table 2. Welding Heat Input (Q)

Welding Process Q=nVD, (W)
SMAW 2912
FCAW 9120

SAW 12825

Test weld
% ™

Restraint Weld —’

7

Fig. 2 Analysis variables

S£HEE 71 239 BEFS E olgE HA
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Fig. 3 Mesh design for restraint stress analysis
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w
ol
I
!
icl
b
K
[

2E BY

XA HE3 X d459) szl d Ag
of et Az a3 FAHE 24gTol H
A Mg B AA SR At 2
B AR Aol g AP L Y dgs
3% ¥ Bttt Table 304 R F 50| o
g 7R Aleyes g4E 4%l tato #n|
Ao A YN A% 4 Ags Yo
o A7|zke) Aol wi S Hom, AU 5% A=
9] 228 Holx Qi)



12

Table 3. Difference in HAZ size

AZ% | FEM AMA | 23 (%)
SMAW 1. 05mm 1. 10mm 4.76
FCAW 1. 49mm 1. 47mm 1.30
SAW 2.22mm 2.05mm 5.40

* A (%) = (B&A - FEM AAXA) / AS3) x100
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Fig.6 Temperature changes at the weld root

:TL

#

&9

Fig. 72 % &4 A MHT A|#9] Zo] (L7} &
z+ 75, 100, 125 28], 450mm &, 745 R/}
144, 108, 83, &1, 42kg/mm%/mm £ HRAF
o &4 FER FEHE 38 (0) S YAAZL
9 32 AR Aot} Fig. 73 o] £7 ¢
2 A% &4 rootFolls &3 o= 9 &HKF
2 o 2o} BA7) rE o] et 2527 v

A s F 2

& wajol )& Bl Aol £ FER
Z3go| zhg3ic). ey, Azto] Agel w
4R 4 7HEE 27 FEFoEM dFgo
g Holy e AFE HolA Ak e, oy d
Ao HY2r oo R 71dd REAjy} AW
of o3 AHPAo] 7|lste] A HoZ ¢S
ol Z+-g-3tA = Al7ko] AaEe uiet 845
o BA7F Al FEEH o] o] &L
o o9& AFEoZN AFSHOZ thA] HolH
ok WA 7 2 6,9 Ho|AFE FEHke T
Aol fA1e ¢S Bolx o) o A7|E o
T & aolE Kol Yt F, FEHEET} 4294
144kg/mm’/mm o2 F7+ghol ube} §-3H FERJ
ZAgste 422 1004 46kg/mm’E F7}8}
A Bt} Fig.8& 8857 43 Aoz Yt
H ¥ &Y FERE RE 2 WUEgoR g9
FEXE Vel vk 8387 & £- 0 o9
YzZhA] Xgko z o] ¥ify) At oz &4
o} o1 e BEAdE Q% o] wA3=,
FEE7F ZasteE AF 3R FLIe &
FEL @A A FAasrh

o

60
| —o— Rf=l144[kg/maf /mm]
s | Re=108
45 [~ , Rtess

- —— Rfnd3

18
0
a8 sl vavd vl v wd u
10° 101 102 10® 104
Time [sec]

Fig. 7 Variation of o, at the weld root with cooling
time for various restraint degree (Rf)
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Fig. 9 Variation of o, at the weld root with welding
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