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Residual Stress Distribution on the Fillet Weldment
used by Finite Element Method
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ABSTRACT : A transient heat transfer analysis and thermo-elastic analysis
have been performed for the residual stress distribution on the fillet
weldment used by finite element method. Specimen is fabricated single-pass
fillet welding. This computation was performed for conditions including
surface heat flux and temperature dependent thermo-physical properties using
by heat input as parameter. Also, cut-off temperature of residual stress
estimation by thermo-elastic analysis is determined. The fillet weldment were
measured to determined their residual stress distributions for using hole-
drilling method. As result, it was found that large tensile residual stress is
about material yield strength, and the numerical simulation results for finite
element method similar to residual stresses by hole-drilling method and other
exiting research. Also, cut-off temperature is effectively determined by
temperature which calculated maximum thermal stress equal to material yield
strength.
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