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Fig. 1 Cross section comparison of T-joint welds
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Fig. 2 Cross section comparison of T-joint welds
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Fig. 5 Forms and numbering of welded joints
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Table 1 Welding process parameters Table 2 Average strain of welded joints
Pekg s BB DA BIEUN B V(memin ) HERPAW e i FHfHe/mm
G/ — — 1 7 TO1 0.084
TO1/IT02
HEE® 25 2715 1.3 3 T02 0.064
col  EA® 283 29.7 1.68 5 Co1 0.060
co2 EA® 25 297 1.68 4 C02 0.075

DO1 e/ 283 29.7 1.68 5 DO1 0.060
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Fig. 6 Constraint position of traction beam
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Fig. 7 Welding distortion contour under scheme 1
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Fig. 8 Welding distortion contour under scheme 2



%3 O, % 2T SYSWELD W & & 18 8 H# 4 W B A 35
g =] g
£ 151 £ a4 £ s
! < B
» Lo ] Bz
e Si 2o
o = | 047 RO
ol SENE ol BRG] .
A&t el g
RN R R
(@) TE3T x MATE (b) JT%E3F y mBIE (c) FTE3T z mAEE
B9 AER3ITEEEETEZE
Fig. 9 Welding distortion contour under scheme 3
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Fig. 10 Welding distortion contour under scheme 4
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Table 3 Maximum deformation under different schemes

TEGT ARV mm yEAEY/mm AV /mm
VES -2.06 1.63 -9.35
VEY) 2.46 1.62 -13.13
HE3 -1.85 1.64 -7.42
VEL -1.79 1.43 6.96
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Table 4 Measured and simulated measurement results
of point deformation
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. SENAR R YRR IE AR 2E
Vi/mm Vn/mm AV/mm A6(%)
A 7.9 8.54 0.64 8.10
B 6.4 5.96 0.44 6.88
C 6.3 6.99 0.69 10.95
D 6.5 6.07 0.43 6.62
E 7.0 6.08 0.92 13.14
F 8.4 8.37 0.03 0.36
J 2.5 2.44 0.06 2.40
K 2.8 3.15 0.35 12.50
L 4.3 4.81 0.51 11.86
M 3.1 3.30 0.20 6.45
N 2.4 2.66 0.26 10.83
(6] 4.5 4.11 0.39 8.67
FHE — — — 8.23
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Table 5 Deformation results under different welding
constraints

UES k= fMAS(°) WHATEV/mm  PEEFy/mm
ES 5.25 0.5 1.63
VE ) 5.98 0.54 1.43
WiE X 2.73 0.48 1.64
UEL 1.21 0.51 1.54
ARy 22 0.2154 0.003 6 0.004 2
4 % i

(1) SR FH 1A 0 AR 3 AU 5 S 45 SR Wy & 3%
I, x, z M KA AR A TR 2, 43510
2.46 F113.13 mm, y [ EFETE 1.63 mm £ 45,
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