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Table 1  Size of test piece T welded joint
A a b t ky ky ky ky
I /mm /mm /mm /mm /mm /mm /mm

Al 11.7  11.7  25.1 9.5 8.2 10.0 8.2

A2 11.7 11.7  22.1 10.0 9.7 10.5 9.7
A3 11.8 11.8  25.7 9.7 9.2 10.0 9.2
Ay 11,7 11.7  24.3 9.7 9.0 10.2 9.0

Bl 11.8 11.8 24.7 9.7 9.0 9.5 9.7
B2 11.8 11.7 243 9.2 9.0 9.5 9.0
B4 11.9 11.8 24.3 10.0 9.0 9.0 8.0
B 11.8 11.8 24.4 9.6 9.0 9.3 8.9
Fl 15.6 7.7 24.6 8.0 8.0 8.0 8.0
F2 15.5 7.7  25.0 9.0 9.0 9.0 9.0
F4 156 7.8 24.1 8.0 8.0 9.0 9.0
F¥# 156 7.7 24.6 8.3 8.3 8.7 8.7
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Fig. 1 Schematic diagram of test piece T welded joint
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Fig. 2 Tensile test device of T welded joint
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Fig. 3 Schematic diagram of tensile test
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Fig. 4 Fracture morphology of T welded joint

|

(a) A4LBHLIRE RS T

(b) FALBRE A3 1

5 KOERTEE
Fig. 5 Schematic diagram of fracture morphology
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Fig. 6 Load—displacement curve of T welded joint
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Table 2 Experimental data and parameters of T welded
joint specimen

ke mRT) PriisRpE  JRAGREE  sME AR

442 F_ /KN R,/MPa  R,/MPa  E/GPa v
Al 153.22 521.74 215.88 225 0.25
A2 123.25 476.65 377.34 209 0.28
A3 147.70 487.03 186.01 215 0.28
Bl 139.16 477.47 363.32 203 0.31
B2 143.71 505.45 377.99 203 0.27
B4 146.95 512.50 369.51 193 0.32
FI  103.82 548.10 356. 65 197 0.24
2 101.16 525.51 351.02 221 0.26
F4  101.07 537.68 346.02 230 0.27
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Table 3  Comparing for experimental results of three
groups of T welded joint
W wKJ) bR JEMRSREE sk AR
e F,./kN R, /MPa R, /MPa E/GPa v
A 141.39 495.14 259.74 216.33 0.27
B 143.27 498.47 370.27 199. 67 0.30
F 102.02 537.10 351.23 216.00 0.26
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Fig. 7 Schematic diagram of T welding joint leg size
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Table 4 Size and ratio of T welded joint

45 o/mm  b/mm  t/mm  k/mm  k/b  WELE
A 11.73  11.73  24.3  9.49 0.81 SRk
B 11.80 11.75 24.38 9.21 0.78  fi4eWrs
F 15.57  7.73  24.57 8.50 1.10 R
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