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Abstract

Use of the ultra thick plate is being continuously increased in large off-shore
structures, ships, bridges and skyscraper construction, due to increasingly
large-sized steel structures and it seems that this trend will be maintained. But,
occurrence of the lamella tearing has been reported in ultra thick plate used for
construction
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It is reportedly caused by impurities such S(sulfur), P(phosphorus) and others
accumulated in the ultra thick plate’s centerline in the thickness direction with
strip shape or by restraint residual stress caused by the welding. In the ultra
thick plate made by continuous casting method, occurrence of lamination is difficult
to avoid because of the properties of production procedure. Therefore, with a view
to reducing the lamella properties, this report tries tearing in the steel structure
in the view of welding strength rather than metallic properties. this report tries to
seek the optimum groove and welding procedure by using the computer simulation based on

FEM (Finite Element Method).
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Table 1 Dimension of model

Thickness of skin plate (T) 80 mm
Width of skin plate (W) 500 mn
Height of skin plate (H) 500 mn

Full penetration {50°

f single V ; - )
Angle of the single V groove Partial penetration |60

Full penetration [43°

Angle of the single bevel groove

Partial penetration |50

Table 2 Welding conditions

Voltage Current
42 (V) 1100 (A)

Welding speed
40 (em/min)
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Fig. 1 Model for specimen
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Fig. 4 Welding procedure
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