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A Study on the Optimization of Shape of Weld Joints
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Abstract

Welding is one of the most important and popular joining techniques employed in structures.
In spite of, weld designs depend on the rules and regulations. Moreover, the study to optimize
a shape of welding joint not may be sufficient and systematic on the theoretical and experimental
sides.

Therefore, in this study, a computer program based on thermal elasto-plastic theory is
developed for optimizing (minimizing) shape of weld joints. By the results, study is made on the
characteristics of the distributions of welding residual stresses and plastic strains, and their
production mechanisms. Also, various kinds of tests are carried out to find out mechanical
characteristics due to shape of weld joints.

As a result of this optimization (minimization) of weld joints, the productivity and the reliability
will be improved.
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