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Description

[Technical Field of the Invention]

[0001] The present invention relates to a welded structure member, according to the preamble of claim 1 (see, for
example JP H 0663756 A) and a manufacturing method thereof.

[Related Art]

[0002] Recently, in order to improve a fuel efficiency of a vehicle, weight saving of a vehicle body has progressed.
Then, in order to realize the weight saving of the vehicle body, a welded structure member in which high-strength steel
sheets are welded to each other is used as a vehicle body material.
[0003] The welded structure member which is used as the vehicle body material is required to have an excellent fatigue
strength. However, in the related art, it is known that even in a case of using the high-strength steel sheet, it is difficult
to sufficiently improve the fatigue strength of the welded structure member. Therefore, for example, in Patent Document
1, a technology for improving the fatigue strength of the welded structure member is proposed.
[0004] A fillet arc welded joint described in Patent Document 1 includes a bead for reinforcement separately from a
fillet bead which is formed at the time of performing fillet arc welding with respect to metal members. The bead for
reinforcement is formed on the same plane as that of the fillet bead by using the fillet bead as a starting point. By the
bead for reinforcement, it is possible to improve a fatigue strength of the welded joint.

[Prior Art Document]

[Patent Document]

[0005]

[Patent Document 1] PCT International Publication No. WO2013/157557
[Patent Document 2] JP H 06 63756 A relates to a welding distortion prevention method for a T-shaped welded joint
of a thin metal sheet, the method comprising inter alia heating the weld zone rear side of the metal sheet in advance.

[Disclosure of the Invention]

[Problems to be Solved by the Invention]

[0006] However, in a chassis section (a section supporting a suspension) of the vehicle body, a T-shaped welded joint
(hereinafter, also referred to as a T-joint) is used as the welded structure member. The chassis section is a section
supporting a vehicle body load, and thus, in the T-joint which is used in the chassis section, in particular, it is necessary
to improve a fatigue strength.
[0007] In Patent Document 1, the T-joint formed of a vertical steel sheet and a horizontal steel sheet is also disclosed.
In the T-joint of Patent Document 1, the bead for reinforcement is formed to intersect with the fillet bead joining the
vertical steel sheet to the horizontal steel sheet. In Patent Document 1, it is described that the deformation of the T-joint
is prevented, and fatigue life is improved, by forming the bead for reinforcement as described above.
[0008] However, in the technology of Patent Document 1, there is a case where a restriction on the manufacturing
increases according to the structure of the T-joint. Hereinafter, the case will be specifically described.
[0009] As described above, in the technology of Patent Document 1, the bead for reinforcement has to be formed to
intersect with the fillet bead. For this reason, when the bead for reinforcement is formed, a welding torch has to be moved
to intersect with the fillet bead. At this time, in a case where the welding torch can be smoothly moved between the
vertical steel sheet and the horizontal steel sheet, it is possible to easily form a suitable bead for reinforcement. However,
for example, as with a T-joint 1 illustrated in FIG. 25, in a case where a vertical steel sheet 2 is welded to a horizontal
steel sheet 3 by being greatly inclined, a section is generated in which the vertical steel sheet 2 and the horizontal steel
sheet 3 intersect at an acute angle. In such a section, when the bead for reinforcement is formed, it is not possible to
ensure a sufficient space in a movement direction of the welding torch 4 (a direction intersecting with a fillet bead 5). In
this case, it is difficult to smoothly move the welding torch 4 between the vertical steel sheet 2 and the horizontal steel
sheet 3, and it is not possible to easily form a suitable bead for reinforcement.
[0010] The present invention has been made for solving such problems, and an object of the present invention is to
provide a configuration in which a fatigue strength can be easily improved in a welded structure member including a T-
shaped joint portion.
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[Means for Solving the Problem]

[0011] The present invention is defined as follows.

(1) According to a first aspect of the present invention, there is provided a welded structure member, including: a
base metal member including a first surface and a second surface which are both surfaces each other; a joined
metal member including an abutting surface of which an end surface abuts onto the first surface; a weld bead which
is formed on the first surface, and joins the joined metal member to the base metal member; and a weld overlay
section which is formed on the second surface of the base metal member, and is formed into a shape of a line such
that the weld overlay section overlaps at least one of the abutting surface and the weld bead, in the view of facing
the second surface and of penetrating through the base metal member, in which when a direction from an abutting
end section which is an end section of the abutting surface towards a direction in which the abutting surface exists
is set to the rear, and the opposite direction thereof is set to the front, the weld bead includes a weld bead end
section in a position which is separated to the front of the abutting end section.
(2) In the welded structure member according to (1) described above, the weld overlay section may be disposed
over a position which is separated from the abutting end section to the rear by 1.9 mm to 7.0 mm, in the view of
facing the second surface and of penetrating through the base metal member.
(3) In the welded structure member according to (2) described above, a front end of the weld overlay section may
be positioned from the abutting end section to the front, and a rear end of the weld overlay section may be positioned
from the abutting end section to the rear, in the view of facing the second surface and of penetrating through the
base metal member.
(4) In the welded structure member according to (2) or (3) described above, the weld overlay section may be parallel
to the abutting surface, in the view of facing the second surface and of penetrating through the base metal member.
(5) In the welded structure member according to any one of (2) to (4) described above, a separation distance LW
(mm) between the abutting end section and the weld bead end section, and a plate thickness T (mm) of the base
metal member may satisfy Expression (A) described below. 

(6) In the welded structure member according to any one of (2) to (5) described above, a length of the weld overlay
section may be greater than or equal to 10.0 mm.
(7) In the welded structure member according to (1) described above, the weld overlay section may be disposed
over a position which is separated from the weld bead end section to the rear by 0.1 mm to 3.0 mm, in the view of
facing the second surface and of penetrating through the base metal member.
(8) In the welded structure member according to (7) described above, a front end of the weld overlay section may
be positioned from the weld bead end section to the front, and a rear end of the weld overlay section may be
positioned from the weld bead end section to the rear, in the view of facing the second surface and of penetrating
through the base metal member.
(9) In the welded structure member according to (7) or (8) described above, the weld overlay section may be parallel
to the weld bead, in the view of facing the second surface and of penetrating through the base metal member.
(10) In the welded structure member according to any one of (7) to (9) described above, a separation distance LW
(mm) between the abutting end section and the weld bead end section, and a plate thickness T (mm) of the base
metal member may satisfy Expression (B) described below. 

(11) In the welded structure member according to any one of (7) to (10) described above, a length of the weld overlay
section may be greater than or equal to 6.0 mm.
(12) In the welded structure member according to any one of (1) to (11) described above, a height of the weld overlay
section from the second surface may be 2.0 mm to 20.0 mm.
(13) In the welded structure member according to any one of (1) to (12) described above, the weld overlay section
may be a weld overlay bead which is not involved in the joint between the base metal member and the other member.
(14) In the welded structure member according to any one of (1) to (13) described above, the weld overlay section
may be formed to enter the base metal member.
(15) In the welded structure member according to any one of (1) to (14) described above, the weld bead may not
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penetrate through the base metal member.
(16) In the welded structure member according to any one of (1) to (15) described above, the base metal member
may be a steel sheet having a tensile strength of greater than or equal to 270 MPa.
(17) According to a second aspect of the present invention, there is provided a method of manufacturing the welded
structure member according to any one of (1) to (16) described above, the method including: a weld bead applying
step of applying a weld bead which joins the first surface of the base metal member to the end surface of the joined
metal member by the abutting surface; and a weld overlay section applying step of applying the weld overlay section
onto the second surface of the base metal member by arc welding or brazing, before the weld bead applying step
or after the weld bead applying step.

[Effects of the Invention]

[0012] According to the present invention, it is possible to improve a fatigue strength of the welded structure member
by a simple configuration, that is, by forming the linear weld overlay section on the second surface (a rear surface) of
the base metal member. In this case, a restriction on the manufacturing decreases, and it is possible to easily improve
the fatigue strength of the welded structure member. Specifically, for example, even in a case where a plate-like section
of the joined metal member is welded to a plate-like section of the base metal member by being greatly inclined, it is not
necessary to form the weld overlay section between both of the plate-like sections, and thus, the restriction on the
manufacturing does not increase. Accordingly, it is possible to easily manufacture the welded structure member of which
the fatigue strength is improved.

[Brief Description of the Drawings]

[0013]

FIG. 1 is a perspective view illustrating a welded structure member 10A according to a first embodiment of the
present invention.
FIG. 2 is a perspective view of the welded structure member 10A according to the same embodiment seen from a
lower side.
FIG. 3 is a side view illustrating a part of the welded structure member 10A according to the same embodiment.
FIG. 4 is a projection view of an abutting surface, a weld bead, and a weld overlay section of the welded structure
member 10A according to the same embodiment.
FIG. 5 is a projection view of an abutting surface, a weld bead, and a weld overlay section of a welded structure
member 10A’ according to a modification example of the first embodiment of the present invention.
FIG. 6 is a perspective view illustrating a welded structure member 10B according to a second embodiment of the
present invention.
FIG. 7 is a perspective view of the welded structure member 10B according to the same embodiment seen from a
lower side.
FIG. 8 is a side view illustrating a part of the welded structure member 10B according to the same embodiment.
FIG. 9 is a projection view of an abutting surface, a weld bead, and a weld overlay section of the welded structure
member 10B according to the same embodiment.
FIG. 10A is a graph illustrating a relationship between a front end position of the weld overlay section with respect
to an abutting end section and a maximum value of a maximum main stress in the abutting end section at each
length of the weld overlay section, which is obtained by computer analysis.
FIG. 10B is a graph illustrating a relationship between a rear end position of the weld overlay section with respect
to the abutting end section and the maximum value of the maximum main stress in the abutting end section at each
length of the weld overlay section, which is obtained by the computer analysis.
FIG. 11A is a graph illustrating a relationship between the length of the weld overlay section and a lower limit of the
front end position of the weld overlay section, when a decrease rate of the maximum value of the maximum main
stress in the abutting end section is 30%.
FIG. 11B is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 50%.
FIG. 11C is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 75%.
FIG. 11D is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
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main stress in the abutting end section is 90%.
FIG. 12A is a graph illustrating a relationship between the length of the weld overlay section and an upper limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 30%.
FIG. 12B is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 50%.
FIG. 12C is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 75%.
FIG. 12D is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 90%.
FIG. 13A is a graph illustrating a relationship between the length of the weld overlay section and a lower limit of the
rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum main
stress in the abutting end section is 30%.
FIG. 13B is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 50%.
FIG. 13C is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 75%.
FIG. 13D is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 90%.
FIG. 14A is a graph illustrating a relationship between the length of the weld overlay section and an upper limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 30%.
FIG. 14B is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 50%.
FIG. 14C is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 75%.
FIG. 14D is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the abutting end section is 90%.
FIG. 15A is a graph illustrating a relationship between the front end position of the weld overlay section with respect
to a weld bead end section and the maximum value of the maximum main stress in the weld bead end section at
each length of the weld overlay section, which is obtained by the computer analysis.
FIG. 15B is a graph illustrating a relationship between the rear end position of the weld overlay section with respect
to the weld bead end section and the maximum value of the maximum main stress in the weld bead end section at
each length of the weld overlay section, which is obtained by the computer analysis.
FIG. 16A is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 30%.
FIG. 16B is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 50%.
FIG. 16C is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 75%.
FIG. 16D is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 90%.
FIG. 17A is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 30%.
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FIG. 17B is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 50%.
FIG. 17C is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 75%.
FIG. 17D is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the front end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 90%.
FIG. 18A is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 30%.
FIG. 18B is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 50%.
FIG. 18C is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 75%.
FIG. 18D is a graph illustrating a relationship between the length of the weld overlay section and the lower limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 90%.
FIG. 19A is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 30%.
FIG. 19B is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 50%.
FIG. 19C is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 75%.
FIG. 19D is a graph illustrating a relationship between the length of the weld overlay section and the upper limit of
the rear end position of the weld overlay section, when the decrease rate of the maximum value of the maximum
main stress in the weld bead end section is 90%.
FIG. 20 is a graph illustrating a relationship between a plate thickness and the maximum value of the maximum
main stress.
FIG. 21 is a graph illustrating a relationship between the plate thickness and the maximum value of the maximum
main stress.
FIG. 22 is a graph illustrating a relationship between the plate thickness and the maximum value of the maximum
main stress.
FIG. 23 is a graph illustrating a relationship between the plate thickness and the maximum value of the maximum
main stress.
FIG. 24 is a graph illustrating a relationship between an elongated bead length (a separation distance LW between
the abutting end section and the weld bead end section) and a base (the abutting end section)/a tip stress (the weld
bead end section) reversing plate thickness.
FIG. 25 is a diagram illustrating a T-joint of the related art.

[Embodiments of the Invention]

[0014] The present inventors have conducted intensive studies about a configuration in which a fatigue strength can
be easily improved in a T-welded joint member obtained by welding a front surface of a horizontal plate to an end surface
of a vertical plate with a weld bead. As a result thereof, the present inventors have newly found that:

(a) in a case where a weld overlay bead is formed on a rear surface of the horizontal plate (a surface on which a
joint portion with respect to the vertical plate does not exist), an effect of reducing a maximum main stress is high,
and workability is not impaired, and thus, it is possible to efficiently improve a fatigue strength, compared to a case
where the weld overlay bead is formed on the front surface of the horizontal plate.

[0015] Further, the present inventors have newly found that:
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(b) in the horizontal plate configuring the T-welded joint member, the value of the maximum main stress which is
generated in the vicinity of the joint portion increases in the vicinity of an end section of the joint portion or in the
vicinity of an end section of the weld bead, and a fatigue fracture occurs from such a position;
(c) the maximum main stress in the vicinity of the end section of the joint portion tends to be larger than the maximum
main stress in the vicinity of the end section of the weld bead as the thickness of the horizontal plate increases, and
the maximum main stress in the vicinity of the end section of the weld bead tends to be larger than the maximum
main stress in the vicinity of the end section of the joint portion as the thickness of the horizontal plate decreases; and
(d) in a case where the vertical plate is pulled in a direction perpendicular to the front surface of the horizontal plate,
the direction of the maximum main stress which is generated in the vicinity of the joint portion between the vertical
plate and the horizontal plate is parallel to a stretching direction of the joint portion or the weld bead.

[0016] Hereinafter, the present invention will be described in detail on the basis of a first embodiment and a second
embodiment.

<<First Embodiment>>

[0017] FIG. 1 is a perspective view illustrating a welded structure member 10A according to a first embodiment of the
present invention, FIG. 2 is a perspective view of the welded structure member 10A seen from a lower side, FIG. 3 is a
side view illustrating a part of the welded structure member 10A, and FIG. 4 is a projection view of an abutting surface
32, a weld bead 24, and weld overlay sections 30a and 30b of the welded structure member 10A. Furthermore, in FIG.
1 and FIG. 2, dotted circles 41a, 41b, 42a, 42b, 43a, 43b, 44a, 44b, 45a, and 45b illustrate positions of holes formed on
an analysis model in a simulation described below. The details thereof will be described below.
[0018] As illustrated in FIG. 1, the welded structure member 10A according to this embodiment includes a joined metal
member 12 which extends in a first direction D1, a base metal member 14 which extends in a second direction D2
intersecting with the first direction D1 and to which an end surface of the joined metal member 12 is joined, the weld
bead 24 which joins the joined metal member 12 to the base metal member 14, and the weld overlay sections 30a and
30b which are formed on a rear surface of the base metal member 14.
[0019] The welded structure member 10A is a so-called T-joint, in which a joint portion joins the joined metal member
12 and the base metal member 14 to have a T-shape. In a case of projecting the welded structure member 10A according
to this embodiment in a direction parallel to a front surface 14a described below, the joint portion between the joined
metal member 12 and the base metal member 14 has a T-shape.
[0020] In the welded structure member 10A according to this embodiment, the first direction D1 is perpendicular to
the second direction D2, and the first direction D1 may be inclined to the second direction D2. That is, in the welded
structure member 10A according to this embodiment, the joined metal member 12 is welded to the base metal member
14 to be perpendicular to the base metal member 14, and the joined metal member 12 may be welded to the base metal
member 14 to be inclined to the base metal member 14. Furthermore, in the following description, the first direction D1
is set to a vertical direction, and the second direction D2 is set to a right-left direction.
[0021] The joined metal member 12 is configured with a plate-like metal member. In addition, the joined metal member
12 is configured with a plate-like section 121 having an opened cross-sectional shape. The plate-like section 121 of the
joined metal member 12 includes a pair of side wall sections 121a and 121b, and a bottom wall section 121c. The pair
of side wall sections 121a and 121b is disposed in parallel such that the surfaces of the side wall sections 121a and
121b face each other. The bottom wall section 121c is disposed to connect one end section of the side wall section 121a
to one end section of the side wall section 121b.
[0022] The base metal member 14 is configured with a plate-like metal member, and includes a front surface 14a and
a rear surface 14b which are both surfaces each other. In addition, the base metal member 14 is configured with a plate-
like section 141 having an opened cross-sectional shape. The plate-like section 141 of the base metal member 14
includes a pair of side wall sections 141a and 141b, and a top plate section 141c. The pair of side wall sections 141a
and 141b is disposed in parallel such that the surfaces of the side wall sections 141a and 141b face each other. The
top plate section 141c is disposed to connect one end section of the side wall section 141a to one end section of the
side wall section 141b.
[0023] In the following description, in a front surface of the base metal member 14, a section corresponding to a front
surface of the top plate section 141c will be referred to as the front surface 14a of the base metal member 14, and in
the rear surface of the base metal member 14, a section corresponding to a rear surface of the top plate section 141c
will be referred to as the rear surface 14b of the base metal member 14.
[0024] In addition, a joint interface between the end surface of the joined metal member 12 and the front surface 14a
of the base metal member 14 will be referred to as the abutting surface 32. Further, a direction towards a direction in
which the abutting surface 32 exists will be referred to as the rear, and the opposite direction thereof will be referred to
as the front, on the basis of abutting end sections 32a and 32b which are end sections of the abutting surface 32.
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[0025] When the joined metal member 12 is welded to the base metal member 14, a part of the joined metal member
12 and a part of the base metal member 14 are melted, and thus, in a state of actually welding both of the members to
each other, it is not possible to obviously define the abutting surface 32 which is the joint interface. Therefore, in the
present invention, when the joined metal member 12 is welded to the base metal member 14, the abutting surface 32
is defined by assuming that both of the members are not melted (in other words, by assuming that the joined metal
member 12 and the base metal member 14 maintain the shape before being welded). Therefore, in the present invention,
in a case where the abutting surface 32 and the end surface of the joined metal member 12 are seen from a direction
perpendicular to the front surface 14a of the base metal member 14, an outer edge of the abutting surface 32 is coincident
with an outer edge of the end surface of the joined metal member 12.
[0026] Each of the joined metal member 12 and the base metal member 14, for example, can be obtained by performing
bending with respect to a metal sheet. The material of the metal sheet is not particularly limited, and may be steel or
aluminum. As an example, a steel sheet having a tensile strength of greater than or equal to 270 MPa can be used as
the material of the joined metal member 12 and the base metal member 14. In particular, in order to sufficiently ensure
the strength of the welded structure member 10A, it is preferable to use a steel sheet having a tensile strength of greater
than or equal to 590 MPa, it is more preferable to use a steel sheet having a tensile strength of greater than or equal to
780 MPa, it is even more preferable to use a steel sheet having a tensile strength of greater than or equal to 980 MPa,
it is even more preferable to use a steel sheet having a tensile strength of greater than or equal to 1,180 MPa, and it is
even more preferable to use a steel sheet having a tensile strength of greater than or equal to 1,500 MPa, as the material
of the joined metal member 12 and the base metal member 14.
[0027] The thickness of the base metal member 14, for example, may be equivalent to the thickness of a steel sheet
which is well used as the material of a vehicle chassis member. Specifically, the thickness of the base metal member
14 may be set to be in a range of 0.8 mm to 4.5 mm.
[0028] Here, as described below, in the welded structure member 10A according to this embodiment, the weld overlay
sections 30a and 30b are disposed to reduce a maximum main stress in the vicinity of the abutting end sections 32a
and 32b. The maximum main stress in the vicinity of the abutting end sections 32a and 32b tends to be larger than a
maximum main stress in the vicinity of the weld bead end sections 24a and 24b as the thickness of the base metal
member 14 increases, and thus, in order to reduce a maximum main stress of the welding metal member 10A according
to this embodiment, it is effective that the weld overlay sections 30a and 30b are disposed in the vicinity of the abutting
end sections 32a and 32b.
[0029] As a result of conducting further studies by the present inventors on the basis of the tendency described above,
it has been found that in the welded structure member 10A according to this embodiment, it is preferable to set a
separation distance LW (mm) between the abutting end sections 32a and 32b and the weld bead end sections 24a and
24b, and a plate thickness T (mm) of the base metal member 14 to satisfy Expression (A) described below. 

[0030] Here, even in a case where Expression (A) is not satisfied, it is preferable that the weld overlay sections 30a
and 30b are disposed in the vicinity of the abutting end sections 32a and 32b. This is because it is possible to reduce
the maximum main stress in the vicinity of the abutting end sections 32a and 32b.
[0031] Furthermore, the thickness of the joined metal member 12 can be selected according to the performance which
is required for the member.
[0032] The weld bead 24 is formed approximately into an U-shape in the plan view along the abutting surface 32, and
the end surface of the joined metal member 12 is joined to the front surface 14a of the base metal member 14.
[0033] In this embodiment, the weld bead 24 includes a side wall bead section 241a which joins the side wall section
121a of the joined metal member 12 to the front surface 14a of the base metal member 14, a side wall bead section
241b which joins the side wall section 121b of the joined metal member 12 to the front surface 14a of the base metal
member 14, and a bottom wall bead section 241c which joins the bottom wall section 121c of the joined metal member
12 to the front surface 14a of the base metal member 14. The weld bead 24, for example, is formed by arc welding.
[0034] In this embodiment, the weld bead 24 is formed from the front surface 14a of the base metal member 14 to a
predetermined depth position in a plate thickness direction of the base metal member 14. That is, the weld bead 24 is
formed not to penetrate through the base metal member 14. Here, the weld bead 24 may be formed to penetrate through
the base metal member 14.
[0035] The weld bead 24 includes the weld bead end sections 24a and 24b in each position separated to the front
from the abutting end sections 32a and 32b of the abutting surface 32 between the joined metal member 12 and the
base metal member 14. It is preferable that the separation distance LW (mm) between the abutting end sections 32a
and 32b and the weld bead end sections 24a and 24b is set to satisfy Expression (A) described above in consideration



EP 3 202 528 B1

9

5

10

15

20

25

30

35

40

45

50

55

of the plate thickness T of the base metal member 14.
[0036] Furthermore, a bead formed between the joined metal member 12 and the base metal member 14 is defined
as the weld bead 24 by assuming that the joined metal member 12 and the base metal member 14 maintain the shape
before being welded.
[0037] The weld overlay sections 30a and 30b are weld overlay beads which are not involved in the joint between the
base metal member 14 and the other member, and are formed on the rear surface 14b of the base metal member 14
into the shape of a line, as illustrated in FIG. 2 to FIG. 4.
[0038] The weld overlay section 30a is disposed to correspond to the side wall section 121a of the joined metal member
12, and the weld overlay section 30b is disposed to correspond to the side wall section 121b of the joined metal member
12. The weld overlay sections 30a and 30b, for example, are formed by arc welding or brazing by using a welding
material. In a case where the weld overlay sections 30a and 30b are formed by the arc welding, the weld overlay sections
30a and 30b are formed to enter the base metal member 14, and thus, it is possible to reduce the maximum main stress
in the vicinity of the abutting end sections 32a and 32b and to further improve a fatigue strength of the welded structure
member.
[0039] Furthermore, beads which are formed on the rear surface 14b of the plate-like section 141 are defined as the
weld overlay sections 30a and 30b by assuming that the shape of the plate-like section 141 before forming the weld
overlay sections 30a and 30b is maintained.
[0040] The weld overlay sections 30a and 30b are formed on the rear surface 14b of the base metal member 14, and
thus, a restriction on the manufacturing decreases compared to a case of being formed on the front surface 14a of the
base metal member 14. For example, even in a case where the plate-like section 121 is welded to the plate-like section
141 by being greatly inclined, the weld overlay sections 30a and 30b may be formed on the rear surface 14b of the plate-
like section 141 but not between the plate-like section 121 and the plate-like section 141, and thus, it is possible to easily
form the weld overlay sections 30a and 30b. Accordingly, it is possible to easily manufacture the welded structure
member 10A.
[0041] Further, in a case where the weld overlay sections 30a and 30b are formed on the rear surface 14b of the base
metal member 14, for example, in a case where the welded structure member 10A is used as a vehicle body material,
it is possible to form the weld overlay sections 30a and 30b in a position where the weld overlay sections 30a and 30b
are not exposed to the appearance. In this case, it is possible to prevent the sense of beauty of a vehicle body from
being impaired by the weld overlay sections 30a and 30b.
[0042] The length of each of the weld overlay sections 30a and 30b in a front-rear direction may be greater than or
equal to 6.0 mm, is preferably greater than or equal to 10.0 mm, is more preferably greater than or equal to 14.0 mm,
and is even more preferably greater than or equal to 20.0 mm.
[0043] The width of each of the weld overlay sections 30a and 30b is preferably greater than or equal to 5.0 mm, and
is more preferably greater than or equal to 6.0 mm. In addition, it is preferable that the width of each of the weld overlay
sections 30a and 30b is greater than the thickness of the joined metal member 12, that is, the width of the abutting
surface 32. Even in a case where the width of the weld overlay sections 30a and 30b is greater than 40.0 mm, an effect
of reducing the maximum main stress in the vicinity of the abutting end sections 32a and 32b is saturated, and a
component weight and a work rate increase. Therefore, the width of the weld overlay sections 30a and 30b is preferably
less than or equal to 30.0 mm, and is more preferably less than or equal to 20.0 mm.
[0044] As illustrated in FIG. 3, it is preferable that a height H of the weld overlay section 30a, that is, a protruding
height from the rear surface 14b of the base metal member 14 is greater than or equal to 2.0 mm. Even in a case where
the height H of the weld overlay section 30a is greater than 20.0 mm, the effect of reducing the maximum main stress
in the vicinity of the abutting end sections 32a and 32b is saturated, and the component weight and the work rate increase.
Therefore, the height H of the weld overlay section 30a is preferably less than or equal to 20.0 mm, and is more preferably
less than or equal to 10.0 mm. The same applies to the height of the weld overlay section 30b.
[0045] In a case where the joined metal member 12 is pulled in a direction perpendicular to the front surface of the
base metal member 14, the direction of a maximum main stress which is generated in the vicinity of an abutting end
section of the base metal member 14 is a direction parallel to a stretching direction of a abutting surface. Accordingly,
it is preferable that the weld overlay sections 30a and 30b are formed to be approximately parallel to the abutting surface
32.
[0046] In other words, it is preferable that the weld overlay sections 30a and 30b are formed to be parallel to the
stretching direction of the abutting surface, in the view of facing the rear surface 14b of the base metal member 14 and
of penetrating through the base metal member 14. Specifically, it is preferable that the weld overlay section 30a is
approximately parallel to an abutting side surface 322a and the side wall bead section 241a, and the weld overlay section
30b is approximately parallel to an abutting side surface 322b and the side wall bead section 241b.
[0047] Hereinafter, a positional relationship in the abutting surface 32, the weld bead 24, and the weld overlay sections
30a and 30b of the welded structure member 10A according to this embodiment will be described.
[0048] FIG. 4 is a diagram in which the abutting surface 32, the weld bead 24, and the weld overlay sections 30a and
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30b are projected in the direction perpendicular to the front surface 14a of the base metal member 14 (in this embodiment,
the first direction D1). Furthermore, in FIG. 4, for the sake of easily understanding the positional relationship in the
abutting surface 32, the weld bead 24, and the weld overlay sections 30a and 30b, a section is hatched in which the
abutting surface 32 and the weld bead 24 are projected. In addition, an outer edge of the section is illustrated by a broken
line in which the weld overlay sections 30a and 30b are projected.
[0049] As illustrated in FIG. 4, in the welded structure member 10A according to this embodiment, the abutting surface
32 includes a pair of abutting end sections 32a and 32b, and extends approximately into an U-shape from the abutting
end section 32a towards the abutting end section 32b. Specifically, the abutting surface 32 includes the abutting side
surfaces 322a and 322b, and an abutting bottom surface 322c. The abutting bottom surface 322c is an abutting surface
between the bottom wall section 121c of the joined metal member 12 (refer to FIG. 1) and the plate-like section 141 of
the base metal member (refer to FIG. 1). The abutting side surface 322a is an abutting surface between the side wall
section 121a (refer to FIG. 1) and the plate-like section 141. The abutting side surface 322b is an abutting surface
between the side wall section 121b (refer to FIG. 1) and the plate-like section 141. The abutting side surface 322a linearly
extends from the abutting bottom surface 322c towards one abutting end section 32a of the abutting surface 32, and
abutting side surface 322b linearly extends from the abutting bottom surface 322c towards the other abutting end section
32b of the abutting surface 32. In this embodiment, each of the abutting side surfaces 322a and 322b corresponds to a
linear section. Furthermore, in FIG. 4, each of a boundary between the abutting bottom surface 322c and the abutting
side surfaces 322a and 322b and a boundary between the bottom wall bead section 241c and the side wall bead sections
241a and 241b is illustrated by a two-dot chain line.
[0050] In the welded structure member 10A according to this embodiment, a front end of the weld overlay sections
30a and 30b is disposed on the front from a position which is separated from the abutting end sections 32a and 32b to
the rear by 1.9 mm, and a rear end of the weld overlay sections 30a and 30b is disposed on the rear from a position
which is separated from the abutting end sections 32a and 32b to the rear by 7.0 mm, in the view of facing the rear
surface 14b of the base metal member 14 and of penetrating through the base metal member 14. That is, in the rear
surface 14b of the base metal member 14, the weld overlay section 30a is formed to cover a region illustrated by cross-
hatching in FIG. 3.
[0051] In addition, it is preferable that the front end of the weld overlay sections 30a and 30b is positioned on the front
from the abutting end sections 32a and 32b, the rear end of the weld overlay sections 30a and 30b is positions on the
rear from the abutting end sections 32a and 32b, in the view of facing the rear surface 14b of the base metal member
14 and of penetrating the base metal member 14.
[0052] The front end of the weld overlay sections 30a and 30b may extend up to the vicinity of the weld bead end
sections 24a and 24b. Specifically, the front end of the weld overlay sections 30a and 30b may extend up to the front
from the position which is separated from the weld bead end sections 24a and 24b to the rear by 0.1 mm. In this case,
it is also possible to reduce the maximum main stress in the vicinity of the weld bead end sections 24a and 24b.
[0053] As illustrated in FIG. 4, the weld overlay sections 30a and 30b overlap the abutting surface 32 and the weld
bead 24 in the vicinity of the abutting end sections 32a and 32b. Specifically, the weld overlay section 30a is disposed
to correspond to the abutting side surface 322a, and overlaps the abutting side surface 322a and the side wall bead
section 241a in the vicinity of the abutting end section 32a. The weld overlay section 30b is disposed to correspond to
the abutting side surface 322b, and overlaps the abutting side surface 322b and the side wall bead section 241b in the
vicinity of the abutting end section 32b.
[0054] Furthermore, in an example illustrated in FIG. 4, the weld overlay sections 30a and 30b overlap the abutting
surface 32 and the weld bead 24, and the weld overlay sections 30a and 30b may overlap only one of the abutting
surface 32 and the weld bead 24.
[0055] It is preferable that the rear end of the weld overlay section 30a is disposed on the rear from a position which
is separated from the abutting end sections 32a and 32b to the rear by 8.0 mm, it is more preferable that the rear end
of the weld overlay section 30a is disposed on the rear from a position which is separated from the abutting end sections
32a and 32b to the rear by 10.0 mm, and it is even more preferable that the rear end of the weld overlay section 30a is
disposed on the rear from a position which is separated from the abutting end sections 32a and 32b to the rear by 14.0 mm.
[0056] It is preferable that the front end of the weld overlay section 30a is disposed on the front from a position which
is separated from the abutting end sections 32a and 32b to the rear by 0.4 mm, it is more preferable that the front end
of the weld overlay section 30a is disposed on the front from a position which is separated from the abutting end sections
32a and 32b to the front by 0.3 mm, it is even more preferable that the front end of the weld overlay section 30a is
disposed on the front from a position which is separated from the abutting end sections 32a and 32b to the front by 0.7
mm, and it is even more preferable that the front end of the weld overlay section 30a is disposed on the front from a
position which is separated from the abutting end sections 32a and 32b to the front by 1.7 mm.
[0057] A manufacturing method of the welded structure member 10A includes a weld bead applying step of applying
the weld bead 24 which joins the end surface of the joined metal member 12 to the front surface 14a of the base metal
member 14, and a weld overlay section applying step of applying the weld overlay sections 30a and 30b onto the rear
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surface 14b of the base metal member 14 by arc welding or brazing. Any one of the weld bead applying step and the
weld overlay section applying step may be performed first, and it is preferable that the weld bead applying step is
performed, and then, the weld overlay section applying step is performed, from the viewpoint of workability.
[0058] According to the configuration described above, rigidity in the vicinity of the abutting end sections 32a and 32b
is increased by the weld overlay sections 30a and 30b, and thus, it is possible to reduce the maximum main stress.
Therefore, it is possible to increase the fatigue strength of the welded structure member 10A.
[0059] In FIG. 5, a welded structure member 10A’ according to a modification example of this embodiment is illustrated.
In the welded structure member 10A according to the first embodiment described above, a case where the side wall
section 121a and the side wall section 121b are disposed to be parallel to each other has been described, but the side
wall section 121a and the side wall section 121b may not be disposed to be parallel to each other. For example, in a
case where the plate-like section 121 has an opened cross-sectional shape in which an opening end side is opened, a
projection view of the abutting surface 32, the weld bead 24, and the weld overlay sections 30a and 30b becomes the
drawing illustrated in FIG. 5. In this case, in each of the abutting side surfaces 322a and 322b, the front-rear direction
is defined by setting the abutting bottom surface 322c side to the rear, and by setting the opposite side thereof to the
front. Then, as with the welded structure member 10A according to the first embodiment, the positional relationship in
the abutting surface 32, the weld bead 24, and the weld overlay sections 30a and 30b is defined on the basis of the
front-rear direction which is defined with respect to each of the abutting side surfaces 322a and 322b.

<<Second Embodiment>>

[0060] Next, a welded structure member 10B according to a second embodiment of the present invention will be
described. The welded structure member 10B according to the second embodiment has the same configuration as that
of the welded structure member 10A according to the first embodiment except for the position where the weld overlay
sections 30a and 30b are formed, and thus, the same reference numerals are applied to the same constituents, and the
description thereof will be omitted.
[0061] In FIG. 6 to FIG. 9, the welded structure member 10B according to the second embodiment is illustrated. More
specifically, FIG. 6 is a perspective view of the welded structure member 10B seen from an upper side, FIG. 7 is a
perspective view of the welded structure member 10B seen from a lower side, FIG. 8 is a side view illustrating a part of
the welded structure member 10B, and FIG. 9 is a projection view of the abutting surface 32, the weld bead 24, and the
weld overlay sections 30a and 30b of the welded structure member 10B.
[0062] The welded structure member 10A according to the first embodiment described above and the welded structure
member 10A’ according to the first modification example thereof has a configuration in which the weld overlay sections
30a and 30b are disposed in a region corresponding to the vicinity of the abutting end sections 32a and 32b, in the rear
surface 14b of the base metal member 14. According to such a configuration, it is possible to reduce the maximum main
stress in the vicinity of the abutting end sections 32a and 32b, and to obtain an effect of increasing the fatigue strength
of the welded structure member 10A.
[0063] On the other hand, the welded structure member 10B according to the second embodiment has a configuration
in which the weld overlay sections 30a and 30b are disposed in a region in the vicinity of the weld bead end sections
24a and 24b, in the rear surface 14b of the base metal member 14. According to such a configuration, it is possible to
reduce the maximum main stress in the vicinity of the weld bead end sections 24a and 24b, and to obtain an effect of
increasing a fatigue strength of the welded structure member 10B.
[0064] As with the welded structure member 10A according to the first embodiment, each of the thickness of the joined
metal member 12 and the thickness of the base metal member 14 of the welded structure member 10B according to
the second embodiment, for example, may be set to be in a range of 0.8 mm to 4.5 mm.
[0065] Here, in the welded structure member 10B according to the second embodiment, the weld overlay sections
30a and 30b are disposed to reduce the maximum main stress in the vicinity of the weld bead end sections 24a and
24b. The maximum main stress in the vicinity of the weld bead end sections 24a and 24b tends to be larger than the
maximum main stress in the vicinity of the abutting end sections 32a and 32b as the thickness of the base metal member
14 decreases. Accordingly, in the welded structure member 10B according to this embodiment aimed at reducing the
maximum main stress in the vicinity of the weld bead end sections 24a and 24b, in order to reduce the maximum main
stress, it is effective that the weld overlay sections 30a and 30b are disposed in the vicinity of the weld bead end sections
24a and 24b.
[0066] As a result of conducting further studies by the present inventors on the basis of the tendency described above,
it has been found that in the welded structure member 10B according to this embodiment, it is preferable to set the
separation distance LW (mm) between the abutting end sections 32a and 32b and the weld bead end sections 24a and
24b, and the plate thickness T (mm) of the base metal member 14 to satisfy Expression (B) described below. 
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[0067] Here, even in a case where Expression (B) is not satisfied, it is preferable that the weld overlay sections 30a
and 30b are disposed in the vicinity of the weld bead end sections 24a and 24b. This is because it is possible to reduce
the maximum main stress in the vicinity of the weld bead end sections 24a and 24b.
[0068] Furthermore, the thickness of the joined metal member 12 can be selected according to the performance which
is required for the member.
[0069] Hereinafter, the positional relationship in the abutting surface 32, the weld bead 24, and the weld overlay
sections 30a and 30b of the welded structure member 10B according to the second embodiment will be described.
[0070] As illustrated in FIG. 8, in the welded structure member 10B according to this embodiment, the front end of the
weld overlay sections 30a and 30b is disposed on the front from a position which is separated from the weld bead end
sections 24a and 24b to the rear by 0.1 mm, and the rear end of the weld overlay sections 30a and 30b is disposed on
the rear from a position which is separated from the weld bead end sections 24a and 24b to the rear by 3.0 mm, in the
view of facing the rear surface 14b of the base metal member 14 and of penetrating through the base metal member 14.
[0071] Furthermore, in an example illustrated in FIG. 8, the front end of the weld overlay sections 30a and 30b is
positioned on the front from the weld bead end sections 24a and 24b, and the rear end of the weld overlay sections 30a
and 30b is positioned on the rear from the weld bead end sections 24a and 24b. However, the front end of the weld
overlay sections 30a and 30b may be disposed on the rear from the weld bead end sections 24a and 24b.
[0072] It is preferable that the rear end of the weld overlay section 30a is disposed on the rear from a position which
is separated from the weld bead end sections 24a and 24b to the rear by 5.0 mm, and it is more preferable that the rear
end of the weld overlay section 30a is disposed on the rear from a position which is separated from the weld bead end
sections 24a and 24b to the rear by 10.0 mm.
[0073] It is preferable that the front end of the weld overlay section 30a is disposed on the front from a position which
is separated from the weld bead end sections 24a and 24b to the front by 0.3 mm, and it is more preferable that the
front end of the weld overlay section 30a is disposed on the front from a position which is separated from the weld bead
end sections 24a and 24b to the front by 1.2 mm, and it is even more preferable that the front end of the weld overlay
section 30a is disposed on the front from a position which is separated from the weld bead end sections 24a and 24b
to the front by 1.9 mm.
[0074] As described above, the present invention has been described on the basis of the first embodiment and the
second embodiment, but the present invention is not limited only to the embodiments described above, and various
changes can be performed within the scope of claims.
[0075] For example, the first embodiment in which the weld overlay sections 30a and 30b are disposed in the vicinity
of the abutting end sections 32a and 32b and the second embodiment in which the weld overlay sections 30a and 30b
are disposed in the vicinity of the weld bead end sections 24a and 24b are combined, and thus, the weld overlay sections
30a and 30b may be disposed from the vicinity of the abutting end sections 32a and 32b over the vicinity of the weld
bead end sections 24a and 24b. In this case, the weld overlay sections 30a and 30b may be divided between the abutting
end sections 32a and 32b and the weld bead end sections 24a and 24b.
[0076] In addition, in the first embodiment and the second embodiment described above, a case where the weld
overlay sections 30a and 30b are formed in the vicinity of both of the abutting end sections 32a and 32b or in the vicinity
of both of the weld bead end sections 24a and 24b has been described, but any one of the weld overlay sections 30a
and 30b may not be formed.
[0077] In addition, in the first embodiment or the second embodiment described above, a case where the weld overlay
sections 30a and 30b formed to extend to be approximately parallel to the abutting surface 32 or the weld bead 24 has
been described, but the weld overlay sections 30a and 30b may be formed to extend to a direction inclined to the abutting
surface 32 or the weld bead 24. Even in a case where the weld overlay sections 30a and 30b are formed to extend to
the direction inclined to the abutting surface 32 or the weld bead 24, the weld overlay sections 30a and 30b are disposed
over a position which is separated from the abutting end sections 32a and 32b to the rear by 1.9 mm to 7.0 mm or a
position which is separated from the weld bead end sections 24a and 24b to the rear by 0.1 mm to 3.0 mm, and thus,
it is possible to reduce the maximum main stress in the vicinity of the abutting end sections 32a and 32b or in the vicinity
of the weld bead end sections 24a and 24b, and to obtain an effect of increasing the fatigue strength of the welded
structure member.
[0078] In addition, in the first embodiment and the second embodiment described above, the plate-like section 121
has an opened cross-sectional shape which is opened in a direction orthogonal to the first direction D1 and the second
direction D2, but the plate-like section 121 may have an opened cross-sectional shape which is opened in the second
direction D2.
[0079] In addition, in the first embodiment and the second embodiment described above, a case where the entire
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joined metal member 12 is configured as the plate-like section 121 has been described, but the joined metal member
12 may include a section (for example, a columnar section) having a shape other than that of the plate-like section
insofar as a joining surface between the joined metal member 12 and the base metal member 14 has an opened cross-
sectional shape. The joined metal member 12, for example, may be a rectangular column having an acute angle.
[0080] In addition, in the first embodiment and the second embodiment described above, a case where the plate-like
section 121 has an opened cross-sectional shape has been described, but the present invention can be applied to a
welded structure member which includes a plate-like section having various shapes. Therefore, for example, the joined
metal member 12 may includes a plate-like section having a simply flat shape, a plate-like section having an L-shaped
cross section or a plate-like section having an H-shaped cross section, instead of the plate-like section 121 described
above.
[0081] In addition, in the first embodiment and the second embodiment described above, the base metal member 14
including the side wall sections 141a and 141b has been described, but the present invention can be applied to a welded
structure member which includes various base metal members including a flat plate section. Therefore, the base metal
member may not include the side wall sections 141a and 141b.
[0082] In addition, in the first embodiment and the second embodiment described above, a case where the joining
surface between the base metal member 14 and the joined metal member 12 is a flat surface has been described, but
the present invention may also be applied to a welded structure member in which the joining surface between the base
metal member 14 and the joined metal member 12 is a curved surface.
[0083] In addition, in the first embodiment and the second embodiment described above, a case where the weld bead
24 includes the bottom wall bead section 241c has been described, but the weld bead may not include the bottom wall
bead section.

(Examination 1 based on Simulation)

[0084] Hereinafter, a simulation result using a computer and the effect of the configuration according to the first
embodiment will be described in more detail. In this simulation, an analysis model (hereinafter, also referred to as a first
model) having the same configuration as that of the welded structure member 10A illustrated in FIGS. 1 to 4 was prepared.
Then, in the first model, the position and the length of the weld overlay sections 30a and 30b in the front-rear direction
were changed, the maximum main stress which was generated in the vicinity of the abutting end sections 32a and 32b
of the abutting surface 32 was obtained. In addition, an analysis model not including the weld overlay sections 30a and
30b (hereinafter, also referred to as a second model) was prepared for comparison, and the maximum main stress which
was generated in the vicinity of the abutting end sections 32a and 32b of the abutting surface 32 was obtained.
[0085] Furthermore, in both of the first model and the second model, holes were formed in positions illustrated by the
dotted circles 41a, 41b, 42a, 42b, 43a, 43b, 44a, 44b, 45a, and 45b in FIG. 1 and FIG. 2 (hereinafter, each of the holes
illustrated by the dotted line will be referred to as a hole). In the simulation, a fixing jig (a rigid body) was disposed on
each of the holes 42a, 42b, 43a, 43b, 44a, 44b, 45a, and 45b, and the base metal member 14 was fixed. Then, a
columnar member (a rigid body) penetrated through the holes 41a and 41b, the plate-like section 121 (the joined metal
member 12) was pulled in a direction perpendicular to the front surface 14a of the plate-like section 141 by a force of
2.0 kN through the member.
[0086] The configuration of both of the first model and the second model was defined as described below. Furthermore,
as described above, in the first model, the position of the weld overlay sections 30a and 30b in the front-rear direction
was variously changed.

(Configuration of Analysis Model)

[0087]

• Joined Metal Member

Material: Steel
Thickness: 2.6 mm
Height (Length in First Direction D1): 80 mm
Length in Right-Left Direction (Second Direction D2): 70 mm
Length in Front-Rear Direction (refer to FIG. 4): 80 mm
Position of Hole 41a: Center of Side Wall Section 121a
Position of Hole 41b: Center of Side Wall Section 121b
Young’s Modulus: 210,000 MPa
Poisson’s Ratio: 0.3
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• Base Metal Member

Material: Steel
Thickness: 2.6 mm
Height (Length in First Direction D1): 50 mm
Length in Right-Left Direction (Second Direction D2): 300 mm
Length in Front-Rear Direction (refer to FIG. 4): 150 mm
Center-to-Center Distance between Holes 42a and 42b: 230 mm
Center-to-Center Distance between Holes 43a and 43b: 230 mm
Center-to-Center Distance between Holes 44a and 44b: 230 mm
Center-to-Center Distance between Holes 45a and 45b: 230 mm
Center-to-Center Distance between Holes 42a and 43a: 100 mm
Center-to-Center Distance between Holes 42b and 43b: 100 mm
Distance in Vertical Direction from Front Surface 14a to Center of Holes 44a, 44b, 45a, and 45b: 25 mm
Young’s Modulus: 210,000 MPa
Poisson’s Ratio: 0.3

• Weld Bead

Width (Width of Section Excluding Section Protruding from Abutting End Sections 32a and 32b (refer to FIG.
4) to Front): 4.3 mm
Height (Height of Section Excluding Section Protruding from Abutting End Sections 32a and 32b to Front): 5.0 mm
Width (Width of Section Protruding from Abutting End Sections 32a and 32b to Front): 10.6 mm
Height (Height of Section Protruding from Abutting End Sections 32a and 32b to Front): 2.2 mm
Protrusion Amount (Distance LW) from Abutting End Sections 32a and 32b: 13.7 mm
Young’s Modulus: 210,000 MPa
Poisson’s Ratio: 0.3

• Weld Overlay Section (First Model)

Width: 6.0 mm
Height: 2.0 mm
Length: 10.0 mm, 12.0 mm, 14.0 mm, 16.0 mm, 19.8 mm, 23.6 mm, 26.0 mm, and 28.0 mm
Position of Weld Overlay Section 30a in Right-Left Direction: Center Line of Weld Overlay Section 30a is
Coincident with Left Edge of Abutting Side Surface 322a (refer to FIG. 4)
Position of Weld Overlay Section 30b in Right-Left Direction: Center Line of Weld Overlay Section 30b is
Coincident with Right Edge of Abutting Side Surface 322b (refer to FIG. 4)
Young’s Modulus: 210,000 MPa
Poisson’s Ratio: 0.3

[0088] Furthermore, in a case where the analysis is performed in consideration of the yield of the material of the joined
metal member 12 and the base metal member 14 and in a case where the analysis is performed without consideration
of the yield, a magnitude relationship between a stress generated in the first model and a stress generated in the second
model is not changed. Therefore, in a case where a magnitude relationship between the maximum main stress generated
in the first model and the maximum main stress generated in the second model is relatively evaluated, the presence or
absence of the yield of the material may not be considered. Therefore, in this simulation, in order to simplify the analysis,
elastic property analysis was performed without consideration of the yield of the material of the joined metal member
12 and the base metal member 14. In addition, in a case where the magnitude relationship between the maximum main
stresses is relatively evaluated as described above, the yield of the material may not be considered, and thus, it is
possible to evaluate the welded structure member including the joined metal member 12 and the base metal member
14 having an arbitrary tensile strength by this simulation. That is, for example, it is possible to evaluate a welded structure
member using a material having a tensile strength of 270 MPa, and to evaluate a welded structure member using a
material having a tensile strength of 1,500 MPa, by this simulation.
[0089] In FIG. 10A, a relationship between a front end position of the weld overlay section 30a and a maximum value
of the maximum main stress which is generated in the vicinity of the abutting end section 32a at each length of the weld
overlay section 30a (refer to FIG. 4) is illustrated. Furthermore, the front end position of the weld overlay section 30a
indicates the position of the front end of the weld overlay section 30a in the front-rear direction in a case of being on the
basis of the abutting end section 32a (refer to FIG. 4). In FIG. 10A, in a case where the front end of the weld overlay
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section 30a is positioned on the front from the abutting end section 32a, the front end position of the weld overlay section
30a is represented by a positive value, and in a case where the front end of the weld overlay section 30a is positioned
on the rear from the abutting end section 32a, the front end position of the weld overlay section 30a is represented by
a negative value. For example, in the welded structure member 10A illustrated in FIG. 4, the front end of the weld overlay
section 30a is positioned on the front from the abutting end section 32a, and thus, the front end position of the weld
overlay section 30a is represented by a positive value. In addition, in FIG. 10A, the maximum value (830 MPa) of the
maximum main stress in the analysis model not including the weld overlay sections 30a and 30b is illustrated by a broken
line. Furthermore, even though the description is omitted, a relationship between the front end position of the weld
overlay section 30b and a maximum value of the maximum main stress which is generated in the vicinity of the abutting
end section 32b also became the same relationship as that illustrated in FIG. 10A.
[0090] In FIG. 10B, a relationship between the rear end position of the weld overlay section 30a and the maximum
value of the maximum main stress which is generated in the vicinity of the abutting end section 32a at each length of
the weld overlay section 30a (refer to FIG. 4) is illustrated. Furthermore, the rear end position of the weld overlay section
30a indicates the position of the rear end of the weld overlay section 30a in the front-rear direction in a case of being
on the basis of the abutting end section 32a (refer to FIG. 4). In FIG. 10B, in a case where the rear end of the weld
overlay section 30a is positioned on the front from the abutting end section 32a, the rear end position of the weld overlay
section 30a is represented by a positive value, and in a case where the rear end of the weld overlay section 30a is
positioned on the rear from the abutting end section 32a, the rear end position of the weld overlay section 30a is
represented by a negative value. For example, in the welded structure member 10A illustrated in FIG. 4, the rear end
of the weld overlay section 30a is positioned on the rear from the abutting end section 32a, and thus, the rear end position
of the weld overlay section 30a is represented by a negative value. In addition, as with FIG. 10A, in FIG. 10B, the
maximum value (830 MPa) of the maximum main stress in the analysis model not including the weld overlay sections
30a and 30b is illustrated by a broken line. Furthermore, even though the description is omitted, a relationship between
the rear end position of the weld overlay section 30b and the maximum value of the maximum main stress which is
generated in the vicinity of the abutting end section 32b became the same relationship as that illustrated in FIG. 10B.
[0091] From FIG. 10A and FIG. 10B, it is known that according to the present invention, the front end position and the
rear end position of the weld overlay sections 30a and 30b are suitably set, and thus, it is possible to reduce the maximum
value of the maximum main stress of the abutting end sections 32a and 32b of the abutting surface 32. Specifically,
from FIG. 10A, it is known that even in a case where the length of the weld overlay sections 30a and 30b is short, which
is 10.0 mm, the front end position of the weld overlay sections 30a and 30b is set to be less than or equal to 8.0 mm,
and to be preferably less than or equal to 7.0 mm, and thus, it is possible to reliably reduce the maximum value of the
maximum main stress compared to a case where the weld overlay section does not exist. In addition, it is known that
the front end position of the weld overlay sections 30a and 30b is set to be 0 to 6.0 mm, to be preferably 0 to 4.0 mm,
and to be more preferably 2.0 to 4.0 mm, and thus, it is possible to sufficiently reduce the maximum value of the maximum
main stress. In addition, as it is known from FIG. 10B, the rear end position of the weld overlay sections 30a and 30b
was set to be less than or equal to -3.6 mm regardless of the length of the weld overlay sections 30a and 30b, and thus,
it was possible to reduce the maximum value of the maximum main stress compared to a case where the weld overlay
section does not exist. In addition, from FIG. 10A and FIG. 10B, it is known that in a case where the length of the weld
overlay sections 30a and 30b is greater than or equal to 14.0 mm, the effect of reducing the stress particularly increases,
and in a case where the length of the weld overlay sections 30a and 30b is greater than or equal to 19.8 mm, the effect
of reducing the stress is approximately the same. From this, it is known that it is preferable that the length of the weld
overlay sections 30a and 30b is greater than or equal to 14.0 mm, and in order to maximally exhibit the effect of the
present invention, it is more preferable that the length of the weld overlay section is greater than or equal to 19.8 mm.

(Examination 2 based on Simulation)

[0092] With reference to FIG. 10A, in the simulation described above, in a case where the length of the weld overlay
sections 30a and 30b was 10.0 mm, the maximum value of the maximum main stress decreased to 760 MPa when the
front end position of the weld overlay sections 30a and 30b was 3.0 mm. As described above, the maximum value of
the maximum main stress in the analysis model not including the weld overlay section was 830 MPa. Therefore, it is
known that the weld overlay sections 30a and 30b are disposed, and thus, the maximum value of the maximum main
stress maximally decreases by 70 MPa. At this time, when a decrease rate of the maximum value of the maximum main
stress (a decrease rate of the maximum value of the maximum main stress with respect to the analysis model not
including the weld overlay section) was set to 100%, the front end position of the weld overlay sections 30a and 30b at
the time that the decrease rate became 30% (a decrease of 21 MPa) was -2.5 mm and 7.0 mm. That is, in a case where
the front end position of the weld overlay sections 30a and 30b is in a range of -2.5 mm to 7.0 mm, it is possible to set
the decrease rate of the maximum value of the maximum main stress (hereinafter, simply referred to as a decrease rate)
to be greater than or equal to 30%. That is, a lower limit of the front end position of the weld overlay sections 30a and
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30b for setting the decrease rate to be greater than or equal to 30% is -2.5 mm, and an upper limit thereof is 7.0 mm.
[0093] Similarly, in a case where the length of the weld overlay sections 30a and 30b is 12.0 mm, the maximum value
of the maximum main stress when the front end position of the weld overlay sections 30a and 30b was 3.0 mm decreased
to 752 MPa. As described above, the maximum value of the maximum main stress in the analysis model not including
the weld overlay section was 830 MPa. Therefore, it is known that the weld overlay sections 30a and 30b are disposed,
and thus, the maximum value of the maximum main stress maximally decreases by 78 MPa. At this time, when the
decrease rate was set to 100%, the front end position of the weld overlay sections 30a and 30b at the time that the
decrease rate became 30% (a decrease of 23.4 MPa) was - 2.3 mm and 8.7 mm. That is, the lower limit of the front end
position of the weld overlay sections 30a and 30b for setting the decrease rate to be greater than or equal to 30% is -2.3
mm, and the upper limit thereof is 8.7 mm.
[0094] Even though the detailed description is omitted, in a case where the length of the weld overlay sections 30a
and 30b was 14.0 mm, 16.0 mm, 19.8 mm, 23.6 mm, and 28.0 mm, the same examination was also performed with
respect to the position of the weld overlay sections 30a and 30b for setting the decrease rate to be greater than or equal
to 50%, to be greater than or equal to 75%, and to be greater than or equal to 90%. Further, in the first model described
above, the thickness of the base metal member 14 was set to 3.5 mm and 3.0 mm, and the same simulation as that
described above was performed. Then, the same examination was performed with respect to a relationship between
the decrease rate and the weld overlay sections 30a and 30b. Furthermore, in a case where the thickness of the base
metal member 14 was 3.5 mm and 3.0 mm, the length of the weld overlay sections 30a and 30b was set to 10.0 mm,
12.0 mm, 14.0 mm, 16.0 mm, 20.0 mm, 24.0 mm, and 28.0 mm. Examination results thereof are shown in FIG. 11A to
FIG. 14D along with examination results in a case where the thickness of the base metal member 14 is 2.6 mm.
[0095] As it is known from FIG. 11A, in a case where the lower limit of the front end position of the weld overlay sections
30a and 30b is greater than or equal to -1.9 mm, it is possible to set the decrease rate to be at least 30% regardless of
the thickness of the base metal member 14 and the length of the weld overlay sections 30a and 30b. In other words,
(A) the front end of the weld overlay sections 30a and 30b is positioned on the front from a position which is separated
from the abutting end sections 32a and 32b to the rear by 1.9 mm, and thus, the decrease rate of at least 30% can be
realized. In addition, from FIGS. 11B, 11C, and 11D, it was known that it was preferable that the front end of the weld
overlay sections 30a and 30b was positioned on the front from a position which was separated from the abutting end
sections 32a and 32b to the rear by 0.4 mm, it was more preferable that the front end of the weld overlay sections 30a
and 30b was positioned on the front from a position which was separated from the abutting end sections 32a and 32b
to the front by 0.7 mm, and it was even more preferable that the front end of the weld overlay sections 30a and 30b was
positioned on the front from a position which was separated from the abutting end sections 32a and 32b to the front by
1.7 mm.
[0096] As it is known from FIG. 12A, an upper limit of the front end position of the weld overlay sections 30a and 30b
at the time that the decrease rate became 30% increased according to an increase in the length of the weld overlay
sections 30a and 30b. As illustrated in FIG. 12B and FIG. 12C, such a relationship was also confirmed in a case where
the decrease rate was 50% and 75%. In contrast, as illustrated in FIG. 12D, in a case where the decrease rate was
90%, the upper limit of the front end position of the weld overlay sections 30a and 30b did not greatly increase even in
a case where the length of the weld overlay sections 30a and 30b increased. Specifically, in a case where the upper
limit of the front end position of the weld overlay sections 30a and 30b was less than or equal to 7.5 mm, it was possible
to set the decrease rate to be at least 90% regardless of the length of the weld overlay sections 30a and 30b. From the
result shown in FIG. 12D, it is known that the front end of the weld overlay sections 30a and 30b is preferably positioned
in a position which is separated from the abutting end sections 32a and 32b (refer to FIG. 4) to the front by 7.5 mm, is
more preferably positioned on the rear from a position which is separated from the abutting end sections 32a and 32b
to the front by 7.0 mm, and thus, it is possible to sufficiently decrease the maximum value of the maximum main stress.
[0097] As it is known from FIG. 13A, a lower limit of the rear end position of the weld overlay sections 30a and 30b at
the time that the decrease rate became 30% decreased according to an increase in the length of the weld overlay
sections 30a and 30b. As illustrated in FIGS. 13B, 13C, and 13D, such a relationship was also confirmed in a case where
the decrease rate was 50%, 75%, and 90%.
[0098] In addition, as illustrated in FIGS. 14B, 14C, and 14D, an upper limit of the rear end position of the weld overlay
sections 30a and 30b at the time that the decrease rate was 50%, 75%, and 90% decreased according to an increase
in the length of the weld overlay sections 30a and 30b. In contrast, as illustrated in FIG. 14A, in a case where the decrease
rate was 30%, the upper limit of the rear end position of the weld overlay sections 30a and 30b did not greatly decrease
even in a case where the length of the weld overlay sections 30a and 30b increased.
[0099] Furthermore, as it is known from FIG. 14A, in a case where the plate thickness of the base metal member 14
is 2.6 mm, insofar as the upper limit of the rear end position of the weld overlay sections 30a and 30b is less than or
equal to -7.0 mm, it is possible to set the decrease rate to be at least 30% regardless of the length of the weld overlay
sections 30a and 30b. Here, the maximum value of the maximum main stress which is generated in the vicinity of the
abutting end sections 32a and 32b is higher in a case where the thickness of the base metal member 14 is 3.0 mm than
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in a case where the thickness of the base metal member 14 is 3.5 mm, and is higher in a case where the thickness of
the base metal member 14 is 2.6 mm than in a case where the thickness of the base metal member 14 is 3.0 mm.
Therefore, in particular, in a case where the thickness of the base metal member 14 decreases, it is preferable to increase
the decrease rate. From such a viewpoint, it is preferable that the upper limit of the rear end position of the weld overlay
sections 30a and 30b is less than or equal to -7.0 mm. In other words, (B) the rear end of the weld overlay sections 30a
and 30b is positioned on the rear from a position which is separated from the abutting end sections 32a and 32b to the
rear by 7.0 mm, and thus, the decrease rate of at least 30% can be realized. Accordingly, it is possible to sufficiently
reduce the maximum value of the maximum main stress which is generated in the vicinity of the abutting end sections
32a and 32b, and thus, even in a case where the thickness of the base metal member 14 decreases, it is possible to
sufficiently ensure the fatigue strength of the welded structure member 10.
[0100] In consideration of (A) and (B) described above, in order to more reliably realize the decrease rate of greater
than or equal to 30%, it is preferable that the weld overlay sections 30a and 30b are disposed over a position which is
separated at least from the abutting end sections 32a and 32b to the rear by 1.9 mm to 7.0 mm.
[0101] In addition, in consideration of 90% at which an improvement rate is further improved, as illustrated in FIG. 11D
and FIG. 12D, both of the upper limit and the lower limit of the front end position of the weld overlay section are positive
values. In addition, as illustrated in FIG. 13D and FIG. 14D, both of the upper limit and the lower limit of the rear end
position of the weld overlay section are negative values. From this, in order for better improvement, it is preferable that
the weld overlay sections 30a and 30b are disposed to cross the abutting end sections 32a and 32b.

(Examination 3 based on Simulation)

[0102] Hereinafter, a simulation result using a computer and the effect of the configuration according to the second
embodiment will be described in more detail. In this simulation, an analysis model (hereinafter, also referred to as a third
model) having the same configuration as that of the welded structure member 10B illustrated in FIGS. 6 to 9 was prepared.
Then, in the third model, the maximum main stress which was generated in the vicinity of the weld bead end sections
24a and 24b was obtained by changing the position and the length of the weld overlay sections 30a and 30b in the front-
rear direction. In addition, an analysis model not including the weld overlay sections 30a and 30b (hereinafter, also
referred to as a fourth model) was prepared for comparison, and the maximum main stress which was generated in the
vicinity of the weld bead end sections 24a and 24b was obtained.
[0103] Furthermore, in both of the third model and the fourth model, holes were formed in positions illustrated by the
dotted circles 41a, 41b, 42a, 42b, 43a, 43b, 44a, 44b, 45a, and 45b in FIG. 6 and FIG. 7 (hereinafter, each of the holes
illustrated by the dotted line will be referred to as a hole). In the simulation, a fixing jig (a rigid body) was disposed on
each of the holes 42a, 42b, 43a, 43b, 44a, 44b, 45a, and 45b, and the base metal member 14 was fixed. Then, a
columnar member (a rigid body) penetrated through the holes 41a and 41b, the plate-like section 121 (the joined metal
member 12) was pulled in a direction perpendicular to the front surface 14a of the plate-like section 141 by a force of
2.0 kN through the member.
[0104] The configuration of both of the third model and the fourth model was defined as described below. Furthermore,
as described above, in the third model, the position of the weld overlay sections 30a and 30b in the front-rear direction
was variously changed.

(Configuration of Analysis Model)

[0105]

• Joined Metal Member

Material: Steel
Thickness: 2.6 mm
Height (Length in First Direction D1): 80 mm
Length in Right-Left Direction (Second Direction D2): 70 mm
Length in Front-Rear Direction (refer to FIG. 9): 80 mm
Position of Hole 41a: Center of Side Wall Section 121a
Position of Hole 41b: Center of Side Wall Section 121b
Young’s Modulus: 210,000 MPa
Poisson’s Ratio: 0.3

• Base Metal Member
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Material: Steel
Thickness: 2.0 mm
Height (Length in First Direction D1): 50 mm
Length in Right-Left Direction (Second Direction D2): 300 mm
Length in Front-Rear Direction (refer to FIG. 9): 150 mm
Center-to-Center Distance between Holes 42a and 42b: 230 mm
Center-to-Center Distance between Holes 43a and 43b: 230 mm
Center-to-Center Distance between Holes 44a and 44b: 230 mm
Center-to-Center Distance between Holes 45a and 45b: 230 mm
Center-to-Center Distance between Holes 42a and 43a: 100 mm
Center-to-Center Distance between Holes 42b and 43b: 100 mm
Distance in Vertical Direction from Front Surface 14a to Center of Holes 44a, 44b, 45a, and 45b: 25 mm
Young’s Modulus: 210,000 MPa
Poisson’s Ratio: 0.3

• Weld Bead

Width (Width of Section Excluding Section Protruding from Abutting End Sections 32a and 32b (refer to FIG.
9) to Front): 4.3 mm
Height (Height of Section Excluding Section Protruding from Abutting End Sections 32a and 32b to Front): 5.0 mm
Width (Width of Section Protruding from Abutting End Sections 32a and 32b to Front): 10.6 mm
Height (Height of Section Protruding from Abutting End Sections 32a and 32b to Front): 2.2 mm
Protrusion Amount (Distance LW) from Abutting End Sections 32a and 32b: 13.7 mm
Young’s Modulus: 210,000 MPa
Poisson’s Ratio: 0.3

• Weld Overlay Section (Third Model)

Width: 6.0 mm
Height: 2.0 mm
Length: 6.0 mm, 10.0 mm, 12.0 mm, 14.0 mm, 16.0 mm, 20.0 mm, 24.0 mm, and 28.0 mm
Position of Weld Overlay Section 30a in Right-Left Direction: Center Line of Weld Overlay Section 30a is
Coincident with Left Edge of Abutting Side Surface 322a (refer to FIG. 9)
Position of Weld Overlay Section 30b in Right-Left Direction: Center Line of Weld Overlay Section 30b is
Coincident with Right Edge of Abutting Side Surface 322b (refer to FIG. 9)
Young’s Modulus: 210,000 MPa
Poisson’s Ratio: 0.3

[0106] Furthermore, in a case where the analysis is performed in consideration of the yield of the material of the joined
metal member 12 and the base metal member 14 and in a case where the analysis is performed without consideration
of the yield, a magnitude relationship between a stress generated in the third model and a stress generated in the fourth
model is not changed. Therefore, in a case where a magnitude relationship between the maximum main stress generated
in the third model and the maximum main stress generated in the fourth model is relatively evaluated, the presence or
absence of the yield of the material may not be considered. Therefore, in this simulation, in order to simplify the analysis,
elastic property analysis was performed without consideration of the yield of the material of the joined metal member
12 and the base metal member 14. In addition, in a case where the magnitude relationship between the maximum main
stresses is relatively evaluated as described above, the yield of the material may not be considered, and thus, it is
possible to evaluate the welded structure member including the joined metal member 12 and the base metal member
14 having an arbitrary tensile strength by this simulation. That is, for example, it is possible to evaluate a welded structure
member using a material having a tensile strength of 270 MPa, and to evaluate a welded structure member using a
material having a tensile strength of 1,500 MPa, by this simulation.
[0107] In FIG. 15A, a relationship between the front end position of the weld overlay section 30a and a maximum value
of the maximum main stress which is generated in the vicinity of the weld bead end section 24a at each length of the
weld overlay section 30a (refer to FIG. 9) is illustrated. Furthermore, the front end position of the weld overlay section
30a indicates the position of the front end of the weld overlay section 30a in the front-rear direction in a case of being
on the basis of the weld bead end section 24a (refer to FIG. 9). In FIG. 15A, in a case where the front end of the weld
overlay section 30a is positioned on the front from the weld bead end section 24a, the front end position of the weld
overlay section 30a is represented by a positive value, and in a case where the front end of the weld overlay section
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30a is positioned on the rear from the weld bead end section 24a, the front end position of the weld overlay section 30a
is represented by a negative value. For example, in the welded structure member 10B illustrated in FIG. 9, the front end
of the weld overlay section 30a is positioned on the front from the weld bead end section 24a, and thus, the front end
position of the weld overlay section 30a is represented by a positive value. In addition, in FIG. 15A, the maximum value
(1,273 MPa) of the maximum main stress in the analysis model not including the weld overlay sections 30a and 30b is
illustrated by a broken line. Furthermore, even though the description is omitted, a relationship between the front end
position of the weld overlay section 30b and a maximum value of the maximum main stress which is generated in the
vicinity of the weld bead end section 24b also became the same relationship as that illustrated in FIG. 15A.
[0108] In FIG. 15B, a relationship between the rear end position of the weld overlay section 30a and the maximum
value of the maximum main stress which is generated in the vicinity of the weld bead end section 24a at each length of
the weld overlay section 30a (refer to FIG. 9) is illustrated. Furthermore, the rear end position of the weld overlay section
30a indicates the position of the rear end of the weld overlay section 30a in the front-rear direction in a case of being
on the basis of the weld bead end section 24a (refer to FIG. 9). In FIG. 15B, in a case where the rear end of the weld
overlay section 30a is positioned on the front from the weld bead end section 24a, the rear end position of the weld
overlay section 30a is represented by a positive value, and in a case where the rear end of the weld overlay section 30a
is positioned on the rear from the weld bead end section 24a, the rear end position of the weld overlay section 30a is
represented by a negative value. For example, in the welded structure member 10B illustrated in FIG. 9, the rear end
of the weld overlay section 30a is positioned on the rear from the weld bead end section 24a, and thus, the rear end
position of the weld overlay section 30a is represented by a negative value. In addition, as with FIG. 15A, in FIG. 15B,
the maximum value (1,273 MPa) of the maximum main stress in the analysis model not including the weld overlay
sections 30a and 30b is illustrated by a broken line. Furthermore, even though the description is omitted, a relationship
between the rear end position of the weld overlay section 30b and the maximum value of the maximum main stress
which is generated in the vicinity of the weld bead end section 24b became the same relationship as that illustrated in
FIG. 15B.
[0109] From FIG. 15A and FIG. 15B, it is known that according to the present invention, the front end position and the
rear end position of the weld overlay sections 30a and 30b are suitably set, and thus, it is possible to reduce the maximum
value of the maximum main stress of the weld bead end sections 24a and 24b. Specifically, from FIG. 15A, it is known
that even in a case where the length of the weld overlay sections 30a and 30b is short, which is 6.0 mm, the front end
position of the weld overlay sections 30a and 30b is set to be -1.7 mm to 4.7 mm, and thus, it is possible to reliably
reduce the maximum value of the maximum main stress compared to a case where the weld overlay section does not
exist. In addition, it is known that the front end position of the weld overlay sections 30a and 30b is set to be -0.1 mm to
3.7 mm, to be preferably 0.5 mm to 3.0 mm, and to be more preferably 1.0 mm to 2.4 mm, and thus, it is possible to
sufficiently reduce the maximum value of the maximum main stress. In addition, as it is known from FIG. 15B, the rear
end position of the weld overlay sections 30a and 30b was set to be less than or equal to -1.3 mm regardless of the
length of the weld overlay sections 30a and 30b, and thus, it was possible to reduce the maximum value of the maximum
main stress compared to a case where the weld overlay section did not exist.

(Examination 4 based on Simulation)

[0110] With reference to FIG. 15A, in the simulation described above, in a case were the length of the weld overlay
sections 30a and 30b was 6.0 mm, the maximum value of the maximum main stress decreased to 958 MPa when the
front end position of the weld overlay sections 30a and 30b was 1.3 mm. As described above, the maximum value of
the maximum main stress in the analysis model not including the weld overlay section was 1,273 MPa. Therefore, it is
known that the weld overlay sections 30a and 30b are disposed, and thus, the maximum value of the maximum main
stress maximally decreases by 315 MPa. At this time, when a decrease rate of the maximum value of the maximum
main stress (a decrease rate of the maximum value of the maximum main stress with respect to the analysis model not
including the weld overlay section) was set to 100%, the front end position of the weld overlay sections 30a and 30b at
the time that the decrease rate became 30% (a decrease of 95 MPa) was -0.5 mm and 4.1 mm. That is, in a case where
the front end position of the weld overlay sections 30a and 30b is in a range of -0.5 mm to 4.1 mm, it is possible to set
the decrease rate of the maximum value of the maximum main stress (hereinafter, simply referred to as a) to be greater
than or equal to 30%. That is, a lower limit of the front end position of the weld overlay sections 30a and 30b for setting
the decrease rate to be greater than or equal to 30% is -0.5 mm, and an upper limit thereof is 4.1 mm.
[0111] Similarly, in a case where the length of the weld overlay sections 30a and 30b is 10.0 mm, the maximum value
of the maximum main stress when the front end position of the weld overlay sections 30a and 30b was 2.3 mm decreased
to 940 MPa. As described above, the maximum value of the maximum main stress in the analysis model not including
the weld overlay section was 1,273 MPa. Therefore, it is known that the weld overlay sections 30a and 30b are disposed,
and thus, the maximum value of the maximum main stress maximally decreases by 333 MPa. At this time, when the
decrease rate was set to 100%, the front end position of the weld overlay sections 30a and 30b at the time that the



EP 3 202 528 B1

20

5

10

15

20

25

30

35

40

45

50

55

decrease rate became 30% (a decrease of 100 MPa) was -0.3 mm and 7.6 mm. That is, the lower limit of the front end
position of the weld overlay sections 30a and 30b for setting the decrease rate to be greater than or equal to 30% is -0.3
mm, and the upper limit thereof is 7.6 mm.
[0112] Even though the detailed description is omitted, in a case where the length of the weld overlay sections 30a
and 30b was 12.0 mm, 14.0 mm, 16.0 mm, 20.0 mm, 24.0 mm, and 28.0 mm, the same examination was also performed
with respect to the position of the weld overlay sections 30a and 30b for setting the decrease rate to be greater than or
equal to 50%, to be greater than or equal to 75%, and to be greater than or equal to 90%. Further, in the third model
described above, the thickness of the base metal member 14 was set to 2.3 mm, 1.6 mm, and 1.2 mm, and the same
simulation as that described above was performed. Then, the same examination was performed with respect to a
relationship between the decrease rate and the weld overlay sections 30a and 30b. Furthermore, even in a case where
the thickness of the base metal member 14 is 2.3 mm, 1.6 mm, and 1.2 mm, the length of the weld overlay sections 30a
and 30b was set to 6.0 mm, 10.0 mm, 12.0 mm, 14.0 mm, 16.0 mm, 20.0 mm, 24.0 mm, and 28.0 mm. Examination
results thereof are shown in FIG. 16A to FIG. 19D along with examination results in a case where the thickness of the
base metal member 14 is 2.0 mm.
[0113] As it is known from FIG. 16A, in a case where the lower limit of the front end position of the weld overlay sections
30a and 30b is greater than or equal to -0.1 mm, it is possible to set the decrease rate to be at least 30% regardless of
the thickness of the base metal member 14 and the length of the weld overlay sections 30a and 30b. In other words,
(C) the front end of the weld overlay sections 30a and 30b is positioned on the front from a position which is separated
from the weld bead end sections 24a and 24b (refer to FIG. 9) to the rear by 0.1 mm, and thus, the decrease rate of at
least 30% can be realized. In addition, from FIG. 16B to FIG. 16D, it was known that it was preferable that the front end
of the weld overlay sections 30a and 30b was positioned on the front from a position which was separated from the weld
bead end sections 24a and 24b to the front by 0.3 mm, it was more preferable that the front end of the weld overlay
sections 30a and 30b was positioned on the front from a position which was separated from the weld bead end sections
24a and 24b to the front by 1.2 mm, and it was even more preferable that the front end of the weld overlay sections 30a
and 30b was positioned on the front from a position which was separated from the weld bead end sections 24a and 24b
to the front by 1.9 mm.
[0114] As it is known from FIG. 17A, an upper limit of the front end position of the weld overlay sections 30a and 30b
at the time that the decrease rate became 30% increased according to an increase in the length of the weld overlay
sections 30a and 30b. As illustrated in FIG. 17B, such a relationship was also confirmed in a case where the decrease
rate was 50%. In contrast, as illustrated in FIG. 17C and FIG. 17D, in a case where the decrease rate was 75% and
90%, the upper limit of the front end position of the weld overlay sections 30a and 30b did not greatly increase even in
a case where the length of the weld overlay sections 30a and 30b increased. Specifically, in a case where the upper
limit of the front end position of the weld overlay sections 30a and 30b was less than or equal to 2.3 mm, it was possible
to set the decrease rate to be at least 90% regardless of the length of the weld overlay sections 30a and 30b.
[0115] As it is known from FIG. 18A, a lower limit of the rear end position of the weld overlay sections 30a and 30b at
the time that the decrease rate became 30% decreased according to an increase in the length of the weld overlay
sections 30a and 30b. As illustrated in FIG. 18B to FIG. 18D, such a relationship was also confirmed in a case where
the decrease rate was 50%, 75%, and 90%.
[0116] As it is known from FIG. 19A and FIG. 19B, the upper limit of the rear end position of the weld overlay sections
30a and 30b at the time that the decrease rate became 30% or 50% was approximately constant. In contrast, as it is
known from FIG. 19C and FIG. 19D, the upper limit of the rear end position of the weld overlay sections 30a and 30b
at the time that the decrease rate became 75% or 90% decreased according to an increase in the length of the weld
overlay sections 30a and 30b.
[0117] Furthermore, as it is known from FIG. 19A, in a case where the upper limit of the rear end position of the weld
overlay sections 30a and 30b is less than or equal to - 3.0 mm, it is possible to set the decrease rate to be at least 30%
regardless of the plate thickness of the base metal member 14 and the length of the weld overlay sections 30a and 30b.
In other words, (D) the rear end of the weld overlay sections 30a and 30b is positioned on the rear from a position which
is separated from the weld bead end sections 24a and 24b to the rear by 3.0 mm, and thus, the decrease rate of at least
30% can be realized. Accordingly, it is possible to sufficiently reduce the maximum value of the maximum main stress
which is generated in the vicinity of the weld bead end sections 24a and 24b, and thus, even in a case where the thickness
of the base metal member 14 decreases, it is possible to sufficiently ensure the fatigue strength of the welded structure
member 10.
[0118] In consideration of (C) and (D) described above, in order to more reliably realize the decrease rate of greater
than or equal to 30%, it is preferable that the weld overlay sections 30a and 30b are disposed over a position which is
separated at least from the at least weld bead end section to the rear by 0.1 mm to 3.0 mm.
[0119] In addition, in consideration of 90% at which an improvement rate is further improved, as illustrated in FIG. 16D
and FIG. 17D, both of the upper limit and the lower limit of the front end position of the weld overlay section are positive
values. In addition, as illustrated in FIG. 18D and FIG. 19D, both of the upper limit and the lower limit of the rear end
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position of the weld overlay section are negative values. From this, in order for better improvement, it is preferable that
the weld overlay sections 30a and 30b are disposed to cross the weld bead end sections 24a and 24b.

(Examination 5 based on Simulation)

[0120] Hereinafter, a relationship between the maximum main stress which is generated in the vicinity of the abutting
end sections 32a and 32b and the maximum main stress which is generated in the vicinity of weld bead end sections
24a and 24b in a case where the plate thickness of the base metal member 14 is changed will be described in detail
along with a simulation result using a computer. In this simulation, an analysis model (hereinafter, also referred to as a
fifth model) which had the same configuration as that of the welded structure member 10A illustrated in FIG. 1 to FIG.
4 but not included the weld overlay sections 30a and 30b was prepared, and the maximum main stress which was
generated in the vicinity of the abutting end sections 32a and 32b and the maximum main stress which was generated
in the vicinity of the weld bead end sections 24a and 24b were obtained.
[0121] Furthermore, in the fifth model, holes were formed in positions illustrated by the dotted circles 41a, 41b, 42a,
42b, 43a, 43b, 44a, 44b, 45a, and 45b in FIG. 1 and FIG. 2 (hereinafter, each of the holes illustrated by the dotted line
will be referred to as a hole). In the simulation, a fixing jig (a rigid body) was disposed on each of the holes 42a, 42b,
43a, 43b, 44a, 44b, 45a, and 45b, and the base metal member 14 was fixed. Then, a columnar member (a rigid body)
penetrated through the holes 41a and 41b, the plate-like section 121 (the joined metal member 12) was pulled in a
direction perpendicular to the front surface 14a of the plate-like section 141 by a force of 2.0 kN through the member.
[0122] The configuration of the fifth model was defined as described below. Furthermore, as described above, plate
thickness of the base metal member 14 was variously changed.

(Configuration of Analysis Model)

[0123]

• Joined Metal Member

Material: Steel
Thickness: 2.6 mm
Height (Length in First Direction D1): 80 mm
Length in Right-Left Direction (Second Direction D2): 70 mm
Length in Front-Rear Direction (refer to FIG. 9): 80 mm
Position of Hole 41a: Center of Side Wall Section 121a
Position of Hole 41b: Center of Side Wall Section 121b
Young’s Modulus: 210,000 MPa
Poisson’s Ratio: 0.3

• Base Metal Member

Material: Steel
Thickness: 1.2 mm, 1.6 mm, 2.0 mm, 2.3 mm, 2.6 mm, 3.0 mm, and 3.5 mm
Height (Length in First Direction D1): 50 mm
Length in Right-Left Direction (Second Direction D2): 300 mm
Length in Front-Rear Direction (refer to FIG. 9): 150 mm
Center-to-Center Distance between Holes 42a and 42b: 230 mm
Center-to-Center Distance between Holes 43a and 43b: 230 mm
Center-to-Center Distance between Holes 44a and 44b: 230 mm
Center-to-Center Distance between Holes 45a and 45b: 230 mm
Center-to-Center Distance between Holes 42a and 43a: 100 mm
Center-to-Center Distance between Holes 42b and 43b: 100 mm
Distance in Vertical Direction from Front Surface 14a to Center of Holes 44a, 44b, 45a, and 45b: 25 mm
Young’s Modulus: 210,000 MPa
Poisson’s Ratio: 0.3

• Weld Bead

Width (Width of Section Excluding Section Protruding from Abutting End Sections 32a and 32b (refer to FIG.
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9) to Front): 4.3 mm
Height (Height of Section Excluding Section Protruding from Abutting End Sections 32a and 32b to Front): 5.0 mm
Width (Width of Section Protruding from Abutting End Sections 32a and 32b to Front): 10.6 mm
Height (Height of Section Protruding from Abutting End Sections 32a and 32b to Front): 2.2 mm
Protrusion Amount (Distance LW) from Abutting End Sections 32a and 32b: 10.4 mm, 13.7 mm, 17.0 mm, and
20.0 mm
Young’s Modulus: 210,000 MPa
Poisson’s Ratio: 0.3

[0124] In a case where the protrusion amount (the distance LW) from the abutting end sections 32a and 32b of the
weld bead is 10.4 mm, 13.7 mm, 17.0 mm, and 20.0 mm, the results of simulating the maximum main stress which is
generated in the vicinity of the abutting end sections 32a and 32b and the maximum main stress which is generated in
the vicinity of the weld bead end sections 24a and 24b at the time of changing the plate thickness of the base metal
member 14 are shown in FIG. 20, FIG. 21, FIG. 22, and FIG. 23. It was known that a magnitude relationship between
the maximum main stress which was generated in the vicinity of the abutting end sections 32a and 32b and the maximum
main stress which was generated in the vicinity of the weld bead end sections 24a and 24b was correlated to the plate
thickness and the protrusion amount (the distance LW) from the abutting end sections 32a and 32b of the weld bead.
Further, a relationship between the plate thickness of the base metal member 14 at which the maximum main stress
which is generated in the vicinity of the abutting end sections 32a and 32b is coincident with the maximum main stress
which is generated in the vicinity of the weld bead end sections 24a and 24b and the protrusion amount (the distance
LW) from the abutting end sections 32a and 32b of the weld bead is shown in FIG. 24. From FIG. 24, it was known that
conditions where the maximum main stress which was generated in the vicinity of the abutting end sections 32a and
32b was coincident with the maximum main stress which was generated in the vicinity of the weld bead end sections
24a and 24b could satisfy Expression (C) described below of the plate thickness T (mm) of the base metal member 14. 

[0125] From the results, it was known that in a case where a right member of Expression (C) was larger than a left
member of Expression (C), the maximum main stress which was generated in the vicinity of the abutting end sections
32a and 32b was larger than the maximum main stress which was generated in the vicinity of the weld bead end sections
24a and 24b, and it was preferable that the weld overlay sections 30a and 30b were disposed in the vicinity of the
abutting end sections 32a and 32b. In addition, it was known that in a case where the right member of Expression (C)
was smaller than the left member of Expression (C), the maximum main stress which was generated in the vicinity of
the weld bead end sections 24a and 24b was larger than the maximum main stress which was generated in the vicinity
of the abutting end sections 32a and 32b, and it was preferable that the weld overlay sections 30a and 30b were disposed
in the vicinity of the weld bead end sections 24a and 24b.
[0126] In particular, in a case where the value of the left member of Expression (C) described above is close to the
value of the right member of Expression (C) described above, it is preferable that the weld overlay sections 30a and
30b are disposed in the vicinity of both of the weld bead end sections 24a and 24b and the abutting end sections 32a
and 32b, and as a result of disposing the weld overlay section in the vicinity of the abutting end sections 32a and 32b
where the maximum main stress is large even in a case where the value of the right member of Expression (C) described
above is larger than the value of the left member of Expression (C) described above, the maximum main stress in the
vicinity of the weld bead end sections 24a and 24b increases, and a reduction in the maximum main stress in the vicinity
of the abutting end sections 32a and 32b becomes a countermeasure against improvement of the fatigue strength.

[Industrial Applicability]

[0127] According to the present invention, it is possible to provide a configuration in which a fatigue strength can be
easily improved in a welded structure member including a T-shaped joint portion.

[Brief Description of the Reference Symbols]

[0128]

10A, 10A’, 10B: WELDED STRUCTURE MEMBER
12: JOINED METAL MEMBER
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121: PLATE-LIKE SECTION
121a, 121b: SIDE WALL SECTION
121c: BOTTOM WALL SECTION
14: BASE METAL MEMBER
14a: FRONT SURFACE (FIRST SURFACE)
14b: REAR SURFACE (SECOND SURFACE)
141: PLATE-LIKE SECTION
141a, 141b: SIDE WALL SECTION
141c: TOP PLATE SECTION
24: WELD BEAD
24a, 24b: WELD BEAD END SECTION
241a, 241b: SIDE WALL BEAD SECTION
241c: BOTTOM WALL BEAD SECTION
30a, 30b: WELD OVERLAY SECTION
32: ABUTTING SURFACE
32a, 32b: ABUTTING END SECTION
322a, 322b: ABUTTING SIDE SURFACE
322c: ABUTTING BOTTOM SURFACE

Claims

1. A welded structure member (10A), comprising:

a base metal member (14) including a first surface (14a) and a second surface (14b) which form front and back
sides with each other;
a joined metal member (12) including an abutting surface (32) of which an end surface abuts onto the first surface;
a weld bead (24) which is formed on the first surface, and joins the joined metal member to the base metal
member; and characterised in that said welded structure member (10A) comprises:

a weld overlay section (30a, 30b) which is formed on the second surface (14b) of the base metal member
(14), and is formed into a shape of a line such that the weld overlay section (30a,30b) overlaps at least one
of the abutting surface (32) and the weld bead (24), in the view of facing the second surface (14b) and of
penetrating through the base metal member (14),
wherein when a direction from an abutting end section (32a, 32b) which is an end section of the abutting
surface (32) towards a direction in which the abutting surface (32) exists is defined as a rearward direction,
and the opposite direction of the rearward direction is defined as a frontward direction, the weld bead (24)
includes a weld bead end section (24a, 24b) in a position which is separated and further forward from the
abutting end section (32a,32b).

2. The welded structure member according to claim 1,
wherein the weld overlay section is disposed over a position which is separated from the abutting end section in the
rearward direction by 1.9 mm to 7.0 mm, in the view of facing the second surface and of penetrating through the
base metal member.

3. The welded structure member according to claim 2,
wherein a front end of the weld overlay section is positioned further forward from the abutting end section, and a
rear end of the weld overlay section is positioned further rearward from the abutting end section, in the view of facing
the second surface and of penetrating through the base metal member.

4. The welded structure member according to claim 2 or 3,
wherein the weld overlay section is parallel to the abutting surface, in the view of facing the second surface and of
penetrating through the base metal member.

5. The welded structure member according to any one of claims 2 to 4,
wherein a separation distance LW (mm) between the abutting end section and the weld bead end section, and a
plate thickness T (mm) of the base metal member satisfy Expression (A) described below. 
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6. The welded structure member according to any one of claims 2 to 5,
wherein a length of the weld overlay section is greater than or equal to 10.0 mm.

7. The welded structure member according to claim 1,
wherein the weld overlay section is disposed over a position which is separated from the weld bead end section in
the rearward direction by 0.1 mm to 3.0 mm, in the view of facing the second surface and of penetrating through
the base metal member.

8. The welded structure member according to claim 7,
wherein a front end of the weld overlay section is positioned further forward from the weld bead end section, and a
rear end of the weld overlay section is positioned further rearward from the weld bead end section, in the view of
facing the second surface and of penetrating through the base metal member.

9. The welded structure member according to claim 7 or 8,
wherein the weld overlay section is parallel to the weld bead, in the view of facing the second surface and of
penetrating through the base metal member.

10. The welded structure member according to any one of claims 7 to 9,
wherein a separation distance LW (mm) between the abutting end section and the weld bead end section, and a
plate thickness T (mm) of the base metal member satisfy Expression (B) described below. 

11. The welded structure member according to any one of claims 7 to 10,
wherein a length of the weld overlay section is greater than or equal to 6.0 mm.

12. The welded structure member according to any one of claims 1 to 11,
wherein a height of the weld overlay section from the second surface is 2.0 mm to 20.0 mm.

13. The welded structure member according to any one of claims 1 to 12,
wherein the weld overlay section is a weld overlay bead which is not involved in the joint between the base metal
member and the other member.

14. The welded structure member according to any one of claims 1 to 13,
wherein the weld overlay section is formed to enter the base metal member.

15. The welded structure member according to any one of claims 1 to 14,
wherein the weld bead does not penetrate through the base metal member.

16. The welded structure member according to any one of claims 1 to 15,
wherein the base metal member is a steel sheet having a tensile strength of greater than or equal to 270 MPa.

17. A method of manufacturing the welded structure member according to any one of claims 1 to 16, the method
comprising:

a weld bead applying step of applying a weld bead (24) which joins the first surface (14a) of the base metal
member (14) to the end surface of the joined metal member (12) by the abutting surface (32) ; and
a weld overlay section applying step of applying the weld overlay section (30a,30b) onto the second surface
(14b) of the base metal member (14) by arc welding or brazing, before the weld bead applying step or after the
weld bead applying step.
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Patentansprüche

1. Schweißstrukturbauteil (10A) aufweisend:

ein Grundmetallbauteil (14) mit einer ersten Fläche (14a) und einer zweiten Fläche (14b), die miteinander Vor-
und Rückseite bilden;
ein verbundenes Metallbauteil (12) mit einer angrenzenden Fläche (32), von der eine Endfläche an die erste
Fläche angrenzt;
eine Schweißraupe (24), die auf der ersten Fläche gebildet ist und das verbundene Metallbauteil mit dem
Grundmetallbauteil verbindet; und dadurch gekennzeichnet, dass das Schweißstrukturbauteil (10A) aufweist:

einen Schweißauftragsabschnitt (30a, 30b), der auf der zweiten Fläche (14b) des Grundmetallbauteils (14)
gebildet ist,
und in der Form einer Linie so geformt ist, dass der Schweißauftragsabschnitt (30a, 30b) mindestens eine
der angrenzenden Fläche (32) und der Schweißraupe (24) in einer der zweiten Fläche (14b) zugewandten
Richtung und das Grundmetallbauteil (14) durchdringend überlappt,
wobei, wenn eine Richtung von einem angrenzenden Endabschnitt (32a, 32b), welcher ein Endabschnitt
der angrenzenden Fläche (32) ist, in eine Richtung, in der die angrenzende Fläche (32) existiert, als Rück-
wärtsrichtung definiert ist, und die Gegenrichtung der Rückwärtsrichtung als Vorwärtsrichtung definiert ist,
die Schweißraupe (24), in einer Position, die von dem angrenzenden Endabschnitt (32a, 32b) getrennt und
weiter vorne von dieser angeordnet ist, einen Schweißraupenendabschnitt (24a, 24b) aufweist.

2. Schweißstrukturbauteil nach Anspruch 1,
wobei der Schweißauftragsabschnitt über einer Position angeordnet ist, die um 1,9 mm bis 7,0 mm getrennt von
dem angrenzenden Endabschnitt in Rückwärtsrichtung in einer der zweiten Fläche zugewandten Richtung und das
Grundmetallbauteil durchdringend, angeordnet ist.

3. Schweißstrukturbauteil nach Anspruch 2,
wobei ein vorderes Ende des Schweißauftragsabschnitts weiter vor dem angrenzenden Endabschnitt positioniert
ist und ein hinteres Ende des Schweißauftragsabschnitts weiter hinter dem angrenzenden Endabschnitt, in einer
der zweiten Fläche zugewandten Richtung und das Grundmetallbauteil durchdringend, positioniert ist.

4. Schweißstrukturbauteil nach Anspruch 2 oder 3,
wobei der Schweißauftragsabschnitt parallel ist zur angrenzenden Fläche, in der der zweiten Fläche zugewandten
Richtung und das Grundmetallbauteil durchdringend.

5. Schweißstrukturbauteil nach einem der Ansprüche 2 bis 4,
wobei ein Trennungsabstand LW (mm) zwischen dem angrenzenden Endabschnitt und dem Schweißraupenen-
dabschnitt und eine Blechdicke T (mm) des Grundmetallbauteils dem unten beschriebenen Ausdruck (A) entspre-
chen; 

6. Schweißstrukturbauteil nach einem der Ansprüche 2 bis 5,
wobei eine Länge des Schweißauftragsabschnitts größer als oder gleich 10,0 mm ist.

7. Schweißstrukturbauteil nach Anspruch 1,
wobei der Schweißauftragsabschnitt über einer Position angeordnet ist, die um 0,1 mm bis 3,0 mm getrennt vom
Schweißraupenendabschnitt in Rückwärtsrichtung, in einer der zweiten Fläche zugewandten Richtung und das
Grundmetallbauteil durchdringend, angeordnet ist.

8. Schweißstrukturbauteil nach Anspruch 7,
wobei ein vorderes Ende des Schweißauftragsabschnitts weiter vor dem Schweißraupenendabschnitt positioniert
ist und ein hinteres Ende des Schweißauftragsabschnitts weiter hinter dem Schweißraupenendabschnitt, in einer
der zweiten Fläche zugewandten Richtung und das Grundmetallbauteil durchdringend, positioniert ist.
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9. Schweißstrukturbauteil nach Anspruch 7 oder 8,
wobei der Schweißauftragsabschnitt parallel ist zur Schweißraupe, in einer der zweiten Fläche zugewandten Rich-
tung und das Grundmetallbauteil durchdringend.

10. Schweißstrukturbauteil nach einem der Ansprüche 7 bis 9, wobei ein Trennungsabstand LW (mm) zwischen dem
angrenzenden Endabschnitt und dem Schweißraupenendabschnitt und eine Blechdicke T (mm) des Grundmetall-
bauteils dem unten beschriebenen Ausdruck (B) entsprechen: 

11. Schweißstrukturbauteil nach einem der Ansprüche 7 bis 10, wobei eine Länge des Schweißauftragsabschnitts
größer als oder gleich 6,0 mm ist.

12. Schweißstrukturbauteil nach einem der Ansprüche 1 bis 11, wobei eine Höhe des Schweißauftragsabschnitts von
der zweiten Fläche 2,0 mm bis 20,0 mm beträgt.

13. Schweißstrukturbauteil nach einem der Ansprüche 1 bis 12, wobei der Schweißauftragsabschnitt eine Schweißauf-
tragsraupe ist, die nicht in der Verbindung zwischen dem Grundmetallbauteil und dem anderen Bauteil eingeschlos-
sen ist.

14. Schweißstrukturbauteil nach einem der Ansprüche 1 bis 13, wobei der Schweißauftragsabschnitt gebildet ist, um
in das Grundmetallbauteil einzudringen.

15. Schweißstrukturbauteil nach einem der Ansprüche 1 bis 14, wobei die Schweißraupe das Grundmetallbauteil nicht
durchdringt.

16. Schweißstrukturbauteil nach einem der Ansprüche 1 bis 15, wobei das Grundmetallbauteil ein Stahlblech ist, das
eine Zugfestigkeit von größer, als oder gleich 270 MPa hat.

17. Verfahren zur Herstellung des Schweißstrukturbauteils nach einem der Ansprüche 1 bis 16, wobei das Verfahren
aufweist:

einen Schweißraupenaufbringschritt zum Aufbringen einer Schweißraupe (24), welche die erste Fläche (14a)
des Grundmetallbauteils (14) mit der Endabschnitt des verbundenen Metallbauteils (12) durch die angrenzende
Fläche (32) verbindet; und
einen Schweißauftragsabschnittaufbringschritt zum Aufbringen des Schweißauftragsabschnitts (30a, 30b) auf
die zweite Fläche (14b) des Grundmetallbauteils (14) durch Lichtbogenschweißen oder Löten vor dem
Schweißraupenaufbringschritt oder nach dem Schweißraupenaufbringschritt.

Revendications

1. Elément de structure soudée (10A), comprenant :

un élément de métal de base (14) incluant une première surface (14a) et une seconde surface (14b) qui forment
des côtés avant et arrière l’une avec l’autre ;
un élément de métal joint (12) incluant une surface de butée (32) dont une surface d’extrémité bute sur la
première surface ;
un cordon de soudure (24) qui est formé sur la première surface, et joint l’élément de métal joint à l’élément de
métal de base ; et caractérisé en ce que ledit élément de structure soudée (10A) comprend :

une section de chargement de soudure (30a, 30b) qui est formée sur la seconde surface (14b) de l’élément
de métal de base (14), et est formée dans une forme d’une ligne de sorte que la section de chargement
de soudure (30a, 30b) chevauche au moins un de la surface de butée (32) et du cordon de soudure (24),
dans la vue faisant face à la seconde surface (14b) et pénétrant à travers l’élément de métal de base (14),
dans lequel lorsqu’une direction à partir d’une section d’extrémité de butée (32a, 32b) qui est une section
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d’extrémité de la surface de butée (32) vers une direction dans laquelle la surface de butée (32) existe est
définie comme une direction arrière, et la direction opposée de la direction arrière est définie comme une
direction avant, le cordon de soudure (24) inclut une section d’extrémité de cordon de soudure (24a, 24b)
dans une position qui est séparée et plus en avant de la section d’extrémité de butée (32a, 32b).

2. Elément de structure soudée selon la revendication 1,
dans lequel la section de chargement de soudure est disposée sur une position qui est séparée de la section
d’extrémité de butée dans la direction arrière de 1,9 mm à 7,0 mm, dans la vue faisant face à la seconde surface
et pénétrant à travers l’élément de métal de base.

3. Elément de structure soudée selon la revendication 2,
dans lequel une extrémité avant de la section de chargement de soudure est positionnée plus en avant de la section
d’extrémité de butée, et une extrémité arrière de la section de chargement de soudure est positionnée plus en
arrière de la section d’extrémité de butée, dans la vue faisant face à la seconde surface et pénétrant à travers
l’élément de métal de base.

4. Elément de structure soudée selon la revendication 2 ou 3, dans lequel la section de chargement de soudure est
parallèle à la surface de butée, dans la vue faisant face à la seconde surface et pénétrant à travers l’élément de
métal de base.

5. Elément de structure soudée selon l’une quelconque des revendications 2 à 4,
dans lequel une distance de séparation Lw (mm) entre la section d’extrémité de butée et la section d’extrémité de
cordon de soudure, et une épaisseur de plaque T (mm) de l’élément de métal de base satisfont l’expression (A)
décrite ci-dessous : 

6. Elément de structure soudée selon l’une quelconque des revendications 2 à 5,
dans lequel une longueur de la section de chargement de soudure est supérieure ou égale à 10,0 mm.

7. Elément de structure soudée selon la revendication 1,
dans lequel la section de chargement de soudure est disposée sur une position qui est séparée de la section
d’extrémité de cordon de soudure dans la direction arrière de 0,1 mm à 3,0 mm, dans la vue faisant face à la seconde
surface et pénétrant à travers l’élément de métal de base.

8. Elément de structure soudée selon la revendication 7,
dans lequel une extrémité avant de la section de chargement de soudure est positionnée plus en avant de la section
d’extrémité de cordon de soudure, et une extrémité arrière de la section de chargement de soudure est positionnée
plus en arrière de la section d’extrémité de cordon de soudure, dans la vue faisant face à la seconde surface et
pénétrant à travers l’élément de métal de base.

9. Elément de structure soudée selon la revendication 7 ou 8,
dans lequel la section de chargement de soudure est parallèle au cordon de soudure, dans la vue faisant face à la
seconde surface et pénétrant à travers l’élément de métal de base.

10. Elément de structure soudée selon l’une quelconque des revendications 7 à 9,
dans lequel une distance de séparation Lw (mm) entre la section d’extrémité de butée et la section d’extrémité de
cordon de soudure, et une épaisseur de plaque T (mm) de l’élément de métal de base satisfont l’expression (B)
décrite ci-dessous. 

11. Elément de structure soudée selon l’une quelconque des revendications 7 à 10,
dans lequel une longueur de la section de chargement de soudure est supérieure ou égale à 6,0 mm.
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12. Elément de structure soudée selon l’une quelconque des revendications 1 à 11,
dans lequel une hauteur de la section de chargement de soudure à partir de la seconde surface est de 2,0 mm à
20,0 mm.

13. Elément de structure soudée selon l’une quelconque des revendications 1 à 12,
dans lequel la section de chargement de soudure est un cordon de chargement de soudure qui n’est pas impliqué
dans le joint entre l’élément de métal de base et l’autre élément.

14. Elément de structure soudée selon l’une quelconque des revendications 1 à 13,
dans lequel la section de chargement de soudure est formée pour entrer dans l’élément de métal de base.

15. Elément de structure soudée selon l’une quelconque des revendications 1 à 14,
dans lequel le cordon de soudure ne pénètre pas à travers l’élément de métal de base.

16. Elément de structure soudée selon l’une quelconque des revendications 1 à 15,
dans lequel l’élément de métal de base est une tôle d’acier ayant une résistance à la traction supérieure ou égale
à 270 MPa.

17. Procédé de fabrication de l’élément de structure soudée selon l’une quelconque des revendications 1 à 16, le
procédé comprenant :

une étape d’application de cordon de soudure appliquant un cordon de soudure (24) qui joint la première surface
(14a) de l’élément de métal de base (14) à la surface d’extrémité de l’élément de métal joint (12) par la surface
de butée (32) ; et
une étape d’application de section de chargement de soudure appliquant la section de chargement de soudure
(30a, 30b) sur la seconde surface (14b) de l’élément de métal de base (14) par soudage à l’arc ou brasage,
avant l’étape d’application de cordon de soudure ou après l’étape d’application de cordon de soudure.
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