Conclusions:  7/17 conference call on welds
Attendees:  PJ Fogarty; D. Williamson; P. Heitzenroeder; H. Neilson; W. Reirson;  R. Parsells; L. Dudek; B. Nelson; K. Freudenberg
Notes about the FEA models:


All shear goes through the welds.

The flanges can separate.

1. A/B flange weld tests:  
a. ½” welds are fine from the point of view of stress – peak stress is 19 ksi. (ignoring singularity) 

b. Will proceed with 2 U shims set back ¾” , but only weld ½”.

c. All welds will be ½”.  

d. Kevin – re-check shear stresses to verify acceptability.  
2. A-B Casting weld tests:

a. Use the ¾” setback shims, but position shims for ½” setback.  

3. A-A flange weld stresses are very low – (model of continuous weld ~9ksi – allowing for segmentation peak stress might be ~14 ksi, which is fine!)

4. B-C flange welds:

a. Peak stress presently is ~25 ksi, but in  2 elements, peak otherwise is 20 ksi. in that region of concern.  The remainder is about 16 ksi.   
b. PJ will reconfigure shims in this area, using the wooden flange models to guide the design (ie, similar to the A/B transition shims that Fred devised).

c. Kevin will re-analyze stresses, first with ½” welds and then with ¾” welds for shims 1,2, and 3.

d. Kevin will also look at extending 1-2 bolts as a way of reducing these high stresses.  Bolt re-tightening may be an issue.  
5. Longer term:  Kevin is also to look at other load cases to verify that the worst case conditions have, in fact,  been identified.  

Guiding philosophy for Lehman and Interface FDR:
We will keep peak stresses to <20 ksi (vs. 31.5 ksi allowable) by local weld sizing (ie, going to ½ x ¾ butt welds or fillet welds with 1/4” cover pass over them locally or use notched fillet welds similar to that which Fred devised for the a-b flange test. ) 
