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brazed joint betveen graphite and TZM albyswith Ti filler
XU Q ing yuan, LINing, XDNG Guo gang, ZHANG W ef,
ZHAO W ei ( 1 Institite of M echan ical M anu fact ring Technoks
gy CAER Mianyang 621900 Sichuan China 2 College of
M anuficturing Science and Engineering Sichuang University
Chengdu 610065 China). p37 - 40
Abstract
the structure and property of the brazed jointbet een graph ite and

The effects of brazing tan perature and tme on

TM alloysw ith T4 based filler n vacuum were presented The re
sults show that hebrazed pintismade up of wo hyers reaction
layer of T4 TiC and solid soluiton hyer of TiMa In sane exint

the tickness of the brazing sean increases with the ncreasing of
brazng emperature and tine Afeer the brazing pammeter being
optin ized the thickness of the reacton layer is about 30 —40#m
and the olid soltion layer is about 70 —80#“ m. The stucture of
the brazed pintis unibm and the nierface of graphie and TZM

albys is snooth The shear resistant strength of the brazed pnt
reaches 14 1 - 15 0 M Pa

1600 ‘C and hus the brazed pint can bear he themal cycling

The remelthg tamperire is up b

fran wan tem peratre b 1 600 C without failire

Key words  gmphite TZM albys brazing tanperatirg
brazng tme¢ shear resistant strength
Analysis of nugget form ation process in resistance spot weld
ing based on m agnetic fluid dynam ics theory LI Yong
bing LIN Zhong qin LAIXinm i CHEN Guan bng( School of
M echanical Engineering Shanghai Jiaotong University Shanghai
200030 China). p4l -44

Abstract M agnetic fluid dynan s theoty was intoduced
to investizate te features of ekctric fied nduced magnetic
field and electmm agnetic field w ith analyticalm ethod Based on
m agnetic force distribution  fluid fbw laws in spotw e ding nugget
were analyzed Results showed the magnetic force only acts in
synmetry plane thmough axismmetrical center of electric elke
trode and causes lijudmetal to fbw n the symm etry p lane only
M olten m etalm akes symm etrical wtaton fow in bur close cells in
the smm ety phne The fbw mitiates at faying surface and the
maxmun velocity also appears at faying surface A Il these conchr
sions w ill offer mportant sm plifications for furher in depth re
search of multi physical field coup kd process during resistnce
spotw e ding w ih finite elem entm e thod

Key words

resistance spot welding nugget magnetic

fluid dynamics mult physical coupled fields

Software devebpment for CO, digital welding power based
on”*C OSII LU Jia WANG San lang YANG Shuai
Y N Shu yan( Beijing University of Technology Beijing 100022
China). p45 - 48

Abstract As the development of digital welding pow er

source the hardware and sofware of its contw] systan is becan-

ing more and more comp licated It is necessaty to apply real tine

operating systan in welding pocess contwl © assute the weld ng
power sources relmbility and stabiliy. CO, welling process con
trol sofw are w as deuebped based on# C S 1. The sofiv are de
velomm ent inclided the stucure analysis of #C OS I,
gration of *C OS 1 on MSP430F449 the devebmment of task

the m+

code and the esponse tme testof hortar interrupt The weld ing
p wcess shoved that the control sofiware is stable and reliable and
its real tine response abilily meets he requirenents of CO, weld
ing process

Key words digitalwelding power source #C OSIl; real

tme operating syste;; weling contwol software

H ih frequency inductbn hot wire TIG welding of a im inum
alloy FAN Cheng lei LIANG Y ng chua  YANG Chun L
ZHU Yaping(Haibin Instinle of Technologg Haibin 150001
China). p49 - 52
Abstract

inert gas) welling is a new tchnique with high efficiency and

H igh frequency induction hotw ire TIG( tungsien

welling speed Using the high frequency induction heating the
tan perature and the heating length of the wire can be con twolled
In addition this lechnique avoid magnetic blow amwused by bop
curren tw hich is am ain dem eritof the ordinary hotw ire TIG weld
ing Because thiswelding process heats the welding w ire by h gh
frequency induction not the resistance its can be applied toweld
low resistancemetal just like Al Cuete According to the prnci
pk of the inductance and woiking frequency an nduction coil
and a skeve adapted for®1. 6 mm A lw ire w ere designed Ther
mocouplew as used b measure the temperature of the wire The
restlts show that when the wie feed rate is 6m mn  the max
tan perai e of the w ire can achieve 450 ‘C, and when the wire
feed mate is as high as 10m min the tanperatre of he wire can
also approach 300 C, which meet he danand of he hot wire
weling compktely Even the relatve bw wire feed rate of 6 m /
m in exceeds 3 tmes of wutine TG welling which greatly m
proves the wel ing efficiency

Keywords  high frequency induction hotw ire tungsien

iert gaswelding  alum inun alloy

New m ethod of signal processing for weld tracking system of
HONG Be HUANG Jun PAN Ji
luan QU Yue bo( Deparment of M echanical Engineering X iang
tan University X iangtn 411105 Hunan China). p353 - 56
Abstract

subm erged arc w eding

Based on the auton atic weld tackng system of
subm erged arc welding which takes te direct arc typed sensox

am ing at the disadvan tage of lov accuracy which exists i the tra

ditional deviation checking method w ih welding current a new
arc signal processing m ethod and contol straegy— current vo ltage
dual contwl examinng method— was put bwad and a smula
ting model was build up byMATLAB © swudy the influence of the
ad usment facor under difrence circun stances on the exan ina

ton results By comparison the siulating result is basically in



