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Fig 4 Hoop radial and axial welding residual stress
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Fig 6 Hoop radial and axial creep strain
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Diffusion bonding of TC4 to ZQSnl0— 10 with nickel and cop-
per interlayers YUAN Zhesht WU Zhizhongg SONG Minxia,
ZHAO Huanling (School of Materials Science and Engineering, Jilin
Univessity, Changchun 130022 China). p92—95

Abstract:
bonding of TC4 to ZQSn10— 10 in vacuum was carried out by using

pure nickel and copper as the transition metal. Expermental results

The experimental investigation of the diffusion

show that the optimum bonding parameters were selected as follows:
bonding temperature 850 ‘C, bonding time 20 min and bonding
pressure 10 MPa. So the strength of the joint without obvious shape
changing was up to 155. 8 MPa, which the strength can reach to
about 65% of the strength of base metal ZQSn10— 10. Various re-
action layers appeared in TC4 and Ni interface. When the rest con
dition was same, Nisl'i phase was produced at the interface zone at
800 ‘C; and there appeared Ni3li and NiTi phases at 850 G and
there produced NiTiz Ni3Ti and NiTi phases at 880 C. The strength
of the joint lied on types and thickness of nickel and titanium inter-
metallic compounds.

Key words: titanium alloy; timbonze; diffuson bond-

ing; nickel and copper interlayers; intermetallic compound

Prediction system of CTOD for high strength pipeline steel
welded joint based on back propagation artificial neural network
TONG Lige!, BAI Shiwu’, LIU Fangning(1. School of Me-
chanical Engineering Beijing University of Science and Technology,
Beijing 100083, Ching 2. Pipeline Research Institute of China Na-

tional Petroleum Corporation, Iangfang 065000, Hebei China).
p96— 98
Abstract:  Aiming at limitation of selecting the main technical

parameters for high strength pipeline steel welding in practical opera
tion, a back propagation artificial neural netwotk (ANN) was estab-
lished with Visual C++ 6.0 for predicting the welding performance
parameter-crack tip opening displacement (CTOD)-of high strength
pipeline steel joint. Based on the experiment data, the average heat
input, wall thick, preheat temperature and joint region were used as
the input parameters of ANN, which includes one input layer with 4
nodes one hidden layer with 14 nodes, and Sigmoid activation func-
tion. The average absolute error of prediction result is 15.4%. The
number of the sample whose error is less than ==20% is about 93.
3% in total 15 experimental data. The result showed that ANN
method is a kind of effective method to predict the welding perfor-
mance parameter CTOD of high strength pipeline steel welded joint.
The ANN system can be used as selecting and optimizing the key
welding parameters.

Key wards:  artificial neural network; welded joint; crack

tip opening displacement; prediction; performance parameter

Effects of welding residual stress on creep of welded joint
ZHANG Guodong, ZHOU Changyu (College of Mechanical and Pow-
er Engineeringg Nanjing University of Technology, Nanjing 210009
China). p99— 102, 107

Abstract: By the finite element analysis codes ABAQUS and

the function of RESTART, a sequential coupling calculating program
for creep based on welding residual stress has been developed by es-
tablishing the model of temperature field residual field and creep
analysis. The welding resdual stress and creep of welded joint for
Ci15Mo furnace tubes was simulated by this program. This method
established the basis for calculating the effects of welding residual
stress on the creep of welded joint. A creep comparison between the
welded joint tubes with welding residual stress and with internal pres-
sure was made. The results showed that the tube creep was decided
by the welding residual stress although the welding residual stress
was relaxed in a short time.

Key words:

residual stress; stress relaxation; creep; numerical simulation

Ci5Mo fumace tubes; welded joint; welding

CTOD fracture toughness test for super thick welded joints of
D36 offshore platform steel WANG Zhijian', JIANG Jun',
WANG Dongpo, DENG Caiyan’ (1. Chiwan Sembawang FEngineer-
ing CO. LTD, Shenzhen 518068, Guangdong China; 2. School of
Materials Science and Engineenng Tianjin Universitys
300072 China). pl03— 107

Abstract
ment standard (1SO/ TC164/ SC4-N400) and DNV-0S-C401, crack
tip opening displacement (CTOD) tests are carried out on 80 mm

Tianjin

Based on BS7448 fracture toughness test experi-

thick plates butt joints of offshore petwoleum platform joined by the
sulmerged-arc welding and CO, gas shielded welding. The CTOD
values of weld metal and the heat-affected zone are tested at 0 C.
The possbility of avoiding postweld heat treatment in thick welded
joints is discussed using the submerged-arc welding and CO> gas
shielded welding. These woik provide the scientific basis on the off-
shore platform constmuction.

Key words: welded joints; crack tip opening displacement

fracture toughness

Mechanism and influencing factors of spatter formation with
self shielded flux cored wire PAN Chuan', YU Ping', XUE
Zhenkui’ TIAN Zhiling' (1. China Iron&teel Research Institute
Group Beijing 100081, China; 2. Pipeline Research Institute of
CNPC, Langfang 065000, China).pl08—112

Abstract  The spatter formation mechanisn of self shielded
flux cored wire has a remaikable different with other welding materi-
als because of its speciality in wire’ s construction and welding
method. The mechanism and influencing factors of welding spatter
are studied. High-speed photographs indicate that there are mainly
three types of spatter in self-shielded flux cored arc welding, which
are big spatter caused by arc force, bubble released spatter and gas
explosion spatter. Five flux ingredients which influence the welding
spatter greatly, are investigated by means of spatter tests using mix-
ing material regression method. Expermental result shows that the
effect of fluorides and carbonates is greater than that of oxides
killing agents and alloys.

Key words;

mechanism

self shielded flux cored wire; spatter; formation



