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Plsna arc are alo in vestiated The results show hat it is fea
shle © conto] the shaPe and heat flow densit®y of the PJasn a arc
for the tansverse ajtematng magnetic fiel] Wwhich can expand
the area of Plasma arc fhema] treament and flat the heat flow
the oscillating anpli-
tude of Plasna arc jpcreases and the heat flow density Sradient

densit®y upon the workPiece Fu rhemore

upon the wokpijece decreasesw i, the magnetic flow density en
hancng However anover strongmagnetic field coi] results in
the Plasna arc unsable Under he samemaghetic flow density
less &s flow rate and arc current fonger distance fiam the nozzle
outlet to the anode causes the oscillatin€ anp litude to increase
Contrarﬂy the more gas flow rate and arc current the more heat
flow density Pedk increases Moreover longer d jstance fram noz
zle outlet 0 workPiece descends the heat flov density Peaj

Key Word§ transverse altematng magnetic field (TAMP);
Plasma arg oscillatng amp Jitudg heat flov densi¥y diswrhution

Experinenta] nvestig€ation on in pact toughness n h gh tamn_
perature of BHW35 stee] welded ont WANG X ijan
gyun2 WANG Wenxian, LI Jien®, WANG Baodong ( |,
College of Matergls Scence and Engineering Tayuan Unjvers;ty
of Technology Tapuan 30024 Chig 2 Tayuan Bojler G roup
Co L4, Tayuan(3gp2] Ching 3 ShanxiZhongtmg H&h
Technolgy Co, Taigi3p0pg Shanxi China), Pgo—84
Abstract  Autmatic suhn erged-arc weld ng and shielded
meta] ar welding were enpPloyed by HjgMmN MoA welding
Wirc’s E7015-D2 electrade Pllowed by the Posweld heat treat
mentsystms O[nomalizing dm=w ng temPper and stress relief an.
nea[ng mpact tests on welded pint and hase mewa] atp( °C,
100°C. 200 'C ad350°C were carried out Furthemore SM
fractograph met]pgraph and chanica] caenpositions of welding
sean were analyzed The results indicate that the highest hard
ness ofHAZ was 270 5 HV nSAW, 235 2 HV n MAW  the
toughness jncreases greatly canpared wity conditjons at roan
tamperaure Pedg value of mpact oughness of AW s at 10(
C, MAW is atpop ‘C, Which is close to that of hase meta]
The impact vughness n HAZ is better hhan that in welding
and itis beter n VAW than hat n SAW, The inpact
toughness of welded pintisupwardgq 33 J at oan temperaure
itisupward 190 J mweled pint at350 °C, and 18¢ J in base
meta,l which ndicate that the vughness ofwelded pintand hase

sean

meta] ars jn teir pestat roan and h gh tmperature M frac
to€raPh ndicates thatal]] inpact fractures exhihitductile dinpl’e
the better toughn ess
dimPle The higer the ductile dimPle i the more opvious non
unijform d istrbution is

Key words BHW35 stegl welded pint mewallograph
and hardnes.j mpact Dughnes;s fractograph

themore ohvpus tearng feature of dJuctile

Fuzzy P] sbeed contro] or weldng wire feed systan based
DU Hongvang 3 [.IU
Zheng  ZHAO Yanan, XU Jimwe| LI Gang () Coliege of
Mechan ca] and Electrica] Engineeriy Harbin Engineerng Uni
Versit}’ HafOinlSOOOL ()hin,a 2 College of Canputer Science

on state ohserver and feed forward

and chhno}ogy Harthin Engneerng Univcrsit}’ Harhin
150001 Chia 3 (ollege of Auwamatiop Harhin Engineering
University Hatbin 150001 China), Pg5— 88

Abstrac:t Weldng wire feeding device s an inportant
canponent ofwelding rohot swb ilizaton and relabili¥y of weld
ngwire fed is he essentia] prwelding quality The resistance
was h 8hly nonlinear and hoth w ire feed rate and welding quality
are severe]y affected by the resistance A state chserver was a
dopted © evaJuate he resistance and then the opserved resist
ance was forward fed in order © jncrease speed resPonse and e
lininate e mpact of resistance on the weldhg wire feed sys
tem  Because of DC moor damp ing the steadY_state characteris
tics can he mproved and the steady.state error can he mhibited
when conventiona] P] conto] is adopted The fuzzy conto] and
Pl cantro] arc organjcally mtrqjuced by means of dynamic re
sponse of fuzzy contro] and steady.state perfpomance of P] con
Q] it s reliable © achieve s@bleweld wire feeding The simuw
latons ind icate that here are fast speed response sna]] over
shoot and strng ropusmesswit state ohserver and fomward feed
the dyhamic and static characteristics of fuzzy P] can o] are het
ter than P] contro]

Key word:s wire feed devicg supm erged- arc welding
state q)scrvc;r fccdf)lwargl fuzzy P1 contro]

E ffect of hybrid-Pulse squarewave current frequency onm i
crostructure and mechanijca] properties of gAgg alun num
(ONG Baodiang QI Bojin  ZHOU X ingguo
[UO Jun ( School of Medhanica] Engneerng and Autenaton
BehangUniversify Beijingl()mg], China), Pgg— 92
Abstracgt A nove| ultrafast convert hyprid-Pulse square
wave varijahle polarity arc weld n€ technogy for ajum nun aljoy
is deveppbe] Based on the hybrd-Pulse variable polarity TIG
welding techndue the effectof hybrid-Pulse square wave current

frequency on the m crostmcture and mechanjca] properties of

alloy welds

506 Welds is researched The exPerinenta] results show that
canpared with no hybrid Pulse current the weld mechanical
properties are decreased when the Pulse aurrent frequency is |ess
thanp( kHz Under he conditon of pujse current frequency up
10 4() H{g the size of crysta] 8rains and deg8ree of welds soften.
tensife strengh of weld pints is mproved ob-
vious]y The rates ofweld tensile strength and Percentage elonga

ing are decreased

ton © hasemeta] aregy 8, andgq 8%,
K ey word; u Jtrafast canvert hybrd hi8h freduency

pu]sg Pulse frequenc}’ varjahle po]arity alum jnum alloy

respectvely

W avelet detecton ajJgorithm of shortcircuit sgna] n C()2
arcweld ng€ based on DSP TIAN Songya (GU Haitap RJ
W eiliang §{TRusen XU Huizhe ( College ofMechanical  E-
lectrica] Engineering Hohai Un iversity Changz,ou 213022
Jiangsp Ching), P93—96

Abstrac:t Accord n8 to al®ritim a‘trous and analysis of
(j()2 arc wl@age characteristic hYW aveletToo]hox inMaﬂab the
waveletal@ritim which i sujtable for detection of short circuit

sgna] n practical CI)2 welding process is derive] Different



