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Table 1 Chemicalcomponent 0fEH36 stee]

C Si Mn Cu Al Cr Ni Fe

015 0606 145 0193 0125 0221 0 223
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Table 2 Chemica]componentofER5Q-¢g fillerw ire

C Si Mn Ni Mo Ti Fe
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Abstract  The CuSn-Tiactive filler alpy was utilized ©
braze CBN ( cubic horon nitridey to stee] supstrate in vacuum
fumace Them crosgucture and the efmentdistributon aswe]]
as the pography and Phases of the canpound swere analyzed by
op ticalmicrosmpy scanning electronm jcroscope ( SE]\/[),
gy diPerspon spectrameter ( EDS) and X-ray diffraction
( XRD), The resu]ts show that the active elamentTi migrated
fram te filler Yer © the surface of the CBN &rajns © fom the
canpound s such asTﬂ\’I TB and Ti]')}’ wh ich P Jay an importan t
ole i he joining of CBN &rapn and Cu-SnTialby As aresult
the layer of TNH- TiB+ TBZ-CU/SH/ Ti ntemeta]lic canpound
Cw FesSn diffusion Jayer and Fe/Ti canpound were fomed be
ween the interface of CBN and m eta] matrix

ener
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b ic horon nitr'd(; m jcrostrucure

vacuum brazing; CuSnTi filler a]lo}’ cuw

Speci] flash buttwelding€m achine in cold roling and P ick-

[ng line WANG Rul SUNHexd, WANG Livel, GAO
Zhmglin (1 Schoo] of Conto] Science and Engineer HebeilU-

niversity of Technopgy Timjin3gpi3g Ching 2 Tinjingy07
Hitech Campany Linjted Tianjin3oo409 Chia),  P7r7—80

Abstrac:t Accord hg to characteristic of cold ro]lng and
Pickling ling this article Presents toa] can figuratin and contro]
systam of specia] flash butt weld n€ machine in cold ro]]ing€ and
Pickling line The Pover systan of specia] flash buttweld ng is
ana]ymd thematenatics mode] is built smapn cjrcuijt adopts
single Phase AC voltag cantoller The flash Process ncludes
the fomer and the Jater In the flash stag  ouput wl@ge is
contro]led bY transfomer @ap and thyrisor contro] angle sy, In
the ubset stage ouput wlwage js contolled by hyrstor contro]
angle Rumning in speed of upset hydraulic systam is cantro]led
bY eror het ween upset hydraulic cYlinder acwa] vajue and the
flash curve Experinents showed that the flash weld n€ machine
met the requ jranents of strp billets welding

Key words cold m]ling and Picklng ling
weling power supply sistap  hyddraulic systan

flash butt

M icrostructure and Performance of hackng€ weld joint of
EH3g stee] thick Plate by double sided arc weld ing LU
Dimbad? 1T Fuquan, TAN Cawang ~ (HEN Yanbid,
7ZHAO Yunet (| State K&y [abomtory of Advanced W eding
Producton Technology Harbin Institite of Technology Harbin
150001 Chia o Bohai ShiPbuiding Heavy Industry Co
Ltd, Huldap Lionng135004 Chiha, Pg1—g4
Abstract  FHze stee] thick Plate s widely used i shiP-
building ndustry T this Paper doublesided arc welding
(DSAW) vertica]weld n€ of EH3g stee] is carried outby robots
which exhb its d stinctive merijts and proad Prospective n appPlr
cation Backing weld is the most significant procejure in the
multi Jayer andmujtiPasswelding which exhibits mportant im-
pact onweld 'pin.t M crostructure and perfomance of hack weld

ing pintwere sudied The esults ndicated that Proeutectoid
ferrit ( PF) and acjaular ferrite ( AF) were fe main structure
in heweld jointafter DSAW, The structure i the hack weld was
refined after reheating effect n the supsequent mu |t; |a¥er and
multy pass welding M icrostructure at coarse gmined zone Of
badk ng weld pintwas hain jte and maetensite laty The hardness
of pbak weld was slightly Jower than that of the second JaYer
bea] Jonttensile stengh was hBher than that of pase mcrd,]
and the characteristic of fracture appearance was dinpje

Key words backing we}; doup fe-sde arc weHing ol

bot vertica] weld ing m jcrostructure of weld

Contro] of hucklng distortion of TC4 thin Plte by mpact
revouton pPresspng during welding pProcess HANG
Yong 2 YANG J@nguo, LI Jun, LU Xuesmg FANG
Hongyuanl (1 State KeY Laporaory of AdvancedW elding Tech
nopgy pPraduction Harbin Pstitue of Technology Harbin
150001 Chia 2 School ofMatria] Science and Engineering
Liamng Technica] Univesity Fuxiy [.@oning 123009 Chi
na  Pg5—8s

Abstrac:t The welded residua] canpressin stress wh ich
1s larger than e aampresson resiual stress can cause huck]ng
disortion of JTC4 thin Plate in noma] welding process Jn order
to decrease the puckl]ing distortpg the metod of mpact revoju
ton Pressing Jurng weld n€ was utjlized to gan plastic extens pn
in the cerntain temperawre zone of hewelding head The residua]
stress can he reduced by canpensatng the plastic shrinkage in
the zone The experinent resu|ts show that he deflection can pbe
decrease] © one eghth of he orignal deflecton by impact reva
Jution pressing H &her inputvolteg,e more the deflection can he
reduced The method of mpact revojuton pPressng n weld ng
Process is feasible © contro] he deflection of (4 thin Pl
weln ent

Key Word§ npact revoutin Pressing€ n weld ng
process TC4 buckling distortiay thin Plate weldin

M ethodsof track fitting€ on hi8 fram e ptersecton |ne sean

MO Xingand, WANG SY, LIX#ohui (1 School of
Mechan ica] Engineering and Augmaton Beijng University of
Aeronautics and AStIOnaUtiC§ Beijing 100191 Ch ingl 2 Bei
jing Instiute of Conto] Engineering Beijing1op19q China, P
89— 92

Abstrac:t ‘There are same errors when hig frane intersec
ton [ine welded strucum] assamplies are produced SO the trace
of sean s hoth nstructed and fited as the rohot is use] i which
quality ofwelding is decided by the Precison of fitthg Focused
on saddle-bac welding seam  e]lipse fiting and three coordinate
axjs separated least square alorijhym f{itting€ are hot desi€ned
Sinulatin pased on san e teachng ponts n key pPosjtian ismadgz
and te result shows that he three coordinate axis separated least
square agorifym fitting ismore precise han he ellPse fittng It
ismore fitted or b€ ntersectin line weld ng frane

Key words nersecton ing welding obqt ellPse fit

ting least square {ittng



