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VI MAN TOPICS ABSTRACTS

KEY WORDS 2006 Vol 22 No 3

D A converter and the output parmeters of welding can be easily con
toledw ith high precison Atthe sme tine the welding device has lov
ercanplexity M oreover the welding parmeters can be regulaied con
tem porary and output curent of variabk polarity pulsed welding can be
exactly controlled

Key words  digital signal processing varablk pohrity pulsed

mefal inert gas

Identification of alim num alloy pulsed metal inert gas welding dy
nam ic process SHIYu HUANG An FAN Ding LIANG W ei dong
( StteK ey Lab of GansuN ew Non ferrousM etaIM aterials Lanzhou Uni
versity of Technobgy Lanzhou 730050 China). pS7 — 60

Abstract Based on the skep response experinent the welding
poo lwidth model of dynan i process in alminun alby pulsed metal in
ert gas welling was identified by kast sjuaremethod The mputof the
m odelw aswe king w ire speed and base cument respective ly and the out
putwasbean w dth ofwelding pool The nfluence ofw ire gpeed and base
current on welding pool width was analyzed. It provides the theoretical
basis o realze the intelligent contro ] forakm inum alby pulsedmetal in
ert gaswelding process

Keywords alm num alloy pulsed metal nert gas welding

dentification

M etallic ceram ic arc spraying coredw ires for surface m od ification
of cranshaft GUO Mianhuan LIU Aigue ZHAO Mirhai Qu
Jun zhang ( 1 N atonalKey Laborabry of Advanced W elding Produ ction
Technology Habin Institute of Technobgy Hatbin 15000% China).
p6l — 64

Abstract Coredw ireswith A} O; andNCrCrC, as fillkrmate
rials for surface mod ification of cranshaftw ere produced M icrostiu ctures
bonding strength and wear resistance of coatings produced with these wo
coredw ireswere fested The resuls shoved that with A LO; as fillerma
terialof the coredw ire content of ceran ic phase n the coating was high
and the coating was fairly bonded © the substrate Aahesive strengthwas
as high as 21 23MPa and the shear strength of the coating was 31. 27
M Pa Resistance o wear of the coatingwas good W ith sanewear condi
tons the wear loss of mass was only one fourth of that of he cast iron
smpl Addition ofN i; A I and graghite was them ost inportant reason for
hich adhesive strength

Key words  cored wirg cranshafi themal spray metallic ce
ram ic
Enviromm ental load assessment of arc welding process BU Zhi
xiang SHIYu xiang WANG Bin PENG Zhi fing( College of Pover
M echanical E ngineering W uh an University W uhan 430072 China). p65

- 68

Abstract By intwducing ICA ( life cycle assesment) environ
mental assessn entmethod to arc welding process it is presented that the
involved m aterial quantity of power resource and waste per unit vohme
ormassofwelding depositedm etal (welding product) can be defned as a
technical paran eter for enviom ental load assessnent of we ling process
which provides a nev method b quantitatively nvestigate enviromm ental
bad of weldling The results fron the envionmental bad assessment of
CO, gas shielded arc welding ndicale hatwaste is the key factorwhich
should be contolled and inproved to affect he product mak ing environ
ment The assessnent model has been poved reasonabk fran the fact
that pov er facborial itan 0ofCO, gas shie ded arcwelding shovs good can
parability w ith correlative iten of stee | -m aking process i electric oven
whichm akes it possb le to quantitatively assess the whol life cycle ofma
terials

Key words

lie gcle assesment arcwelding CO, gas shie ked

arcweklling envionmental bad panenvironment function

Solidification character ktics and m echanisn of feed ng surface m et
allurgical coating by DC p hsma jet LIMin'2 LIHui dong' 3
LIHuiqi' 3 PEIZhong a2 SUN Yu wng (1. Tnstiite of M aterial
Beijing University of Science and Techno gy Beijing 100083 China 2
Institie of M aterial Shandong University of Science and Techno logy
Qingdao 266510 Shandong China). p69 -72

Abstract  The fermvalby coatingsw ih pov derm ixtures of different
constiient differentsze diferent density and different shape were pre
pared on Q235 steelusing the feeding surfacem etallirgical techno bgy by
DCG-Phsna Jet The canposition m krwstructure of alby ng coating and
m icrostucture transbm ation of heat affected mnewere mvestigaled using
opticalm icroscope  scanning electronm icroscope e lectronmicrop wbe a
nalysis and X ray diffraction. Results indicated that phsna surficem etal
lurgical coating of Fe CrN+iB-Sihad well wettability and metalligical
bonding was obtained bew een coating and substrate The rapid soldifing
structure of coatingwas bm nar fm epitaxial pbnar crystal on the bot
tan to equiax crysalin the middle o bunchy crystal on the op Thema
trix of surface coatingwasmallkable ¥ (Fe Ni) dendritic cyrstal which
was supersaturated solid solition ofmany Crand snallNi B Si Cek
ments And eutectic structure of (Cx Fe);(G B); and¥-(Fe N dis
persed on intedendritt Due to heat cycle influenced by phsna bean
the heat affecled zone had wo hyers phase transfomation zone and re
ciystallizaton mne

Key words  plasna surface metallurgy  sold ification characteris
tics frmwalloy povder
A sinpkmetod to bocate nitialwelding position of phnar weld u

sing visual techn ology CHEN XiZhang, CHEN Shan ben} LN



