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Abstract: Mechanical properties of the friction weld drill
wd which is guaranteed with the rational welding technology and
the rational heat treatment technology, must meet the requirements of
pmofession standards. It is studied how to judge the cause of products
being not up to standard. The effect of heat treatment technology on
mechanical properties of the welded dill rods is analyzed. The results
show that during the nomal welding technology the yield intensity
lower than that of profession standards the impact ductility much
higher than normal and the lower hardness in the heat treament area
are due to incomect quench or temper technology. It can be correct
ed by revising quench or temper technology.

Key words: friction welding; dill rod; heat treatment; me-
chanical property

Taguchi method application for thermomechanical reliability in
PBGA solder joint TAN Guangbin, YANG Ping, CHEN Zixia
(School of Mechanical Engineering, Jiangsu University, Zhenjiang
212013 China). p97— 100

Abstract;
joint reliability of PBGA (plastic ball grid array) under thermal cy-

Taguchi method is applied to evaluate the solder

cling test by using nonlinear finite element method. The size and
thickness of PCB (printed circuit board), the size and thickness of
substrate, the diameter and height of solder joint, the thickness of
die and the thickness of EMC are eight control factors that are select
ed to configure in L18 orthogonal array. The best contol factor com-
bination of PBGA can be decided as a combination with A, By, G,
D2, Kz F3s G3, H; based on the optimization of Taguchi method
which solder joint diameter A, PCB size B, die thickness F and sot
der joint height G are four most important factors among them. The
results show that the expenmental data and predictive value of opti-
mization are 2 87964 and 0. 88286 laiger than those of original state
separately .

Key words;  Taguchi method; plastic ball grid array; ther-

mal cycling; solder joint

Method of hollow stud rotating arc welding WANG Kehong,
ZHANG Deku, ZHENG Shixiong, GE Jiaqi (Research & Applica-
tion Centre of Lage Structural Wotk Welding Technology, Nanjing
Univesity of Science and Technology, Nanjing 210094, China).
p101— 103 108
Abstract:

field making arc moving along the stud inwall a new hollow stud 1o

Based on the idea of vertical divergent magnetic

tating arc welding technology is presented. For hollow studs with out
er-diameter of 12 mm and wall thickness of 3 mm, the homogeneous
revolution of arc along stud wall is realized. Welding process expeni-
ments show that the process pamameters of wtating arc stud welding
are obviously greater than the same outer-diameter solid stud and
the welding technology nomalized window is bigger, but narower
than that of solid stud. The optimum pamameter of wtary arc current
is 1= 2 A, welding time is over 600— 700 ms welding current is
800— 900 A. Joint performance testing results show that the forma-
tion of hollow stud welded joint is full and good. Macrostuciure de-

tection results show that there are no defection such as incomplete fu-

sion, slag and pomwsity, the interface fusion rate reaches 100%, and
the interface strength maintains at 370— 410 MPa.

Key words: rotating arc welding; hollow stud; stud welding
Friction welding technological parameter optimization based on
LSSVM and AFSA SHU Fuhua (School of Mechanical and
Electionic Engineering, Wuhan Univemsity of Technology, Wuhan
430074 China). pl04— 108

Abstract In order to detemine friction welding technologi cal
parameters correctly and quickly, an optimization model for friction
welding technological parameters based on least square support vector
machine (LSSVM) and artificial fish-swam algorithm (AFSA) was
presented. With three friction welding technological parameters such
as fiction pressure, upset pressure and fiction tempemture as optimi-
zation parameters welding joint tensile strength as optimization ob-
jeck  the nonlinear mapping relation between optimization parameters
and optimization object was fitted by LSSVM. Frstly, experments
were taken to get data samples and ISSVM model was established
through data samples above. Then the model was optimized by AF-
SA to get welding technological parameters. The results show that the
construction model is easy, the optimization lution is quick and
the parameters optimized by this method make welding joint tensile
strength increase by 2. 1% comparing with that parameters optimized
by orthogonal regression method.

Key words: friction welding; technological parameter; opti-
mization; least square support vector machine; artificial fish-swam
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Three-wire MAG high speed welding process HUA Xuem-
ing's MA Xiadi', LIN Hang'. WANG Fei', WU Yixiong', Yasu-
hiko ONIKT?, Shigeru KAMIFUJI?, SHI Jiangang®( 1. Shanghai Key
Laboratory of Materials Laser Processing and Modification. Shanghai
Jizotong University, Shanghai 200240 China; 2. Tsuneishi Hold-
ings Corporation, Hiroshima 7200393, Japan). p109— 112
Abstract

welding is researched to replace two-wire welding technology which is

A new technolagy of three-wire MAG high speed

usually used to weld fillet in shipyard and the welding speed is under
1.0 m/min. Three wires namely, leading wire, middle wire and
trailing wire, are arranged in tandem. Each wire is equipped with
separate wire feeder system, power supply and gas shield device,
and welding process parameters can be adjusted individually to meet
the various requirements of welding. The results show that the polari-
ty combination of leading wire (DCEP) imiddle wire (DCEN)/tIailirg
wire (DCEP) or that of leading wire ( DCEN) fniddle wire ( DCEP) /
trailing wire (DCEN) can obtain stable welding process good weld
appearance symmetrical weld seam nomrpowus weld to meet the
requirements of the shipbuilding industy; the maximum welding
speed can be up to 1.8 m/min and the length of fillet weld leg can
beto 5— 8 mm by selecting a suitable welding current and welding
speed. This new welding technology can be widely used for high-
speed fillet welding industry.

Key words:
weldingg GMAW; fillet welding

hi gh-speed

three-wire welding technology;



