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#pragma DATA— SECTDN( iPch « FFT Py ),
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wawelethasic waves are used 10 analyze hhe C()2 arc voltage s
nal inMat]ab fina]y the dlp basic wave js sefected and used in
this aoritim m wh ich the filter s statonary and the sampling
sBna] is Processed one by me LY three decanposijton To meet
real tin e requ ir(xncngs themain progam s developed in C+-
and the assenbly suproutine ofwavelet detectin s devepped by
themultPlier of DSP and the RPT nstucton As a resujt it
has a fast operation sPeed and improves the rea] tine capah i|ity
of detection The calculation results of C4—- Progran show the
accuracy and te feasibility of this al®ritin ExPerin ent results
show that false short circuijt sgna] can he ramoved bY the dbp
basic wave and the short circujitmanent can he decteted n reaj
tine by his aRoritim

Key WOrd§ wavelet tmnsfomg detecton of short circuijt

Sgna;l a]gorithn’n ral tine

1. 1quid crysta] disPlay systan for spotwe]ding currentwave
ZHANG
Yong MA Tiepn JA Jigb9 YANG S#ian XIE Hongxia
( Shaanxj Key [.aporaory of Fricton W eding Technopgies
Norhwestem Polytechnica] Unijvers ifg Xi an710072 Chinay,
P 97—100
Abstrac:t
spotwelded nugget tyrough the spectum of he weld ng current
a |dquid cysta]disPlyer ( LCD) systan was developed to screen

fom and it am pPlitude frequency d@gram

In order to o [ine detect the dianeter of the

the welding current and its sPectrum after fast furjer transfoma
ton ( FFT), The d8it] ( DSP)
T™MS20L.B407A and LCD TFTs448 b are ndirect]ly interfaced
to realize he data exchange with the same paud rate Assanp Y
language hased prog€ram was enhedded inside the C Progran 1©

signa] processor

guarantee e real time inp Janentatin of FF] ExPerinents on
spotweld of hemild steelwilh AC weldin€ machine are pursued
for fhe av Jine stawus detecton The fasibility of he above dis
Plyng systaen n sample current Collection carrying out FFT
and disP aying the wavefpm and its spectum are validated

Key Word§
fourer transfomatan agorithn 1LCD disply

spotwe]ding d8ita] sgna] proces%o; fast

Analysis on weldng€ stahility of ajum jnum alloy pPulseM I
HUANG Jian
State Key [ aporat

weldng bpased on approxin ate entropy
kang HIYE NIE Jind, FAN DD (1,
1y of Gansu A dvanced Nav {enousMeta]MateriaE Ianzhou U-
njversity of Technopgy [.anzou730059 Ching 2 KeYyLaho
raory of Non ferrous Meta] Alpys and Processing The minjistty
Lanzhou Unjversity of Technology
730050 Chia) P 101— 104

Abstract  In order to evajuate the stahility of ajum jum
alpby pulsedl MG weling

done on voltage sgna] in the process of alunnum aly Pulsed

of Educa tiop 1.anzhou

an appraximate analysis has heen

MIG welding The calculation and canparijson of the appoxinate
en tropy on vo|tage sgna] under different weld ng€ procedures such
aswelding speed;. wre feed rage duty cycle and so o0
tha’t the apprxinate entrPy of volage can reflect e st@ability
of the Process of aluninum alpy pulsed M1G welding The re

show

sults show that he snaller e average value of approxin ate en
Py and swandard deviaton js the more stahle the weld ng
processwill be On the contrmry the welding process is unstapje
while he averge vajue is high

Key Wordg, pulse MI{
ters  stability

appraxinate en trop}’ parame.

Seaw ater corrospn resgstant weld ng€ procedure of 00(:1;8
CHE Juntid, JI Zhonglj
China Un jversity of Petra

N]i4 ]\/[OZCu2 stajnless stee]
ZHANG B n8, HUANG Junhud (g,
lemy Beijing 102249 Ching 2 Beipg Instiute of Peto_hem-
ical Technology  Beijing 102617 China), P105—108

Abstrac:t In this papc’r seawafer COTTOS|aL resjstant
welding procedure ofOOCr18 Nli4 Mo2 Cu2 austenitic stapjess stee]
was studied W ith he mprovementof welding procedure w dth
of heat affected zone (HAZ) was reduced d ifference of cham i
ca] canstjution heween HAZ and fusion zone ( FZ) was min
ished met]urgical stmcture of HAZ was reﬁned precp itate of
Fe(Crbhase (¢ Phase)y was contro]le] The corrosin rate of
HAZ was decreased and corrosim mte of wel] joint (FZ HAZ
and base meta] was anerged in corrosim Jjquor at the sane
tine) was greatly decreased

Key word:s
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seawater conos‘pn welding procedure

HAZ

Numerjal smulaton on deformation n jnner ppe wall of
(CHEN Yuhud?2
Schoo] of A eronautica]M anu fac

moservice weldmg onto gas ppeline
WANG Yong HE Jian jus (1
turp g Engineering Nanchang Hangiong Un iversity Nanchang
330063 Ching 2 College ofMechanica] and Electronic Engi
neering  China Unjversity of Petoleunn DongYng 257061
Shandong  Ching 3 Chia Acadeny of Engineering Physics
Mianyang 621907 Sichuap China)  P109— 112

Abstract  The sofware of SYSVELD was used t0 sinw
late the weld n€ defomation n nner PiPe wal]l when i service
welding onto actjve 8as P Peline and he deference ofwelding de
fomatim hetween in service welling and woutine weld ng was
canpare] The results show that

the n-service welded seam

for a point in fhe re8on near
its defomation ncreases when the
welding heat source closes up and achieves maxjnun when te
welling heat source passes through this Point The defomatin
decreases during the cooling process The defomation of jn_serv.
ice welded jont hasmuch difference with routine welded joint
The transient deppmation and rsijua] defomatin of i service
welded pntareal] cmvexdefomation but he transjent d efom.
aton of moutne welded pint changes fran convex defomaton ©
concave defomation Juring the cooling pocess and he resiual
defomaton js concave defpmation W hen heat mput s in
creased the transient defomation and resiua] defomatin in
the re€on near the i service welled seam are also increasing
but the transient defom aton and residual defomation n the re
gim far fram the i service welded sean are decreasng

Key Wordg,

t'pn numerica] sinulaton

inservice welding gas Ppeling depma



