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m njaurized workp ece of d issin jarmeta] the pins of jron wire
to copper sheetwere ohtained by using Process of candenser dis
charge Ppercussion welding successfully The effects of pProcess
pamm eters char8ing volwge wire twper

angle and machine ojl on fracture Pull of he jontwere studied

namely capaci@an ce

Meamhi]e the m jcrostrucwure of e jontwas analyzed with op
tica]lm jcroscope and SHV| The resu[ts show tat condenser dis
charge percusspnwelding is suitable r pining jron wire © cop.
per sheet Themaximun fracture pu]] of the pint can reach ©
350 N
granswhich sizes are o 0g pm The optinum pParameters are

and fusion zone close © wire taper ;s canposed of fine

obtined atgy) mF capacitance g V charging voltage 50" wire
taper angle and added machine oj]
Key Word§ condenser discharge percussion Welding

iron wire and copper sheet fracure puL] m {CIOS truc ture

E ffects of Yeld streng8th pParameters on wellng resjdual
stress sinujation results of N g5C M oV stee] 7HANG
Xio, YAD Rungang WANG Renfi XUE Gang, YANG
J@angud (1, Luoyang Sh PMaterijals R esearch Institut,c T_uoyang
471039 Ching 2 State Key Laporatowy of Advanced W e[ding
Producton Techno]oaf Harhin Instjute of Technology Harhin
150001 China) P 97—100

Abstract Experinents were carrigd out © detem ine
Vield stengt, of [gN§CMOV steels p s@ble heatpg and aic
cooling process and effects on residual stess of the Yield
stren€th change due to sO]il-state Phase transfmaton n hutt
weled pints of |gN§CIMOV steels were investgated by means
of numerica] techniques The sinulatd results show that the
tamperature dePendent Ye|d streng€th, has great nfluences m the
welding residual stress the Yield strengh of the pint i te air
cooling cases 8 lover than that n the stahle tempPerature case
and thedistrbuton of the simulated
weld rsual] stress s generally n good agreenentw i, the ex

due © Phase transfmaton

Perinenta] results
Key Word§
sinu jaton

yied strcngtb residual stress num ericaj

M crostructure and fractography of intmediate frequency
spotwelding of Precispon ultrahigh strength quenchng stee]
HAN Liud, GU Zhensvei, ZHANG Zhengli® ( | The
FAW W okswagen Autmdhile Canpany [td, Changchun
130011 Ching 2 College of Materials Science and Engineer
ing Jilin Universiy Changchun 30022 China, P1o]—104
Abstract Precision ultrahigh streng€t quench ng stee]
EN 10292 T4225 was sefected Pr the sudy The ntemedate
frequency ( IF) spot welding process one kind of advanced
jointng technogies  was used and the perfect welded joints
wer optajned bY using the oPtimum weldng parameters The
m echanjca] propertes of he joim’s such as te tensjon strengh
the hardness distributon wer fested and the m jcrostructure of
the fracture was analyzed by scanning electron micoscope The
test resu]ts show tat the joints welded by using JF sPot welding
Process has 8ood mechanjca] prperties e m jcrostructure of the

jonts is s ilar wih that of the basemeta] the fracture of the

joints has he chamacterstics of P lastic and hemedhanjca] prop
erties canp lete]y meet the acta] need of car product crash test
and road testing

Key Word§ Precison ultrah 8h strengt stcc;i
date frequency spotwe]ding mechanjcal propertie§ m Crostruc.

nteme
ture

A doub le- haracteristic fusjon contro] ajgorithm for resist
GUO Habi LIGuizhong ( School of
Materjals Science and Engineering Jilin Unjvers it}’ Changchun
130025 Chia, P 105— 108

Abstrac:t On the basis of he cacontro] strategies the
algoritym of heat regulation is optimized for res stance spotweld
ing by use of fuzzy conuo] and single chiP canputer technopgy

ance spotweld ng

The monjorngmode of doup le characteristic,s dYnamic current
lag angle characteristic and dynam ic current characteristig S set
up and then the wice fuzzy decisjonmak n€m ehod withmu]ti
mnfomaton fuspn technologY s apP lied in monijtorng nfoma
ton such as current |ag angle jncranen@] deviaton ¢ heat
percen@age adjusment incrq:ncntAmn n Present cYcLe heat
n nextcycle and weld
ing currentdevaton/\ 1 in presentcycle The results Prove that

percentage adjusment ncren ent/\ mLF
i

thismon jtorin€ m echanigm notonly can pe petter contro] the di
rection and scale of heat regulaton putajso can ensure the con
sistency of the quality of welding nuet and weld ng tine

Key Word§
ticmmitoringmode mu [t nfomaton [usion wice fuzzy decyi

sonmaking method

resistance Potweld ing doup fe- characteris

Influence of nodulizer type on qua ity of BGA solder ball
GUO Xioxiod 2 YAN Yanft2 FENG Likng  ZHAO

Tiad (1 Schoo] of Materia]s Science and Engineering H enan
Un versity of Scence and Technoiogy LLuoyang 471003 Ching
2 Henan Key [aporaory of Advanced Non femous MetaLs
H enan Un versity of Science and Techno]ogy Luoyang 471003
China), P109—112

Abstract  Solder ball is the keY materia] of he bump fab.
ricaton . he BGA andp BGA high negrated Padkage and he
nodu]izer type is the main factorwhich affects e quality of the
soder balls The solder ball s fabricated by the fine wire cut
tng_ rem egn€ m ethod when Preheating temperamure s 500 cen
tidegree and spheroy zaton temperamire ispg( centidegree and
arachis oii silicone oi] heavy oi] and engine 0j] are selected as
nodu]zers rePectively The influences of the different nodu Jizers
on te rea] sphericiy and te surface appearance of the
63 9137 Pb older ba]] are investBateq Results show that the rea]
sphericity value of he g3 Si37Pb solder ball is the snallest and
the shape of the solderpal]l ismore Jike true Phere At the sane
ting te surface appearance of the solder ball s the best when
the arachis oi] is used as fye nodulizer The quality of solder ba]l
1s the worstwhen the eng€ne o] s used as the nodu 1ize,r and te
qualjties of solder balls are heween tham when heavy oj] and sil
icon 0j] are used as the nodulizer respectively

Keyword:s sokierbau fnew jre Cuttingrsmelting nod

ulzer tYpe rea]sphericiﬁ:‘ surface appearance



