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the maximum output current ofpy kA b the Power supply 1G-
BT modules are used to canpose the ful]l brid8e converter and the
bPolar [imjted soft switchin€ PWM drive mode is adopted [tre
alizes the zera volage zera current switching ( ZVZCS) and re
duces the [oss of power switch PPe (Contro] circuit tkes d gital
sna] processor as corg and contaps the true RMS Processing
ciraujt and the incrementa] PP conto]mehod All these finally
lead © Precise contro] of e Power pulse width modulatin cic
cujt ExPeriment results demonstrate desi€n of hemajn circu it is
valid the conto] systan is stable and reliab fe

K eyword:s hih- paNe;r ntemediate frequ ency nvert

er digiwn] sigha] Processor resistance spotwelding

Corrospn resistance of superduplex stapljess stee] welded
joint  GONG Lihug ZHANG B WANG Sahu ( JingsuU-
n versity of Scence and Techno](gy Provincial Key [.ab of Ad
vanced W eding Technology Zhenjiang€212003 Jangsu Chi
na. P 59—62

Abstraczt The changes of wo Phases proporton and ele
ment canposijton of superJupPlex welded joints s@injess steels
UNS 2750 Welded joints by different technics were stud ied by
SEM and ED$ mearwhile he Pitting corrosjon and integranujar
corrosian resjstance ofwelded jointswere tested by critica] Pitting
temperaure ( CPT) and 65% nitric acid sojutin experinent
The results showed that hher heat input fillin€ weld ng wire
and njtrogen gas potecton uld make austenjtic Phase exist
steadily and hgher heat nput cou]d make chranjun © diffuse
SO as to reduce nter€ranu jar corrosim sensitivi®y which on the
contrarym ake Pittin€ corrosian worse The reason s hat he fr
rite Phase dissolves first]ly hecause of the elenent partjton dis
proporton
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Collaporative contro] strateg€y for sfapnless stee] resistance
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MG& (1 Schoo] ofMaterals Science and Engineering JilinUni
versiy Chang&hun 130025 Ching 2 DBrillance Autmobile
Engneering Research Instiute  Shenyang 110141 Ching 3
Changchun Un versity of Science and chhnopgy Changchun
130022 Chiay . P63—66

Abstrac:t The pPartjaufarity necessity and suj@bility on
the collaporative conto] metod that was used to stinless stee]
resistance $Pot weldmg procers are discussed n his paper
Based on the experinent resu 11§ the weld ng€ pProcess of every
nuggetwas divided ino wo periods That i§ nao nugget perjod
and nugget Srowing perpd h nonugget per‘pd the constant
cument contro]m ethod was used In nugget growing per'pd the
madeing control metod was used hased on he reference charac
teristics of the dYnam jc current jag angle This contro] mecha
nin is he collapomtive contro] strate€y The exPerinent results
show that it can make the starting€ point of nugget sabje thus
provide a threshold controlmethod with high reliability and good
nuggetquality
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Beijing 100083 Chia), P g7—70

Abstract mage processing aorithms of welding rohot
structure [£ht detection were stud ed Campared wih the tradi
tona] i age Processing algorithng sam e mproved metods were
proposed and tested, In filter of inage preprocess ng

mg rohot

amethod
canp ng regon segnmenttion with multy scale detection was a
dopted
bredk n€ with single dimenson [OG filer and minjsh he regon
0 be processed and easy © mprove he pocessng speed In
contour pP ick_up of postprocessing Genetic A Borithm as a gloh-

and cou]d overame the disadvantage of contour easy

a] optinjzation agorifyy was adopted © reaize templatematc
hing BY grey coding method fimess fincton selection opera
Ors  crossoveroperaors muan operaors and so on  finaly re.
alize tanpPlatematc ng and coordnaton P ck up e experinenta]
results shov hat hese mproved methods can improve the Preci
son and adaptability ofwelding ropot structure |ght detection
Key word;
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Abstrac:t The effect of pulse gas meta] arc weld ng
(GMAW _P) Pparameters an inpact onghness of welding pint
nanpal fuson Jine in TC45 stinless stee] were nvesti€ated
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through orhogona] experiments The nfluencing facors such as
frequency and welding€ speed were cansid
ered The result shows that he microstructure n heat affected
zone ( HAZ) of TCR45 stainless stee] canposed of ferrite and
martensite  OPtin zaton of GMAW -P Process parameters was
carried out by the sofware ofMATIAB that ,’s
450 A Pulse tmep 3 ms Pujse frequency)s( Hz and weld
ng speed 500 rnrn/rnin
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