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ing distance is_jmm
ing of defcusing distance W it the decreasing of welding
speed weld width weld dePth and weld cross sectiona] area
would increas,e while heat transfer efficiency would decrease
Key WOrd§ lasery TIG h¥brd Wc]ding weld gan ctry

welding paran eters stain]ess stee]

and then decreasew iy the furher increas

M icrostructures and corrospn propertjes of supmerg8ed arc
welded joint for Xgg PPeline stee] 7ZHOU X @anl@ang 2 1]
Huiong  HUA X kozerr?  YE Zhi@id2 (| Ke Laboraory
ofNondestuctive Testing of the M inistry of Education Nanchang
Hangkong Unjversity Nanchang 330063 Ching 2 Matrgals
Science and Engneerng Schoo] Nanchang Hangkong Unjversi
ty Nanchang330063 Chind) P37—40 80

Abstrac:t The Xgo PiPeline stee] was welded using the
sum erged-arc weld ng procequre The mjcrostructure of hewel
ded pintwas ohsewed bY scann ng€ electran m jcroscope ( SM)
the corrospn hehavor of he welded pnt of Xgo PiPeline stee]
was nvestigated by meha] of potentpdynan i polarizaton and
electrochemica] impedance spectroscopy ( EIS),
show that the welded jont has od Pitting corrosjon resjstance
genera]ly However in sojution ofy § mol/[. Na]{(l% +a 02
mol/ I, NaC]l the base meta] of Xgg PiPelne stee] showed the

best esistance 10 Pitting coroson hecause of he differences in

The results

m crostucture  Though it can keep the sane Jeve] as e pase
meta] at ﬁrs;t the Piting coriospn resistance of weld meta] wil]
getworse after [ong€time immemson The Pitting corrosion res st
ance of heat affected zane was ajways fhe worst and had a lage
gap with the base meta] and weld meta]

Key words Xgo Pipeline steg] welded pin;t micro
snucturg COrrosion resjstance

(O Ptin zation on parameters of electronic flane off process
TIAN Yan
hag YANG Dongsheng WANG Chunding ( Sate Key Lahora
o of Advanced W eld ng Producton Technology Harbin Inst
tue of Technology Harbin 150001 China), P 41—44
Abstrac:t The parameters of ER) ( electonic flane off)
process of holl honds with fine diameterpqy e m copper wire Jur
ing copperwire handing were optinize] The resuls shoved hat
ER) airrentand tine hadmorwr affects on pa]l fom ng cond iton
As the ER) Parameters in
creased thedameterof FAB ( free air ball) becane jar€er The
flow of shield gas whose mPpact on FAB size was not obv'pu§
Played an important roje on Preventin€ FAB oxidation and Cu
FAB fmaton quality Shiel 8as flow would reach a cerain val
ue n order © fom a snoth surface without oxjdaton copper
ba]l The Cu FAB is canposed by a few bhig€ coJunnar grajns
There are wo d ifferent regons in the same grapn The copper
ball 8ain growth Process is d vided no wo periads the nital
wih dendrie gowf
crysta] fom
Key Word§

of pal]l bonds with fine diameter copper w jre

in diffrent paraneters process

as we]l as the late approach © cellufar

EIO ting EFO) current parameter optinize

W el ing characteristics of laser penetraton weld ng hrazed

M & stee]dissin jlar a]Jpys ~ MIAO Yugang HAN Duanfeng

YAO Jingzheng WANG Qg ( Colleg€e of Shipbuilding Engi
neering Habhn Engneerng Unjversity Harbin 15000, Chi

na  P45—48

Abstracg The experiments of laser penetraton welding
brazed formagnesium aJloy and stee]were carried autwih AZ31
magnesiun alpy and 35 stel as basemeta]s achieving a hy-
brd pint of welding and brazing The m jcrostructire and me
chan ica] properties of hutt pints were nvesti€ated by opticalm i
Croscopy
the upper part of he pint there is litle melting or dissoving of
stee] due to high interface emperature At the lower part of fhe

scanning electron microscope and tensile testing At

join,t there {sno indicatin ofmelted steg] themolten magnesi
um alloy as fi]lermeta’l 0 om a successfu] pintofMg/Fe dis
sinjlar a]pys by wetting and sPread in€ In Particular at( emm
laser offset the average tensjje strength could reach a maxinum
of1g2 MPa ahoutgyy; hatof AZy] Mg alpy The flctuation
of tensile streng€th was the lowest in a]] laser offsets

Key WOrd§

m icrostructur(; mechan jca] property

laser penetration brazing dissinilar alloy;%

E ffect of heat mput of root Jayer on themma] circle of
10C1M @1 stee] LIHae CHEN Furong HU Yanhua
X E Ruijjun ( College ofMaterals Science and Engneerng n
nerMon®lia Unjversity of Technolgy Hohhot(10051 China),
P 49—51

Abstract W ith weld ng heatcycle systay  the tanpera
ture signa] of root layer atwe|ded 'pintoflOCM0910 heat esist
ant stee] was collected under he wo different welding nput
Though canparnng cuwe and pParaneters of welding thema] cy-
cle under he canditon of wo different heat nput e effect of
heat nputon hema] cycle of rot fayer for | CM @ heat re
sistant tee]was discussed tBether with opservaton of m icrostruc
ture and hardness testin€ The results showed that heat input of
10CM@1( heat resistant stee| had &reat impact on thema] cy
cLe the Pparaneters of fhemma] cycle such as Peak tanPerature
and 5/3 are Jow under low heat inpqt the mjcostructure at roam
tempPerature was finer and haglness vajueswas highe;r the h8her
the higherheat nPut hem jcrostrucure at roam Emperature was
coarser and hardness vajues was fower

Key words heat inpu.,t
10CM®] () heatresistantsiee] weldmema]

weld ng€ themal] circlg

Simulation ofwelding shape process n P-GMAW based on
YAN Zhhong — ZHANG
Guangur?, WU Liz SONG Yonglut (1, College ofMechani
ca] Engineering and APPlied E lectronics Technolgy Beijing U-
niersity of Technobgy Beijn€10p124 China 2 Stk Key
Laboratory of AdvancedW elding€ Production Technopgy Harhin
Instinte of Technopgy Harbin 150001 Ching), P52—56

neura] nework models

Abstrac:t Asone of efficient and 800d- adaPtability weld
ingmethods Pulsed 8as meta] arc welding P-GMAW ) has been

applied in industria] production wdely In this paper the mod-
eling and simujaton methods n P-GMAW shaPe process of jow
carhon stee|were studied Firstl}’ a seres Of BP neura] network
dYnamicmodels were estahlished for PP.GMAW shabe pmces;

then stp e state and dynan ¢ sinulattanswere implen ented with



