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Table 1 Parameters of welding current for 0 Cr18Ni9Ti

) I,/A 1/A L/A  fikHz  §(%)
( UHF-GTAW ultrasonic frequency pulse-gas
_ o 1 80 160 120 10 50
tungsten arc welding) 0Cr18Ni9Ti 5 %0 160 120 20 50
UHF-GTAW 3 80 160 120 40 50
4 80 160 120 80 50
UHF-GTAW 5 60 135 120 10 80
6 60 135 120 20 80
7 60 135 120 40 80
- 20110805 8 100 180 140 10 50
: (50975015) 9 100 180 140 40 50
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remelted sample had higher hardness better wear resistance than
the as-sprayed coating.
Key words: laser remelting; plasma spraying; Ni-based

coating; WC particles reinforced

Parametric modeling and vector graphics plotting for weld—
ing joint groove SHEN Chunlong' > YU Jingbao> PENG
Yong® WANG Kehong’( 1. Dept. Mechanical & Electrical En—
Taizhou 225300 China;
2. School of Material Science & Engineering Nanjing Universi—
ty Science & Technology Nanjing 210094 China) . pp 17-20
Abstract:  Parametric description and graphics plotting of

welding joint groove play an important role for software develop—

gineering Taizhou Teacher College

ment of welding process design. Parametric model of joint type
and groove graphics is presented based on double U-groove.
Principle for joint groove graphics parameter-driven is analyzed
and the function of geometry parameter dynamic labeling for
groove graphics is realized. The classes for primitives plotting
object-oriented are presented. The primitives—data storage struc—
ture of parameter plotting process is showed. The use of picking
primitive object with mouse resolves the question of modifying the
primitive properties. The generation of neutral vector WMF file
and serialization process for joint graphics are discussed. The re—
sults show that parametric model and vector plotting for joint
groove graphics can handle labeling for joint parameter and em—
bed graphics distortion in report form.

Key words:  joint groove, parametric modeling; vector

graphics; parameter-driven

Effect of premelting oxide layer on AA-TIG weld shape
FAN Ding' > KANG Zaixiang® HUANG Yong' >
WANG Xinxin® HAO Zhemni’( 1. State Key Laboratory of Gan—
su Advanced Non-ferrous Metal Materials Lanzhou University of
Technology Lanzhou 730050 China; 2.
Nonerrous Metal Alloys
University of Technology Lanzhou 730050 China) . pp 21-25

Abstract:

process before which pre-melting oxide layer was prepared on

Yan Liqin®

Key Laboratory of
The Ministry of Education Lanzhou

AA-TIG welding is a new and efficient welding

weld position by low current assisting arc with Ar+0, as shield
gas. As a result a deep and narrow weld bead can be obtained.
In this experiment through turning the assisting arc parameters
to change the thickness of oxide layer the influence of the thick
of oxide layer on stainless steel weld formation was analyzed. The
results show that the parameters of assisting arc have great effect
on the thickness of oxide layer the oxide layer becomes thicker
when the oxygen gas flow rate or the heat input of assisting arc
increase. And the thickness of oxide layer influences the weld
depth/width ratio the weld depth/width ratio climbs up at first
and then declines with the increase of the thickness of oxide lay—
er.

Key words: stainless steel; AA-TIG welding; oxide lay—

er; weld shape

Effect of temperature on CO, corrosion of dissimilar weld

joint WANG Jing' LU Minxu' YANG Ping' ZHANG

Lei' CHANG Wei’( 1.
neering University of Science and Technology Beijing Beijing
100083 China; 2. China National Offshore Oil Corp. ( CNO-
OC) Research Center Beijing 100027 China) . pp 26-30
Abstract:  To study the effect of temperature on CO, cor—

rosion behavior of dissimilar weld joint

School of Materials Science and Engi—

dissimilar weld joint of
X70 pipeline steel and 2250 duplex stainless steel welded by
metal inertia gas welding was used experimentally. Microstruc—
ture of X70/weld joint interface and CO, corrosion morphologies
in weld joint at different temperatures were observed and ana—
lyzed. The results showed that dendritic structure appeared in
weld joint. Narrow fusion zone and type [l boundary existed be—
tween micro-alloy steel and weld joint and obvious concentration
gradient of Ni and Cr elements was observed. Serious corrosion
occurred in HAZ of micro-alloy at high temperature other than at
low temperature. Corrosion product on surface of micro-alloy was
shown loose while that on surface of weld joint was shown com—
pact. Such different corrosion tendency of micro-alloy and weld
joint was probably caused by the different ionic migration ratios
as a result of different corrosion potentials of metals and different
temperatures.
Key words: temperature; dissimilar weld joint; micro—

structure; corrosion rate, mechanism

Weld appearance behavior in welding pool of stainless steel by
ultrahigh frequency pulse GTAW process YANG Mingxu—
an' QI Bojin' CONG Baogiang' LI Wei' > YANG Zhou'
(1. School of Mechanical Engineering and Automation Beihang
University Beijing 100191 China; 2. Beijing Institute of Petro—
Beijing 100191 China) . pp 31-34

Based on ultrahigh frequency pulse gas tung-

chemical Technology

Abstract:
sten arc welding process for stainless steel appearance of weld
and the influence of pulse current to flow in welding pool were
carried out. The experimental results show that the welds pene—
tration increased with the increasing of pulse frequency. When
the pulse frequency /=80 kHz the weld penetration rose by 24.
6% at least with the depth increased by 88.7% at most. It could
also be found that the width and depth of weld had the similar
trend with the changed pulse frequency. Based on the data from
experiments the flow movement in the pool was investigated with
effect of electromagnetic force to weld appearance and forced flow
as the main purpose.

Key words:  ultrahigh frequency pulse GTAW process;

appearance of weld; flow behavior of welding pool

A new weld shaping method with trailing impact rolling and
tensile and fatigue properties for equal load-carrying capaci—
WANG Jiajie' > YANG Jianguo® ZHANG
DONG Zhibo' FANG Hongyuan' GANG Tie'( 1.
State Key Laboratory of Advanced Welding and Joining Harbin
Harbin 150001 China; 2. School of
Materials and Chemical Engineering Heilongjiang Institute of
Technology Harbin 150050 China; 3. Institute of Process E—
quipment and Control Engineering Zhejiang University of Tech—

nology Hangzhou 310014 China) . pp 35-38
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