£36% %8 M B’

2015 48 A

TRANSACTIONS OF THE CHINA WELDING INSTITUTION

¥ 1% Vol. 36

August

No. 8
2015

ETHE -BEfENES 3D IIHA

K&, ¥ R, &
(1 KUK BPERRE 5 TRERE, KT 300072; 2. FERFARAN SYRIETF 42 & DR B 1.0, 1
3. KRB BAT RG24 =R, Kk

%5‘:_1 , -F)Zi }ﬂ—'l ,

Koz, K
200240
163461)

O g VAT - RS 3D UL RS, AR IR A KO B ILLL SR I TR A, Tl AL
i NIRRT T AR BEAT DO U | 3 1R FH A in T80 s 6 HOE AT RS BT 18 31 5 Bl ise = 4k SRR RO — By
A A BT — Tl Ay SR R B B AR R O 2, AT AR G B A DR AR R v B B TR X R
G GPIREMREST 3D BB T ZARX%, 5 B3R FH S A b rh ik 52 LA 0 R Tl TR 4 1 2 L PR R AT b A I
TR BIRIDERT 0. AR R M I RIEAR — R 5 3D I T RS0 n] AR OB 9 2% 1 il 28 RO A

R EIEE.
KER . JUEHLEEA; 3D BB, AR BT
FESES: TG 455 XEKERIRES . A

[ R R BRI T R TR (863 TH3al) K 43 474 1
TP ST 2 [ G2 A AR L. TR T HEAR Y
3D O J7 2 HAT H R RO 00 1, 58t A B AR A
AT T AR LU A A, Tk O AR
SHEE, e S S R E A
Zop BT TGS, i T HERR O 39 T 285 A
JIERC, PSR A o] ot RO 88 25 3R T KA, T
ST C ISR Y 127 | AN i 1l T B2
M DA A AR IR i . H AR R BROR 7 14
Katou % A FF & T —Fh = 440 B2 (3DMW) 1
HERRROE T2, sa iR 18 AL 20 vh B AR A AR T i
SIER AL AN AR 3 B8 114 X T 4 1) R g ] R [ s
1 4 s Ao 8 T AR PROBE [T el 45 d i SR B O 5 2%
A R Al BE. 7 fife PR 3 T RS B2 5 1, 1 P9 4
FHEIT R TIN50k 5 0 S AR A
JEHAR LIS B RMEDEIS 2 F. filan, s TR
“F 1) Xiong 55 N SR 55 B FIRUU R 5 5E M B &
(77 52 BRI AL 25 & S L Fr B0 % 3D iUE.
BLANE E R 22 B (1 Songa % NI T 222 =
AR SREE B H 455 0 T2, 1l ik 22 WL
SRR 225 T BATRR L o B B i i

SRHEAR — HLR N T2 45 3D WU HoR 5 kR

Wi BEHE: 2013 12 -23
BEE£WH.: BRARF2EIE TR H (50975197,51275342)

XEHS: 0253 - 360X (2015)08 — 0039 - 04

- BEHIE A 3D BUEHARAM e, BA V2 R i
B BIAEGEE] R AR b S g A SR BR AR N T
IR AEARTE. iR AR I T ik AN 25 7= A AL
PO K5 B T, B T RO R B A R A
T B IR B, il A %] £0.05 ~0.20 pum.

SCHIFSE ST T —ME2 & MOTOMAN HP6
TIBLAEN | HLAFAN T35 45 LA B B 7 A MIG JEHLIY 3D
BUY RSG5, AT LAAE TOREEL G 55 4 N B 8 5 7
JE T = BRI R — 80 & B F . FIUHZ &
G5 WTHERE 3D OB I T ZRACIEAT AT, 43 3 il 2
T DMIRRAN RIS & 4 R A R 4 Jm 2.

1 R -WEE 63D KW AR

1.1 REHEK

R HERE 3D BUE RGEanEl 1 s, FEm M
T AT 2H 8, BIAL s A HEAR BUE 2 G0 Fi e i in T )5 ik
MRS, HIEE R ALE— & EHIHENL MOTO-
MAN HP6 FHAEHLES A DB250 HIAS {7 4L NX100 %I

B HE-B#D NERGEGFERTEE

Fig. 1 Schematic of hybrid processing system
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Fig. 2 Full-scale mock-up of parts
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Fig. 3 Schematic of screw overlap path planning and sin-
gle welding bead
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Fig. 4 Schematic of path planning within a cross-section
of parts
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Fig. 5 Build-up welding single panel of mild steel
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Fig. 6 Build-up welding single panel aluminum alloy
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Fig. 7 General forming rule of build-up welding
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Fig. 8 Contrast of parts after-build-up and after-electrolyt-
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