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Fig. 1 Time domain feature of welding currents
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Fig.2 Weld current distribution under different unload

currentts
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Fig. 4 Weld current self-correlation in different unload cur-
rents
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Fig. 5 Weld current self-correlation under different unload

voltages
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Fig. 6 Weld current cross-correlation in different unload
currents
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Fig. 7 Weld current cross-correlation in different voltages
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Fig. 9 Weld current correlation during fillet seam welding
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Fig. 10 Weld current filtering curve

P10 ] L, Jhs v i A2 WA PR, T i
W LR U, XA BT S BB R 1 A 0 4
i 22 K60
4.3 EHIFRITRIREER

SR 0 Beda il A 5 Y T8 ] 4 X 7K - T Bt
Frpaail. st 245 78 RO 22 o R Y B A6 42 ol /DM
ZER RIS R A BRI 5 1, 5 ) S 08 S At AL
FEXT LB AT IE. 18 11 2 sa 45 5, 2
o) A AT 4 SR 90 em/min. A UL, 7R 4R
TR IRPT BARAR 5 1R 8E Z 18] H — & 19w 22, BEE A5
TERBEAT | I 22 Wl N | S B T U (R AR AR R

11
Fig. 11

JRUERREREE R
Result of welding

5 4 7w

(1) BG4 FL I O, i A S ) SR e
T AR A A RS 2 ) B 52 R R Rl AR
HL R R, R I S JE A, e A R R AR
(2) Bt BB e/ NI I T 1 o BESBA
A REROR P ) S0 mT LR ) S B 22 H ) A AR 4



88

® g

2

H

%37 %

FREE AL FE VT 1A 3] 90 cm/min.
SE k.

(1]
(2]

[4]

WRPRZE. BRI R [ M. JEET AU ke, 2000.
Halmoy E. Simulation ofrotational arc sensing in gas metal arc
welding[ J]. Science and Technology of Welding and Joining.
1999, 4(6) : 347 —-351.

Kim C H, Yoo W S, Na S J. Development of an arc sensor with
mechanized rotation of electrode [ J ]. Materials Science Forum,
2003, 426 -432(5) : 4135 —4140.

W PR, HHEIN, PRS0, A BRI )], ML TR
4, 2005, 41(4): 110 —113.

Meng Qingguo, Fang Hongyuan, Xu Wenli, et al. Heat source

model for twin wire welding[ J]. Chinese Journal of Mechanical

[5]

(6]

Engineering, 2005, 41(4): 110 - 113.

Janez T D S. Mathematical modeling of melting rate in twin-wire
welding[ J]. Journal of Materials Processing Technology, 2000,
100(s1-3) : 250 —256.

PTG, HARAE Bk AL BRI MAG SR AT I L A
fFS UL )], JREAR, 2012, 33(1) : 24 -27.

Gao Yanfeng, Xiao Jianhua, Zhang Hua. Welding currents filte-
ring of compulsively short circuiting transfer in rotational arc MAG
welding[ J]. Transactions of the China Welding Institution, 2012,
33(1):24-27.

BB RIIT : puatug, 53,1974 4Rtk Wit ISR S0 e g
A b IFSE. K FIL 20 K. Email; gaoyf@ nchu. edu. en

[ L3583 ]

(7]

(8]

(9]

[10]

[11]

Subhash Kamal, Jayaganthan R, Prakash S. High temperature
oxidation studies of detonation-gun-sprayed Cr3C2-NiCr coaling
on Fe and Ni based superalloys in air under cyclic condition at
900 C [J]. Journal of Alloys and Compounds, 2009, 472.
378 -389.

Zhou Shengfeng, Dai Xiaoqin, Zheng Haizhong. Microstructure
and wear resistance of Fe-based WC coating bymulti-track over-
lapping laser induction hybrid rapid cladding[ J]. Optics & La-
ser Technology, 2012, 44(1) . 190 - 197.

Ozkan Sarikaya. Effect of some parameters on microstructure and
hardness of alumina coatings prepared by the air plasma spraying
process[ J]. Surface & Coatings Technology, 2005, 190 388 —
393.

Monticelli C, Balbo A, Zucchi F. Corrosion and tribocorrosion
behavior of thermally sprayed ceramic coatings on steel [ J].
Surface & Coatings Technology, 2011, 205 3683 —3691.
Yilmaz R, Kurt A O, Demir A. Effects of TiO2 on themechanical
properties of the AI203-TiO2 plasma sprayed coating[ J]. Jour-
nal of the European Ceramic Society, 2007, 27 (2). 1319 -

[12]

[13]

[14]

[15]

1323.

Zhang X C, Xu BS, Tu ST, et al. Fatigue resistance and fail-
ure mechanisms of plasma-sprayed CrC-NiCr cermet coatings in
rolling contact[ J]. International Journal of Fatigue, 2009, 31
(5):906 -915.

Piao Zhongyu, Xu Binshi, Wang Haidou, et al. Influence of sur-
face nitriding treatment on rolling contact behavior of Fe-based
plasma sprayed coating [ J]. Applied Surface Science, 2013,
266(1) : 420 —425.

Ajdelsztajn L, Picas J A, Kim G E, et al. Oxidation behavior of
HVOF sprayed nanocrystalline NiCrAlY powder[ J]. Materials
Science and Engineering A, 2002, 338 33 -43.

XA BEES SR AIRZ M iR AT [ M]. JEaT:
1HET R, 2008.

YEB T : 2 40,1979 4R R 11, W 0R2. 3 ek
e W GRIEE ARG H A A S A B IR A PR TR
JEH A4 BRI TR, £ FI8TC 15 R, Email: lihuiwind@ 163.

com



