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Fig.4 XRD spectrum of diffrent sections
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Table 3 Result of bending test

d/mm p/MPa H/mm 0/ (") 07"

50 2.7 5.49 155. 26 157.0

Fig. 3 Scaning micrograph of joint by hybrid electron beam

welding with brazing

50 21.2 6. 43 150. 57 152. 97
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taken to reconstuct the three dimension shape of welding pool.
Welding reflection map was established and was solved by using lin-
ear approximation, from which the depth iteration equation was ob-
tained. It then presented the improved measure for this algorithm
based on Kalman filter. Finally, the experiment validate that this ab
gorithm is fast and effective.
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welding three dimension model of pool

shape from shading, pulsed gas tungsten arc

Constricting arc characteristic with flux strips ZHENG
Shaoxian. ZHU Liang, ZHANG Xulei CHEN Jianhong (State Key
Laboratory of G ansu Advanced Norrferous Metal Materials  Lanzhou
Univeity of Technology, Lanzhou 730050 China) . p57— 61

Abstract:  Because constiicted arc has many merits, such as
high energy density and high velocity of plasma, it is applied in
many welding fields. The characteristics of consticting arc with flux
strips was studied by sending two pieces of flux strips into arc along
both sides of the arc. The results show that flux strps are melted by
heating of arc column under a stable welding condition, and certain
action length of flux strips that act on the arc are formed on both
sides of the arc, and the length will increase with the decrease of
voliage and the increase of velocity of feeding flux swips. Action
length can directly influence on the morphology of constricting arc
with flux strips, and with action length increase, arc width will
shorten and arc length will elongate, as a result the welds become
deep and narrow; when the distance from the center of the arc to the
flux stip is reduced arc width will distinctly become narrow and
weld depth will become deep and weld width will become naow;
ulra- narrow gap welding can be achieved by use of the charactens
tics of constricting arc with flux strips.

Key words:

constricting arc with flux sirips; arc charactens

tic; ultra-narrow gap welding

Safety assessment of surface pit in penstock XU Zunpingl,
CHENG Nanpu', 1EI Binlong% CHEN Zhigian'(1. Schoole of Ma-
terials Science and Engineenng Southwest Univewsity, Chongqing
400715 China; 2. Institute of Applied Engineering Southwest
Jizotong University, Chengdu 610031, China). p62— 64

Abstract:  Based on the calculated results of finite element
analysis and given the pit size, the criterion of safety assessment for
imrservice pressure vessels containing defects suggested by China was
applied to assess the surface pitin penstock. The assessment wes car
ried out according to the CTOD (crack tip opeaning displacement) test
result. Different assessment methods were used according to the pit
distribution. The assessment results indicated that the assessment
points are located within the safe region defined on the failure assess
ment diagrams. So the surface pit can be accepted.

Key words:

assessment

penstock; pit; failure assessment diagram; safe

Corrosion behavior of Q235 steel joint welded by different

methots in the ammonium sulfite LEI Ali, FENG Lajun

ZHANG Min ZHANG Shengchao (School of Materials Science and

Engineering, X{ an University of Technology, Xi an 710048, Chi-

na) . p65— 68
Abstract

steel welded joint in the ammonium sulfite during papemaking pro-

In order to solve the senous cormwsion of catbon

cess, the cormsion behavior of the carbon steel welded joints adopt-
ing shielded metal arc welding with J422 dectrode; TIG welding and
CO; gas shielded arc welding has been studied by three electrode
electrochemical test and metallurgical structure analyses. The resulis
show that the polanzation cuwve of the Q235 steel joint welded by
CO; gas shielded welding process in the 5% — 11% ammonium sul-
fite at 20— 80 C is quite similar to the one of the base alloy, i.e.
the o cuwves is close to each other, which means this kind of joint
has the best corrosion resistance. The micwstructure of (235 steel
joint welded by CO; gas shielded welding shows that the welded joint
structure is consisted of massive amounts of peadite and acicular fer-
rite, in which the fine perlites are dispersed in the ferrite.

Key words:

joint; weld corroson

galvano-chemisiry; ammonium sulfite; welded

Microstructure and properties of T joint by EBW-brazing hy-
brid welding LIU Xin, TAN Zhenyunn MAO Zhiyong (Key
Laboratory of High Energy Density Beam Processing Technology,
Bejjing Aewnautical Manufacturing Technology Research Institute,
Beijing 100024, China). p69—72

Abstract  TA15 titanium alloy T joint obtained by EBW
(electron beam welding )>-brazing hybrid welding was investigated.
The microstiucture, element distribution and interfacial reaction were
studied by means of scanning election microscope, energy dispersive
spectvoscope and X-may diffraction. The bending properties of the
joints both by hybrid electron beam welding with brazing and by
electron beam welding were tested. The results showed that TALS ti-
tanium alloy T joint was acquired by EBW-brazing hybrid welding
with proper parameter. Element diffusion and interfacial reaction ex-
ist in the interface of electron beam welding and brazing. The plastic
properties of the joint acquired by hybrid electon beam welding with
brazing preceded the one only by electron beam welding. But the
maximum intensity of pressure endured by the fommer is slightly lower
than the later.

Key words:

ing; T joint micmstructure; bending properties

electron beam welding-brazing hybnd weld-

Modeling and analysis of droplet forming in gas metal arc weld-
WANG Guangwei, CAI Yan
HUA Xueming WU Yixiong (Laser Processing Laboratory, Shang-
hai Jiaotong Universitys Shanghai 200240 China). p73— 76
Abstract

gas metal arc welding short circuiting transfer was proposed. By

ing short circuiting transfer

The conception and modeling of dwoplet forming in

virtue of Micwo Focus High Speed Photography technique and digital
image processing technique, the gravitation, electromagnetic force
and the maintaining force rooted in the surface tension of the little

guttate metal in doplet forming process were analyzed and calculated



