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observed in the grains of the copper matrix, whose amount increased
with the increasing of the explosive ratio. There were a certain
amount of molten zones in the interface and fine columnar grains ex-
isted in this molten zone. EDS analyses indicated that diffusion did
not take place betveen bonding interfaces however, diffusion was
observed after annealing. The shearing fracture did t take place in
the bond interface but in the copper plates.

Key words:

face; microstiucture; mechanical properties

Monel 3110y/ copper; explosive cladding; inter-

Image processing and features extraction of molten pool for pipe
I Yuan?, WANG Qimglin', XU De’, TAN Min’( 1.
Information Science and Technology Institute, Beijing Institute of
Technology, Beijing 100030, China; 2. Key Laboratory of Complex
Systems and Intelligence Sciences Institute of Automation Chinese
Academy of Sciences, Beijing 100190, China). p57— 60

Abstract: A pool imaging system is desgned for pipe weld-

welding

ingg which can capture clear images of molten pool in grooves and
reduce the distuthances of arc light. Robust statistics method was
adopted for pool images preprocessing, and the splash in images was
inhibited. After segmentation and edge detection, intensty distribu-
tion of pool images and welding groove figures are selected as image
features and extracted. Then the deviation of the pool and groove is
detected and the vibration amplitude and frequency of molten pool
are calculated. Expenments of welding with image processing and
features extraction are conducted to verify the effectiveness of the im-
aging system and the proposed method.

Key words:  pipe welding; pool image processing; features

extraction; seam tracking

Welding direction and gap image processing in aluminum alloy
GTAW FAN Chongjian, SHEN Hongyuan 1IN Tao, CHEN
Shanben (School of Materials Science and Engineering Sharnghai
Jiaotong University, Shanghai 200240 China). p61— 64

Abstract;

al information of weld pool in alumimum alloy tungsten arc welding

For welding process information sensing, the visu-

was Investigated. By CCD optical sensor desgned independently,

the weld pool image was observed under arc light. After recovering
and smoothing the onginal degraded image, the recovered image
show more characters for next processing steps. Seres of algorithm
including automatic threshold segmentation, noise removing based on
8-neighbouthoods area threshold, total points statistics were per-
fomed to calculate gap area in the image coordinate system. After
thinnings Hough transformation was used to fit the gap points. The
fitted line direction is the welding direction. With the gap area and
the calibration result before welding the gap size can be obtained.

Key words;: GTAW; passive vision; gap; seam tracking

Feasibility of controlling welding residual stress and distortion
with tailing electromagnetic force XU Wei LIU Xuesong
FANG Hongyuan, XU Wenli, YANG Jianguo (State Key Laboratory
of Advanced Welding Production Technology, Haibin Institute of
Technology, Hatbin 150001, China). p65—68

Abstract  New idea to control welding residual stress and
distortion with trailing impactive electromagnetic force was given. lis
feasibility was discussed by simulaion with the finite element analysis
software ANSYS in the case of using flat spiral coil. The idea is the
following the inductor is located near the welding torch over the
weldment and moved with the welding torch duning welding. There is
the rapidly changing current with high peak value in the inductor.
And then ther is the changing magnetic flux and the eratic current
in the weldment. The electromagnetic force is gene rated between the
inductor and the weldment. The welding residual stress and distortion
will be controlled if the high temperature weld and the metal near the
weld can be extended by the electromagnetic force. The simulation
results show that the weldment is repelled by the coil owing to the
axial electromagpetic force of flat spiral coil. And high temperature
metal is able to be extended by electomagnetic force. Therefore the
welding residual stress and strain could be contiolled based on elec-
tromagnetic force.

Key words;

distortion

electomagnetic force; residual stress; trailing

Investigation of in-situ formed Ti(C N) particle reinforced Fe-
based alloy composite coatings on adamite by laser cladding
QI Yongtian ZOU Zengda, WANG Xinhong: SHI Hanchao ( School
of Materials Science and Engineering Shandong Univesity, Jinan
250061, China). p69— 72

Abstract:
loy composite coating reinforced by Ti(Cs N) patticle on the sub-

A new method is realized to produce Fe-based al-

strate named Adamite steel through laser cladding technology. The
microstructure of laser cladding layer is analyzed by means of optical
microscopy (OM), X-may diffractionmetry (XRD), scanning elec-
tron microscopy (SEM), energy dispersive spectrometer (EDS) and
electron probe microscopy analyzer (EPMA). The microhardness of
laser cladding layer is measured by microhardness meter. The resulis
show that Ti(C, N) particle is intoduced by an in-situ metallurgcal
reaction of TIN partide and graphite powder during laser cladding
process. At the beginning of laser cladding process, TIN paiticle is
decomposed by high laser heat energys TIN—[ Ti [ N] . At the
same time, the new partice named Ti(Cy 3N 7)and Ti(CyNos)
comes into being by the following chemical combination reactions
[ T +[ C] =TiC [ Ti] +[ N] = TiN, xTC+ (1— x) TiN—>Ti
(C,N,_). The fine Ti(C, N) patticle is dispesed evenly in the
matrix. Size of the Ti(C, N) particle is within 0. I— 5 mm. The
shape of some Ti( G N) patticle is similar to otundity, and the other
is irregular shape. The microhardness of laser cladding layer is dis-
tributed within HV; , 800— 900.
Key words;

ding; Adamite roller

Ti(G N); TiN; imrsitu formation; laser clad-

Finite element analysis on the soldered joint reliability of FCB-
GA device GAO lili XUE Songbai, ZHANG Liang SHENG
Zhong (College of Materials Science and Technology, Nanjing Uni-
vemsity of Aeronautics and Astronautics, Nanjing 210016 China; ).



