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Table 1 Process of argon arc welding and results of firing practice

iy TR RV RERE/V BEER/A BREEE/(nms™!)  FHESER

1 FIR/ %0 R317/R317 10/10 58/58 1.1/1.1 E=p 4k E]
2 YA A102/A102 10/10 60/59 1.1/1.1 A REBH Y
3 PRI/ MR R317/R317 10/10 59/59 1.7/1.2 R
4 WHITR/BIAER AI02/A102 10/9.3 59/59 1.6/1.3 A P
B2 4 SESETREEERRE 3 1 SRSAELRHLEHRE
Fig.2  Appearance of no.4 weld after firing practice Fig.3 Appearance of no.1 weld after firing practice
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Table 2 Process of manual arc welding and results of firing
practice
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Fig.4 Appearance of no. 27 in welding zone

after firing practice
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Table 3 Process of CO, arc welding and results of firing

practice
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37 19 100 6.6 AP
39 19 %0 4.9 R
40 18.6 110 6.5 BB
43 19 50 ~ 100 5.8 AR
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Fig.5 Appearance of no.39 sample after firing practice
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Fig.6 Hardness curve of welding HAZ
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Fig.7 Microstructure of welding hardened zone with without after-
heat treatment
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Fig.9 Microstructure of welding hardened zone with after-

heat treatment
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Fig.8 Microstructure panorama of welding HAZ without after-heat treatment
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Welding for bulletproof steel components of bank vehicle

LI Le-tian, LIU Zhi-jian
( Guangdong Research Institute of Iron and Steel, Guangzhou 510640, China)

Abstract: Several kinds of welding materials and welding ways, such as argon arc welding, manual arc welding and
carbon-dioxide arc welding, were tried to solve the welding problem of the ultrahigh strength steel components fixed into
the bulletproof bank vehicle and improve bulletproof properties in the welding seam. By comparing with their welding
properties, it is concluded that carbon-dioxide arc welding is the best way to weld bulletproof steel components, and heat
treatment after welding is beneficial for improving bulletproof properties of welding.
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