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weHdingmethods ( SMAW, TIG and SAW),
ture mechanjca] propery and corros ve property of welded joints

and tem jcrostruc.

are analyze] The results indicate that the Phase ratp of ferrite in
well met] and heat affected zone of he joints is conuo]led he
ween 300/ — 604,

sane as that of base me]

the tensile streng€th of the pints is near the
the mpact ahsothed energy of weld
meta] by TIG and SAW at— 4( °C 1S 133 Jand7g ] resPective
Iy higher han37 JofSMAW sgnificantly and inpactabsorhed
energy of heat affected zone n the pintwelded by SAW at— 40
‘C is207 J hiher han 129 Jof TIG and 109 J of SVIAW be
cause of jts Jowest Ota] heat nput In the mperature range fram
—60 C 1090 °C, te inpactabsorhed energy of weld meta] and
heat affected zone in the pintwelded bY TIG is h€her than hat
of MIAW., The Pitting corrospn resjstance of the pints welded
bY TIG and SAW is near fhe sang better than hat of VAW,
The canpPrehensive property of TIG pint is he be§t and then
that of AW,  last he SVIAW,

K ey words
squc turg irnpaet ahsorhed energy Pitting corroson resjstance

dup ex stainless steei arc weHing micrao

Finite elanent analysis on 3-D mo]jten poo| gean etry for
GTAW based on SYSWELD sofware L1 Ruiying,
ZHAOM ing 7HOU Hmgyad (| Deparment of Physics and
E lectricity Infom aton Engineering Dadng Nom a]University
Dading 163712 Chig 2 College ofMechanjca]
Engineering China Un versity of Penoieun Dongying 257061
China), P41—44

Abstrac:t A 3,d'rncns pna] transent num erjcal sinu jaton
male] for gas ungsten arc ( GTA) welding gCngNg sainfess
stee] sheetwas deveoped based on SYSWELD sofware A doub.
le ellipsoid heat saurce mode was adop ted © dePict the d istrbu
ton of amoving GTA weld ng arr The m ethod modified he Pa
rameters of heat source was put fowax] The themaPhysica]

Electrm ic

prperties and Jatent heat wer taken no consgderaton The
transjent varijatons of ttmpemrture felds andmolen poo| geame.
try were predicted and verified It has been fpund that he cajcu
lated shape of mo]lten poo]lwas i agrean ent with the experin en
ta] one

Keyw ord:s
anetry finite elenentmethogd nunercal sinulation

doup fe ellPsod heat source molten Poo] ge

Developn ent of weld ng€ resgdual stress Juring postwelding
heat treatnent JIANG W enchuri = WANG B ngying,
GONG Jimming (1 College ofMechan ica] and Efecton ic Engi
neering China Unjvesity of Pewoleum  Dongving 257061 Chi-
na o Schoo] of Mechanjca] and Power Engineering Nanjing
Unijversity of Technopgy Nanjing10009 China), P45— 48
Abstract The Postwelding heat treament ( PWHT) is
sinujated by fiite elanent method The results show that Jarge
asweld resjdual stress is 8enerated in the weld meta] and heat
affected zone (HAZ) and is decreased gradually far avay the
HAZ AfterPWVHT the resyua] stress is decreased aboutgqy
PWHT noton]y decreases the resydual stress put a]so makes the
residual stress re dstrbute] The stess re_distripution mdges
the stress n base me] ncrease During the heating of PWHT
the Yield stengt, is decreased and the Plastic defomatpon is gen

cratcd which leads to the relaxation of resdual stress During
the cooling of PWHT the Yield swength is increased which
makes the stress increase The residua] stress after PWHT is
mapnly gnerted during the cooling€ of BVHT The maxinun re
sidual stress js increased Wit the PWHT tenPerauire jncreasg
but keeps stable above g ‘C. Therepre a sujtable tem peraure
ofgop ‘C could be used n PWHT PrQagsR stee]

Key WOI‘d:S postwelding heat
treament

weld ng residual stresy

fin ite element

Brazing of C /ST and Ti alloy by using AgCu-Ti active
brazing alpy  CAIChuang XING Jinhui HUANG Jhug
CHEN Shuhai( Schoo]of Materials Science and Engineering U-
niversity of Science and Technol®Y Beijing Beijing 100083
China,  P49— 5]

Abstrac:t Carhon fher reinpreed SiC ( C[/ S{) was suc
cessuly pined 0 TG4 With A&CwTi alby powder by brazing
Themicrostructures of he bhrazed pints were nvesti€ated with
scanning electron m jcroswpe ( S«]\/[) energy diPesive spec
tan eter (EDS and X-ray diffractin ( XRD),
properties of the pnts were measured wih mechanijca] testing
machine The results show hat he pints mainly consistofT(;
TiSC, TiS, Ag TCu TiCu and TjCu reaction prod
ucts TiCH+ Ti SCZ/Ti Si + Ti Cu reaction layers are fomed
near C,/SiC canposite while Tj Cu s T{u/Tj Cw Tj Cut Ti re
action layers are formed near (4 Themaximum roan tempera
tre and 500 °C  shear strengths of he jonts arep MPa and 5]
MPa at a brazing temperature ofgg) ‘C and a hod ng time of 5

m i1

The mechan jca]

Keywords CySig Tialloy active brazing
E ffect of laser shock Processing on tensjle strength of welded
jonts  ZHOU Liucheng 7ZHOU Lei LI Yinghong WANG
Cheng ( A ir Force Engineerng€Un iversiiy AeraPlasna Dynam ic
Laporatory Xian710038 China), P 52—54 58

Abstrac:t The welded specinen of 2 CpNyA stinless
stee] was shocked bY Pulse |aser shock Processing ( LSP) as a
postwe]] tream ent techno]®Y once and wice and the Erichsen
test surface residua] stress and hardness of the welding pints of
12CnpN g A stain]ess stee] were canpared befre and after [P
treated The results indicate fhat he microhardness of the jonts
1S improved by 50 after wice Jaser shock treate] the tenson
strength is enhanced fran g1g 5 MPa ©gg3 § MPa2 and he
positon of fracture transfers fran hear affected zone to pParent
matera] The SP treament can inprove e tensile strength of
the pints effective]y and the eliminatng of residua] canpressyve
stress makes great contrijputons © the mprovement in fatgue
properties of weld ng€ joints

Key wo rd:s
welding joint; tensile strengty

laser shock proceseing surface treamment

Analysis and evaluaton of stamnjess stee| flux cored wire n
WANG Bip LIZhvwoxin LIHong LIGu
odmg ( Schoo] ofMateria] Science and Engineerng Beijn€Uni
versity of Technolgy Beijin€100022 Chiha), Ps55— 58

A bstract Because the evajuaton of wire vertica] charac

vertical] weld ing



