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Mamn topics abstracts& key words WELDING & JOINING

Detection ofweldng torch angle based on artificial neural netw ork

Ye Janxiong, Zhang Fayun’, Ren Hua’

( L Nanchang Institute of Technolbgy Nanchang 330099 Ching 2 JiangkiX nyu Colkge Xinyu 338000, Jangxj Chna). p36- 39
Abstract The use of rotatin@arc sensor n realtme detectim ofweldng torch angk was realized by artifcal neural network ( ANN) with
nan2lnermapping finction The principle and methods of welding torch angle detection were d scussed and ten te structure ofnetwork was
detem ned by comparing a large number of test results A Back Propagation ( BP) network wasused A lhough the taned BP is cbsely rela
ed toweldng paameters its better paralle]l cakulation and generalization abilities still kad to satsfied results n GMAW to detect angle of
welding torch

Key words rotatng ari2sensor, welding torch angle detecton  artifical neuralnetwork (ANN)

W C coatng deposited by electric spark process on high speed steel

ZhangHui, Ma Yuejn', Hao Jianjun', Chen Zh iy ang’

(1 Agriculural Un versity of Hebej Baoding 071001, Hebej Chmng 2 Zhonghang Huiteng W ndpower Equipment Co, Ltd Baoding
071001, H ebej Chmna). p40- 42

Abstract WC cemented caib de coating was deposited on W18Cr#V high speed steel with electric spark deposition machine modeled DZ-
1400, and he WC was used as ekctrode and the argon gas as sheld ng gas Them crostucture of coatngswas nvestigated w ith m icroscope
Them icri?hardness and th ckness of coatings was tested by hardness testing device The results by drilling on cast iron and 45 steel showed
that the average tool lift of theWC coating on high speed steeltw st drill is 10 and 13 tines than those of the uncoated drills and thewear rate
ofthe w st drill 5 significantly reduced

Keywords WC coatng deposited by electric2spark  high speed steel wist drill

M etal tran sfer modes and evabation ofusability of stamless steel electrode

W ang Bao

( Technobgic Center of W eld ng Consumables North Un versity of Chna Taiyuan 030051, Chmna). p43- 46

Abstract Process stability is themamn factor n n fluencing the usab ility ofstan kss steel electrode In order to evaluate usability of he stair2
less steel electrodg welding e kctric param eterswere measured by the analysatorHANNOVER. Tendency of flux wall gnided transferm ode was
analyzed The results show that it corehtesw ith probab ility density of short crcuiting voltage and short crcuitng frequency The sum of proi2
ab ility density of shor@circuitng wltage 2n (U,) and te sun of short circu ting frequencyN (T, ) were hereby defned as evabation criterins
for usab ility of the stan kss steel electrode And then usab ility was evaluated Practical applications ndicate that thismethod can quantitative2
ly jdge metal transfermodes and scientifcally evabiate usability of the stainless steel electrode

Key words stamnless steel electrod¢  analysator HANNOVER, weldngarc physics

Analyses on cracks n the P91 main pipe thermocoup le inset and their repairing online

Yu Jnyun Zhang Jiagang

(Zhejiang Themal Pover Construction Co, H angzhou 310016 Chmna). pd6- 49

Abstract During a boiler hydrau lic pressure test cracks was found at the joning place of hemocauple nsets on P91 man ppes In order ©
elininate the cracks reasons was analyzed fram the stmucturg materal and weld ng procedure A correspond ng onlne repairing techn que was
developed and caried out and then te repaired places were nspected bymeans of visual inspection nm2destructive tesf hardness test and
metallograph ic test The boiler has been work ng formore than two years and no problan occurs anymorg which proves that the developed 2
par technique is app licab k

Keywords P91 mamnppe themocoupleinset crack, causation analysis repair on line
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