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Study on TIG Process and Joint Performance of 30 Steel-silicon Bronze

QSi3-1 Heterogeneous Metal
ZHANG Xin'?, TU Yimin', ZHANG Keke', XIONG Yi'?
(1. College of Materials Science and Engineering, Henan University of Science and Technology, Luoyang 471003,
Ching; 2. Henan key laboratory of advanced non-ferrous metals, Luoyang 471003, China)

Abstract: The weldability of 30 steel and silicon bronze QSi3-1 was analyzed, the welding process was tested
through manual TIG with HS211/HS213 wire. Then the X-ray, mechanical performance and fracture section analysis tests
for the joints were done. The results show that the strength of the joint with HS211 wire is higher than that with HS213
wire, and the fracture patterns are also different. The bonding at the silicon-weld side is better than that at the 30

steel-weld side.
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Fig.1 Welded sample
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Tab.1 Welding process parameters
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£ 200 60 32 2

100 | 10~12 6

BIEIKREE X MR G T, REE+ TREF
7, AL E Y G RUMFESER,

4 LN
Fi AG-1250KN 77 841 BHA B VLT B AR 242 T

Prig Bk AR AT iR A, R R 2,

2 BEARLER
Tab.2 Strength test result

WEEHE | FHBZ | BRXEA/KN | HHRE/MPa
1 HS211 57.21 357.48
2 HS213 54.25 339.15
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