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Development of explosion welding parameter selection window for bimetallic clad plates

LI Yan'?, LI Yanbiao',LIU Cuirong' , WU Zhisheng' ,REN Jinsuo’ , ZHANG Weiguo’

(1. School of Materials Science and Engineering, Taiyuan University of Science and Technology , Taiyuan 030024 , China;
2. Technical Center of Shanxi Yangmei Chemical Machinery Co., Ltd.,Taiyuan 030032 ,China;
3. Baoji Hongyan Titanium Industry Co.,Ltd.,Baoji 721000, China)

Abstract:In view of the problems of numerous explosion welding process parameters, complex empirical calculation formulas,
complex calculation process logic and proneness to errors in manual calculation, etc., a parameter selection system suitable for
bimetal explosive welding is developed using Visual Basic, so as to facilitate the selection of explosive welding parameters of
bimetal clad plate in industrial production. The developed system contains a database of heterogeneous metal material properties and can
automatically draw the weldability window of bimetal explosive welding and quantitatively calculate the “theoretically best” explo-
sive welding process parameters for bimetal clad plate.
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