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Analysis for microstructure and defect of hydrostatic extrusion tungsten alloys

LIU Zhi - giang' , YANG Guo - yi>, ZHAO Hong -~ mei*, WANG Huan - yu}, ZHAOYao*

(1. Institute of Materials Science and Engineering, Xi'an Jiaotong University, Xi'an 710000;
2. Ningbo Branch of China Academy of Ordnance Science,-Ningbo 315103)

Abstract: Tungsten heavy alloys have been prepared by a new hydrostatic extrusion process and then stress relief heat treat-

ment. The experimental results show that the hydrostatic extrusion strengthening results from high dislocation density. Tung-

sten grains are arranged along the axial direction after hydrostatic extrusicn. The main fracture pattern of hydrostatic extru-

sion tungsten alloys is cleavage fracture of tungsten grains. The defect is axial and circumferential crack and lamination.
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Effect of welding parameter on weld form in A - TIG welding

Wu Dan', Qiu Rong - peng’, Xu Hong - ji *

(1. Dept. of Mechanical Engineering, Shenyang Institute of Technology, Shenyang 110045, China; 2. Dept. of Material Sei-

ence and Engineering, Dalian Railway [nstitute, Dalian 116028, China)

Abstract: The effect of welding parameter on weld form in A - TIG and conventional TIG welding of austenitic stainless steel

is studied. The experimental results show that, under the same parameter, the weld penetration depth in A - TIG welding

with activating flux is greatly improved compared with the conventional TIG welding, while the weld penetration width is re-

duced apparently. In the same conditions of the composition and coated layer of activating flux, the weld penetration increas-

es with the increasing of welding current or decreasing of welding speed as the conventional TIG welding does.
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