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wavelet basic waves are used 0 analyze the GO, arc wltage sig-
nal inMatlab, finally the db2 basic wave is selected and used in
this algorithm in which the filter is stationary and the sampling
signal isprocessed one by one by three-decomposition To meet
real-time requiraments, the main program is developed in C ++
and the assambly subroutine of wavelet detection is developed by
the multiplier of DSP and the RPT instruction As a reault, it
has a fast operation eed and mproves the real tme capability
of detection The calculation results of C ++ progran show the
accuracy and the feasibility of this algoritm.  Experiment results
show that false short-circuit signal can be ramoved by the db2
basic wave and the short-circuit mament can be decteted in real
time by this algoritm.

Key words. wavelet trandfom; detection of short-circuit
signal; algorittm; real-tme

L iquid crystal digplay systen for gpot welding current wave-
form and its amplitude-frequency diagram ZHANG
Yong, MA Tiejun, JA Jingbo, YANG Sigian, XIE Hongxia
(Shaanxi Key Laboratory of Friction Welding Technologies,
Northwestern Polytechnical University, Xi' an 710072, China).
p 97 - 100

Abstract:  In order o on-line detect the diameter of the
gotwelded nugget through the gpectrum of the welding current,
a liquid crystal diplayer (LCD) system was developed o screen
the welding current and its gectrum after fast fourier trandomar
ton ( FFT). The digital signal procesor (DSP)
T™ S320L F2407A and LCD TFT$5448b are indirectly interfaced
o realize the data exchange with the same baud rate A ssmbly
language based progran was enbedded inside the C progran
guarantee the real-tme mplementation of FFT. Experments on
ot weld of themild steel with AC weldingmachine are pursued
for the on-line status detection The feasibility of the above dis-
playing systan in sample current collection, carrying out FFT,
and diglaying the wavefom and its pectrum are validated

Key words 9ot welding digital signal procesor, fast
fourier trandomation algoritm; LCD digplay

Analysis on weldng stability of alum hum alloy puleM IG
welding based on approxmate entropy HUANG Jian-
kand, H1YU, NIEJing, FAN Ding’ (1 State Key L aborato-
ry of Gansu A dvanced Non-ferusM etal M aterials, Lanzhou U-
niversity of Technology, L anzhou 730050, China 2 Key L abo-
rabory of Non-ferrousM etal A lloys and Processing, The ministry
of Education, Lanzhou University of Technology, L anzhou
730050, China). p 101 - 104

Abstract:  In order o evaluate the stability of aluminum
alloy pulsed M IG welding, an goproximate analysis has been
done on wltage signal in the process of aluminum alloy pulsed
M IG welding The calculation and comparison of the gpproxmate
entropy on wltage signal under differentwelding procedures such
aswelding gpeeds, wire feed rate, duty cycle and $ on, show
that, the gpproximate entropy of woltage can reflect the stability
of the process of aluninum alloy pulsed M IG welding The re-

alts shav that, the snaller the average value of gpproximate en-
tropy and standard deviation is, the more stable the welding
processwill be On the contrary, thewelding process is unstable
while the average value is high

Key words
ters stability

puleM IG, approximate entropy;, parane-

Seawater corrosion-resistant welding procedure of 00Crg
Ni M 0,Cu, stainless steel CHE Juntie', JI Zhongli",
ZHANGBing', HUANG Junhud (1 China University of Petro-
leum, Beijing 102249, Ching, 2 Beijng Institute of Petro-chem-
ical Technology, Beijing 102617, China). p 105 - 108

Abstract: In this paper, seavater corrosion-resistant
welding procedure of 00CrgNi,M0,Cu, austenitic stainless steel
was studied W ith the mprovement of welding procedure, width
of heat-affected zone (HAZ) was reduced, difference of chemi-
cal constitution betveen HAZ and fusion zne (FZ) was min-
ished, metallurgical structure of HA Z was refined, precipitate of
FeCrphase (0 phase) was contolled The corrosion rate of
HA Z was decreased and corrosion rate of weld joint (FZ, HAZ
and base metal was emerged in corrosion liquor at the sane
time) was greatly decreased

Key words
HAZ, corrosion rate

savater corrosion, welding procedure,

Numerical smulation on deformation in nner pipe wall of
h-=rvice welding onto gas pipelne CHEN Yuhud?,
WANG Yong, HE Jianjur® (1 School of A eronautical M anufac-
turing Engineering, Nanchang Hangkong U niversity, Nanchang
330063, Ching 2 College of M echanical and Electronic Engi-
neering, China University of Petoleum, Dongying 257061,
Shandong, Ching;, 3 China Academy of Engineering Physics,
M ianyang 621907, Sichuan, China). p 109 - 112

Abstract:  The fwvare of SYSVHE.D was used 0 smu-
late the welding defomation in inner pipe wall when in-service
welding onto active gaspipeline and the deference of welding de-
fomation betveen in-ervice welding and routine welding was
compared The results showv that, for a point in the region near
the in-service welded seam, its defomation increases when the
welding heat urce closes up, and achievesmaximum when the
welding heat urce passes through this point The defomation
decreases during the cooling process  The deformation of in-serv-
icewelded joint has much difference with routine welded joint
The transient defomation and residual defomation of in-service
welded joint are all convex defomation, but the transient defom-
ation of routine welded joint changes fram convex defomation o
concave defomation during the cooling process and the residual
defomation is concave defomation When heat input is in-
creaxed, the transient defomation and residual deformation in
the region near the in-service welded sean are al® increasing,
but the transient defomation and residual defomation in the re-
gion far from the in-service welded sean are decreasing

Key words  in-service welding gas pipeling defomar
tion; numerical smulation





