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Study on Seam Welding of Part (Outer) and Bellow (Inner) With Big Thickness Ratio
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[ABSTRACT] The assembly of bellows of a some
key type is designed to use seam welding. Compared
with previous structure, pipe is at the inner of the part,
pipe thickness is 0.1mm, and the thickness ratio is large
between part and pipe. This structure will result in the
problem that pipe is shorter and shorter, in end, the gap
between part and pipe is larger and larger during welding
thus welding line can not be formed at the part area. It is
purposed to take some measures by reducing the clearance
of machining assembly, increasing cooling method, roller
thickness and pressure and so on, to achieve seam welding
the part and pipe with the big thickness ratio.

Keywords: Big thickness ratio Seam welding
Clearance of machining assembly Cooling Welding
pressure

DOI:10.16080/j.issn1671-833x.2015.11.112

HE SIS SO H A RO BRSO 5%
AR AU . 1 B el EE e, — B O B
PEAE N, PS8 SN CILIE 1), A 7™ iy He 4 o 22
S S SCEAE NN, RS M (UL AT 2)

AR 3mm, P SUE IR 0. 1lmm, ZF
A5 L R I B TR Y 30 Ao DRBUEAE N, 7
SMI KA EGHE Y T2 I . PSR e AR R
SR , BIRAE B — B S T F Z ] A B, &
PR SO Z MBS , S 2R TR REIE AR5 o

XF A EAE NN, P SO ARSI B R SR A5 1, A48 02

112 BizEhEEA - 2015 4658 11 1]

wEE F R H E

B RQUETEIMUR IR
Fig.1 Welding structure with bellows on the
outside of the part
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Fig.2 Welding structure with bellows on the inside of part
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