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Deformation Control of Thin-Walled Structure Welded by Electron Beam
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[ABSTRACT] Based on electron beam welding
method, the deformation control method of vacuum elec-
tron beam welding process of PTO flexible thin-walled
structures is explored. The deformation control method
combined with comprehensive application of the minimum
weld heat input, reducing the overlap angle, reasonable
welding assembly and heat radiation is proposed. The
welding deformation is controlled effectively and the man-
ufacturing of PTO flexible thin-walled is achieved by using
electron beam welding.
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Fig.1 Diagram of flexible thin-walled structure
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Fig.2 Welding deformation diagrams with different welding heat inputs
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Fig.3 Welding deformation due to overlap angle and crater angle
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Fig.4 Heat dissipation fixture of welding diagram ( mm)
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Fig.13 Guide rail position design of forging slid platform
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