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Study on Welding Suitability of Large Vacuum High Voltage Electron Beam

Welding Machine

GAO Feng, CHANG Ronghui, LIU Yanmei, DU Qiang
(AVIC Shenyang Aircraft Industry (Group) Co., Ltd, Shenyang 110850, China)

[ABSTRACT] This paper discusses the application of large scale high voltage electron beam welding machine in various

materials and structures. A systematic analysis was made on the process, mechanical properties and microstructure. The ex-

perimental results showed that the application of high pressure electron beam welding has obvious advantages in the appli-

cation of various materials and structures. Changing heat treatment can effectively adjust the performance of electron beam

welding.

Keywords: High voltage electron beam welding; Mechanical property ; Microstructure
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