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Welding Technology ﬁﬁﬁ*
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Fig.1 Basic principle of explosive welding
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Table 1 Lower limit of explosive welding of common metals

(2) Mabp2e2e SR i f al

i RS I p/ (kg-m?)| 1HJEE H/MPa Vomi/ (m-s™)
4l B 2710 270 189
4ligh A 2710 366 220
LY12 A& 4 S 2790 1098 377
4ligk P 4510 1600 357
4figk A 4510 2323 431
1Cr18Ni9Ti HES 7900 1960 299
20 54 Bk 7850 1010 215
20 54K TS 7850 1539 266
16Mn £ 1EX 7850 1137 228
16Mn 44 N 7850 1754 284
LSS Bk 8880 1100 211
R4 T 8880 1509 247
e (ES 8930 588 154
E<i| fs 8930 833 183
aligx Bk 19300 250 68
afigy TS 19300 600 106
afiff Bk 10500 320 105
afif TS 10500 880 174
3200 -
3140 |
5 3080 |
E
gg 3020 |-
2960 |-
2900 . . |
-0.10 0.26 0.62 1.34 1.70

17FE/m

B3 SRimENESRENE %k

Fig.3 Curve of continuous detonation velocity of ammonium oil explosives
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Fig.4 Stainless steel clad plate by explosive welding
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Fig.5 Negative clad plate of unequal area copper—steel by explosive welding
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Fig.7 Clad tube and bar by explosive welding
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Fig.8 Clad plate of copper—stainless steel for nuclear power equipment by explosive welding
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Explosive Welding Technology and Engineering Application

WANG Yuxin'?, LI Xiaojie"?, WANG Xiaohong'?, YAN Honghao'”
(1. Department of Engineering Mechanics, Dalian University of Technology, Dalian 116024, China;

2. State Key Laboratory of Structural Analysis for Industrial Equipment, Dalian 116024, China)

[ABSTRACT]

As a special processing technology, explosive welding is widely used in fabrication of various metal

clad plate. The clad plate not only has high bonding strength, but also can realize large-area composite of different metals.

The cost of noble metal can be effectively reduced. In addition to introducing the basic theory, welding window and

experimental technology of explosive welding, new technology and new products of explosive welding were discussed

in this paper. Furthermore, the application of explosive welding clad plates in different industry fields and their future

development prospects are also described.

Keywords: Explosive welding; Clad plate; Welding window; Explosion experiment; Clad tube
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