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High Power Diesel Engine Exhaust Valve of Robot Welding System and Process
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[ABSTRACT] In order to improve the welding

quality of ship, flexible welding robot system is used to
weld nickel alloy valve disc. High efficiency and high
quality robot welding system is designed, SNCrW stainless
steel welding technology is studied, and test samples are
analyzed. After the inspection, there is no size more than
0.06mm defect, it is fully in line with the valve disc quality
testing standards that belongs to qualified products, and the
first domestic high quality nickel based hardfacing layer
metal valve disc welding is perfomed.
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Fig.1 General disposition of welding robotic system
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Fig.2 Blowhole in multilayer welding
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Fig.3 Incomplete fusion flaw of nickel alloy multilayer surfacing
welding
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Fig.4 Sermon way of multilayer surfacing welding
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Fig.5 Weld cross section metallography

LR A XA B SR 5 Fis .
3.3 LRI

(1) BB LHR A QB BHROGBA, 4
1SO 3452, B kA 4 BN T2 i 400 i iRk B
B G G A Fe T B . A0, 2 i JC T PRSI,
A

(2) P PRI FEERES R G 4 TRl Z [a] D) B4
BRER A 4 2 (R A 4 )2 0200308 1o 68 7 0 ARG Sk 4 A B
o TEAE BAIUIM TS AR AEFL I Al A 20057 7 P S
Mo 28 100% &R, SkEE/NT 0.06mm, 56 2455 HE
A TR A ARAE , T A%
3.4 WEIRE

Ay BN T R R AR X R A ) X ) 2 A
BE o FEHESRIZYECCHE R, 1R 3] 2548MPa 5 MG ALK
PR B R TG R [ JEAREE B 08 2254MPa, HESEZE

74 B HEEAR - 2012 4555 8 1]

R S8 A0 B e, WIS 2 B v R A TR P R, RE A 15
X R B R A e B T A 3R

4 Zip
S AR K T IO EG , T L R 4

o

(1) HHLER AR A5 AR ARHL . PR AR 7 B 3%
ML R P N eI R G TARR e SRR,
TV R TI R SETATLHE I i o it K I K

(2) 3 IE SRR L, i T HES R A B I 5
T 2580 BN 120~140A , HLE M 17.1~19.1V,
JEL42 T O 0.18~0.22m/min, 12 08 4 3~4mm, B IE 12
FIFE R 1.0~1.5Hz, TR 13~22mm, AR
10~20L/min.,

(3) HES R IR S & B IR IL RE AR
SR T2 BN M B TR e I L AN
AEA s s B o T DG A X T AR A T T A
T T 2280, bl o U 7 =085 T ok T R L it
Mo

(4 ) SR FHAMAS I | 4 FRAS 56 TCHIAG 6 | Al 4G 56
SRR BOHE R B AT B RS . AAFEAEEIT 0.06mm
HIBREE , 56 A5 A IR 2L T A AR e, & T A4 7= 5, 58
ST PN e e R M R I A AR

& £ X

[1]  Sugitani Y J. The technical trends and the future prospective of
the shipbuilding industries in Japan. Welding in the World,2004,48:173-
184.

[2] Sattar T P, Alaoui M, Chen S. Amagnetically adhering
wall climbing robot to perform continuous welding of long seams and
nondestructively test the welds on the hull of a container ship. Hong Kong,
China: 8th IEEE Conference on Mechatrinies and Machine Vision in
Practice, 2001. 408-414.

3] JER. LS AT R A L YT EA, 2009,
26(3):42-44.

4] #de. BUEATERE LS T rn . s s soR,
2004(3):36-37.

[5] s, FREREEA = BUR SRR A R . MR TR,
2005,27( 4] ):15-24.

(6] HiiEZE. TAVHLEATER A RN . At flssoA,
2004, (3):40-41.

(7] FEIE. AEARKZAZSH LS N HOCHEEORBESYE (D). L.
TLIFRHER %, 2009.

(8]  AREE. R EERAMEE T 2. J%,2006(4):29-32.

9] REEVE, BUEE. ST A WTR ST 4
JE LT, 2007 ,32(4):86-88.

[10] HHL. BFBUREHREE LR . PLHR TR,
2001(4):39-40.

EE)

(Dt



