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Research on Electron Beam Welding Procedure of 300M Low Alloy Steel
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[ABSTRACT] 300M low alloy steel that has excel-
lent mechanical properties, widely used for large structural
materials in the aviation industry. For example it is widely
used to make the aircraft landing gear. Study on electron
beam welding of 300M steel, by the use of scan waveform
welding methods, get good the front and back appearance
and organization performance of welded joints of 300M,
which is especially suitable for welding of pipe parts.
Electron beam welding procedure will powerful promote
application of 300M steel.
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Fig.1 ZD150-15A High voltage electron beam welding equipment
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Fig.3 Transversal surface of EB welding seam of 300M steel
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Fig.2 Surface appearance of EB welding seam of 300M steel
(Top view)
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Fig.4 Negative film of X-ray detection for EB welding seam of
300M steel
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Fig.5 Metallographic phase appearance of various areas of EB welding seam
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Fig.6 Appearance of base material and welding seam by SEM
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