Fias H1M BIRKE: B EARMF IR R 63

BEWKBIEE SBUEE KR SRS, 8 AR L IUUR B oh 840 0.0 L BE B
EREB A ROt THBR PR B M BRI DX, BN ST

Wil X B4 VL B, A 0 o 38 e AR o X 7 SR (2)CO, AR I3 5 3 5 i 1o 98 58 B S A0
B, A AREVF AT M OU T, B B e BRI AT AR
R ()34t ERRE BRI AR H TR T2
AR BIBHNE.
3 % it
BE R

(DFEE SRS T, SR FTRIUE (1] BREAE R TRIB T M) 05 LR T th 3L,
Tl COp A B4 457 24 R 8 155 550 3y 340 499 2 (8] 2000.

Welding for bulletproof steel components of bank vehicle

LI Le-tian, LIU Zhi-jian
( Guangdong Research Institute of Iron and Steel, Guangzhou 510640, China)

Abstract: Several kinds of welding materials and welding ways, such as argon arc welding, manual arc welding and
carbon-dioxide arc welding, were tried to solve the welding problem of the ultrahigh strength steel components fixed into
the bulletproof bank vehicle and improve bulletproof properties in the welding seam. By comparing with their welding
properties, it is concluded that carbon-dioxide arc welding is the best way to weld bulletproof steel components, and heat
treatment after welding is beneficial for improving bulletproof properties of welding.
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