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Fig.1 Schematic diagram of vacuum suction casting
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Table 1 Experimental conditions
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Fig.2 Relationship between the negative-pressure and the

infiltration length
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Relationship between the casting temperature and the

Fig. 3
infiltration length
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Fig.4 Relationship between the preheated temperature and

the infiltration length
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Fig.5 Relationship between the size of particles and the in-

filtration length
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Fig.6 Macro morphology of foam aluminum
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Vacuum suction casting process research on preparation of RE foam aluminum

ZHU Mao-lan
(College of Applied Science.liangzxi University of Science & Technology »Ganzhou 341000, Ching)

Abstract: RE foam aluminum was fabricated by vacuum suction casting method. Some factors of this meth-
od including filler preheating temperature, casting temperature, vacuum and diameter of filler were studied
in this paper. It was found that the vacuum, casting temperature and filler preheating temperature were
three key parameters which affected the infiltration length of the foam Al, showing that as the vacuum in-
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creased and the casting temperature of melting aluminum and the preheated temperature
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The influence of welding technical parameters on welding residual stress

HE Qi-liang' » MA Dong-ming?
(1. The Petroleum and Chemical Inc of Fushun. Fushun 113001, China;
2. Yu Tong Heavy Industries Limited Corporation of Zhengzhou, Zhengzhou 450051,China)

Abstract: The effect of two important technical parameters such as welding electric current and welding
speed on the welding residual stress were investigated using the 16MnR steel as experimental materials.
The mechanism of welding residual stress resulting from the welding electric current and the welding speed
was discussed on the basis of the experiment.

Key words: welding residual stress; welding technics parameter; welding electric current; welding speed
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(L##% 74 W) of particles increased, the infiltration length of foam Al increased, while the diameter of
filler has little influence on the infiltration length. Less oxidation loss was found and RE oxidation loss was
less than 5% during the fabrication process of the RE foam aluminum when the filler preheating tempera-
ture is about 730°C, casting temperature is about 440°C and vacuum is 0. 04—0. 06 MPa.

Key words: RE; foam aluminum alloy; vacuum suction casting; infiltration length



