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Water tsui welding sample
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Table 1 The passivation treatment process of the tsui welding sample
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Fig.2 Ring seam welding sample
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Table 2 The passivation treatment process for the

circumferential seaml welding sample
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Table 3 Neutral salt spray test
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Fig.3 Comparison of the appearance of welding sample

(a) before passivation; (b)after passivation
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Table 4 Experimental phenomena of neutral salt spray test in

water tsui welding samples
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Fig.4 The appearance of water tsui welding samples after neutral salt spray test

(a)50h; (b) 100 h;(c) 150 h;(d) 200 h
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Fig.5 The results of neutral salt spray test in

water tsui welding samples
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Table 5 Experimental phenomena of neutral salt spray test in

circumferential seam welding samples
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Fig.6 The appearance of circumferential seam welding samples after neutral salt spray test

()50 h;(b)100 h;(¢)150 h; (d)200 h
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Fig.7  The results of neutral salt spray test in

circumferential seam welding samples
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Study on the application of citric acid-based passivator in stainless
steel water storage tank industry

XIE Peng.DAI Xianbin,ZHANG Yuhang. HAN Zhenfeng.SUN Fulin
Guangdong Welding Institute (China-ukraine E. O. Paton Institute of Welding) ,Guangzhou 510650, China

Abstract: The stainless steel corrosion mechanism and the citric acid passivation mechanism were described.
At the same time, the stainless steel water storage tank welding samples was passivated with a C-type
citric acid passivator. Through the neutral salt spray test, the influence of different passivation treatment
processes on the corrosion resistance of the welded samples were studied. The experimental results show
that the passivation of C type citric acid passivating agent with a concentration of 10% can significantly
improve the corrosion resistance of the samples. The optimum passivation process is passivation
temperature 60 ‘Cand passivation time of 30 min.

Key words: stainless steel;citric acid; passivation;corrosion resistance
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was numerically simulated by Deform software and the influencing factors of cracks were analyzed
according to stress and strain. The results show that with the passage of time, the temperature of
Cr20Ni80 alloy gradually decreases, and the forging stress increases gradually. In addition, when the
Cr20Ni80 alloy is forged at 1200 centigrade, the maximum stress is much lower than the tensile strength
(650 MPa), and the high quality forgings can be obtained. In order to avoid the generation of microcracks.,
the forging temperature should be between 910 °C and 1200 °C.

Key words: Cr20Ni80 alloy;forging;simulation analysis;cracks



