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Fig.1 Electron beam welding principle
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Fig.2 Parts to be welded
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Table 1 Electron beam welding equipment routine maintenance inspection content
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Fig.3 Wedge specimen and its penetration length

JRBET B A LT ) B2 B E6.7 X 107 *PabA
VARGl R RV A B — AR AR A (AR LRI A KAk )
HRCHE A, R P AR S HOCIR R B 158 18
B IRAEIRTE T, FEh AR X, i AR AR AE (B
TR2FIBHIREE) , VI IR REAR 7 X 5 — A KR ae b TR

T REANEN B NEREANERERK 2D,
OB AT RE B AME, B LE BN 7 4 B AR T S 3 e G T
PRt T AR A
23 ITEidEEE
2.3.1 Bl

58, N T BRI = RIS AR R, B R R BN LIERR
B AT RIS, ST B R A AR, A
FMMRIVFR, HXT TR R TR IO & 4k
RAIER A IEH R IS TR LA, 4 IR R 4 1
B G25 AT 22 S 45 st ], VT DA 20030 B 15 48 7E L AR AR il
R T 20 T 2B,
232 TE#

N T BRAR LA R R PEATAS I 8 28 O AE T % , 4%
HLT AR R R S S F AR E RS HUR R — MO IR 7
S FERE S 22 et PR IEAT T B R R — 1
BOU AT BARAERY 12 S R A RN B 5 Z A
[RIAA A By A A o [Fl— A AR S BV R [ RE 1Y , AR
PRIZEDRBE LA/ NT40mm 78 5 SEUEAT A M4 A, 03
PFRTRT IR R ST BAR B SR B2 2 [ 5 1 3 3 i )2
B3 A B R RARE A

Tt
Rty o2

B4 BAREKELSNES

Fig.4 Specimen length measurement
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Defects Control Process Research of Short Axis Component during
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Abstract: This article introduced the vacuum electron beam welding process method on the certain aircraft engine

short axis component and the defects control technology during electron beam welding. Based on analysis of aero

engine parts - short-axis parts vacuum electron beam welding process, it’s presented that controlling of electron

beam welding process for imperfections. Avoid defects which are easy to produce such as cracks, holes after welding

through process control, and the parts will be without defects after welding.
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