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Technical specification for direct welding of cathode aluminum steel in aluminum
reduction cells
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3.1

IBHEE aluminum-steel direct welding

AER R, RS L 28 e & 5NEE RN k.
3.2

FAtR IR cathode carbon block

FH 50 H RS S, A AR R BH AR 14 7 ot i it

3.3

KE1E3ESL welded joint
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R &Z fusion rate
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4.3.1 AR BCR FAR RN B & 44

4.3.2 WMRIERImN TS, Wi, O .

4.4 JRIEMR

4.4.1 BepNEREESSR2, HFEENFFS GB/T 10858 MME.

4.4.2 RPSARR R 4 EAMET 99. 99%1E S

5 BETZE

51 1REIES
5.1.1 RMEFBE

51.1.1 HAESESRIMGEHE: JoH NGRS A VAR ks, HHESN 0. 15 mm~0. 2
mm (RN N 22 I Bl 22 S R R T A AL, EER BN EEerE. EHENAE 4 h WHEIE, & 70 A
I 24 h, NMEMTER.

5.1.1.2 WNERMEI: KAVBTT BB RRYE L R R A A S AL, Ry )E N B E K h e T3 9
T

5.1.1.3 JR221EH . FAREANEIN LR LR IE L KA, RS T

5.1.2 HOMI

5.1.2.1 WRIEEEELNE MR, @ESms 0. WOMETN60° ~80° , Fl/EEE N1
mm~3 mm,

5.1.2.2 MWORMMN-FE, TLER. Mok,

5.1.3 Tk

MRS SRR R TF10 mmft, M TERTHIHY, TEGEEN100°C~200°C, FiHE Ry
M 450 mm~100 mm.

5.2 ISIEHME
5.2.1 JBIER%
BRI IIUE (TI6) BUSURE IR (MIG) BEAT IR,
5.2.2 1BESH
PRIES BN RHERE . SR SR &R E, HEF S B RINTEH
x1 ENEREFEESH

PR BE RN W ER A=k o JEBE IR IEEE R AR
PRI
mm mm mm A ' L/min
3~6 TIG 2.4~3.2 1.6~2.4 80~150 18~24 8~12
6~12 MIG - 1.6~2.4 150~250 22~30 15~20
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5.3.1.2 WFEREEHES, TR 60 C~80 CIH 2%~ 3%4%% BT /K 7 i 8% 5 44 TR A VA 2 Tk 5
min~10 min, #RJ5HHOKMEET 1§ HT 45

5.3.2 AR

MRAE BT EESR, B RS AR BB S AT IR KRR B S TR R AR TR ) AR A AR R,
152X R 2T Hl o

*2 EEHNRALESH

B vE BE JE B T

BHEE R @ﬁﬁ& ﬁﬁ?@
aligH . 50524 345420 0.5~2
6061, 60634E 415420 0.5~2
2A12. 2A24%% 360420 0.5~2

6 RERI

6.1 SNIAELG

6. 1.1 JREERMMN TR, THa. [, KB, RIEBEHIE.

6.1.2 JREERSFNFFEBRFENR, BEHESEmEANES 1 mm.

6.2 Fimtm

6.2.1  EEERIERL N T TCIURIN, A v e SR S E R (PTG A A (U .

6.2.2 BERMNAFE GB/T 18851 MIRlE, A EATINAFA GB/T 11345 R E

6.2.3 JREHESLIIE A ENAME T 85%.

6.3 NFMEERIE

FERFZAER A P 9 5 A T B SR AR L 588 L 19 80% o
6.4 SHEMERE
FFEHCR I L BB LA K T 8t 285K, EFFE N5 ~10 mV.
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