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Method of Governance of the Local Damage in Remanufacturing of Parts

ZHANG Qing*» YANG Jun-wei', MENG Ling-dong", LIANG Zhi-jie" . SHEN Wei"
(a. Department of Equipment Remanufacture Engineering b. Key Laboratory for Surface Engineering of

PLA, Academy of Armored Forces Engineering, Beijing 100072)

Abstract: Local damage is a common failure mode in remanufacturing parts, due to the diversity of the dam-
age, it is difficult for companies to remanufacture. In this paper, based on the characteristics of local damage
parts on the surface of the remanufacturing parts and the lack of available repair methods such as a mass of
heat input low efficiency and high repairing cost, the principle and application characteristics of the high—ener-

gy pulses of laser—precision cold-welding technology, EDM surface hardening technology and micro—pulse re-

sistance welding technology are introduced, at the same time some examples of application are given.
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Fig. 2 Sketch map of high energy pulse precision cold -
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Fig. 3 Sketch map of pulse power source
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(b) Corch and anode fixture
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Fig. 4 Edm repair equipment
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Fig. 5 Sketch map of edm equipment
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Fig. 6 The repair process of Edm technology
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(a) Skech map of micro-pulse resistance
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(¢) Sketch map of change of welding temperature
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Fig. 7 The features of micro— pulse resistance welding tech-
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(a) Scratch morphology before repair
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(b) Scratch morphology after repair

&l 8 W AT FEAT A& B Hil 5 2R 1B 5
Fig. 8 Morphologies of the hydraulic piston rod before and after repair
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Fig. 9 Auto repair scene of the hydraulic piston rod

4.2 WAFHAREEHREES

KR w6 2 b 2 i A i 2 AR Pl T
U B T R R TEIE IR H A . R AT K AE R
T i 52 40 % 4t DX S A7 8 525 181 10 S B B
iR B 11 B R M E R A

P 10 W K FEAE A 26 & 1 R T 5 B

Fig. 10 Repair scene of the shaft surface wear by Edm
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Fig. 11 Repaired surface of the parts
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Fig. 12 Repair surface of the auto motive camshaft
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Fig. 13 Repair special -shaped surface of the marble tank
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