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Analysis of Welding Process of Carbon Steel and Stainless Steel Frame of Coaches
YANG Le, WU Haojie, CHEN Wenzhi, CHEN Jianbang, BA Junfeng
(CRRC Electric Vehicle Co., Ltd., Zhuzhou 412007, China)
Abstract ; The authors analyze the size change of carbon steel frame and stainless steel frame before and after
welding and formulate the frame welding process release parameter according to the frame welding shrinkage
to solve the problem of larger deviation of frame length and size.
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