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Table 1. Chemical composition of Al alloy
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Fig. 1. Schematic illustration of GTA alloving process
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Fig.2. Suface appearance of Cu ailoved bead at differnt powder
feeding rate and welding current
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Fig. 3. Effect of powder feeding rate on macrostructure of
crosssection of Cu alloved layer at 175A
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Fig. 4. Hardness distribution in Cu alloyed laycr at different powder feeding rate



