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Table 1 : Chemical compositions of base materials. (wt.2)

ompositions -
Si | Fe Cu Mn Mg Cr Zn Zr | Al
Material
7022 0.190]0.2691 0.634 [0.172| 3.122 {0.151| 4.565 |0.027|Bal.
0.18
7075 04<]05<[1.2~2.0]030<{2.1~29| ~ [51~6.1| - |Bal
0.35
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of W& 7A o}F A §A HEE vlw HEIAC

Table 2= 2 7 44 712 PAW ¥ EBW 21& Jebdch

—181—



Table 2 : Welding conditions of plasma and electron beam.

Plasma Arc Welding

Weldin Plate | Wire {Shield Gas[Plasma GasiWelding{Welding| Welding Nozzle
Procesf Thickness| ¢ | Ar 48 | Ar 48 |Voltage|Current| Speed | Dia.
{mm) |(mm)| (/min) (1/min) V) (A)  |(cm/min)| (mm)
135 28
Plasma 8 1.2 14> 10 35 145 36 2
Electron Beam Welding
Weldi Plate Wire P Acceleration | Welding | Welding | Wire feed| Wire
Pr((a)cersf Thickness| @ (Torr) Voltage |Current| Speed | Speed |Angle| ap
(mm) | (mm) (kV) (mA) | (mnvs) | (mmvs) | (®)
-20
Becton g |12 | 10° | 100 a | w0 | 0 | 6|1
-60
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a) Welding current @ 135A b) Welding current : 145A

Fig. 1. Cross section of the plasma arc welding with AIMgd.5Mn. (26X)

b)

Fig. 3. Cross section of the electron beam welding, (16X)
a) Welding speed : 20mm/s
b) Welding speed : 40mm/s
¢) Welding speed : 60mm/s
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