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Table.l Chemical composition of specimens. (Unit: wt.%)
Cha . . -

e Si Fe Cu Mn | Mg Cr Ni Zn T Al
5083- O 0.082 | 0.167 | 0.019 | 0.631 | 4472 | 0.121 | 0.022 | 0.037 | 0.017 | bal.
6061-T6 0.615 | 0.189 | 0.277 | 0.022 | 1.021 | 0.259 - 0.034 { 0.022 | bal.
7075-T6 0.032 | 0.084 | 1.608 | 0.004 | 2.667 | 0.246 - 5414 | 0.020 | bal.

Table.2 Electron beam welding conditions.

tEAd | WAdR AEE olE&T

AN =
f (kV) (mA) (torr) “ 1V (mm/min.)
5083-0 90 10 2x10* 300
(LV)
_ 500
6061-T6 120 15 o] 098 X0
7075-T6 150 20 (H.V) 900
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(a) 90KV, 20mA, 2x10 % torr
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