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Table. 1 Chemical compositions of steel used

Cu Si Mn Fe Mg Zn Cr Ti Al Remarks
- 060 | 0.28 - 1.10 - 0.20 - Bal. A6061
005012 | 010 | 020 | 510 | 0.02 | 0.14 | 012 | Bal AB356WY
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Table 2 Welding conditions of GTA and GMA

Welding conditions

Welding process - — Remarks
Current (A) Speed (mm/min) Shielding gas
Ar, Ar+25%He,
_ - Ar+2%0., Cleaning,
11 13 2 2 ’
GTAW 5 5 00 %0  Ar+2%Na, As-machined

Ar+2%Hoa, He
GMAW 60 ~ 100 300 ™ 400 " "
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Fig. 3 Effect of AC balance (A.) on cleaning width

at various welding currents
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Fig. 4 Effect of AC balance (A.) on penetration
at various welding currents



