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The effect of alloying elements in EB welded
high tensile aluminum alloys
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Table 1 Chemical composition of materials used. (wt.%)
0.167 0019 0631 4472 0121 0022 0037 0017 bal
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Fig.l Aspect ratio(D/W) of various materials with heat input.
(a) 90kV, 20mA (b) 120kV, 10mA (c) 120kV, 20mA
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Fig.2 The various shapes of porosities.
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(a) Gas porosity (b) Inter-dendritic porosity
(c) Root cavity in the spike (d) Magnified of A in (c)

Fig 3. Hot cracking (solidification cracking) in the fusion zone.
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