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Factors affecting the mechanical properties of aluminum alloy laser welds
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2. Ay gy
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2 77 Ful3l9 4kW CW NAYAG #oIAHE
A+g38ted I square butt Zrhr) o]z £
sttt #olA 844 Ar @ He R37t28 7
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3t8x2/d> Table 191, &3 X712 Table 29
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. Ar £¥ He H3712E A1 83 A9 7ds
4 - 3 v =7 AE JfHE gFS Holn
ot (Fig. 1 € Fig. 2). o]AL 44wt%MgS
g 5182-0 &5 #olA £HA Mgy E&
7% 9% Ro=z Hd %® Transverse
weld 98218 4 bulge A EA ZE o2 &
HAF&E ug LAY EHFE5Y Vickers
BAEe HI7tE AME oo @Al #FAMSEH
v, RE7tAE AMEEA e AS 1R I9F
FE 2 A¥APL Ar B Hed AHE3 39
vl At (Fig. 3). olR& H3I7MAE A}
2314 ¥ A FFHE FF vz AP
AE = FEd o3 &HFE FE G0l
A" Aol o8] FFTFS Be o=z HAG
=23 GA9 A7 Bag upeh o] BF
VA E FFEA EL& AF Al-Mg ¥ #olA
SHEE T LAHe 73 g8 JAH ZH
o] d3He AFJx dXFL o]z w|Fof
5182-O #& #olA &HA FHEF HI/NAE
ALEEe 2z E3FY ZAx 2 HYP NS
ol & UH.

32 5182-0 &2 ST MM
5052-H32, 5754-0, 5083-0% Al-Mg ¥&<&
dAlgo] 11-15%, 33 ¥ Dome ®ol|l2 FAHHE
¥ AL 34-38mmolt} ¥HE 5182-0 ¥ o
NEL 266%E tHE Al-Mg FF9 o 2u)9]
AAEE Holv AHIEAHL 395mmE HE
Al-Mg 339 Ayl vlsf %zt MMAFHAG
Ar B He R37I2E ALg3ld 3 240
A SHT HE 5182-0 7 TN HP¥AHL
23.8mmE & Al-Mg @5 €339 AFA
16-22mmoll B3] <zt RAE HEolt} o2 M
5182-0 §59 7% ZA9 QA& $F38l9
T EA 2 BHEY HPFAHE A3 AHEHA
2SS FAE & U
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3.3 6K31-T4gt 22l 2ol SHA

6K31-T4 37 £HY= 9 &3 dds #F
3 A3 5182-0 53 @2 HIVAE A3
A 2o ALz vz Fio] FY3Y, HE=
7, §Eo] BHAEHA FAHFig. 4). °lH& &
A FA 1.2mmE Z4AH A oty BETd
N ¥4 dde 3 Mg #§a3l
0.33wt.%2 22 gEoz Bt Al-Mg-Si &
ZF9 EAYE 2E 6K31-T4 £HF&HANA &
a7goel FFHUY (Fig. 5). Transverse weld
JZAE % bulge AIPA BE JI e &HFH
gNA] doxtoen, o &3HFE HIEFAME
aFgo]l FAHAT. 6K31-T4 & #HolA &
AR B% AFA= H¥Aol 4z A o
8] 67%, 24% 2 (Fig. 6) 5182-0 35 #olA &
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A5 dat=Eh olAL SAFAYUF AQAAE
2 ZEE R 6K31-T4 59 AS £4F
oA HEgo] AL F3 At 48
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gd o] A wfo|th. webs 6K31-T4 3§
29 A9 5182-0 §FT Qo) REstA AST
o2 JIAFH AA AHE oE F gtk
6K31-T4 &3¢ 759 #o] &HEFS T ¢4
d gxdgel §HF 714 KA 43} F8
B Az FL3e A S 7€ LAE o
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o o et F due gAY A7edA Bid
nl"®¥ol o] we o] FAHARA Aol AT
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Ao F4E 4 U

3.4 6K31-T48tg 8% MEY

HaAE F4 2mme 6061-T6 & 4
Algo] 11.2%, B3 H dome EOIE SHH ¥
Ado] 33.1mmeltt. 6061-T6d Hl&] A3 Z7}
d J4E 286%9 6K31-T4HIFTL A¥A0)
36mmZ 5182-0 #F3F ZAAMAE A&
Z7kel vls AYAF AH A= FHIRA F
6061-T6 ¥&T &FHFY H¥AHL 86 - 9.7mm,
6K31-T4 §HH9 AH¥AL 87TmmE ZA F
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ol 2| 4 | A |0 |10 | 43 | 3
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-T4 : Ar 15 10 .

He 20 10
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Fig. 1 Bead appearance of laser welded
5182-C alloy.
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Fig. 2 Laser weld cross-sections of 5182-0O
alloy.
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Non-shielding Ar shielding He shielding
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Fig. 4 Laser weld cross-sections of 6K31-T4
alloy.

Non-shielding Ar shielding

He shielding

Fig. 5 Solidification cracking observed at the
lonlgditudinal—sections of 6K31-T4 alloy laser
welds.
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