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A Study on the Welding Characteristics of High Strength Aluminum Alloy

7 g, o] Ae
* HEIFTETY 7

1.4 B
Ysoly FFE ¥ FE/AR, WYY, A
YA E4E BAHD Qo AFH, §T B
® oolye ABTFEE LFHE MYlE Bol

AHEE T 3T

gd2ulfy F§FL FRP(Fiberglass Reinforced
Plastics) A& ol Steel AAF} vlZFS =
Zo H§iA FErt 2 AALE ¢ F Ut
Z  FZA F&(Structural Efficiency =
Ultimate Tensile Strength/Density)©] W% ¢
ot Eln 3 Azxgo=R ‘%01 AME-3F5L
AE 5000A1E4/6000A48 EFuEL 58T
of digt aAdo]l an, dE9 E‘iﬂ-"} F29
atolell = ZA FFE TR FETh

, 3§ S
gaTa

Abgste] o A AA Y FA, 138 gA

S e %-Z*E Je Yohwn A9 §uzd
dolHg FEe: e BHoz sgod 1
z a4% zaufoﬂ Bz

B AN A14Y Ages 4F0F & AL
5083-0°|9 £HAFEE AL5183-WY(1.20)
olty, &XEAS} MY F8HH A& 9L 7AH
A& Table 19 Table 2¢] JehiU. €4
ANEHE FAN 548 F @dd FA71 A=Z

& 7 wde wdr] §37 99 gyder 7

58 J o] 7] EokAl 3]
_o}\]'c’“/ﬂ _;f_ °ﬂ76°1 '6‘7]"[‘ AZS] —7—,;@-4 312 ‘E“é:—_} PN 9}9_‘# 8mm°]’z}—°—] ‘;l":ﬁﬂ %%‘;‘C’ﬂ}\if‘
& ZE9 AMe 339 Aol $450z @ . _
o NdZE  40°, 60°=  AFstn WA
et oigh gL ol TIARPYFHY A . = o
| (Temporary Backing Strlp)—a* AH&-33 .
A AdE LoE BTOE AP Toble 301 SHRAL S ehgalct
meta], B A s 500049 dFvlE §F '
Z EAFA FFRAPAQ AL 50832 AL 5456%
Table 1 Chemical Compositions of Materials (wt. %)
Si Fe Cu Mn Mg Cr Zn Ti
AL 5083—-0 (base metal) | 0.40 { 0.40 | 0.10 | 0.70 | 4.45 | 0.15 | 0.25 | 0.14
AL 5183 (wire) 0.10 0271 00110581 455)0.11]0.06]0.11
Table 2 Mechanical Properties of Materials
Yield Strength Tensile Strength | Elongation E
(kg/mm®) (kg/mm®) (%) (kg/mm?)
AL 5083—0 (base metal) 19.0 34.2 14 7.0x103
AL 5183 (wire) 18.6 32.7 14 7.0x103
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Table 3 Dimension of Work—piece

Butt | Fillet

Dimension: 400x100xThickness (mm)

Thickness %‘;‘I’; iﬁ;i Thickness
2.5x2.5 0,1 - 2.5x2.5
3.0x3.0 0,1 - 3.0x3.0
4.0x4.0 0,1 - 4.0x4.0
5.0x5.0 0,1 - 5.0x5.0
6.0x6.0 0,1 ~ 6.0x6.0
8.0x8.0 0,2 40°, 60° 8.0x8.0
10x10 0,2 40°, 60° 2.5x8.0
2.5x4.0 - -~ 3.0x8.0
3.0x4.0 - - 4.0x8.0
4.0x8.0 - -~ 6.0x8.0
3.0x5.0 - - 8.0x3.0
5.0x4.0 - - 4.0x3.0
5.0x6.0 - ~ 5.0x3.0
5.0x8.0 - - 6.0x3.0
10x4.0 - - 5.0x6.0
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Fig. 1 Welding P/S & Robot Welding System
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Table 4 Bead Shapes of Weld Joints

Macro Section Parameters

79A, 17.5V, 55¢cpm

79A, 17.5V, 57cpm

67A, 17.4V, 57cpm

ROBOT
724, 17.4V, 57¢cpm

(2.5tx2.5t, Ar 100% 25 (£ /min), Omm Gap)
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Table 5 Bead Shapes of Butt Weld Joints

Macro Section Parameters

ROBOT, CBM
40°, 1.5mm Gap
179A, 23.2V, 65cpm

40°, Omm Gap
159A, 22V, 60cpm

60°, Omm Gap
137A, 19.5V, 60cpm
159A, 22V, 60cpm

CBM
60°, 2mm Gap
159A, 22V, 59cpm

CBM
40°, 2mm Gap
159A, 22V, 67cpm

(8.0tx8.0t Ar 100% 25( £ /min))
(CBM: Ceramic Backing Material)
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