%40 % %28 B’

2019 2 A

S ¢
TRANSACTIONS OF THE CHINA WELDING INSTITUTION

Vol. 40(2):020 — 025
February 2019

/MR E B TR STIEE L AR K 1714 aE

B A,

1,2
% T

kR,
(1. 2ZMFR TR ARl A (4 )@ Aot in T 5 18 H B 5 8 S S =, 22 M
2. ZMFRT R MR 5 TR, 22 M

& A

7300505

2
Frae,

730050)

B OB RPN AT 6010 FR 8 /A B SO B ET IR T 200, 7E 318 1) T 2280 0T
RGP BB AR AT AR X ek, SR AT B | 190 Pl 1 S OB | RN . AR I AL A5 2 P T BOXT i 4k
FERL . L K T1 2 PR REHEA T 70 A, SRR, TR R AR SR IE | 75 R RLAr, J0 AL L 3RS0, S 2 1 S Bk,
Sy BT E BRI BT R S 5 He Sk FURIALTE WU IR FeyAls @ AL 51, Ho4 I 1135 W) J23 5 E FAR S Al

v AL E T HGR R, AR 38.5 A I, JEETIRHESKDURIIRE Dy 193 MPa, MR EERT Y 79. 8%, #k

Wi 2L A BINE TR S BT

RERIR: ORSEF B TIRETAR SR G 8/ s A G0 Bl TE R 5 43k o

FEDES: TG 457 X ERERIRAD: A

0 JF El

Bl T REICHEBOR 2, SEIA ARk E
WO SRR R SR ES. e85 A
ERE/N LR B | W A AT A, b, 6 R
A4 T s B RN R A A T e B )z R
e g AR )2 B4 R AR, 4R
HE/NEAIEE THE SN E, AR
TR, SR R AR AL, AR AR P BUARRAIC L RERIH
FER A0 R REZER, FEVR A AT A T iz AL
SO ERTES S NEY LR RS )y A
EHERESR, 68 MWERES R DA S H I
a0, AL AR A S, KB anfer SEIRAR A 4/
B S0 B L BT o TR R AL PHE
S BEIRIR AT AR SR T L T SE IR B A /AN e R
G JE IR, H AR AR R AR ERICRAK
T RSF T R 32 R 1] S, A 8 iy 24 T 2
PR/ S AP &m0 R Ty vk AR R
NI, 8 0 AT AR 45 v I ST 0 O i 4T
P MO IR SR 4 st R R
Zhang %5 N @ 1 B AL-Si 47K, SR MIGHTIG
XU SR B 7 L SE 3 T 40 A &/ AR % 2.

Y Fs HHA: 2018 — 06 — 26
ELWE: HE AP AW E (51465031)

doi: 10. 12073/j. hjxb. 2019400035

Dharmendra 2 A 5% i Zn-Al 45 223 i 380e 4T
FRI VR S B0 B A B, IE X L
Rz 3k 1R REHE T 0T, WFST 3, AN — Ml 3]
P I W B RSB 3 ~ 23 pm, 243 AHE 60 ~
110 J/mm Ju [ BT, 23k A B & I bihng B, 29
220 MPa, H R SU& A AEAR B —M. X F45/4K 5
PRI 100, 34 3 PR IO T K R o 2 AL L #R A
NGRS, SO ET IR AR S B A DA I
Al AR i e HLBE SR i, KRR AR R, A2
T, ORI AT IR A T | R P
Al 28 B 5 | ARLE AR B AN /N | AR A A
AP, E E AT TR0 SR 4 8 R I 5T
B,

TR0 R R A5 B8 A TR 10 5 i, i e AR
T TUE TR, SCEE 6010 45 A 45 ST04Z HE 4T
AT 1z, RAF P BRI AT A3k, IRt
— AT T 485 S RN L AL 8 T 4 e

1 R E

IR 2 mm B/ 6010 45545 1 mm
JEEI) STOAZ HEREAIMAE AR B ARt HALA4 i o3
F 1R 2PUR. —ETEMN BILEXMTHREET
DI 2 240 A o 24 FE Y, SO 6 SR  ALLB B9IR
EESBER (A1:B=92:8) 1E Jy Fil &4k}



%2 #OT,EBIRMOREE TR RERAR R F R 21

£1 6010 BEEHERD (RESH, %)

Table 1 Chemical composition of 6010 aluminum alloy
Mg Si Mn Cu Zn Ti Fe Al
0.6~1.0 0.8~1.2 0.20~0.8 0.15~0.6 <0.25 <0.10 <0.50 Nh

&2 STOAZ FEHEMUFM S (RESH, %)
Table 2 Chemical composition of ST04Z

C Mn Si P S Cu Zn Ni

0.08 0.40 =0.40 0.02 =<0.30 =<0.15 =<0.15 =<0.15
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Fig. 2 Size of tensile sample

wory L 2 REERG T
P e BT g o |
AL &
4 'fji’j 21 EBIEHFERAR
- & FEAE B 80 mm/min, F5HAG S LIS B B

LLE —
sy ST

a4 DUEETH

B 1 HeREEFHEETEREE
Schematic drawing of butt welding-brazing weld-
ing by micro-beam plasma
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Fig. 3 Weld appearance of welding seaw with I = 36.5 A
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Fig. 4 Cross-section microscopic morphology of weld
joints with I'=36.5 A
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Fig. 5 Cross-section microscopic morphology of diffe-
rent areas of joint interface
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*3 SEEULAYMETERBRAMER (BFoH, %)
Table 3 Point scanning analysis of different regions of
intermetallic compound layer

o7 Al Fe Si
1 70.2 29.4 0.4
2 71.7 27.9 0.4
3 71.1 28.7 0.2
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Fig. 6 Stress-strain curve of joint and aluminum base
metal
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Fig. 7 Macroscopic morphology of fracture specimen

(b) KRAER RALIBTRIE AR

E 8 WraEL MRS

Fig. 8 Microscopic morphology of fracture joint
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Fig. 9 Variation of intermetallic compound
thickness with welding current
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Fig. 10 Variation of weld spreading width with welding
current
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Fig. 11 Variation of tensile strength with intermetallic

compound layer thickness
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Fig. 12 Variation of tensile strength with weld spreading
width
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