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Table 1 Chemical compositions of Q235 and 4043
Fe Si Mn Zn Cu C Al
Q235 A 0.3 0.48 — — 0.14~0.22 0.45
FR4043 <0.8 4.5~6.0 0.05 0.1 0.3 — S
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Fig. 1 Schematic diagrams of BC-MIG process
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Fig. 2 T-section structure of additive manufacturing
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Fig. 3 Cross-section of Al/steel T-section structure
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Fig. 4 Microstructure of T-section deposited layer
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Fig. 5 Micro-hardness of T-section structure
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Fig. 6 Schematic diagram of shear sample
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Fig. 7 Stress-shearing angle curve of T-section structure
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Fig. 8 Shear specimen of T-section structure
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