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Fig. 1 Welding samples
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Table 1 Chemical compositions of A6NO1S-T5 aluminum alloy and ER5356 filler metal
Bt Mg Si Zn Fe Cu Mn Cr Ti Al

A6NOIS-T5  0.4~0.8 0.4~0.9 <0.25 <0.35 <0.35 <0.30 <0.30 <0.35 S

ER5356 4.5~5.5  <0.25 <0.10 <0.40 <0.10  0.05~0.20 0.05~0.20 0.06 ~0.20 Aot
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Fig. 2 Distribution of weld hardness
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Fig. 4 Relationship between yield strength and tempera-
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Fig. 5 Finite element model
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Fig. 6 Average temperature curves
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Fig. 7 Comparison of measured and simulated welding

temperature
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Table 3 Comparison of simulated transverse deformation

with measured values
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Fig. 8 Comparison of simulated and measured residual stresses
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