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Table 1 Composition of 6005A aluminum ally and ER5356 filler wire
ok Mg Si Fe Cu Mn Cr Zn Ti Al
6005A-T6 0.40 0.53 0.13 0.035 0.20 0.15 0.09 0.024 Sy
ER5356 4.5~5.5 <0.25 <0.4 <0.1 0.05~0.2 0.05~0.2 <0.1 0.06 ~0.2 S
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Fig. 1 Schematic diagram of laser-TIG arc hybrid welding
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Fig. 2 Macro morphology of welded joint
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Fig. 3 Effect of welding parameter on penetration ratio
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Fig. 4 EBSD inverse pole-figure (IPF) map of base metal
and weld
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Fig. 7 Effect of Si,Mg on hot cracking tendency
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