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Fig. 2 Material properties parameters of 6061 aluminum
alloy. (a) thermal physical properties parameters;
(b) mechanical properties parameters
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Fig. 3 Temperature distribution of cross section. (a) mov-
ing heat source; (b) instantaneous heat source
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Fig. 4 Residual stress distribution of joint surface.
(a) longitudinal residual stress by moving heat
source; (b) longitudinal residual stress by instan-
taneous heat source; (c) transverse residual
stress by moving heat source; (d) transverse
residual stress by instantaneous heat source
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Fig. 5 Residual stress distribution of cross section.
(a) longitudinal residual stress by moving heat
source; (b) longitudinal residual stress by instan-
taneous heat source; (c) transverse residual
stress by moving heat source; (d) transverse
residual stress by instantaneous heat source
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Fig. 6 Finite element mesh model of aluminum alloy
welding structure. (a) 3D element model; (b) key
position
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Fig. 7 Type of weld joints. (a) butt joint; (b) T joint
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Fig. 10 Diagram of y-direction residual stress and crack
of key position after welding weld 18. (a) resi-
dual stress distribution; (b) residual stress of
key position; (c) actual crack diagram
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