B 42 % % 12
2021 #£ 12 A

I S S ¢

TRANSACTIONS OF THE CHINA WELDING INSTITUTION December
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Table 1 Chemical composition of base material
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Table 2 Chemical composition of ER4043 welding wire
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Table 3 Bypass shunt MIG arc welding process parameters
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Table 4  Stir friction welding process parameters
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Macroscopic morphology at each process sequ-
ence. (a) bypass shunt MIG surfacing profile; (b)
friction stir welding channel geometry; (c) compos-
ite transition joint profile
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Fig. 2 Macro metallurgy of the deposited layer before
and after stir friction welding. (a) macroscopic met-
allography of bypass shunt MIG welded cladding
layers; (b) macroscopic metallography of the joint
after stir friction welding
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Microstructure of interfacial layer before and after
stir friction welding. (a) microstructure of the inter-
face layer before stir friction welding; (b) micros-
tructure of the interfacial layer after stir friction
welding
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Fig.4 XRD analysis results. (a) XRD analysis speci-
mens; (b) steel side diffraction analysis; (c)
aluminium side diffraction analysis
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Fig. 5 EDS scan analysis. (a) BSE scan results and feature scan lines; (b) variation in the content of each element; (c)
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