44 % %1 H B’

2023 £ 1 A

S ¢
TRANSACTIONS OF THE CHINA WELDING INSTITUTION

Vol.44(1):122 — 128
January 2023

HBEIREIXT 6061 $a5 € IREARIZIN

PR,

pUE:

XEF

(R FH T K2, WFH, 110870)

WE: WA A S AR B ™ BRI, BEHT 7075 855 SN BITEA BRI 6061 554 4 E 1 T A Fc AR £z.
SRR R A S T, (AR R rp ™ A TS SO Bt T — SRR DT G RR AR S5 | ARG
BRI R, TER PR S AL B 25 PP T M DR ARE A ) L 25 SRR, 7S D) AR (R PRI %, B
AR DAIAE] 480 W I, FASCHUG™ A B R A TR A3, J Sk i) ol RO R AR e 2 1 A8 1k, M5 X
FRAEAR A BB TRAE,, e A S b A/ N A5 i, R PP DB S e L A 2R T AL, TEDIR 640 W I ARSE HC 45,
KRS /N RS P RO AR S R A 75 D R B S OB Wi 22, 0 A BT 50, SR PR B0E B,
PRLHAF E— B 75 D3R AR R, REAS [ I AR S S AR AR e AR i1 )

BUETR: (1) RS AL RIS 6061 555 k4 rh™ A R,
(2) Zr Bl P RS RRA Sk AT A R B B AR i it ) G0 A X ARG R R

K 6061 F55 4 ; MR AL A1k diohi; (%)

FE 4 ES: TG 457. 14 X ERERIRAD: A

0 F%

WEE B G A S A, SRR 4 A A5 2
BEARMAEA I A, TR T 45 & @ % oAbt
FeHy A . Horh 6061 484 4 H TAR X 85
N B R 5 R R AU A KR R HORTE S 2 i
P R i b R X e /N 1T e v
T AL BT R 6061 FR A 4, MRSk
S8R J3E 3 AN AL BEAT SR 60 % , KBSk k™
F ik 6061 A Sk R I LIS, ¥
B B T 1Y) 7075 SR G A R S S R TR 4
Rz R v S 2 A T E R AR, R A AR
TR AR K 2 I S 7 3 X A L B0 v A B
&, T 6061 555 4 BHINAY Mg Fil Si ot R & IE
BRI A 2L A, SR R S YK, RS
HU I iy R

AR PR RS X AL S UM A B AR )
RS SN A [ P NN S DT a2 e R 2
LIS AFRAE AR, 455 i B 5 AL A AR

i B HA: 2021 — 02— 08

e 5 4 B
5 I

doi: 10. 12073/j. hjxb. 20220106002

BRI IER, BE4.0% ~ 5.0%. B 2.0% ~ 5.0% Flfk
0.5% ~ 1.2% H 55 i X PR SO U e I K P, 2
BRA & AT R i LR, B X PR s i i
JERPERE . Kasuga 25 A 58 3o ik b 4 b 4 Ak
NEAE 4 Sk, TR0 25 I R A £k mT DA o] 2
2y, Schempp 28 N & BT RS S T LAYy 1124
g, b= A 248 & BN R XfE. Han 45
P4 o I o AR v 3 B R B AR B B 2
RPN 1 R

5 IR sl X AR AE X A 420 I S i 4l Ak 2
FEAERT, W LABH 1ETE B [l 1 5 R R KA AR, 38
AT DA A B AL P AR S R R b A A T S
N, (4 fi ) BA S, SCIRIR A 7075 5 E
SAEAIE A BT, e R A B TIG #4219
KTk, LUREE 6061 47 & &R f o= AR
SRR A AR A 17 [

1 R E
IR R 6061-T6 454 4 Hrp T6 H [

PALFEJE FEAT N T BRI ZS . EE R Al
Mg-Si, 4 100 HV i A0 T. R <) 125 mm x



%14

P& 2 AL, % B IR 30 X 6061 48 A R B A B 123

125 mm x 5 mm, 3 [/ B Ry 60°. FH & U] #) K
7075 fRA A VIFRVEMIEFTAEL, YIRS R 2 mm x

2 mm. 6061 §3E4RER AT 7075 $54 AR
AR IR 1 s,

R 1 60615B5E€M 7075 SAEENERS (REDE, %)
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Fig. 8 Micro crack morphology and element distribution. (a) microcrack morphology; (b) Al element distribution; (c) Mg
element distribution; (d) Si element distribution; (e) Zn element distribution
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