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Table 1 Chemical compositions of work plates and filler wire material
g Mg Cu Si Zn Ti Fe Al
5A06 6.40 0.03 0.06 0.60 — 0.05 0.13 7N
ER5183 4.50 0.10 0.25 0.50 0.25 0.15 0.40 A
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Fig. 2 Topography of the end of the perforated weld
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Fig. 3 Parameters change in welding process
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Fig. 4 Dimensions of the tensile samples
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Fig.5 Appearance of weld and the macroscopic
appearance of cross section at arc closure. (a)
VPPAW closure; (b) manual TIG filling
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Microstructure at key hole closure of weld. (a)
fusion line of VPPAW; (b) fusion area of VPPAW;

(c) fusion line of the manual TIG filled keyhole;
(d) fusion area of the manual TIG filled keyhole.
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Fig. 8 Tensile strength and elongation after fracture of
weld arc closure zone
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Fig. 9 Fracture morphology of tensile parts. (a) VPPA closure; (b) Fig. 9(a) partial magnification; (c) manual TIG filled;

(d) Fig. 9(c) partial magnification
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75 HVO0.2 ~ 81 HVO0. 2.
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