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Fig. 2 Relationship between fuselage panels and welded

joints

B ) T 4k SUHOL FOOUI [ 25 1742 14 ik
P, RIS 5 R QI H 7oK, B T AR 12 R
T8, E A5 b ) B R RE (HPAT 2807 Il AT ALY
J7 LA ) FRE AL PERE (15T 1 HIE E T
FUUAT 75 180 B LA ) R 1) 437 A 1 BE (2B BT 52 K
FEF- T R ) S5 =R e 2, anisl 3 BoR. % &
FUIRBDIRASHATIE O, SCH AR 18 T HRm iz fi 9
ENALIEC

R PRAEIE HL X 48 T o (B e B B 48 5 4R
BEA—E RIS ) | RIS 1 SCBR d F 52 B Y
ARTE AR AR 1 /1N, e HL R g 2K 11 119 07 =X, A
Pl 4 B, R, 25 58 SR 28 2R i s itk R n]
RE/N, R R A I B R 25 mm B4 T IR AR SEAF
AR OSSR (0 2R K U T
277 1) B A g A 2R

b1 (i) B

A ] (i LA
Y1) (zF LA

3 =FimAERER
Fig. 3 Three types of tensile directions
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Fig. 5 Hoop tensile test-piece and its size
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Fig. 7 Effect of welding parameters on tensile strength

P DA 50a0 3 B R RN 2 Sk B 1) e b o
ST NRBEIE TR W B8 K s T B /N | 3 1) 470 7 i 3
KOS 52 BRI OC R BUE 2 B L G 5 T
T UL AN 32 58 K M TR 1 R 3 32 31 5 R s
B MM URFNARGE 50 R A7 BE A 52 ), 0 5 58 B2 0
TR G RIUE A B HE, 4[5l 8 k.

FHEL 8 AT, AR 48 15 VR K /NTE 0. 57 ~ 1. 05
mm 2 [A] A 42 Sk A 40 o 3 A0 Al (2 v ) G
S BEAELTE 390 MPa Z2 A7, AT A B HL 58 B 1 80%
PN PTHIR A 160 MPa A2 47, AT 35 B A4 o hir ok i
(1) 31.4% . ALANIL, KR 4% B P47 o8 B2 6 5 1R 48 1Y
IR T8 HA — B RR a2 —E IR AT T, 48
BEIE TR/ HATh R B RO



36 7o ¥ R % 36 %

420 BITE TR M B 1) | e 57 A0 2 BR A BE

410 + ° 5
£ 0o DAL .
= 400 % °
Al SO o0 38191 MPa
i i ° .
= a0 .o B30
E3m— °
= 360 F .

K 350 (1] /ML, WSCHE, BR O, 4. RHLBEBSGHE AR RA i  B

340 s . . : . ROIT. Wiaswld A, 2013, 22, 42 -4,

04 06 08 10 12 14 16 Zhan Xiaohong, Ou Wenmin, Chen Jie, et al. Application status
: <
HRAE I TR h/mm of advanced welding technology of aircraft panels[ J]. Aeronautical
(a) FRREFIHHIE Manufacturing Technology, 2013, 22 42 —44.

220 [2] Zhan Xiaohong, Chen Jie, Wei Yanhong, et al. Heat source ana-
= 200 F lyses of dual laser-beam bilateral synchronous welding for T-joint
=9 -]
= e0lh o ° [J]. China Welding, 2011, 20(1) ; 28 —33.

: o
_@ 164.1 MPa ° o [3] Dittrich D, Standfuss J, Liebscher J, et al. Laser beam welding of
..................... geemmmmmmammmoamaan
i 160 e ¢ o % ° hard to weld Al alloys for a regional aircraft fuselage design-first re-
a~ ©
2 1Mor ° ° sults[ J]. Physics Procedia, 2011, 12; 113 =122.
E 120 [ [4] Xiao Rongshi, Chen Kai, Zuo Tiechuan. Development of laser
- 100 F beam welding of high strength aluminum alloys[ J]. Applied La-
L L L L : ser, 2002, 22(2) : 206 —208.
0.4 06 08 1.0 1.2 1.4 1.6 . . N ) I o
- (5] KR ABOUEZEARIM]. 1R deat: BagoR
S RE RS TR h /mm .
(b) Sirbihe 2003
I o) LR BE S .
) PARITLREE] (6] JHTTEE, BRI FRA R M), LR BLRT L
. - L. 4 L. = Jtt:, 2006.
8 RN EH R A AR AR , 2006. \ ,
' . . . (7] 4 W, ZEMEEE, BUEH, %, 5A90 FHS SO LR AREE RO
Fig. 8 Influence of skin welding penetration on hoop and y N
o ) AL T]. K4k, 2010, 31(9) : 77 - 80.
longitudinal tensile strength o ) . ) .
Cui Li, Li Xiaoyan, He Dingyong, et al. Microstructure investiga-
tion of Nd; YAG laser welded 5A90 aluminium alloys[ J]. China
3 % w Welding, 2010, 31(9) ; 77 —80.
(8] MG, JUKFI, ¥ ¥, %. 5A90 FHG 48 TIRESLMOEIR

(1) TIRSFHERES IR 0] PR 50 B 2 I SE I TR B
WA, TR/ | PR i) BT 47 560 JRE AR, A 5 4
HRRAZPE R LR R,

(2) 2060 FREE & & HA B RO E T Z
TN, e T 2R REARATEON I B AR 4%
SNSRI Ak HEURITERE.

(3) PG SROCRIE T 2N T RS &
PR AR T BRI AE LTI 84 Fr IR AT 45

221 A A
102.

REMHT[T]. #EEAR, 2013, 34(9): 99 -

He Enguang, Gong Shuili, Yang Tao, et al. Microstructure and
properties of SA90 Al-Li alloy T-joints by laser welding with filler
wire[ J]. China Welding, 2013, 34(9); 99 —102.

PEZBIAY ¢ di/her, 98,1079 4R WL BIACRE. BB M A
TR AL, 5 3 O Tl i BAR A zs ok et il i T2 4
BF9E TAE. RFIL 30 2255, Email: xhzhan@ nuaa. edu. cn



