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RAGFEHM. RHIH M CMT, CMT-P Fl CMT-
PADV 3 Ff 1.7, £ 22 3 & ( wire feed speed) 7.5
m/min NS AFFEAR A KR4 B 0 (welding speed ) By}
(RRRAE OB S AL oA s & A BE R R ik it v,
e 2 ey R A (heat input) 218 E =
nx (Y, UL) /v it BIHGEy =0.817 . &2
k22K E 7.5 m/min BEAS[A] CMT T2 A9 4545
il AR R U E. HE T A0S Aa T
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F1 2014 N ER40AS TEREHS (REHH, %)
Table 1 Chemical compositions of 2014 and ER4043

ML Mn Si Cu Fe Mg Al

2014 0.4~1.2 0.5~1.2 3.9~5.0 0.7 0.2~0.8 #x&

4043 0.05 4.5~6.0 0.3 0.8 0.05 A

#2 A[ECMT IZEREZEERBBN
Table 2 Different welding speed and heat input

CMT CMT-P CMT-PADV
JERHERREE o/ P £/ JRHERRE o/ PERA E/ JRHSHREE o/ P E/

(memin) (Jomm?) (m.min?) (Jomm™?) (m.min?) (J.mm')

1 1.0 152.8 1.0 180.6 0.6 108.2
2 0.8 191.1 0.8 225.8 0.5 126.3
3 0.6 254.8 0.6 301.0 0.4 162.4
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Fig. 1 CMT welding system
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Fig. 3 Schematic diagram of weld formation
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(1) 2014-T6 404 4% M CMT %54 HA B 1Y
FEARIEVRRHE SR 48 AL B BR ™ & H 2 2R
RHE.

(2) 2014-T6 5544 CMT-P FR4% P 5 R I IR
FRIED SR, AL B E WD, K22 E R 7.5 m/min
F10.6 m/min B} HREEFEAR TS AL.
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JReE 4 IR HA WEBRIEARE, AL /b, a6 22
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