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Table 1 Compositions of A7NO1P-T4 and filler metal
R e Si Fe Cu Mn Mg Cr Zn Al
ATNO1 <0.30 <0.35 <0.20 0.20 ~0.70 1.0~2.0 <0.30 4.0~5.0 Ah
ER5356 <0.25 <0.10 <0.10 0.05 ~0.20 4.5~5.5 0.05 ~0.20 <0.10 Ak
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Schematic of Laser-MIG hybrid welding assisted
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Table 2 Welding parameters of A7NO1P-T4 alloy

e MR T /A BOCTIE P /KW JEEE o/ (memin ') JREHGE 1,/ A MR U,/V kit 0/ (Lemin ')
N 1 0 3.5 0.48 211 22.7 25
Hep
2 2.7 3.5 0.48 212 22.3 25
0 2.5 0.96 249 23.9 40
POEsA
4 2.2 2.5 0.96 249 23.9 40
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Fig.2 Comparison of specimens built up by laser-MIG
hybrid welding
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Table 3 Sectional dimension of samples
R ERD O BHEW O REH WILLL(H/W)
TS 6.3 14.1 3.6 0.45
A 4.2 13.4 3.5 0.32
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Fig. 3 X-Ray detection photos of samples
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Fig. 5 Microstructure photograph of build-up welding layer
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Fig. 6 Impact test results of butt weld
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Fig. 7 Tensile test results of butt weld
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Fig. 8 Fracture morphology of tensile test
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