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Alloy . .
Si Fe Cu Mn Mg Cr Zn Ti
(batch)
1200 0.06 027 | <0.01 <0.01 <0.02 <0.01 <0.01 <0.01
3005 0.05 0.37 0.04 0.05 0.77 <0.01 <0.01 -
5251(1) 0.05 0.16 <0.01 0.23 191 <0.01 0.04 -
5251(2) 0.14 0.36 0.03 0.25 2.19 0.02 0.05 -
5754(1) 0.06 0.16 <0.01 0.24 3.06 <0.01 <0.01 -
5754(2) 0.06 0.16 <0.01 0.24 3.07 <0.01 0.07 -
5083(1) 0.14 0.29 0.02 0.63 4.46 0.05 0.01 -
5083(2) 0.14 0.30 0.02 0.63 4.54 0.05 0.03 -

Table 1 Nominal chemical composition (in wt2) of aluminum alloys used (balbance aluminum).



Filler wirei _ Si Fe Cu Mn | Mg Cr Zn Ti |
5134 1 025 0.4 0.1 0.1 35 0.25 0.2 02 |
5556A | 009 | 034 [ - 057 56 007 [ - 007 |

Table 2 Nominal chemical compositions (in wt%) of filler wires (balance aluminum).

Fig. 1 Tearing in a typical biaxial bulge test coupon for a laser welded aluminum alloy.
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