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The effect of filler wire on the mechanical properties of 6K21-T4 aluminum
alloy Nd:YAG laser welded
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Agel A48 ¢Fvy FF2A9 filler wired] 4L Table 10 AA3tETH 6K21 4
sl $8e T4 &Agstn AdAR)Hed deoln AL 2z 1mm, 2mmojc}. 4043
filler wirex 2 g9°) 12mmg! & AH&3%T)

Thickness| Dia .
Alloy Si | Fe jCalMn|Mg| Cr|Zn| Ti | Al

(mm) |(mm)

6K21-T4 1 - 1051011 - 1007 060/002,001,002) Bal
6K21-T4 2 - 099 {015/001|007/054/001 001001 ] Bal

4043(A1-551) - 12 | 45 10228/0034|0005/0 016/0004/0011} 002 | Bal

Table 1 Chemical composition of aluminum alloy used(wt %)

2 #olA &3

2 gAE gdgge] APl FAH}TE o] 100mx300me] 2712 Basgon, ol
Fe 714 7bF §l°] Isquare butt2 FEHIdIHtt & BAE ol 3F glo) A2e| mAA
713 HoEd 4kW 43 NdYAG #olAE AHEste] sdi7) $33AY $ 3308 Table
29} #3, F¥RE7MEFF LS FromusAke] TPS 50008 A3 FF3tgen, sRusstxe
A28 BErtaAdE AHEs 3T &7HAE AHSE 834 479 FF-& Fronius
Abe} TPS 5000 AHE-3tich 6K21 ¢FvlF ¥FRA Immo] 2mmE £8A FA7 €8
F 2L A8 g Zox 37E9A Fgd ddFol A st 4L £PIA



Thick | Laser Shielding Gas flow Faller Welding; Wire feed
Alloy | ness. | power rate( £ /man) speed welding
gas wire
(mm) | (kW) Upper | Back (m/mun)|{speed (m/mun)

1 4 Ar 20 10 |No filler] 4 -
2 4 Ar 20 10 No filler] 5 -
6K21-T4 142 4 Ar 20 [ 10 | 4043 5 34
35 Ar 20 10 [No filler| 48 -

Table 2 Laser welding condition

3 Metallography

6K21-T4 43|y & Hojd #4889y 484 Ydd, T3 (centerlme, off-center) ¥
ZFH =g AFsA polishing® Keller §422 odY3te] JAErHH 38 dv]Z3 & ol %
o olAzHE gFIRAH

4. AFNY, A=Y 2 A4 E4(Bulge) N3P

6K21-T4 SFoEe o)A SHFELZRE Fig 13 Zo] &3 F&0] AFAIHA gage
B =0 oz XIEE 3t gage Zo]7} 50me! transverse-weld AFAIAL AMH3Y
o cross-head o]FHEE 25m/ming HA3l 2 SFHFEOEREH ol AFAY
< $83gt} Vickers AEAE o] &38q 200g9] dtEoz SHES YU 17254 A
A $HES, 99%% ¢ 2o ZA 025m FFLE 14E FU¢ AUAAE e A=
£ 2384k 484 AES dolA £4FEL Bulge AP E FF 3} Enchsen A1PE ¥
Faea Ago] gdd dizlA #4E€ /e Bad AHE FYolA AAGE F height
gageE AH8-3te BdE F(dome)d] FolE FH3A 4FAY AFE LA

5. EPMA

L7418 AMgfRo w2 SFFE5Y $SY(AL S, Mg, Fe) £EE #3337 H3lo
4043 £71AE ALE3 RFHT 6K21 Imm+2mm BHFZEH L7MA4E AR ¥n £33
6K21 1mm+2mm $HFES YL polshingdt F  Kellerggoz o 3do
SHIMADZU(Japan)At2] EPMA-1600-2 A}-8-3] area mappmngd 83tk 6xxx A &Fv|
¥F v 43 ¥ £HIEY Fa 5949 S, Mge] wthE #&317] 918 EPMA-16009]
beam spot sizeg 100mZ 3t A FEA3A

m ds ¢ 33

1 Metallography

Fig 29| sddojy BXo] 4043 filler wire§ A8 84 2HEEE AoF =& &4
o] §XHFEAM FEo)l FFHUY 2t Fig 29 FAHAFAAE filler wire AHSFFo] &
Agio] ggo] BEHA g3 wAE equaxed gramo] FAHAT SHFE FAAAM TLol
#FHA ¥ AL 8 FFFH $54T AP equaxed gramo] @ ez AIZHTH
olgA £H2S FANA BAH equaxed grame HEJAE ALY YW, 1L §H
A ol g equiaxed graino] $FF& FARNMN YA ETHE Koud oj&3 g .
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Fig 2 Cross section of laser welded 6K21-T4 alummum alloy

2 AFANE, BEAY 2 444¥ 4 (Bulge) A1 F

6K21-T4 RAj(lmm, 2mm)e] AEE Fig 39 7|AA A AdA BKEo] ztzt Hv 85 A%
X+ 255-260 MPa, Bulge Aol mtadAr] §9 Eole 33-34mm, Enchsen AlH oA mhghA]
E9 Holy 32mmo|Qet Fig 3olA BEo| filler wireE AM23tA] 98 6K21-T4 Imm 2
2mm #A S 2Rdi7] dolA §4 3 Imm+2mm FH7] 79 $FFHFNAN Bxe 77 Hv
60, SIARE = 175 MPa, 196 MPa, 209MPaol] 3 gd-& LH LA dAsgon sy
A Fgol BEEHUYG Fig 3614 EXo| erichsen A1Y ¥ #ddE F9 FolE 9mm, 11mm,
ImmZ 2T §HFSAA AEHJDG 221} 4043 filler wireE AHE Y Imm+2mm §HFE
2l ZAx¥ Hv 70, A=+ 235MPa, 484 A1FA 9 Eole 15mmz #FHJYAL, AF
ANYA B2 Imm ¢FuF §59 HAZRAAN gaHJon H¥F APA Bde lmm
GFulF &7 BANAN FRHAG 0|9} 2o filler wireE AHE3A) & SHAAN S£HES
o Bxe ZA "] AAI(Hv 85—-60) AsletHom, 4Ale] Metallographyol A |
R2d Bl o3 ARFE=I}F AsY ReE2 FAHHM T2 o2 Erichsen NP2z ZFAE
BEAEE AU 4043 filler wireE AHESF S oA ZFx(Hv 85-70)7F AdtstA ot &
7HAE AMREEA & &3 vld] A" R &7iAd 9 HUME Sio oF ngAFHE
Arggd © 4043 filler wireo] o3 ¥7tE Si2 U3 §HFSY FFRAo) FYNIES) @
S Ao E o|FIHA nLTE YAl ZAdA ARF = SUMAE AHLER e &l
B AME AR FAHY gL o|FE Erichsen AP0 2 53" AHYAE /AH"E Ae=s
A Eh 7, 8
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Fig. 3 Mechamcal properties and formability of Nd YAG laser welded 6K21-T4
aluminum alloys.




3 8HFSY SigRFol #AUgEol vHE 9%

Filler wire& Al4312] &2 £39 £3F5404 YAl S, Mg, Fe)so] Baldl 1
2A Exsn e AE ALY F Aoy 4043(Al15%S) filler wireE AR S 2¥eo] £
FEAME AL Mg, Fec R £HF &0 27 BXdQ2y Sit §HFS50] Bol ¥}
I e AL BAY £ Ytk ol AL 4043 filler wired] L FHOUE Sivb £HA L850
B2HBEHANAM $2E ALE AIREU Fg 494 BEXo) AFE 4 ZA} 4043 filler wired
AHEE &9 SHFENA filler wireE AHE3A] RS £ 2Ao| ws) 1wt %BE BS
2629wt % 9] St -FFE& Vel At olelF 4043 filler wireE AME§ SHA S19] 5%
9 712 QA8 TEUAEIT A4 JAAH 4F 2 YAl F4E A2 AlgHR 9
#g A7 Jenrungs et al o] A¥ A3} 7, H Yamaoka et al o] J¥Ax V9 9xach
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Fig. 6 Posiion of EPMA and Si;, Mg composition.
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6K21-T4 <&5ulw 29 @olA &HAl HEE8Y A&l s H&Astaze] 4Eol
dAse 71AF 92 R 4840 ARAAT 4043(Al-55) Filler wireE AL§-3te] #HolH &
HE B¢, filler wireE AM831A @2 sthr] $3o vlal ZAA 42 R H¥AHo AMdE
RE VAT 4043 filler wired] H7t2 AlS FF2Ae] FEURE/ B J9 9
e sie] ngRBAFIL YAH] AR 4P P H¥AY) AHdE Rez AsEY
6K21-T4 45vF @59 oA &34 Si FhFol B fller wireE A3t §3{3e A
ol AdHoINY
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