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Overlap Welding Characteristics of 6K21-T4 aluminum alloy by Nd:YAG Laser
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Al Mg Si Fe Zn Mn T

Base metal
6K21-T4 Bal. 060 105 011 001 001 0.02
Filler wire
AA4043 Bal 005 50 08 01 005 02
AA5183 Bal. 45 05 04 025 075 015
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Beam condition CW Laser-Full penetration
Beam power 3KW

Welding speed(m/min) 2.2~2.8

Filler wire feeding 30

rate(m/min) '

Ar flow rate(/min) 10

Defocusing (mm) 0~-1

Gap(mm) <01

3.2 1

3.1 o| M=%

3.1.1 A4 &4 (Autogenous welding)
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3.1.3 AA5183 (Al-4. 5Mg0. 75Mn) %
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Weld specimens
aY 4. £HY Ax X gz
3.3.2 AFR}-AGYRE 1. Sindo Kou, Welding Metallurgy, 1987

2. Frank Armao, Aluminum welding article,
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