203

RTZRITLEEDINVA I TR

Pulsed MIG Welding of Magnesium Alloy
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Welding current ; 100A (Wire feed rate : 1150cm/min)
Are voltage : 17.5V(non pulse) 20.5V(pulse), Welding speed : 100em/min
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Table 1 Mg G@EER T 1 ¥ OILFHS

Chemical composition (mass%)

Alloy — -

Al | Zn | Mn| Fe Si | Cu | Mg
AZ31|2.63 | 0.96 | 0.41 | 0.001 | 0.005 | 0.001 | Bal.
AZ616.03 | 0.76 | 0.49 | 0.003 [ 0.10 | 0.002 | Ba.
AMS0| 4.80 | 0.005 | 0.32 | 0.004 | 0.01 | 0.001 | Bal.
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Table 2 HEESMs LU0 A%

Wire feed Welding Arc voltage Welding Ar gas flow Pulse Pulse Base
Alloy rate current speed rate current width current
(em/min) (A) V) (et /mm) (L./min) (A) (ms) (A)
AZ31 68 21,0
AZ61 830 70 20.6 38 20 360 1.5 20
AMS50 68 21.2
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Base metal: AZ31, 2.5mmt, Wire: AZ31, 1.2mm dia.
Wire feed rate: 1150cm/min, Welding current: 100A
Are voltage: 22.5V, Laser power: 2KW, Welding speed: 200em/min
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