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Welding and Joining Technology of Mg Alloys with Superior Mechanical Properties
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In order to establish the welding and joining technology of magnesium alloys with superior mechanical properties, which were
produced via grain refining processes through severe plastic deformation, the weldability of these magnesium alloys was evaluated
and compared to that of commercial magnesium alloys by using friction stir welding (FSW), friction stir spot welding (FSSW),
resistant spot welding (RSW), tungsten inert gas arc welding (TIG) and fiber laser beam welding (FLBW) processes. The suitable
welding process and welding conditions were also discussed. For the FSW, the welded joint with the welding efficiency of 85 — 91%
is obtained. For the FSSW and RSW, the welding conditions by which the shear tensile force of the welded joints is as high as 8.9
kN are determined. For the TIG welding, the proper welding conditions are achieved, by which welding defects can be prevented.
For the FLBW, the welded joint has a welding efficiency of 89%, and the factor controlling joint strength is demonstrated. From the
above results, it is conceivable that the welding and joining technology for both the developed magnesium alloys with superior

mechanical properties and the commercial magnesium alloys is established.
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4£. ECAP (Equal-Channel Angular Pressing). ARB EBSD (Electron Backscatter Diffraction., % 5 &L & J-
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AZ31 cast

Optical microscopy

TEM photograph
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HRR processed AZ31 alloy

Conventionally hot extruded AZ31

Average grain size: 1.94 pm

Average grain size: 11.07 um
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3.1 EERAE

FSW & v 2 M B o # 6 oA % X 5 12K
9, ¥ 3 )% (Shoulder) & 71— 7 (Probe) & 7 % —
VEEEELSE, TO—-THEREE 2HOMDI
FIGERIC LD 5 &, v — v MO RIS ET 588
BHCX Y, FLIHoER KL 7o — 73RN
HAESNG, LL2&EE7u—78 LY — v old
ICX VEDICTu— 7O % WERE L, BERE
SN, WHHES ARSIV SR E LT MEL THAS
Nb, ZOK, 7a—T7%REZHbEHICN-> TRET
5 e XYkt LA TbIG, AR BAT
] & — VO g i [ 25—30 3 % il & Advancing Side (2
TAS). 39 —Ji Ol % Retreating Side (L1 F RS) & 153,

FSW EERIZ W 724 BHE RCP AL D B R E < 7 4 &
% 544 RCP AZ31B £ RCP ZAXE1713 3 & UNKJE F
JEREALEE O B i vk~ 7 & v A &4 HRR AZ31B ©
bro TNHLOMEBOILERFEERLIRT, Tz, #
HEHY = VOME EFEB X OEARN 2R 218 T,
LA EHZE £250mm. TE74mm. & X 4mm OHH TH
%o AT T BAWOINBIA & X G 8 AR % 1T
W, BETEONERR MDA A AT b AR O
~ 7 ufifie I 7 MBI 21T o 700 F 70, HEAHET
M BT, WIEL/2 06T O R & S (i &
049N, FATIERT15s) 2 P L. A b 12 & il S 50 &
KDz, 5T, WFOFIRABREZITV, BERT O
BRI R % BRA U 720 FEBRT R O REINC D W T BER
SOIZEHR LTV AED TG X720,

Rotation direction

Tool

Shoulder

5 EEERES(FSW)DERER

xR HEMBOEZEER

Chemical compositions (mass%)
Alloy
Al Zn Fe Mn Ca La Mg
RCPAZ3IB | 2.96 | 0.99 |0.007 | 0.35 [0.001 | — | Bal
RCP ZAXE1713 | 7.0 1.0 - - 1.0 | 3.0 | Bal
HRR AZ31B 3.19 | 1.05 | 0.003 | 0.39 - - Bal.

K2 BEY-IOMBETES KUEERY

Welding tool Welding condition
Material SKD61 | Rotation speed | 750, 1,000, 1,250 min™

150, 250, 400, 500, 600,
750, 1,000 mm/min

7.35,9.80 kN
Length of probe | 3.9 mm | Angle of tool 3

Dia. of shoulder | 15 mm | Welding speed

Dia. of probe 5mm Down force

3.2 REEROKIUEZR

R~ 7 ¥ 544 RCP ZAXELT13 O FSW ik F
HBO—p L LTH6I1IRT, MMFORMIZIE, FSW
OEMTH DY a VFEEIZIF—F L 72MIROEREDS
A BGA D O#m i E CHAE M ICBIg E . 2ol
ROBHRD BIFE ZFE A HE ORI & HITIE L % 2@ %
R LU Tze BEEHEED250 mm/min DA%, EEATE
TR L o T 7225, EAHEAM00 mm/min LL o
BEXE o rBEAHMEONIz, T2 BEIEONNY
. A AT00 mm/min ARl TlE. AS & RS O i
TE IO O N7zD5, HA#EEA00 mm/min DL 1T
EHTHNICEDOLNLEETH 720 720 MBI,
KHBLVEFE DICWDWLEAXRRTEDONE
Mo TS, XHEBRER T 72 WS, 5, v —
V@ Al 58 E1,250min™ & B A H EE750mm/min Ok T T
PR R R AsBlgE S 7z,

Il i 53 B2 71,000 min' T 4% A5 B 25400 mm/min @ 5
T CITo 72 G HAGHm O~ 7 ok e I 7 Tk
ERT7IORT, K7 @ IRTEHITTO—TH%E M L
7 RFEEE (Stir zone, SZ) 13771 — TR L 72 BRAH
R L. BIETORBEICIZDT 0 TH 5 A0 B X O
WY 52 28 % W) e 12 % 1) 72 $H 380 (Thermo mechanically
affected zone. TMAZ) 2Bl S 7z, 7 (b) & 0 B4
DML TN AT 2 IR0 Z £ L T 575
K7 (c) ~ () IT/RT SZTld, BEIBEIC X ZiRIE L5
&7 u—T7 ORI X 2 WPERENC X 0 B R 25
AU, B2 S & B LT e R B T A
BT 505 SZOMBRIZHILFRICIE VI & X D B
TR E R LTV, oy SZERMEOBERIZASE
L UORSIIAWIRTH o 720 ThUE, BEMHERS L O
TR SRR SIER IS 1 . RIRRIC K & i At i
BN olzlzblEZz bbb, Tabb, MRk
EHERFLZIRETORANRTH L 2 EAREIN
%o

Rt
(min!)

6 FSWiHtFDHNBREE(RCP ZAXE17135%)
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®7 FSWHtFONREE
(RCP ZAXE1713, 1,000 min"'-400 mm/min)

110 , , 5
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100} : ! H4 _
S ; ! £
< 90‘_W3 g
7] ] 1 E
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| [ - =
2 mm ™ 2%
- ; - G
TOF ' : -@- Hardness 1
' + ik Grain size
60 1 L L L 1 0
75 50 25 0 25 50 75
Distance from weld center(mm)
8 FSWiESEIDiEENIY 1 XEFES T
(RCP ZAXE1713, 1,000 min"'-400 mm/min)
350 14
_300} - -BM:322MPa M Tensile strength 412
g - -BM:12.7% @ Elongation
~S 250} {02
S <
& 2200 '*{;4.3\'\.__. 188
g8 i
& 3 150F . {62
<
= 7 100p o4 143
= s0f 42
C L L ' i i L L 0
0 100 200 300 400 500 600 700 800

Welding speed(mm/min)

B9 FSWiHFDEMEIIEEE
(RCP AZ31B, 1,250 min™)
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7 — L@ [A] iz 3 BE AST,000min™ THE A 3 EE A5400mm,/min
DYEA kT OMUE gL B OB X554 & 46 SR EE Ol 52
FREE IR T FHOBMIUTE T ONTYFHRZ
THNDH, SZOHILIRASKL.5mm FTOEIL TIERE
ERE T Al A (HV3FEEE) MLl THBY, SZo
JLERA51.5~2.5mm O PHTIZH I BEM B & LR 3 B L ik
I (HV3RERE) BIb L7z F72, MFO® S /5040121
AL 2HE R ERIIRO LN D o7z, WEDZEL
TRELT FFIIAEMRAEAE 2 55, Hall-Petch O
UL, FEERAEAVINEL BB E SIS 5. X8 %
5075 X I, S PRI AT 3 2k L C
WA TIE, RS ERTER DT R E L
oTWwhe —Ji, BEMERE LS 5 L Aib 3 A aiqk L
7oHIRTIE, AR R & 2 IZFE D TR E
WIREETH 5720 WRIT, TOMEETIE. BRSO
TERbHLEEZONL, TOERNELT, SEEULEWED
M OBER AT DB E 25N L. ZOMT-ORE
TEMIZXDBIZEL AR, BRHICIE] pm BEOSRILE
W LaAl; £0.5 um FBEEDEEILEY LaAly DFAEL 722 &1
LT SZTRINLOERBEILAWIE, BRI LT
Bt nm EBHMELT L TWEOHHPILZe ZDX)
12y SZHHRER T nm B A XDIEFA B A TED D58
%L TC0ATD, ENET N8 E 26N 5,

=
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=
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‘,_/32?
£ 300 . = o 15
=3 S
£ -1
g200f---—-—-p——————_F BM elongation(10%)] | -2
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17} =]
o o
= A a]
E, 100 | 5
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-@-:Elongation
{) L L i 8
0 200 400 600 80
Welding speed(mm/min)
E10 FSW HF Dtk tae
(RCP ZAXE1713, 1,250 min™)
300 30
BM tensile strength285MPa) 252 7T
= ‘L\_i I
= |BMelongaion3%y T T T T o—8 |
S 200} {205
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11 FSWHFOHmAIIERE
(HRR AZ31B, 1,250 min™")
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V— VIl % 1,250 min' —EE L, BAHEE LS
FTHONZE R E RCP AZ31IB A4, RCP ZAXEL713 &
& B LU E B HRR AZ31B &40 FSW Hik 05 |3k
ABAERAEZNENK 9 ~ 11ITR T,

R RCPAZ3IB A AIC B W TIE, FIRME 4
HEORME L BITHAR L, KRMEICHERRGEED
BnE & IR T BN TH 720 HFIZOWTHHE
OB TH o720 MIIWTRLTWSEHIZ, mdEW
IR E 255 5 1 5 441131,250 min™, 300mm/min T,
ZOWOF|EREA243MPaTH V) . BEAIREE & Hi L
7T H TR (He Ak TR / B EE < 100 %)
RITE% TH o720 BIRABRFIZIZLALOHMFICE
WTASTHMI L TH Y., EIHBEER (HAZ) H L<IX
HAZ L 83358 (S2) & OB AT T3 2 T d -
720

HIR o & H 12, FSWHEAFR O SIS BER & [RIFERE
THo72h F-O5 [RIEEEIIRH & ) KRIFIET L7
UL, BABITRVESHIRATE S iz72H & EBSD
FEATIC X D HI L 720 RET-08 [HRIRIE 2 58S 5 72012,
V=V DY aNFEETO—TEO,REBLEET, #
BEBDOEAHRBIH % ATz TORERE, HRTAEAE%
DFSWHEFEDE SN2 %35, 1,250 min®s 300mm/min &
M THA LTI O AZIIBOM TR RIZ, RATH
96 % TdH -7

R E RCPZAXEL713 A& BV Tid, KI0IIRLTW
BINZ, FIRREBIO MO A RIS §131F
FARETH D, Y —NVOEEEHEEA,250 min' T4 HE
P3500mm/min DG, MEFO5 R EEI1X327MPa T, #F
TR HII89I% TH Do BB,V — IV o lal iz H FE 51,000
min THA HEEAMO0mMm/min DA S TIE. HF05]
IRIRFE AR K T336MPaTHY), TR I % TH-
720 DR RERF OB WAL 13 A 0 T B2 5T
WABDS, FIZSZFDJE PO HAZ THEWT 3 A Th-o
725

BB HRR AZ3IB & &2 B W Tk, Fo5[IR
A L3R A B A3250mm/min @ B L2 B R il (252MPa) ©
HY. TNULOEAEE TR, BAEEONE &Y
WD BIEAITH o 720 HITOWTH RO M@ T
Holze TOREOHFRFIIE’ % TH D, LL 4D
5y MOEHMICHARSE EF LT LTz, FliR
Bl OB EIZASICH D FICEGEEE (HAZ) b L
CIZHAZ & HEEE (SZ) & DB AT TR 5 10 T
Holzo

P EDOEBAERNS 5D LIS, Rl BEALNT
FSW 217 o 72856, Bl - MilEEE~ 742 7 A
BEDOHTRIHILES ~ 91% & FEh o 720

4. RTRXVILGEDARY Ma
BAEPTA R v b % (Resistant Spot Welding., LA F

RSW & 9 13 H B BB 12 BV T b LB i B 7

BED—D2Thb, TOEHENETIIEEIRIZEM AL

5720, BHINIMBOMESB X OEHSEMICLD,
BRI R TET 2D 5. —H, HETI
PERDFSW i & N — R B S S N7z BRI T A
(Friction Stir Spot Welding, LAFFSSW & B&97) 127 v 3
Y AREOEREAE LTERSh, —HER SR
TWwh, €ZC, RUIETRERE~Y AV 25488
O EBEE~ 7 % ¥ 7 5G54T FSSW & RSW %
BHL, o072y G480 ARy MEAT%
Meat L7zo

4.1 EEBRREE

FSSW 7+t A Z ISR & M2 Dk 917k
bo TT, HAY -V R S0 O HEEAM I
T 5. COB 70— 7 EBHEAM & OIS
AHAE L. OB L )AL Ih T o —
THEASNIRED Ho ZDH%, 70— T PEENIHES
MHIZAD . ¥ a VB BEEAMRMICHEML TH 5 b
Y — )Vl % —E R THERE S 50 SO Y — VL
OB BHAR 2R L. LT oM EH Lk
L3N, Oy —)VEBOMEHI AR 3 EAHIRE
BRSNS, EL T, BRICESY —Vvx RS E
TTu—7%5| &<, TOME, BEHEIRTT 5,
—Ji. RSWIZKIBIZ/RLTWAB X )2, WiHEIh 5
SRR (B M) # i, BERTIMEL, BEZMAT
BRET L, B2 Y 2 — VREIC L > TINEA L <R
MBI S T BN 2R eI EE T AR
ETH b

specimen

(1) Plunging (2) Stirring (3) Drawing out

12 ERBIFRES (FSSWIEKE

Welding force
Welding current

r

E13 ERARY MaE(RSW)IERER
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KRiFFETId, HERME~ 72 v 7 L8548 AMX602 B &
OB~ 7 % ¥ 7 A 454 HRR AZ31B % J v 72,
HRR AZ31B 3 & INAMX602 DILF LK % 2 Fh k1
(PHAZI) LK 3ITRT, FBIZIZ, KI4ITRL TS
X912, B¥150mm, ME50 mm, JE X 3 mm O % fii
FIL720 FSSWOHEAY —VHME LB X UBA 50
412, RSWOEMOME &S L OHHEEN%
EK5IRT. AR TH HEHMoNBIREZIT- 7
b BAREHO~ 7 ofifie I 7 ofiigE @Bl
7oy BATWNE ORI LS ZWE L, X512,
AT O/ AR R TV, AT OmE %
Sl L 720 BRSO REINC D W TR I ERR L
TWVBEDTEMNE X720,

4.2 FEERDBLUEZR
4.2.1 AR TRV I LEGEDFSSW
BEMEBIIB LT THARR., Ya vy EB LY
JEARGEOZBEIZOWTHE Lz, Hohi#Fo—
WONBERZMI5ICRT, ¥ a VFEB X OEAM
HICIOTHAGRHOBME LIV —VOEARES
MEM L. Y — VoS EEEA SHEE S 3 3N
L. BERENKRELRDMBEAITHo720 ML aVFEE
THUEAHMTH L, EAMENKEL b LY —
WVOMARIAHML, #ERIIKREL LM TH-
72

®R3 HEAMBOEZER

- 250 S
< 150 N
|E 50 3
[} ]
|
= I °
|
Y |
!‘ 3
(a)specimen A
: .\ré
(b)tensile shear test specimen 1
14 #EHBRR B LU EAMEIRARE ORRETE

Chemical compositions (mass%)

Alloy -
Al Zn Fe Mn Ca Si Mg

AMX602 | 6.16 | <0.01 | 0.006 | 0.228 | 2.02 | 0.003 | Bal.

KR4 FSSWHEESY—ILOMEETES SUESHRME

Welding tool Welding condition
Material SKD61 Rotation speed | 1750 min™
Dia. of shoulder | 15, 20 mm Down force 9.8,14.3 kN
Dia. of probe 5mm Angle of tool 0°
Length of probe| 3.9 mm Welding time 3-14s

&5 RSWEMOMEETES KUTRESRG

Electrode Welding condition
Material Cu-Cralloy [ Welding current 22 -37 kA
shape Dome Welding time 6 — 24 cycles
Dimension 100R-16 @ Welding force | 6.86, 9.80 kN

50

3s 05 85 10s

Shoulder: ¢ 15 =
Load:9.8kN

Shoulder: ¢ 15
Load:14.3kN

Shoulder: ¢ 20
Load:9.8kN

Shoulder: ¢ 20
Load:14.3kN

10mm

E15 FSSWi#tFD5E (AMXE602)

Shoulder: ¢ 15
Load:9.8kN

Shoulder: ¢ 15
Load:14.3kN

P

Smm

16 FSSWitFiiED~ o O (AMX602)
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YangEEISmmE —E LT, EAWMES X OEHE
BRI 2 28(b S & T S N2 FSSWRE T o Wi i~ 27 1 Lk
BEEZRI6IZRT, ¥ aVFEB L OEAMEI R,
DETh. HAKEOMME &I Rll~o 7o —
TORAESIBEML, Y —WIZ X B RELDEY Fas
LIRE Y Y — VORI X 2 P 5 O MY
B L o TR S N EIFES (S2) 133K T 2 I TH
bo valVFEEIGMM E —E L LIEAMEZ 2L
WA EAMENRKREVIEIE ST — 7O TR~
ARSIHIML., HEREMA14s TIE 7 a— 7 i
TAROER F THELGEL, LA & T & O BIZBRGAS
U7z, Doz ehs, FAMEIZWThOY a vy
ZIZBWTDH, 980KNAELTWAHEEZ BN,

¥ a W FEELISmm, EASMTE.80KN, AR 10s THE
L FoWm~ 7 affiks L OV 7 oz X117
WRT K17 (a) o BAECTHH A 72RO K EE % X
17 () IZZR LT 525, E RO FENIL Y — VAVEER O
WEIZ2 S ERBA~ERLTBY, SZoA
TMAZ DR THEE L TWb, [M17(c) B X (d) 12SZ
BLUOIMDO I 7 0fllfkz R L TWEH, SZOHK: Mk
RIS HARTHAEME S N TB ). BRI
B TEN TR A U TR DRI L L 772 & %
ZHN5b, ZDL) BRI TNOENTH SNk
FHIFIMAETH - 720

¥ a v FE15mm, FEAMTEI.SOKN, FEAKEM10s T
LNMFDSZ & ZDREBIZBT 5 LA O I
DR 554 B X OFE SRR O 58 4 5 & 1812/ T
B ORE S (FITHV60) 12T, SZB X OZ DA TIE

17 FSSW#tFHIE® = o OfE#(AMX602)
(a) WAFERET~ & OfERE
(b)SZ £ TMAZIESR = & OfER
(c) BM= o0, (d)SZE= I Ok
(¥3)LFE: 15 mm, EARE : 9.80 kN, E5HE : 10 s)

REEDS B3 L7ze Zhud, BEgET o & Bng s hic
Lo T, SZOKEEAAEATS um BLF (BA O &% Sk 1%
#¥15um) ¥ CHHL L 727208 E 2 5N b,

¥ a vV FEHNLGMM E20mm DY — v = v THAR
% 2L S & TR S NZEF o 7[R A BB R 2 X
1912R T ¥ a vy ENFIMmOYA, kS AW
. HAROMME & LI ATAEMTHY . HE
KR 2514s DI IZH K (5.76kN) T o 7275, HA TR A

100 : _ — 25
80F
s "".I"'v' 7
60 - L} L}
% Co i
] ' ' =
e . SZ , £
&
k| 40 . ; g
20 ' '
: ' . :-&:Haldncss
' ' Il :Grain size
L i L L L I} L 0
%,5 5 25 0 2.5 5 7.5

Distance from weld center(mm)

18 FSSW HFHIEIDIERIELES D5 (AMX602)
(23L& 15 mm, EATEGE:9.80 kN, E5H5H: 10 s)

8
B Load=9.8kN
® Load=14.3kN 5.7¢
Zor
1
3
&
24
»
g5l
= Shoulder: ¢ 15
0 L 1 L 1 1 1 1L

0 2 4 6 8 10 12 14 16
Welding time(s)

8
W Load=9.8kN

G
@ Load=14.3kN 3R

(=)

_ e

Shoulder: ¢ 20

Tensile shear force(kN)
(3% £

0 1 L L L L L L
0 2 4 6 8 10 12 14 16
Welding time(s)

E19 FSSW#tF Dt ARTS BREIERIER (AMXB602)
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AHET IRV LERDEE - SR

10sPAETIRIZEAEEB R ON e h Tz $720
AGEZMEIMLUTHIIREAM DI EAEEILL R
Mo 7. o3 v FEEH20mm THE A M E A39.80kN D 3
Ay BIEC ARG oOBMmE & b ic¥mL., #
BRI AS10s DR K (5.33kKN) 1272 0. FOBRETET
THEMTH o720 HAKMZ10sE —E & L. FEAM
HETA3KNIZHIN L 72356, GlRE AR I3E T L5
L579KNTH o720 WITNDO Y a VI FEEZFTVTDH,
BONTMFORKIIREAMNEIFABRECH 7228
o, BAERXNILTEL Y a VFEISMMO Y — )b
HEERVE< 72 V7 AEEDOFSSWIZH L TW5h & E 2
5k,

4.2.2 #AMS KUMEREY IRV I LEEDRSW
BEBRBLIOMENZ —g & L, RN 22
BTHL NN~ 7 & ¥ 7 A 44 AMX602 D RSW
HF- Wi~ 7 0B E RO RFH IR L 7z Wi) %
K20127R T EHmE A2 HOm & T 2EAKOF 7 v b
(& BB X OIE D oRIE & HITKREL R LM
MTH Y. MENE > TEBIBMITEVRAALREZD
CIZADOWEES D, BHREMB I OIEDOHME & B
KEL L DMERTH o720 F720 2&TOAMX602 D
RSWHkFDF 7y PRIz 7 —Fr—H L<
FHEINSBEI NN WHBEE AP TA568
HRR AZ31B D RSWHkF- D+ 47 b i d 12 1 K
B lehotze Lo T, 747y MRREM T T
O—F—=LH LLEFEhD L) R RE~ 7 A7 0 &
FOFHBICEINLEEZ BN,

Wi 3 7 T REk OB L LT, EEEER A% 2cycles T
2 HE U A322kA D AMX602 ik T D B8 #8 3L & X211 1R
Fo BI21(D) IT/R LT 2 B CRIZE S a7 i (X
HORENTR LZZEILE S FICHEA TR SN DY) 25, K
21 (¢) R T BGEEEL (HAZ) Tld, —Ef LA L <h
D, F7y (K21 (d) 1RT) TIE. 7 M7 A4 MK
OHTT7UA RFIHEBEIRICEE L Tz, 720 K
21(@) IR LTWA X9, HhEH 77 LA VRO
SR TR LT, ShUE, B LR T O&E L
MICEDRELZDDOLEEZ DN,

PTTLA VRFISRBLTW A S ERET 572
DI, MFF7 Y bOMEEE TEMIZTHE L. €0
KEE, BHEPIZALCaTH B EHIL 72,

WFOM R 5/o—plE LT, EHERER2512cycles T
BHERPIKADFHETHONMTFOF Ty b2
DB BT B RS 5504 (AR A S LR OBIE 1)
WZH 1 mm DT OPEREF % K221 R T B ol
X (FIHV60) ICHRT, F7 y P TRBEES EF LT
72o T, ALCaST ¥ b I A4 MlEOYT I LA v
RIS HRISGBEE ISR L TW7-ntE2 6N 5,
ZOMDOTRTOBERERMETH, IZIZFEOM S 54 T
HoTz

52

Welding | Welding time:12cycles

current Welding force:6.86kN

22kA

25kA

28kA

31kA

-

E20 RSWi#tFoiiE~o OFE(AMX602)

3

(d)Nugget

E21 RSWH#tFHE®D = o OB (AMX602)
(B#EER 22 kA, IES:6.86 kN, BiEHSR : 12 cycles)

100

Hardness(Hv)

C 1 L1 1 I 1 I 1
0 725 s 25 0 25 5 75 10
Distance from weld center(mm)

E22 RSWiH#FmEICHIT DiES9H(AMX602)
GBHEEH 31 kA, IEH:6.86 kN, BEHRE : 12 cycles)

U ¥E ME#ENo.60 (2011 %F1A8)
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R (12cycles) B L O (686 3H L < 1
9.80kN) % —i & LIAHEER 2 2L & TH S L2 8
T AMX602 £ 4 D RSW ik F 0 5 | 58 A Wi ik B SR % X
23(@) 12, BHE (31D L <I1337kA) B X O (6.86
b L <139.80kN) & — & LnHRH 2 2L S ¢ TH S
N7k TF D5 ke A B a2 % X123 (b) 1SR, X123
@ 25055 X2 MENCEST, BHEBEBROH
e 5 AR IS 2@ THho720 Th
ES «eﬁ% MOMWME L BITFTy oY A AHhKEL
Lolzlz0bZ26N5, 72721, IMEIIH9.80kN T
BIEETABTIKA DT Tld, FIREAM LT LT
Wiz, UL, TR AW RER TR OB B TR
L7z& 92 77y bW ORBIRTH 7 v NEEDR
INEoTleb b EZ BND, BN 12cycles & E
J16.86kN D 5T, K5k AW (F96.8kN) 2344 5
Nizo F720 K23 () ICRLTWD X HIZ, BEERD
BIKATIZ, BlRE AR ITBEEREM OMnE & b 128
KT LIEITNTH o 7205, STKADYE X, BHREIC X
LEALIZIEEA LR ON D o720 RADIREART
1. EHEEITSIKA, R 24cycles, T 776.86kN @
M T, 8.06kN TH - 720

BRI (12cycles) B & OINET) (9.80kN) 7 —E & L
BHE & 2L S8 TR S N7 S 8% HRR AZ31B
B L O AZ3IB A 4D RSW KT 05 |8 A Wi ik Bk
R2X24 (a) (2, EHEEE (37KA) BIOHIET (9.80kN) %
—BELBEHR B2 TRON T o5k AW
AR R 24 (b) IR, WThOAED., BHER
DM E & HITHIRE AWITIEHMS 2@ H - 72,
UL, BEBROMINE E BT Ty b A AHKRE
S ol E2ONL, T2, MEMTHNIE
HRR AZ31B O 7 i3 &\ i [ AW 11235 5 1L 5 @7 ©
Hotze TN, FEMHETHNITHRR AZIIBH#T-O )
BFT Y M RELLLMENTH o720 THbS, %
720 K24(0) IR L T 5 & 9 IT AZ3IBHIKF Ot
Gl ABNEE R ORI E & I AT 2MHmT
& o 72H, HRRAZ3IB Tld. 24cycles T L Tz,
. BIEERE AWTRERE O RER T VEREIE 0 S H B L
72EH120 F7 Y MAEWRE L o T2 TH
bo —RRMNC, AR & & LIS TIET B BE
TEEINS 5 2%, SR AT B Bm b IR &
EBHITKREL R BDT, HAEHOIEEILD % R T fafl
L. 77y bbHERESTHREDILTE 5, iz, B
RO L ) F7y FAVNESK b2 LidnwEE
ABNDEDT, F7 v PIWNEL BolzDi, BEND
MOy 77y 7R ETEBO XV, BRIALE
ERDBERNNH oL EZ SRS,

W AMRE TR L 722947y M R &mAE) & 51
AWM OBREN25 IR T, 5IEEAR I MR
OB L S THEATMOMME & B IZIZITHEHMIYIZH
KLTwWiz, 2, MEROIERGEIIR R 25, M
KA U (AZ31B) TH 5720, HARHERIZIZE AL
BhohpolzlzblEZ bNb,

Tensile shear force(kN)

Tensile shear force(kIN)

Welding time(cycle)

E23 AMX602&%=0 RSWH#F5ERE Al
((a) BIEERORE, (b) BEREORE)

® 12cycle,6.86kN 08
B 12cycle,9.8kN
£or
g
-
g 4f
=
o
2
& 2f
(a)
D L 1 L
20 25 30 35 40
Welding current(kA)
10
@ 31KA,6.86kN
8.06
o] ™ 3TKAISKN ¥
Z
c)
8
s or
%
5
= 2k
0 (b) L L L L L
0 5 10 15 20 25 30

@:AZ31
O:HRRAZ31

@ AZ31
O:HRRAZ3]

(b)

0 5 10 15 20 25

Welding time(cycle)

RSWH§tF D5 3Rt AR
((a) BEERORE, b)BEIFEOEZE)

30

E24 MIRAZ31BEEHJUTMHEZEEHRR AZ31BEED
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EAE TR

AHET IRV LERDEE - SR

12
Q:AZ31
HRRAZ3]
of © Q
- °
Z 80
T 8F [
] [ ]
E e
5 6L L
- 85>
®
= 4 ®
=
ﬁ [ ]
) &
)
o
0 1 1 1 1

0 20 40 60 80 100 120 140
Joint area(mm?2)

E25 RSWH#FD5IERE AR & ESETE S DR

5. YTRIVDLEEDT « JBkE

74 7 (TIG) 4T A T I BT DI
BBHEHED—DOTHY) ., XT3 LAE4E%— ik
WIERT A8, TOTIGHEREEZ AT 5 2 L wE
Thb, €2 T, —#ilil~7 Ay 25NN B X
O, RCPALEL L 7= 1kt sk & & D mtERE~ 7 4 v A
BEH LCTIGHEEER 21TV, WY 2 EmEetB X
O T O BB % Wead - BRIl L 720

5.1 EBA%&

AFLERTIL A T TIG ¥ H2 6% DA300P % i L 720
BREOB, 2 - BN A 7Yy FERE— F2MH
L. XD EZEEILFI% (Thbb, R &
BRI ORIZT @ 3) & L. RmEBm,MIEERED P
L. ZORBERIITO Hz TH - 720 HIEIE. B
BIAAR TG 5 72O HIEMYE (DCEN) & L7z, F7-.
R EMYBEEBIE 1HZ TH o720 BB, AERK
WCHOWABBIZERES2 MmO 2% L) 7 A A0 %
VT AT VEMYN-32C2S TH - 720

BREBROBE, HEETGHEICTT — 7 OB B HE
(T7abb, BHEAE) ZHEL 200, SNy 7T
L— M HWTREEGEEZ T o720 T72. BHEROLR
ZUHIT A0, 75 FICTHEERBIT ZREL
7o BHROBEMT 226177,

AREBIZH W< 7 4 37 54413 RCPALE @ w5k
J RCP ZAXE1713 & &8 & OVKJE T LB o & i 18 5 1
HRR AZ31B &4 T, it 13 & 2250 mm. H&74mm,
JES Amm DM Th - 720 EHERBT OBEIIR &~
BEEH2TISRT, SALD T 3V A58 b
AR IIRL TS, BHRMMEIZE6IIRLTWS
X 912, RCP ZAXE1713 £ HRR AZ31B& & IZxf L T#
NENZAXELTI3 & AZ61 TH - 720 N L DEHRMN
BRIEAIE3.2mm T, O LM E £ 7 1R T,

54

RKQICHHENE R T, BHERZ120A, HHEHE
2100 mm/min & — % L CHEE LT - 720 BEETH
2y B OB & XEE SRR TV A EHN
BRI OF W27z B BEHIIHO~ 7 oifks 3
7 OB 21T 5 720 X510 MFOTIRRBRE 17T
W IR O BB & BRI L 72,

E26 7« JBEEORBRFERSE

250 mm

/
w0/
H!IV ¢

,C//
¥

3 mm

ﬁ'l mm

®27 T« JiBEORIARETE

R6 BENMIZFEOESR

Materials for welding RCP ZAXE 1713 RCPAZ31B

Welding rod RCP ZAXE 1713 AZ61

U ¥E ME#ENo.60 (2011 %F1A8)



eA L. AlLak Al,Cad g BAL AW 2l o s v

R7 AEDIRO{LFER T Dy RS TIE 7 DAL 2 W I Bl

Chemical compositions (mass %) CENRTERVD, ZBBETHMEE (TEM) 12X 5%

Materials =0 T zn [ wn | si | Fe | ca | La SRS LE Th D, SIUTH LT, BHRREEIRIC
AZ61 | 625 | 098 | 029 | 0.01 | 0001 | — | — WA R & Zfb kL & &R ML AW SRR 2Bl &
ZAXE1713 | 681 | 096 | 0011 | — |0.008 | 1.00 | 2.96 N, 7o, BESEIBIEE SR L 28E MLs

Y X ORISR b7z R EREBO SR RLE

KR8 BERM
Dia. of Welding Welding Welding | Flow rate of
electrode current voltage speed shielding gas
3.2 mm 120 A 10 ~ 15V |100 mm/min| 10 ¢ /min '§-
2
(=5
o ]
2|
5.2 ERERSLUER g3
56 RCP ZAXE1713 4 4 & w5 HRR AZ31B ]
BEOTIGEHIBOIME L X B MR 7 4 )V LA FE % é
M281CRT o ZDoDOMFL b EEELNBEZRL TS .
A XBEBRBT 1V LH 555 LD IS, ROP g
ZXAELT13 6 & DS B 2 7 10 — 5 — W SEAE L >
=2 LACK LTy HRR AZ31B A & O i BRI 1 i B K 0
Faiiz e A L% h o7z,
HRR AZ31B & 4@ TIGIEHHB O Wi il ~ 7 1 ik %
20180 WHER Y FEICHM 2 70 — R — )V hi—>
<=
BlgEs 25 BERIIHRNEETH > 72, &
FIHEE RCP ZAXEL713 44O TIG BB O Wi X 7 1 &g
M R0, 72, BH (BM.), BB (HAZ) b £
X OVAHART (WM.) O 3 7 0o SR 5HE %X ml| 8
. L./ < =} iy o~ b=
BLICTRT o BAITIEAE AL 25 1 ~ 2 pum B2 B2 O i q| 3
<
o
o
)
£
5
z
>
4 mm
29 HRR AZ31BaEsiE <o D8 28 7« JAEROSRE XREERRER
bt USEMBBE | K R VG B

E30 =iEERCP ZAXE17138&DT « JAEEIIE D= 7 O

55



BARENER

AHET IRV LERDEE - SR

Wiz BBERMEVEIR(F 7213800 L3R o0
BERL TS, BHEEEIBOEDXIC X A2 LFEME D
T %47 o 72558 IR 2213 8HRo &8 B L AW
Al L Lanfb& W (AlyLa,) TH Y. SIROEIEEILEY
XAl L Can L&D (AlCa) 20 Al & Lad b& s (AlLa) T
BHHEDPH L7,

15 iR BE RCP ZAXEL713 & 4x B & O & i il %8 1k HRR
AZ31B GO TIGIEHM T3 iR ABE R 2 K 9 IR T,
RCP ZAXE1713 &4 TIG {EHAK 5 13184 MPa T
ﬂﬂ%ﬁ@WM%ﬂm%*xfﬁotouﬂi@%W’

— R = VA L. FRICEEEBISR k2 L <Ml
7(1[.’,[,7”7”&5&%‘7\_ 5N %, HRR AZ3IBA & D TIGA
FeMk T 13 241MPa . BERF5REE (285MPa) D#985% T
H o720 HRRAZ3IBEED T 1 7 EHEERIC &5 Sk
KALDFEHE L7225, BRI oLAHK (AZ61) 135}
MEDAIGSERNEL, Th70—F— VEDRER
Mol dpo 727280, BHM T OMER T AP 2o
72

VL EOEERE R, S, TIGEREIZKE TLHOHRR
AZIIBAEICHEMTE 5L E 2 51 A, RCPALELE I
B 73T AEEICTIGHEREY BT 256, B
70—k =V EWHIT 5 LER D 5

6. NIRIVIDLGEDT 71 I\—L—HBk%

L—HFBEREE AN F—FENE CEREARD DL
L BEMEREVWZ, BREEL DLV, 207
B, HEBEHSOMV T2IZ UL L DT ESEH I
ENTWD, F720 L—VRBEOBGEERI -0
RS SR % D OSBRI L — IS HR T 5 O BB
@ BT nwEEbTwd, HEIHEEORBEIEAN
oA R E D OB I AV Y A EE T EH TS
T\%®p FRENZRARDL ZEDPEETH L, £
Ty KIETRAH O EEMEHRR AZIBEED 7 7 1
IN— L —HIEHE B X OVETEE O ML & A 5 2 R
L7

6.1 EERAE

REBIZR AR II0 KW D 7 7 £ 23— L — i HE
FHW, il - R EN L —PRER T 7 4 N =%
MU CHEEEES IR SN, 35— CEERBA &
ST %0 BEEEZORY 2L Tifo 7.
BREORY FOT =502 =& L —9 kg f
DT TAN=BIOIT—READOY — N K7 AEE
EWEE SN TV 5, EHABRNIEI 7 —O T HICHE
L. B KO L —FHRFARy M &I T7— Lol
13250 MM Tdh 5720 32127 7 4 13— L — o
XHZRT, L—WEHEoOB, B o&mE EmE D
TNT I AT L7z B R ORI TIG
M= FREE VT, EROREIHRZE - FOl
T1240 mm X 40 mm OFIROZEH 2> ), T DZEMIZ
TNVIT Y H ARGz

56

ARIBR DA 1 R E B R HRR AZ3IBG & T, €
DALFMBE R 1 (PSR IR L TWwbh, KRFERT
i, 774 /N=1L =2 X 5 HRR AZ31B & 4 ?® Bead-
on-Plate {54 & BEG bEBER AT - 720 BHLME IO
RS o VAHESE TS, IO AMBIRAS & X% i
BREAT O, BN R O A % 072 1 iRk
Mo~ 7 aflfke I 7 afigBigE21To 72, 51T, #
FOGIRAERZ AT\ BT OB 5k % 574f L
7o EBFESOFMIZOVTIRERY IR LTS
DTBBNT7E X7\,

E31 RCP ZAXE17138E&7 « JBEEO I U O

RO T 1 JBERF OS5 RARIER

Material Tensile strength (MPa) Fracture location
177 Bond or weld metal
Experimental data | 181 Bond
RCP ZAXE1713
194 Bond or weld metal
Average 184 —
245 Weld metal
Experimental data | 240 Weld metal
HRR AZ31B
238 Weld metal
Average 241 —
Laser
\
‘\
», 120

4“)“‘9“5“5“‘3"‘3“‘\"‘\%“;—‘ /

‘Welding direction -..‘..,_:‘
E———

T3

E32 774 /\—L—YEEEE

U ¥E ME#ENo.60 (2011 %F1A8)
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Parameter Bead-on-plate Butt welding
welding

Laser output 4~8 kW 4 kW

Welding speed 4~16 m/min 4 m/min

Dia. of fiber 0.1 mm 0.3 mm

Dia. of beam 0.2 mm 0.6 mm

Shielding gas Ar Ar

Flgw rate of surface 30 ¢ /min 30 ¢ /min

shield gas

Ar_lgle.of surface 950 950

shielding gas

Flowrate of back | 1 /iy 10 ¢ /min

shielding gas

Focus distance 250 mm 250 mm

Focus position Surface of plate Surface of plate

Declination angle of 10° (forward) 100 (forward)

laser beam

6.2 ERERDLUER

HRR AZ31B &4 ® Bead-on-Plate i35 252 T3, ¢
V=Y E4kWE —E L CTHEEREEZ 4~ 16 m/
minlZZ b L7z, 2Ok, BHEEEZ16 m/min & —E L
TL—HHH%E 4~ 8KWIZEAL L 720 W HED16
m/min L —%MN2%4, 6B LU 8kW DB/
EXMRE MR T 4V ABHE L LT3R T,

Weld.| Photo
cond. | type

Photograph

4 kW
16 m/min
w
2
<

6 kW
16 m/min
w
2
-~

X-ray
exam.

Surface

Back |

8 kW
16 m/min

X-ray ) oy :
exam. . e Smm

E33 774 I/\—L—YIC &% Bead-on-Plate BiEaf51E1 &
X#BEEERER

REBRGAHPA TR Y — MBS RIFCh o720 F
oo L=%HIIH 4 kW THEEEEDT 4 ~ 10 m/min D
HPHTIZIEIEIIC 70 — R — WD e b o 72A5, Pk
FEAS12m/min P ISR % & BRI 70— K- h%
{ B BMEHINTH - 726

L — W H A% 4 kW T EE AT 8 m/min @ Bead-on-
Plate A IE BRI O~ 7 1 & 3 7 ok % X34 12787
L —FEEIIE SR (WM.) & BB (HAZ) 70
HECY . SR IZEE P OO S (EG) & &
OWMHOHIRE, (CG) 23 Bo L —FEHEOBEEIIX
TIG O BGE BT U CIRASIER (kDo 720

V=¥ z4kWE —BIC L CHEHEEL 4, 88
L U16m/min I L S B/ IEHEHT, BXOBEEE S
I6m/mn&—EIZLTL—HHN%E4, 6 BLU8kW
1221t & & 7> Bead-on-Plate {5 #:k T 0 5 [ R i BAS R 2 X
35U T, HIRAE I LB H R o &K & Hii % 2
NZNOSMMEIBR L72d D TH 5B, FEPS505 L9
2 L=FHIP4kW & DA, BHEEOMN
WZRE VAR T O AR 1345 T L A4 225, 5IikiE
BLOMPZET L7ze 720 BHAEDH16 m/min &
—EDYA. L—FHIH 8 kWTIE 7 a0 —F—LH%
SR L7270, BHEMKTOFRFHIIE L KT LA
A L—¥FHDA4 L 6 kW TIE, BHEMRT O BREE
BIREEDL O rolz, T2, TS DOFERRERF Ow
TN 5RO W 2SR B SR T TR A L7,

L= I 4 kW CHEERED 4 £ 16m/min D34
D VR TWIRZ6F 3 5 EBSD RS A 5555 & 912,
BHEREDY 4 m/min DB AT, B EE AY16m/
min 35 & O IE ORI ST E A & 2T bR 4R
HRlE A L. R REDIERF R o 728 s
BEDSI6m/min & i, AR IR BEM & 1 ZIZ AR
LEAHBEET A0, ZOEEEDIKTANT ¥ 5
ARE LTV EMIMICERTH > TnD EEZ LR
bo ZDIz, EHMEFOMO L RIS ONF IR
355 LMETE L, BRAEIVNS WIGE, Sl
BOMEAKE W70, EHREFOMOE §IRMEE L&
o7z

L — 1A% kW THEEEHEEDS 4 m/min D 5E12 B
I} % HRR AZ31B 54 D 2452 B o /M Bl % [X136
W2 RESHEHEET O RABE R L RILITRT, &
DRFERFILE — FBIRDSRIFC, F70—h— V%
DEHEREHINTE AL o120 EHMT O RERE X
254 MPa T, BEB BRI (285 MPa) D#189% TH - 72,
DhofERro, G~ 72926827 71
N L —HREEEZENTAZ EDTE, T2, BHEk
TR E Do T2 EDH S DN 5 T2
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AHET IRV LERDEE - SR

(a) Macrostructure of cross-section

Columnar grain zone Equiaxed grain zone Columnar grain zone

B.M. | HAZ

(c) Microstructures at various regions

K34 SMEZM4¥HRRAZI1BEED 7 7 1 /\—L—Y Bead-on-plate iaiE
ERERE D~ 2 0 & = 08

300 20
Laser power: 4KW ——TS
)

250 | \_.\—:—EL

[
Lh

Strength (MPa)
S
=
s
Elongation (%)

150 | 15
(@)
100 L L Il L 0
0 4 3 12 16 20
Welding speed (m/min)
300 8
Welding speed: 16m/min | —®— TS
_ e —_
=250 | —4—EL | 62
é 200 4 'E
g g
E 5
= 150 12m
100 0
2 4 6 8 10
Laser power (kW) 36 7741 /\—LU—HIC & BRETBEHONE

K35 774 I\—L—H(C kD Bead-on-plate BEHFD
EMEEREICRIT T BIERE (a) EL—THDRE (b)
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2 U E %R No.60
(201151 H)

®11 LY RERGERFOSIRARER

7. & E

ARWFZETIE. DG SR 2 A 3 2 mom B - i
77$/WA HEOEE - BEPh oL BWE L.
R - BIEBRYES SR Y AREB LR 7 &
VY LAEEEMNGT, BEEEG, BEEEA Ry b
?n\ﬁMX$/Fm§\T47@%BIU774N—
L—HRESOBRE - A HEEHCT, Thbovws
AT AEEOBRRE R ML, BEETSMEE THRTR)
EREHVEE - BEHEB L UL G L.

RCPAL ¥ L 7 % 3 & RCPAZ3IB A 4 & RCP
ZAXE1713 6548 L O, KRIE TP L 72 S 2 2: HRR
AZ31B &4 O BRI S (FSW) TIEMK TR 23%85
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