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Table 1 Aluminum alloy chemical composition

Cu Mn Fe Ti v Zn Si Zr Al
6.48 0.32 0.23 0.06 0.08 0.04 0.09 0.02 SE
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Table 2 Concentration of activating flux

WA m/g JOKZEHRIR VL B o/ (goml”")
5 100 5
10 100 10
15 100 15
20 100 20
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Fig. 1 2219 aluminum alloy TIG weld surface forming
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Fig. 2 2219 aluminum alloy TIG weld forming inside
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Table 3 Number of 2219 aluminum alloy weld porosity

WEPERIREE o/ (g-mL™") ALK n (1)

0 HEARRAL, >17
5 2
10 0
15 2
20 3
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Fig. 3 Joint microstructure of 2219 aluminum alloy varia-

ble polarity TIG welding
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Fig. 4 Joint microstructure of 2219 aluminum alloy direct
current A-TIG welding
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Fig. 5 The mechanical properties of 2219 aluminum al-
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