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Tab.2 Initially selected welding parameters
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Fig.1 Dependence of penetration on welding current
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Fig.2 Dependence of weld width on welding current
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Fig.3 Dependence of penetration on welding speed
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Fig.4 Dependence of weld width on welding speed
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Fig.5 Dependence of tensile strength on welding current
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Fig.6 Dependence of tensile strength on welding speed
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Tab.4 Optimal welding parameters
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Fig.7 Microstructures of welding joints of AM50 magnesium alloy
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Fig.8 x-ray pattern of weld joint of AMS0 magnesium alloy
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