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TRANSACTIONS OF THE CHINA WELDING INSTITUTION
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Fig. 1 Schematic of experimental device
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Table 1 Welding process parameters
AP IRE IE 3 IR HE L i
Ion/A Iyp/A 8pc(%) f/Hz
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Fig.2 Effect of periodical ultrasound on appearance of
TIG weld of Al-Li alloy
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Fig. 3 Appearance and schematic of topside of TIG weld
of Al-Li alloy with ultrasonid
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Fig. 4 Vibration of surface for TIG weld pool of Al-Li alloy
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Fig. 5 Fluidity of cross section of TIG weld pool
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Fig. 6 Fluidity of longitudinal section of TIG weld pool
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Fig. 7 Appearance of TIG weld pool
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