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Abstract; To investigate the influence of welding current on the welding quality of the TIG welding
of 5052 aluminum alloy, the mechanical properties, microstructure and corrosion resistance of the
welded joints obtained by different currents which array form 100 A to 120 A were discussed. The
results showed that when the welding current is 100 ~115 A, with the increases of welding current,

the strength of the welded joint increases, and the corrosion tendency decreases, but the plasticity
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decreases. When the current is 115 A, the joint possesses the best comprehensive mechanical
performance, and the tensile strength is 212. 1 MPa, reaching 90. 8 % of the tensile strength of the
base metal, and the reduction of area is 28.9 % , about half of which is lower than the 50.3 % of
the base metal. With the increase of welding current, the corrosion type changed from pitting
corrosion to intercrystalline corrosion, but the change rule of corrosion current was not obvious.
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FOGHR BT R s . BRI, 58 TS I FURAS A9 % £, AT SR A B 5% L3R AP 42 5 i A
AT

e AR 5 PE AR AR (tungsten inert gas welding, TIG) A A E B T4t G ik Mg
PN R TR SRR A R AR L B AR S5 A REAS I 5052 458 4 TIG KRzt #E Y
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Tab.1 Chemical compositions of 5052 aluminum alloy and ER 5356 welding wire wt %
oyt Mg Mn Cr Ti Fe Si Cu 7Zn Be Al
5052 2.4 0. 06 0.17 —! 0.2 0.12 0.08 0. 08 — A

ER 5356 5.00 0.12 0. 10 0.13 0.30 0.25 0. 10 0.10 0. 0003 e

W1 —FRTHITE,

LT T R B T R A AR | P DTN Keller i3I8 1S , I DMC 4000/MC 170 Y62 5 3
BEIELLH ] B HXD-1000/LCD 4 [GAE 3 1) St ARt i

FLAL A AR @14 mmx3 mm AR A, FZKEPAREE 2 5 000 H, SLHH PS-286 C HLAL2E T AR,
HEBIECA Py R, 2 H RN T A H R FA , FLFE VRN 3.5 % NaCl 7K ¥ ¥, HL 067 I s Y Bl A — 1 200 ~
400 mV, AT EE N 60 mV/min, 55 il NS A ik 3855058 ) (GB/T 10125—
2012) #5407, FH YFX=150 B3 ER 2565 ph HL, A 5 R SF 4 20 mmx 10 mmx3 mm (945 &, F K BD 408 =
2 000 H , FRE BRG] 0.000 1 mg, J& AT, FE S ARIREE Ry 47 C, SCEGTE N 35 C, Bi%5 K Tk
0.6 MPa, [T 168 h, WHI[A] &G 24 h BUFE, WP T 5 FRE

P AR B0 H B PR S R R B0 7 1) (GB/T 2651—2008) , 7 WDW—1000 i, 7 /7 REIRIGHL I i3k
1T, HERR RS B3 R N3 mm/min, FH H 37 SU 8020 141 HEL B2 LS KT TR

2 ERET

2.1 BEESNBERER

100 ~ 120 A HLJE T TIG 422 ik A5 32 3k A0 B 2L 20 DL I 2, 28 f T 7 100 ~ 120 A ZE LA,
5052 FEFEHE S 1 0 A A 20 FR B R A DX A DX ARGE g DX AR, H 4% DX 3R =22 ] 9 BRI AN i, 24
SRALHLST 5 100 A 110 A FT 115 A BF AR R Sl R 4 DX R A 78 S5 3l S5 R 22 18]
TR IX RG] [X | i 2 1 422 HL O DA TOO AR N 115 ABE | 5 A IXORITBRGEE i [X s A8 K 3% X 38 0 T 33

" (b) 110 A

(e¢) 115 A (d) 120 A
WZ FRIFEE X HAZ Fn P20 X BM R BEAFIX
B2 100 ~120 A 2EEFER T TIG 1R ELHNEMALR
Fig.2 Microstructure of TIG joints with welding currents of 100 ~ 120 A
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Ak TS R RIS i 22 18] i ] TR 20 AR it 5 AR L A 120 A I A e X HT R T HL 4 2 A
R, 302 AR B R AR i ARG K, S8R i X 3 ORI ZH 2R K
2.2 IREESMAFERE

2 0100 ~120 A SR T TIG SRR 0y 22 PERE . 122k A W TAT WA 40 2 I A A 1 PR TR R
W/ | Fe A4 S PR R 422 bR R R R 1%, BEE AR 42 M 100 A T 28 115 A Sk Bt hoim 2
1 160. 4 MPa 85 & 212. 1 MPa, iKBI BB BT 90. 8 % , Hrf1,100 ~ 110 A Bk Brhiam
JEE o A FL U A8 A e U, BRI 160. 4 MPa 38 5 201. 9 MPa, 4R $E = 3 120 A J5, #:3k
PUPISREE M 210. 2 MPa, 5EEER TN 115 A B9EELA LT T6A8 1k

R2 100 ~120 A BEBRT TIG RiEELN N1 F 14
Tab.2 Mechanical properties of TIG joints with welding currents of 100 ~ 120 A

JEEERLUE /A PLhriRE /MPa R BRI SR AT 43 H/ % VBT T U 48 R/ %%
B 233.5 50.5
100 160. 4 68.7 46.8
110 201.9 86.5 31.9
115 212.1 90. 8 28.9
120 210.2 90. 0 16.3

R A /0N Ttk I o AP [P Sl b stk e P 9 B SR AN M TS 5 R R AT, B ARG T AR
PSR B PR B R ImATT RR B /N, 1A PRt 219 B st (RAR L IR A, S (AR 4% IX
B, R X 32 A T R4S SR & R < ik A R S (s B skt R R L R
115 ABGRE] 120 A B, S Prhnsm B T3 i 5 5

100 ~120 A fRHEHIR T TIG R4 0 W AE B AN iK] 3 Firs 48 & XY HV e, R 63 ~ 68 ; 3L Y
HV 47 60 ~63 ; JH4E X Y HV R 50 ~ 55 ; FEREIT LAY XU B0 T — A< 5Ak” X, HV e fl6h 51, FRA G
MeIX. o 3k PO DI 5 1 2 1) S A2 2R — 3850, BEAAC A S | R IX R R it , DA R S5 2t et RR AR 22 (1]
TR DI, A AR AR X AR, 7RG 5 X T 2 ey, ZE R ) DX HE B Ak s B A B K e O R B 1Y
HEIMZET LI TR RERE (63 HV) , FEMEEE X 0 il B A/ N EIIT A 115 A>110 A>100 A>120 A0S

X S8 R 5 R/ I 4 115 A >100 A>120 >110 A 3 HE 0 X 55 AR 5 K /NG E R 115 A>120 A>
110 A>100 A, HHEEZHF N 115 A B TIG FREEHL B IREE X I A X FIHAGZ DX 10 B 8 20 e e
70 - :
\\4 HAZ BM
65
>
)
% 60
aﬂ
#
55
50 C i 1 1 1 1 1
-2 0 2 4 6 8 10
Eaerhu O E S /mm
—-o---100 A -—-—- II0A ——115A ——120A

B3 100 ~120 A REEBR T TIG BEELNEMEE (EETRERH)
Fig.3 Microhardness of welding TIG joints with welding currents of 100 ~ 120 A

( perpendicular to the weld direction)
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4 247100 ~ 120 A EEZHLIE T TIG FREHEL R TSR, 2MIEFE BN 100 A FT110 A B, 1)
PERT T (E R85 A/ INBS 1 s PR R 115 A R 120 A BE, RS 2 MabEr O A /b i B 5

(|
50.0 pm

N g N ‘ _J#% o P ( N
_ § 1Y h
Li U\ : A
/ ,45, P o
\\ v)k“ l.f {
SN ‘rc j},,.\&v {4@' ;
SU8020 10.0 kV 10.1 mmx800 SE(TUL) 50.0 um SU8020 10.0 kV 9.6 mmx700 SE(TUL) 50 U pm
(e¢) 115 A (d) 120 A
4 100 ~120 A BEBRT TIG EHEES A MET O R
Fig. 4 Fractography of TIG joints with welding currents of 100 ~120 A
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R G ol [ PR 80 T 0/, FE SRR ERTRT 24 b BERR B L 0.6 —115A
GBI, R RO B8 25 G A4 £ B 5 V4 s g; gi 1204
SRS AR B S 120 A 5
B A R B KN 0. 86 ¢/ (m® -+ h) . FERMEOIE IR & o,

7E24 ~96 h AW/, UM TERL 35°C $h55 4l {= 0.1 :
et TRT IR Ao it B 2 S P AR A T — SR B a8 5 96 Do 14 1es

AR, o BE DX A B BTt 25 S AR A vh 9 U E TR & it )

B — ik B R SRR R R W 2 R e h A 5100 ~ 120 A 2B T TIG 1252

T A ROTER Rl 5052 F0A A T A Pl 7 A7 BB T WIRAEN N F L

%[24] , HET 5052 £94 4 fo it ik , %@.ﬁ$|‘%ﬁo Fig.5 Corrosion Kkinetics curves of TIG joints

B 6 4 100 ~ 120 A BEHL7F TIC BBk 24k with welding current of 100 ~ 120 A

EREmh 168 h GBS . FAERT N 100 A 1110 A R L A8 X 20 Ak MR ol 115 A
120 A ARG L B AR 4% DX 2 20 o DRI S TED 8 ok, 78 PP PR3 55 B Tl i SRS B 5052 #7354
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TIG R L IR HE T, JRB DX [ JE ol A0 [ 20 0T 18 K ot Dl 8 e 2 o Ao ) P 45 5 0 R R 559 , A1 A L
SRIE

NaCl /INEIE H ) CL X} 5052 380 3R 1 A E6 A RSAT B A T, 625 85 il v i) 0 <G i =R (1)
(2) FEEALEN/INBGR FRIE I OHF1 0>, Ak, BT NaCl IFW R B9 AP Mg™ 5 5052 834 4 Ak 244
ANHHAE,5052 Fa 4 4T ALY M™ STyl P e 8% B i (3) | (4) FESAR BRI W T L AL il
Mg™ . BT AL O, MgO AL(OH) , Fil Mg( OH), S 14, 454 A mREIE T L4 3, Al A
M= R EN AL O, IR 5052 S5 A &M EEE M G A on R & i BLmESE e, Bt LU AE Y Mg A
OH #5/0, A= B Mg (OH ) , A B 1o L AE 7K o A s g B Tt o 2 DAL IR L8 380 A J8 ok = 4 2 32
AL O,

0,+ 2H,0 + 4e"— 4 OH" (1)
0,+4e”— 20°" (2)
Al = 3e”— Al (3)
Mg — 2¢”— Mg™" (4)

» d '..,..
v o A
o T
. 7’

i i
SUB020 15.0 KV 10.6 mmx=400 SE(TUL) 3 " 100.0 um

. . | - . - - '
SUB020 15.0 kV 10.7 mmx=350 SE(TUL) 100.0 pm SUB020 15.0 kV 10.3 mmx350 SE(TUL) ' 100.0 pm

(¢) 115 A (d) 120 A

6 100 ~120 A /BEER T TIG R#EEZELEHT/EM 168 h FHIFHR
Fig. 6 Microstructure of TIG joints with welding current of 100 ~ 120 A corroded in Salt spray medium for 168 h

R3 A QBB
Tab.3 EDS analysis of point A in Fig. 6

JLR Jite A 43 L/ we % JEFA 5/ %
0 53.13 65.77
Mg 0.62 0.50
Al 44.94 32.99

Cl 1.32 0.74
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K17 100 ~ 120 A SRE2HE T TIG M8k -600
Tafel 14k, %4 4100 ~120 A BEHEHR T TIC K24
3923 (O o p A S kL, 100 ~ 120 A g 00
HLUE N TIG ARk (B il i 57 £~ 720 ~ 680 mV,
JE Tl R BEAE 5. 22 ~ —4.78 mA/cem®, FTA FE S
TSt A7 5 ol L U 285 BE AR B AT R B I = s
A 3k v AR 27 T b A6 ) R ok S S ok R B R
AN, MIRIEHLR O 115 A B 3ESk E phB  Be s 4R <800
PN 100 A B JE 00U T DR B/ KR LR
Fg 110 A I, S8 b el i 25 B RS S e o ¥ g, S 890

=700

E/mV

LR LT A4 S K b JE ok (65 1) 1 ok ok SR 49 4k logiyey
FHRRDICOP Tl B i AR 22 B7 100120 A BRI B

TIG 1254 3L Tafel 2%
Fig.7 Tafel curves of the joints at

different welding currents using TIG

R4 100 ~120 A IBEBRT TIG BEELNWEMEREESEMEAL

Tab.4 Corrosion current densities and the corrosion potentials at different welding currents using TIG

SR/ A JE B A/ (mA - em™) JE& b L TR/ mV
O(H:#1) -5.72 -725
100 -4.78 -720
110 -5.12 -716
115 -5.22 -680
120 -5.07 -700
3 458

@ 100 ~120 A FEEZHIT Y 5052 £7 6 4 TIG R0 SRR 115 A Itk ai & bk
RBRLUT , Ak PUhinm B R 212. 1 MPa, ik B BEMHTHLIR BEAY 90. 8 % , WTTAIU 4 %50 28.9 % , L B:#F
50. 3 % AT TSR He b R —2F

@ 168 h JGHYEL S IE M F I B R 7E 100 A F1110 A BF,5052 57448 TIG SR8 DL s il ol
F ST Y 115 A R 120 A B &b BB TR , A% A8 oAy i DR b TR ok oy 2 0 AR L IR
FE 100 ~ 120 A B, JE ol Fi 30 2 B AR AL AR AN BH B2 | X S ARG U 50 56

SEH .
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