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Tab.l Chemical composition (wt.%)

ESll Si Fe Ccu Mn Mg
6063Ff;  0.20-0.60  0.35 0.10 010  0.45~0.90
JIPIME 0.50 0.15 0.02 0.04 0.51

Tab.2 Mechanical properties

eyl JEARSRE/MPa HiHITRE/MPa K2R A%
SME 187 228 15
GB/T6892-2015 160 195 6

Wk H HA : 2020-01-14

Cr Ni Zn HAh Ti zr
0.10 - 0.10 - 0.10 -
0.02 - 0.01 - 0.02 -
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Fig.l Macroscopic morphology of joint
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Fig.2 X - ray morphology of joint
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Fig.3 Microstructure of joint
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Fig.4 Microstructure of joint heat affected zone and fusion line
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Fig.5 Microstructure of joint weld zone
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Fig.6 Tensile sample
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Influence of Welding Gap on Microstructure and
Properties of MIG Welding Aluminum Alloy

Zhou Dantong,Meng Xiangzhi,Cao Jian,Yang Zhendong,Meng Fanjiao
(Liaoning Zhongwang Group Co., Ltd., Liaoyang 111003, China)
Abstract In this paper, 6063 aluminum alloy extruding plate is mainly selected and MIG is adopted for butt joint process
verification test. The macroscopic morphology of the welded joint, the X-ray morphology are observed, the metallographic
microstructure and the performance are observed and analyzed, the influences of different welding gaps on the welding
performanee are understood, and the requirements of MIG for the base material gap for the fusion inert gas welding are
obtained. The results showed that the weld microstructure of MIG welded blanks of 0.5mm, 1.0mm and 1.5mm is good.

Keywords: 6063 aluminum alloy welding gap MIG welding
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Numerical Simulation Study on Influence of Twin-Roll Casting and Rolling
Aluminum Alloy Shunt Block on Temperature Field

Yan Yunzi, Li Jiadong, Wang Zhaodong, Li Yong, Wang Guodong

(State Key Laboratory of Rolling Technology and Continuous Rolling Automation, Northeastern University, Shenyang 110819, China)
Abstract In this paper, a three —dimensional model of twin -roll casting process simulation is established using ANSYS
software. The influence of the number and distribution of different shunt blocks in the nozzle cavity on the temperature field,
outlet temperature and outlet velocity is studied, and the solidification behavior under different process conditions is analyzed.
The research results show that the distribution of liquid aluminum is more balanced under the action of a single shunt block,
which avoids the excessive temperature difference in the width direction and the larger fluctuation in the flow process, and the
outlet temperature and outlet velocity uniformity of the surface and the core of the strip are of great help to improve the quality of
casting strip to provide theoretical and technical support.

Keywords: aluminum alloy technology of twin-roll casting ANSYS software shunt block temperature field numerical simulation



