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Fig.1 Weld surfaces: (a) CaF,, (b} ZnF,, (c) MnCl;, (d) SiO2,
(e) TiO, (f) V205, and (g) Te
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Fig.2 Weld cross sections: (a) TIG. (b) CaFa, (c) ZnFz,
(d) MnClz, (e} SiOx, () TiOs, (g) V2Os, and (h) Te
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RFBEXT A-TIG BIBEME M, Heiple CR
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MK B E AR Se FEM TR TIG BIBEH
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EYEFIHEE N A-TIG 1BBK. Te fE B, AREHE
i 4 AR FE R A AT BRI AR . Te MIMS BUH 723 K,
BAEA 12824 K, TR THRESHBHL, Himid
KT EHEE, B RRED R4 EER kW
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FIBEFEME WREAT Te FEISIBESHETES
TEA B 4E, DL SBUSEMEN, AT SEEHE
A%, SFHEHEEMAYA, BMEENZEAEN.
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1) CaF,, ZnF, fl MnCl, £ INsk& 4% A-TIG
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2) SiO,, TiO, M V,0s XHRE AR H B M.

3) Te AERH BB EIBER, EBELK TIG BH
1.3 1%, WA, NES TIG 12K 0.8,
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Effect of Surface Activating Flux on Weld Penetration
of A-TIG Welding for Titanium Alloy

Huang Yong'?, Fan Ding'?, Zhang Han'?

(1. State Key Lab. of Gansu Advanced Non-Ferrous Metal Materials, Lanzhou University of Technology, Lanzhou 730050, China)

(2. Key Lab. of Non-Ferrous Metal Alloys, The Ministry of Education, Lanzhou University of Technology, Lanzhou 730050, China)

Abstract: A-TIG welding for titanium alloy was carried out to study effect of surface activating flux on welding penetration. Halides(CaF,,

ZnF; and MnCl;), Oxides(SiOz, TiO; and V,0s) and elemental Te were served as fluxes. It is found that the three kinds of experimental

halides can improve welding penetration, especially the welding penetration for MnCl, reaches two times of that of conventional TIG

welding. The three kinds of oxides have little effect on weld forming. Elemental Te can curiously increase welding penetration and

decrease weld width. It is believed, arc constriction is the main mechanism of halides improving welding penetration of A-TIG welding for

titanium alloy, but not for elemental Te.

Key words: titanium alloy; surface activating flux; A-TIG welding; welding penetration
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