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Table 1 Chemical compositions of experimental materials

g3 C Si Fe Mo Mn Mg Cr Al
5052 — 010 — -— =<0.10 2.46 0.22 P34
ST12 <0.10 — 4B — <050 — — —
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Table 2 Compositions of 4047 flux-cored wire

M Si Fe Cu Mn Mg Zn Ti Al
4047 12.0 0.80 0.30 0.15 0.10 0.20 0.15 B
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Fig. 1 Schematic diagram of laser-TIG hybrid welding- .
brazing
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Fig. 3 Morphology of joint under different laser power
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Fig. 4 Morphology of joint under different welding speed
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Fig. 2 Morphology of joint under different welding current
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Fig. 5 Tensile strength under different welding parameters
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Fig. 6 Macromorphology of cross section
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Fig. 7 Morphology of joints
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Table 3 EDS results of interfacial compound

A Al Si ~ Fe
A 65.77 4.07 30.17
B 72.92 8.64 18.44
v 97.65 1.85 0.49
D 73.90 9.07 17.03
E 61.70 3.52 34.79
F 73.51 8.60 17.89
G 84.37 13.57 2.06
H 71.64 8.97 19.39
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