FE505 5= 3
20214E6H

DOl 10.3969/j.issn.1671-6795.2021.03.005

HasEmT

NONFERROUS METALS PROCESSING

Vol. 50 No. 3
June 2021

R BT CIR VI T H sIM1GIR T Z 5%

FEEn MR X3s%, 508

T TEERERARAE 17 fH111003

WIS SRV VR TR T 2 S HLEFISE MR T SRIOB LRI =77
TR RIS TR S BB R I 7 I DAL (MR AN © 25 RID R L T Rl K LR KRG
LA A £ B B A RO BRI 2/ S USRS B KRB AR A BES AT RO B i 1] 4ot
S ACHNS ) 53 BT « Sof 0L T 245 T o 0 B PR B B O S E B U2 EL R
TRFBRG S R R N T B B A B P A ENRAE R AATZ EL AL R TR 5
SR 2 BIOR TV URVIR BT MIG T2k ROERRE

HEIES TGA57.14 SCERARIREG A
e BRI RN IR VI3 LU0 & R 98 i
o WAVRERERELIE ) - A8 i il E IR S R
HoxmtH T DRI S SR BC AT - s
IR TR HIORIEFE 2 — W R E AR E,
HIR&50E T BIRSEIF 20T N B o7 B R TORIE
LR ESFEANERE LA GBI AR5 & A k5
FEAR TR 50 RE 1T & AR SRS e 5 O » I &
HIFRE T Z S HBUE PRI R i 5T B Z A
BB & A VIS ORI\ B2 TR R T 2
PAETFE BN RIFRMILE RS STE S

A SRttt S A

A1 RS
Fig.1 Welded joints
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Fig.2 Welding torch angle
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Tab.l Automatic MIG welding parameters
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Tab.2 Weld paths with different dry elongation
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Fig.3 Macroscopical metallography of joints with different dry elongation
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Tab.3 Tensile fracture results of different dry elongation
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Tab.4 Weld paths with different torch angles
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Fig.4 Macroscopical metallography of joints with different welding torch angles
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Tab.5 Tensile fracture results of different welding torch angles
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Tab.7 Weld paths with different welding currents
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Fig.6 Macroscopical metallography of joints with different welding currents
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Study on Automatic MIG Welding Process for Flare-V-Groove Joint of
Aluminum Alloy Profile

Kang Ming, Lin Xiangyuan, Deng Xin,Jin Wenfu
(Liaoning Zhongwang Group Co., Ltd., Liaoyang 111003, China)

Abstract: In this paper, the optimization of welding process parameters for the flare—v—groove of aluminum alloy profile is
studied. The optimization is carried out from three directions dry elongation of welding wire, back inclination of welding torch
and welding current. After welding, the appearance inspection, penetration inspection, macro metallographic observation and
tensile property inspection are carried out. The results show that too long dry elongation of welding wire and too large dip angle
of welding torch will decrease the effective joint thickness and increase the porosity. With the increase of welding current, the
effective joint thickness increases gradually. When the welding current is too large, the welding stain is easy to appear. For the
tensile fracture results the joints with effective joint thickness greater than the wall thickness of the base metal are all fracture in
the heat-affected zone and the maximum tensile load is higher, joints with effective joint thickness less than the wall thickness
of the base metal may fracture at the weld metal and have a lower maximum tensile load.

Keywords:. aluminum alloy profile flare-v—-groove MIG welding process optimization effective connection thickness



