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Tab1 e1 Chemical composition of 5083 aluminum alloy
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Table 2 Mechanical properties of 5083 aluminum alloy
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Table 3 Chemical composition of 5183 aluminum wire with a diameter of 4.0 mm

% Si Fe Cu Mn Mg Cr Zn Ti Al
Fitw/% 0.40 0.40 0.10 0.58 4.55 0.11 0.10 0.15 Ahr
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Figure 1 Alummnium alloy test plate assembly drawing
R T TIG J2 i, 40k 30485 B 4 AL sl IR )

JO7 % sk B 8 A A A AR N A S % A
Tt EOAR 22 DU R ST B A5 0k AR X ST A A 4 AT S

ST 1)

TH B L W T 1 AR 22 R A L R T T
2.6 REFBEERRENR
2.6. 1 JRIETT ) SR A AR A

PR AR IR S ok A R T TR IR 4 1
7 1) 38 H R ZE S o AR A AR BT PR 0 B AR
BL VRS TV UK RGEE R IE R AR5 PO <
15 sZe v, LLBRBR A it o 10 23 <, R AR B0 B R AR
£/ IEENS
2.6.2 ARG A TE] A AR G0 B K 51 ATESR

SR AR 22 A 5 AR 2 1) R G B4 7 A TR
200N o KRG R EOR BB IB AT AR R 2 1 5
PRAS A AR E MR BE o 3K 22 I S RE A L AR X 428 vl 1)
PRAPT 0 22 0 AN 2R T SRR o il TSk AR
B oy 7 AL I LUK 0 A v sl A ek S, R
D AN B AR Ak

E\

RS

T8

2 GEHNKRIRAR IR 22 5 AR IR 2 18] B R X 0L B

Figure 2 The relative position of TIG welding torch, welding wire and weldment
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Table 5 Specification for TIG welding of 5083 aluminum alloy
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Study on TIG Welding Process of 5083 Aluminum Alloy

ZHU Daxin, TANG Juping
(Department of Electrical and Mechanical Engineering, Jiangyin Technical Secondary School, Jiangyin 214400, China)

Abstract: In order to master the welding characteristics of 5083 aluminum alloy, to obtain welded joints that
meet the requirements of the requirements of China Classification Society (CCS standard). To address the
issues of oxidation film, porosity and post-weld deformation in 5083 aluminum alloy welding, the TIG
welding process test is carried out on the basis of analyzing the welding performance. Meanwhile, the
welding method, welding material selection, protective gas, welding preparation and process requirements
were studied. The best welding process parameters were obtained. The results show that by using ER5183
welding wire, multi-functional argon arc welding machine, opening V-shaped groove, preheating before
welding and using small line energy operation, the weld obtained by the test can meet the requirements of
nondestructive testing and mechanical properties. According to the requirements of the CCS standard, the
welding process and operating specifications of the material have been mastered through the above research.

Keywords:preheating ; oxide film;nondestructive testing;hydrogen pore;elongation
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