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Fig.1 Schematic diagram of HPVP-GTAW power topology and its current waveforms
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R1 2219, 2A14HN5A06FE L NFERE (BEEHET)

WAL VP-GTAW 255 0.57 3.0
4mm 2219-T87
HPVP-GTAW 290~300 0.65~0.67 5.0~6.0
4mm 2A14-H112 HPVP-GTAW 325 0.73 3.0
3mm 5A06 HPVP-GTAW 310~330 0.88~0.93 14.0~18.0

B4 ERSHEAEBMBAHPVP-GTAWEEM 4
Fig.4 Lubricant tank samples produced by HPVP-GTAW process
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Fig.5 Schematic diagram for double
pulsed GMAW current waveform
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Development of Pulsed Arc Welding Technology for Aluminum Alloy

CONG Baogqiang, SU Yong, QI Bojin, QI Zewu, WANG Qiang, YANG Mingxuan
(School of Mechanical Engineering and Automation, Beihang University, Beijing 100191, China)

[ABSTRACT]

In order to achieve the high-efficiency and reliable joining for the key structure of aluminum alloy parts

in the aerospace field, welding process has become one of the leading processes. Arc welding is still the most widely used

welding technology due to its own characteristics and advantages. Pulsed arc welding is a promising technology and can

improve the welding quality significantly due to the effect of pulsed current. It can be employed in the welding fabrication

for aluminum alloys and shows a good application prospect.
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