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SA06 VPTIG

Ultrafast-Convert Polarity VPTIG Welding Process for SA06 Aluminum Alloy
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[ABSTRACT] A novel ultrafast-convert high- (50~100A/pws) B
frequency variable polarity welding for aluminum alloy TIG ,

is developed. With X-ray inspection, tensile tests, met-

allographic analysis and SEM, the ultrafast-convert fre- ( 1 ), 5kHz, .
quency VPTIG welding process for SA06 Al alloy is re- 200
searched. The results show that the welding quality of 150 -
5A06 Al alloy is improved obviously by the ultrafast- 100 = r—- r——-l r—-ﬂ r——l r—.
convert frequency VPTIG welding technology. - 50 | . .
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