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Electron Beam Welding of Titanium Alloy Sheet Butt and Acute Corner Joint
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[ABSTRACT] The electron beam welding of TC4-
thin-sheet butt joints and TC1 acute corner joints is in-
vestigated, the electron beam welding parameters of them
are acquired. The conventional mechanical test and X-ray
examination indicate that the average strength of the TC4
butt joints is 1050MPa, more than 95% that of the body
material. The experimental results show that the weld of
the parameters meet requirements of the design and other
documentation.
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Fig.1 Diagram of welding procedure
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Fig.2 Size and graphics of tensile specimen
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Fig.5 ESEM line scanning position and spectral line diagram of welding joint
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