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Experimental Study of TC18 Titanium Alloy Welding Joint
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[ABSTRACT]
welded by TIG welding and beam welding respectively.

TC18 titanium alloy forging was

The welding joint strength factor and impact property
were attaind by experimental study. The result showed that
TC18 titanium alloy forging is weldable, and beam weld-
ing should be choose firstly for aircraft welded structure.
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Fig.1 Impact fracture specimen
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Fig.2 Welding joint tension stress—strain curve
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Fig.4 Displacement of z direction under different
symmetrical welding sequence

AR LN, PR 2 4 RSz A [ i X PR AR S
BERTEREAAR_EAL T — R X R EARES , TS AR
XF BN AP BRAR IS B i 45 2R LU BT A 4G

22 RiAEHIEEAR - 2014 4555 8 1]

HEL/N, Al e S R TP AR R T T T BRI T
LB AR BT AR 6 LR, AR B Y
THEH NI T8 AR TR RS

4 i

LT A HSTAR ) AR IR , A5 B L) S
HeST AR 45 B ARG R AR I S 225 A A A5 T TR0
ST T REAR 2 AR R A T AL, AR B I
T,

(1) B E g 2 W) B A 45 M 5 7 A T g
I, BRI 1 BEAR R A T R B AR,
VAR T T L BERR A T 1L R AT

(2) 76 Jay T 0T B B 7 A SR FH 51 5, 6 79 3 R 5 2
PRI T FER T 4 ST AR AR A ) 37 8 1
FREE | I B IR S T AR B

& % X

(1] SRZPE,REH, LT 5 SRR PN 572
TR RTINS Pl . s il B H R, 2008(24) :26-30.

[2] A%, Sk, 5 . HRELS M AR A AR rh R B
R R, 2008(8):16-21.

[3] Zhang Y, Yang J G, Liu X S, et al. Finite element analysis of
controlling the TC4 thin plate weldment wave-like deformation by welding
with impacting rotation. China Welding, 2010, 19(4):74-78.

[4] LiJ, Yang ] G, Li H L, et al. Numerical simulation on bucking
distortion of alloy thin—plate weldment. Frontiers of Materials Science in
China, 2009, 3(1): 84-88.

[5] DengD, Ma N S, Murakawa H. Finite element analysis of welding
distortion in a large thin—plate panel structure. Transaction of JWRI, 2011,
40(1):89-100.

[6] kI3, A, AR, 55 | B b e B IR EE ] TCA AR
IR T 4, 2011, 32(1):85-88.

(7] SRR A, XU A5 KRR 0 e A 5% o 8 2
HIAT BROTIMT . 8241, 2010. 31(3):57-60. (g% a9 F)

(L% 18 7)
NEHIRR . fiias MR, 2003(S1): 249-253.

(2] B, TRSE, BRI, A5 02 2R T SRR . A
TIFEHA , 2009(19):26-29.

[3] ZRELL . Se bR ARAERT A s A NI . s i 4
A, 2008(13):26-29.

[4] BEF BT AREHORTER AL R BT . s
EHAR , 2009(2): 92-94.

[5] AR EANI . TC4 k& S R IAME BUY / 3 HGE He 5 f 7o
FHA s il R ,2004(12):72-74.

[6] E W], XISCHE . TALS BRA WA SR IR X SR AEIE 55 1
PEWFFY . RBLIETT, 2007(6):24-27.

[71 BOKAE, BFE, P9 % TC4 G & TR
(Ei 55 45 TS . 2 AR, 2009014):88-90.  (idhs 12K )



