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Abstract

2 mm thick 7005 aluminum alloy was subjected to cold metal transition welding (CMT), tungsten
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inert gas welding (TIG) and friction stir welding (FSW), respectively. The microstructure mechan-
ical properties and stress corrosion properties of the CMT, TIG and FSW joints were investigated.
The results showed that defect-free joints for CMT, TIG and FSW were acquired. For the CMT and
TIG joint, the nugget zone (NZ) was characterized with coarsened grains, for the FSW nugget, the
NZs was characterized with equaix fine grains. The strength and plasticity of FSW joint is better
than that of CMT joint and TIG joint. The stress corrosion sensitivity index of CMT, TIG and FSW
welded samples are 8.3%, 9.2% and 4.9%, respectively, indicating that the stress corrosion sus-
ceptibility of 7005 aluminum alloy FSW welded joints is lower.
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Txxx R G &R TREARER. HER. M. SHER RIFER S, # 2N TIEiR.
R TSR, JEH R N AR G [1]-[6]. BN TR IR E Tk, 7R MR 12
PERERIRTHR T, WA R E B R R IE R & RIS E N RE TR —. NAT
AL TR BAS s i Tl (85 G 4 BUM ) 52 2 A 0 2 e D AR BRBE R VE FE 1 W72

SRIM, Txxx RIS G S EHE R IR 5 R AE SIS, RN 1Rk, XWIREI T 7 REEE&4
MRHOT Z N o W B 7xxx RS SR th i) SR 1 24 AT 7C IS [7]-[15] . FHrRedRyR 4=
R ELAP ARG Txxx RERG S k), AR 0035 3 A0 T0 B8 S5 mT e 7= A I SRS Wb S5 JE AT g o R AR
FEOTIEA Ve & B ISR (CMT) [16]REHEE AR TS M AR IR AR 3 R (TIG) [L7]R4H: BE BE IR (FSW) [17]. A
[ 7 SN0 Txxx RADE SR 122 P RE AN i MR B P AR 5 . [RIH, A SCEEL 7xxx REE 4
MRS E N N R, BRFCHTJFVERE A P RE M ZE 5, O Txxx RERG AR THE R
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2. SCIOERSY
2.1. EEMH

ASHITFE AL ] B e R NS BL SR AL AR B 09 2 mm ) 7005-T6 fa & it bt R HIER
w JEAL ) ERS356 #5722 . HREZHI A I RIS LUK 22 AL i Va B A 2 1 s

Tk

Table 1. The chemical composition of the 7005 aluminum alloy and filler metal ER5356 (wt%)
% 1. 7005 54 &0 ER5356 IR 22 LA 5>

Rk Si Fe Cu Zn Mg Cr Mn Zr Ti Al

7005 <0.35 <0.40 <0.10 4.0~5.0 1.0~1.8 0.06~0.20 0.20~0.70 0.08~0.20 0.01~0.06 Bal.

ER5356 <0.25 <0.40 <0.10 <0.10 45~55 0.05~0.20 0.05~0.20 - 0.06~0.20 Bal.
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22. WmiEiz

AHEFRFH CMT.TIG Fl FSW 53t 3 FhifHz T 22Xt 7005 48 & M BL AT X Belit i . I 82T S0 7005
AR E S BT, ETRE/NT 90°C, BFEIRT 2 he SRJE A B IR s e %, 3
FHANER AT B 3 0 &% J& L 35 mm YE R N iAFER T, B2 TR EH SRR 3 FEE T EMEK
RSN 2~4 Fw.

Table 2. Main parameters of CMT welding
F2.CMT IBETIZEH

IR, A I E, V JEHEEE, mls IELTEPE, m/min RFSA4R Ar i, Lemin™t

90~120 15~20 0.01 5~6 20~22

Table 3. Main parameters of TIG welding
FITIGIEETIZESH

I EE, mm IR E, s R, A JRIREZ, mis RIS M Arifts, Lmin™
2.5 1~2 250~280 0.008 14~16

Table 4. Main parameters of FSW welding
T4 FSWIRETZEEEH

P FE LM BB R~ e R it YRR, rad/min JEIEERE, m/min
H13 44 15 HETAR S5 450 150

2.3. Wik GFE

2.3.1. X SRR
JREE PR A I 2 1 QY 420-2011 FRifEEAT, K F GDT-XXG2005 i #8520 X S 2R FR LT CMT .
TIG Fl FSW 84542 3k B 5 44 R 175 D0 HEATAS I 4347

2.3.2. T BRI

OMZHZA N 2 /8 GBIT 3246.1-2012 brEdhAT, WHIRHEEKIESE O, |E TIREER M I, &
AR EE . AHEEFIN UM )E, F Keller J& pr) ekl alRe it B e, il iS B Leica DM-4000M 4 AH Y fft i
XF FSW. CMT il TIG MRk IO AR AR E AT WL 5E

2.3.3. EiRREHRAIR

P PERER I 2 B GBIT 2651-2008 2E47, MMGAFE dh LUK R EE oy, 28 T IR S8 Im) HURE,
BARBAK AP 1w o PARES AR 1T S X AR DURE foB 4T B, ik, %M. 485 % A DDL-100 %Y
L5 BRI LIZEAT hr A, 36 P F R 32 0 2 mmimin. A T RS SLED . B ERAE. K
F ZEISS M10A 24494 M+ AU BT 0T 7 T EA T W2

39 100 39
HEED |
/
o ]
1
e T~
R25 210 _l

Figure 1. Dimensions of tensile specimens (unit: mm)
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2.3.4. BLAGE MR

N7 G e 2 GBIT 15970.7 F1 HB 7235 FRifEEAT, WlURE & AR SL R aE A, EH T2
MR IORE, FARRURE A 2 BioR . N6 s B TR 46 w06 AR SR FT B, YRR s BERIR
F YYF-50 B8 A7 S8 i B A L3R AT I 7 J65 ik REIAR o 36 251 40 1) A4 3.5 wit%e NaCl FIREJMIA W, 56
R R R I E 256°C £3°C.

IS R e B S RIS S ngk 100 N AT TR, BB MR RE N 1070 s AT A4 R RIS
Jig g e, A TR SIS AR . SRR R B R RE AR 25 e ST R R R R 2L
(BP Issrr)s BEATAR#E A 0(1) 354 .

logr =1- Rm(ﬁcg@mﬁ) (1+ A(»ﬁlﬁm:%)) )
RT
— gLy

A Rigsessnys Rmgninsn 73 0 RN AR B BEAN P TR PR BE BT RLR T, MPa: Aguensys A 73 31K
AR AE IR IR R TEIREE AE A, %o lssrr A 0%—100% 775 B2 JEF DMBBURR R RIS i o A D7 3¢
JEALEIE S W AEHRAE . RH] ZEISS M10A T4 di - S A HEAT I R
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Figure 2. Dimensions of SSRT specimens (unit: mm)

Bl 2. BNTERRRNMHIRERTE(RA: ZX)

3. &R5iT1ie
3.1 BENTRE

Kl 3 Frm NANEE R T (CMT . TIG Fil FSW) 4% X ST IIgE R . WK 3 BFEH, 3 FhkAlg
PR IRSEA BRI “A R IS, £Y CMT. TIG 1 FSW ME454 Sk (1R 48 R By . xt Bk
JREEAT R T IR L EE, S5 R FE 4 B B AT LG Y, CMT. TIG F1 FSW Af4ee Sk BEAF X
PFA [X (A - HLEL I D) R XIS M T 8, BB AR R IR IEE . IR, meddl. e, J. <4L.
[UIRE AN R A A SR B . 30— EE &) 4 AT, FSW 18445 CMT I TIG IREE(EE —E £ R, JRAH
HAFAEERZFREBIEM “S 27 ML, ZAFMEALUN FSW TE e, BT R4 X &8 MEIREE,
M O A E TR 5% b 8 85 (158 4 @8 R TN AT B R 18 & AlLOs 4 AL IX I JE T IR 328
3.2. IREERMEIR

Kl 5 B AR 7 AR RS RO A U SR J, Horp (@) Fi(d)>y CMT 45k & IX Bt i A
JREEIX A AR, (D)FI(e) 7N TIG JREES S X PR R 4% X [ A0 AR Z: (o))l
FSW S5 SL A L2 M X B AR & X A A A2 . 25 EE I8 CMT Al TIG IR 02k () 4 AH S AL 41
AN, PR Sk 1 IR A% X A TE A WA B S R, IR A AR EEIE RS — MDA R AR &, 520 BEMF
— A, T CMT SRR L A X LU NN o XS T CMT SR HEANT FE o AR e A N
BUK, EXHLSA G S5 KK T CMT A48z T2 rp i 25 A 2003 R S0 RA% X ot v B B S 3 O,
BEMN AL R N, IR A R IR X b AR . Ak, R 4 BT LUK B, FSW 4545
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JHE %

PRI IRSEH UL CMT JREEH BT AR/, TR AN A CL SIS O A R T B, 2
B X H UL B P45 S LR W EIE R TR, A T A RIS, AR 8EM RIS, EEiL FSW
FREERTE A - HLszmi X TR R P AR B AV T CMIT AR 484, (SR R AT, T2
BB IRMERT, 2 DA SR R AE — B AR AR T AR . I LA (R R A A AR AZ XA b
FOP R, AL FSW IR IR X RT B/ CMT A TIG #7455 I dik KT, 34} 7005
B A A A ok RE A AN R R FE A2

(b)

" 20mm
e

Figure 3. X-ray photos of welded joints: (a) CMT; (b) TIG; (c) FSW
3. RIS X K/ : () CMT; (b) TIG; (c) FSW

Figure 4. Macroscopic morphology of welded joints: (a) CMT; (b) TIG; (c) FSW
4. IRIEIESLMEMMER: (2) CMT; (b) TIG; (c) FSW

200m | L 2o

Figure 5. Microstructure of the weld joint by CMT, TIG and FSW
5.CMT. TIG #1 FSW (2$&1£L £ H4A47
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F#EE %

3.3. EimhfiitaE

M CMT. THG I FSW R4tk E 5 UTHL 3 MRl At g AT iR b ikse, % 5 sy CMT. TIG
PAJ FSW AR R R AP HE bR - F 3B . 72 5 FR TN, CMT SRR P hia g v 304 MPa, 4E
28 6.1%, WA BT CMT SREEFRE M PG X TIG M4k P huhi s B2 301 MPa, ZEfi
N 5.8%, WA BT TIG IREEFEM A A 1M FSW IR L P-4 Pihi s i 363 MPa, JEfif
RN 8.7%, Wihr BT FSW SREERE S IR IX . i BIRZE R eI 5, SR FSW /R T 287t
7005 fE & S BHI TR RE .

S AN [E G2 T8O 3R BRI 1 S EAT SO0 2 T 600, FSW AR Sz e b 11 (1] 6(c)) A7 AE W S iy 2
AT, Wi bR WK EAE, X RS RONA/N, R R, R, JR T AR .
XS F CMT AESERARE T 5, #9158 30 20 T FSW SRS hr i, Wi b [F) s 77 35 90 58 AN 4
MIFREL G, WiRRHE TR & B AR, RS2 6(b) AT, TIG AR4hi i 1 (139 & B Anix
FEBE— D AR, RERTH R 204 DO B3GR, MEPEWT R E s IR . Bk 3 FRREEIT O (TSR
P g5 R IR e FE AR W) &

Table 5. Tensile test results of welded joints

5. RIS R IR AR

P73 PR, MPa SEAREE, % WA fi B
CMT 304 6.1 JEE X
TIG 302 5.8 JEE X
FSW 363 8.7 HHLEZ R [X

=

e e W A ELIEROS S D -~

Figure 6. Morphologies of fracture surface of tensile specimen after
different welding modes: (a) CMT; (b) TIG; (¢c) FSW

6. CMT. TIG #1 FSW /e hi i BI O SR : (a) CMT;
(b) TIG; (c) FSW

3.4. MO

CMT. TIG Fl FSW 15442 3k i N 7 J83 i 56 7 S ZE Ak 9 (25 °C) AT 3.5 wit% NaCl ¥ (25°C) st 47,
RIGLERWIE 6 fr, FBHEIEN 3~5 M PATIRFERPIEE, ORISR A AR
26 FRIGLE BE W, SHREW A 1A TR SR AR (B SR A IR )AL, 3 AR R SK PR 3.5 wit%
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JHE %

NaCl 3 (1) /1 25 Re AR AR 240G FITREAIR, R AR H1E 3.5 wt% NaCl i i BAG 827 Ji iUk i « b4t
M 6 BT LA, TIG JEHEHE Sk h fe o AN A A S 78 i AR A B vh I Z2 (B i K, 58S %558 24 MPa,
FEMPZR T 0.7%. PRI, &SR T IR )6 U et . ARYE 22 6 PP es R DL T21(1),
PR EEEEE R Nssrr 1, A5 6. M2 6 W%, 187 KA T2 Nssrr (EAFTERE W10 AE 1k
FSW IR BRI lsspr TH B/, AN 4.9%.

Table 6. Slow strain rate tensile test results for welded joints

6. JREESAHIB N TR R AL

ik R0 A& i fEERE, MPa FEMHE, % Issrr, %

Tk 287 6.3

CMT 8.3
3.5 wt% NaCl 265 5.6
Tk 281 5.4

TIG 9.2
3.5 wt% NaCl 257 4.6
Tk 357 8.6

FSwW 4.9
3.5 wt% NaCl 341 8.1

Figure 7. The slow tensile fracture morphology of the samples with sil-
icon oil: (a) CMT; (b) TIG; (c) FSW

B 7. SRR IR RISRHET O/ : (@) CMT; (b) TIG; ()
FSW

7 AR RN 7 R AR R AE R I VAR 3.5 wt% NaCl 5V i 30 . W82 1] 7 Al %1, CMT
A TIG IR Sk bW SR, Wik 5, BIEfl, £k E TR0 A EE — SRE A,
5 CMT M TIG (=i f Wy CUBSARRL, HE— DT A, TIG JREEREA T 11 2R 43 A DX B .
T CMT SRR, X SRR A E R R AR bR IE ARV & o 1T FSW SR8 T DT 20 A1 5 1R 2 KNS
1 [ P RO IR P P 3, 2 B LT L A Ik T 2 . 1] 8 /2 CMIT. TIG Al FSW #2423kl AR 7E 3.5 wt%
NaCl ¥ R AR 25 . A 8(a) rT LA H, CMT JEEERE A A Ao W i 990 28 it ) (b, 3R O
B TOREREMY), A E R IEITRM ke, WK 8(b)rT A, TIG MRk O
T g =t — b, Wit JUT R W5, R TIG JEEFEFAE 3.5 wi% NaCl i o BAg 58 i g
JIE R, WO R EH lsspr EHMI G- TS 8(c)nT A1, FSW ARFEREAR (1) Wr i 5 B pek s, 56
SALE I T RIS, HR R R, R FSW IR SR B A BN S P e
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F#EE %

Figure 8. The slow tensile fracture morphology of the samples with
3.5 wt% NaCl solution: (a) CMT; (b) TIG; (c) FSW

8. IAE7E 3.5 wt% NaCliZ R AVISRIRETORR: (a) CMT;
(b) TIG; (c) FSW

4, 4Eig

ALK 2 mm JE 7005 FHAEHHT T CMT. TIG 5 FSW JREzE0 LU Wi 72, 40 T 3 Fifii T
RO . iR AN S kB, EESS IR R

1) CMT. TIG Ml FSW R4 LIRS TE R R 4T, JREE TR G

2) JREEIS NI SERIR SR, RS IE & X SR IR AE — M AR S 2 2, S0 A — 0y S5l o
. FSW SRR LI REE X SRR ST /N T CMT M TIG SR8k .

3) CMT. TIG Fll FSW R4 Sk (13444 58 43 71l 9 304 MPa. 302 MPa £l 363 MPa, i Wiz fr &
BN A A X L IS X ARWLR I X, FSW JE BB LR E L T TIG 1 MIG 1 R8sk

4) AEEEETT IS N SR i Mt R E G — B S, Hoh TIG MRSk i N ) 8 ik OBk i 4
1 ssrr (A 9.2%; T FSW JRH4 Sk 1) B 7 B i BURRFR B /)N, 1ssrr (EAH 4.9%
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