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Abstract: To solve the problem of poor weld formation in electron beam welding of thin-walled parts with gaps,

based on the surfacing welding test of SA06 aluminum alloy plate matched with 5B06 welding wire, the influence of

different wire feeding parameters on the weld formation of electron beam wire filling welding is carried out by

controlling the single variable method. It is concluded that the optimal window of wire feeding parameters to obtain

good weld forming is as follows: the front wire feeding mode is adopted, the wire feeding angle is controlled at 15°~

25°, the dry elongation of the welding wire is controlled at 8 ~ 12mm, the welding wire and the electron beam are

partially intersected, the intersection height and horizontal spacing between the welding wire and the electron beam are

Omm and 0~ Imm respectively, and the wire feeding speed is controlled at 900 ~2400mm/min when the welding linear

energy is 432J/cm.

Key words: aluminum alloy; electron beam wire filling welding; wire feeding parameters; weld forming

1 3]

jilll

0

BEeE /N B R iy B 2 T
DL RARFE AT E AU HUR ™ i 2 4k S g TS DL AR
AR, I TR S AR k)2 R AR
S G RE T, %W BRI IR TR
FRIED AT 25 B s S M R 47 AR G SR AL
PRIEASTE AINEALH  ONER & S e PR E e i K7
R o (HA, WP AREHRBE SRS, lH R

0.8mm LT, XS AEEXS PRERE . T AF I TRE R AL A
FEATE I 8] B2 PR SR 25 B i 3o FERH R SRR
AE B TN, RSB REER,
A 2 1) 42 8 A7 AE S 8 2 T ) B AN 6 A2 P RO R R
ML, o7 BIRIE T, IReE MBIMGA . M. RIE
ERERL IR, RO E KSR A A BB
R

UTEEEE, FE L AR SE R SE AL B ATA ORI H
WHHLZ IR EHOR, i 7E i 7 AR B v [F)28 [a 4

PEFWRIN: B (1988), HL, JREL, BIFOTI: mBestte R L b il

HAR.
Wk HI: 2022-04-17

12



S e

MRS LL, REfs MO AR R L . A4 N A
JEE UL R A AR A 2B T W B PR SEESR iR oty 1] B i A5 5%
BIEZERIE . B, BLEREAMRIANZANSE,
BI T ES AR R HEEE, i HAE i 7R 3 2 e
AT+ BRI,

HAT, KT G r i RIH 2R 50 TUE AT
Il o ARGV RN E L AR, 1£ 4mm B
11 5A06 T fr &k b, BT — RV RIELSE
FAT T BT R LSRR AR T HEAR (B D s,
— 7 B AE B A A £ 2O iR IR LR AR 4%
BRI, 55— T5 1 5 12 3R1T R IR S8 UT I
IR SR, P IR T R AL SR R R K
¥ o

2 WHEEE

BT AR 22 SR B IR TR LA A B 42 R G 1
SST A 7] KS15-PN150KM 7 B 25 i SR KL _E3EAT,
KHRMHESE T, W 1 PR, TAARHEE 4mm
] 5A06 & 4k, B2 KXHEBE®R 1.2mm [ 5B06

BEESRL,
‘ —’fm%
% L
R
past

L
/’é/ﬁfﬁ’gﬁt ______ 7Qmm/
[ T

A1l aFRALFETTH

R BM F E TSR E IR 1.5
T, BLSHEEIEL TN R Ea. RLTIK
L LR ALIA R AR NELLITE L Vo 382275 2T AT L2 A1
XD AR E, PNETE. EAEE =
e G 2 Fron, T EIE 2R R IR R T R 22 IR
BT TR R AT A g 3 B E 2 R R AR R
IERE PR 22 I\ BT AR T IR AR U G R
I L2 AR PRI RE AR 22 DR D5 17 B 15 i 7 38 1) 4
Mo B EaR G2 5 T IR A, 15
22 FARAC L TR 7 22 IIK 22t 11 9 21 907 22 K o P G
FE O 1o 22T R R R AT 22 K im 5 7 2
RN B 2R, T 22 RS e L b AN 22 SRR (R B

MR A A A

RAE. W3 PR, LRI FEE h 2RI LR s
HL T AR B A DX A 22 R S ) A 1) 5 E R
B, L FOKF R EE O FR IR 22 K 0 5 A kAl s 5
THRPOEZARKTFIEE. &L BFL RS T
PR s AL T TR DRI R, 6>0: RZ,

5<00

A1 BT RALFEHNEIZILAK
T3 VI E Ak
D U/kV 60 G
LA /mA 12 ¥
£ERUIRES IR T
SRR TV, /mm-min ! 1000 ¥
164275 A E HIEAE/ B
W22 S l(°) 20 10~40
SR THK L/mm 10 5~15
22 ] h/mm 0 0~3
22 KT 18] i o/mm 0 —3~+5
%223 % V,/mm-min ! 1200 600~3000
o
Yied
T —— —|
a WEiEZ
TR TR
Ry Y2
| Qurern | | — mesn
b MEZEL c BE##
B2 RR#ELFX

e e

T
1\

[ | [zv JF ]

a ZRIILHE b % RKPRE

B3 “ZRfa@kiRT

MBI TEAN[F)IE 22 S 500 BT ARIR L2 R FE AR 58 1RO
ISR, 3RAT R IR e MIE L 2 ], A
SCRA S — A s, ARk 2 S5, R
FEHESHOVHIMEME. 540, ERLEHL N E R A
S GRS RE T AR LA AT 9, R A B
P ANFE 22 Z O R SE ORI . AR5, {3

13



@it - =2

SR ETRS AR LA $ 7 52 T BT

3 RBLERSHF

3.1 HELFXAIFM

K 4 52 =Muix 2277 5CF MR8 ROE R . TTLE
t, =FHWMEERICEHEZER. AT BILLIEEE
i 5. BE B IR LI IREE)R A W s AR,
EEMME; JnBIE LIRS AE K BUR A TR L
WG, BbmZE. X2AR T ERLE, IR ERR
AR A AT, XS AR R A e, i R
SPEOROR, A BT 22 AL R N SR AR AR T
R, AT RIFRRERIY, HXR LR mIEN
Fes i P A7 LA P R LRI, B XTIk 22 40 B 1A R vk
s, AR ORIERERS RN E; 5 EILLn, F2
LR A AR S, e DX < e T AR /s FLIRLRE
BRIER, MR L2 A < ok NI b J 38 2R 78 i e A sk
W, WEERIEZE, MRLsaEtsy, FaEdi
MkesE 2, (U Bk 22 ()R B R e e 1 K AR 4% T
A T AT EIA LG BIA L (0], TR 2 A
W—MEEN, FEb<E )R 5 R L2 R s e 1 — M, 3&
JRJE SR AR R o

b MEEL

x>

T i i e e i
R b
¥

c BHRi#EZ
B4 RREL 5 KT R

CREELEG, AT BB X IA LN AN A R 5,
TZREMEEL, EHRGI AR, Nk, AT
eSS} eV AT
3.2 EZAKEMFI

B 5 ANTFIE L2 40 BE R IR S8 R (R . AR AR
2L IR PN BT ORI E R, T DABIS 23 Vo0 i
N5 T RN T 1) 5 BN PAT AN T R 23 8
Vs Vi WE 6 Fios. Hp, R 58ETRAH I

14

2022 % 8 A 4 4 M

TP EL L LT Ve X TIRAESER . BT
Vi=Vycosa, WAL Lo/, ViR, #2145
LT RER NS, E2RE T REEEN TIRL
FEL . WRIEIE 5 Bos, IR M BEedy 1000, 7R
MFrEferR R e, EHTHEIIFRREEM
XD, B RS EREDN, 5 5 R ARk 22 B T
TREEIESNE: IR Aok 15°~25°0), 1R
Lt RAFULRC B A B, SR RS, 5] i
LI a=3000), JRLLIEAATE Dy, ANREESLIT IR
Ko, SR RSO W sk HAR TR R

a o=10°

b o=15°

£ a=40°

B S RF)E2 A LT e IRa A

HLT IR

17 )
B6 #LREHMTEH




L STEN I

3.3 RLTMKHEMm

B 7 ARG 22 T R RS2 O R . 722
TR AR 2 BE ) — D E e . Big
PR AP, R 5y CRAUE T 2238 0F (0 B8 LT ANz
BAEWE, PRAGRE MR . AR 7 P, 4R
L2 AR L AE 5~ 12mm il A T AAR 4% (X O ot B 22
FAK, BEFRENNILIES:, B4, H2, HFL
FAHK L 8GINE] 15mm B, B EREARE, £
BERNRAFAE W LA DL B o R 22T L 4 5 5 e
PIL LWy, WER G e R 2 T MK L BEHIE 8~

12mmo,

a L=5mm

b L=10mm

¢ L=12mm

d L=15mm

B 7 TR TR R

3.4 ZLRIEXFRAIFE N

Jez i PR AR E (RIZ2 A7 58 R) Al H
EAT S TR TR (Y T AR IR (X
i A B 22 R FERAE, 23 A2 RASIC S L b
ML FOKFEERSTE X o 22 AL IR R REH IR 22 5 T A
PISZRMLE], Rt MRS E o L
3.41 “4RXLEE

22 I v BEAER A K R I B K S ). BAZZ 8
ICEE b 43N Omms 1mm. 3mm #HATIREE, K5
JREERIL UK 8 fivs . nTLAE Y, B 22 fASI B b
3G In, MREGI BT E, RIAIEEE I %S
PR . ML WA E h N Omm B, SR 22 K 5%
T E AR RS, IS TR MR A
R b A Imm B, JRL2A5 A0S TR, 78
P 22 R Ui T2 BRI A — 8 IR ], I E KR

LA LR S

AR 52 PR LR HE IR BN DAL Jm 2RO
TEHAE THEEIRE, B ERR RS RENARE;: 4
2RI P A 3mm B, X AR ANER E i B
2, SEURSERUCEE 2 RIS L b SN AR %

¢ h=3mm

B8 FRELRIILEETIFERT

3.4.2 #4FRKFEHRSH

a J=-3mm

b o=Imm

¢ 0=0Omm

d o=tlmm

e J0=t3mm

f o=+tSmm

B9 IE) L ERAKFEIET 6 1R 4E R

15



ST S

2022 % 8 A 4 4 M

P 9 NN [A) 22 HOKT IRV EE T A5 4% R 1% . 24 22
HKTE 8] BEO-3mm Al-1mm B, 223k TIERDIRES,
IPb B 5% 2 T T S KRR AE 24028 Omm A+ 1mm
I, 22 AL T B AR AL T 3B M ACIRAS , BRI e 72
FasE, (RSN R 240N+3mm A+5mm i, 23R
Ao BOIRES, SR R MRt R 2, M UK
W ERS B 4% E 0~ 1mm, LI 22 R AHAE
3.5 ELRERFM

\

h V&= 3000mm/min

TP R LR BT 64 T

A 10

B 10 AN Ak 223 B N R SEOY R . rTLVE
H, IR L2EE Vo 600mm/min B, S22 EARE, 5
L NBEA G AN RE S T ST U, R AR O R RE B W

16

SRR MIELLTEE VN 900~2400mm/min i, J%22
BECARS, BEBTIES: (B2, HELHE VN
2700~3000mm/min I}, 1&22 &l K, SEEE AR
PR, Ik 22 0 A (R AR 22 A R AE Js Tt v 7 0 e 1 7 B
. Rk, fERERZRREE UDV,=432)/cm B (U, I,
Ve BUE LR 1), & FR% 28 Ve Bl 900~

2400mm/min.
4 ZERIE

ASCAEF 4mm JBRE ) SA06 #55 & iR LR 1%
1.2mm ] 5B06 84 &) 2, RARMmHEEA N, @it
il R — AR Rk, WA T A RIS L S HON TR 2
JRIRGE ORI AR, RS R AP IR SRRV 1)k 22
SR

a. AN E XL )G Bk, fESBLNIEL;
AR, FEdEERE, BT RIT.

b. HE IR L IE T B HIE 15°~25°, 1R
T E A HILE 8~ 12mm.

c. BEERLSHETRELFIMOMTRE, 2
WA FE N Omm, 22 9 KT8] 2R B2 i 4E 0~ 1mm.

d. fEIEELRREE N 432 /cm Iy, 326 24 50 i B 4% 1)
££ 900~2400mm/min .

B3 HEk

1 KER. SEESAMRNE PP SN, 2009(3): 50~53

2 TE. BEESHRTHRIEEREORD] BAENL, 2011, 41(8): 112~115

30 BIER, XEE, ST, % BT R R G R ). IR,
2012, 42(4): 93~96

4 Tsukamoto S, Irie H, Inagaki M, et al. Electron beam welding with filler wire.
Report 1 Effects of welding parameters on the distribution of filler metal[J].
Quarterly Journal of the Japan Welding Society, 1984, 2(4): 613~618

5 kIR, BEEE, RBRME, . APRARIREL S S AT AURET). AREER
2000, 21(3): 86~88

6 dkfE, RN, AWEMS. L RAL ¢ RN T AR A HE AT A% T 5
W[J]. FREER, 2014(9): 41~44

7B BREE, XI5E, S RERDN B AU AR BIRGE LT R
TERIRIALT]. FRHEAR, 2007, 28(3): 53~56

8 BNLLUE, AR Uh, UK, . TSN P T SRR L AR (A A RERT T[],
PR HIERAR, 2007(2): 45~46, 62

9  Zhang Binggang, Zhao Jian, Li Xiaopeng, et al. Analysis of metal transfer
during electron beam welding with filler wire[J]. China Welding (English

Edition), 2013, 22(4): 14~18



S e

MR A A A

17



