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Microscopic Analysis and Mechanical Properties of Laser Beam Welded
T Joint for 2524 and 7150 Aluminum Alloys

GUO Huihua' LI Mingren' HUANG Jianke' XU Liang '
(1 Shanghai Aircraft Design and Research Institute, Shanghai 201210)

(2 Beijing University of Technology, Beijing 100124)

XIAO Rongshi

Abstract Optimum process parameters of laser beam welded T joints for 2524 and 7150 aluminum alloys are in-
vestigated in this paper. The microscopic structure and mechanical properties for T joints are studied by metallographic
analysis, microhardness and tensile test. Test results show the grain in welding seam is fine and dense.The microhard-
ness is lowest in welding seam. The tensile properties for joints in x direction is 384 MPa, while in z direction is 236
MPa.

Key words 2524 and 7150 Aluminum alloys, Laser beam welding,T joint, Tensile strength
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Fig.8 Macroscopic morphology after tensile test of 2524—T3/7150-77511 T joint in z direction
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