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Abstract Weding line quatily and welding porosity has to be inproved as to how a uminum aloy pipeswith smdll

diameter and thin wall are welded by MK —200 obital welding sygem. In this pgper the generation of porosties is anar
lyzed and the methods to decrease the porogties are presented. It is indicated that filling rings and pressure of backup

shielding gas can be used to inprove the welding line quaity and the weld porosties can be obvioudy decreased by drict
preweld cleaning and reasonable wel ding parameters tting.
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(LF6 ®10 mm x 1 mm)
Tab.1 Weding parametersfor L F6 ® 10 mm x 1 mm pipe

/mm /mm /s /A /s

/A /r-mn”

1

/L-mn”

1

/L-min-?t

1.6 0.52 0.10 48.3 28.5 0.01

11.3 9.50 10.00
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Fg. 1 Diagram o filling ring
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Tab.2 Mechanical properties of weld joint with filling ring

0y MPa
(@Bn221—84)
5 288 352 (321.4) 314 0.92 1.12 (1.02)
4 301 317 (312.5) 314 0.96 1.01 (0.995)

Fg.2 Medlogrgphic dructure of welding line without filling ring
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