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Study on Welding of Thick Aluminium Alloy Plate
with Double Wire MIG Welding Process
by Kazuyuki Tsuchiya, Sakae Matsumoto, Norihiko Katayama,
Yuuji Nakahara and Jitsuo Nakada

1. ®BE

FTNTAVITHEEZEEL. FIIZOLEEDBROBEVTH2AEELLTHESN
feht. BIRANDOBERZERLILSGE. KBABEIBBRIVAVYOT -7 THERENTIART
CTAaT—TAVYERATAHILICELY, 1NN XHBLVDBBEEEARELTEHHAND
B, —F. COBEEOREDD. T15— T4 VORBRENZ 2 >T T— LOAEE
ENEC DL, 7O0—KR—IDNBEEELEPCHRELALY., HBAATOREAROREEN
mEans,

AHARTIH., ¥TIL0A Y IV BABROBERBEH TCOBRREDLREMET T -4 7
BAICLBAEARAEEXHALT. ZII Y LASERDESEABAMIC OV TERKRS
LItiEREZHRET 5.

2. TNV AVITABREZEREDRE

FITNDAVIVBABREOBEEZFig. WCRT., KBEREI A VDETEBTA Y (&
M) ETTOBRITI AT —747 (BH: - 7—XHNiR) TERESN, EBIAY
TEXELUTAEBDBTRABEEREL. 75— TAVTARABELWRT D, #ees L TR
BEBIAVYD7 -V THABENEREIN., TS5 —TA4A VP TARBRBEDSENEITERED
RKEZ2I+O0-ILTEILLCLY., RERBEERETERELRBENMTZABONE
BTH 5,

3. ARAE

HEF I (ETHER D AS083P-0Ff D IR E25mm%E . A T A ¥ (C(ZAS183WYDET.2mm (T 1 35
—J4%) ( 1.6mm (BET7AY) 2RV, ABREBL U THEARZIROBEEIEERE
(D-500) &= RAL Vo,

BERRBRE. TARBLUEMBRETERL. FHROE—-FF 2 TL — FBLUREMNE
FHEERSEEERRULL, FEHIREFig.2(CRT.

4. ABER

Fig 3liBABEERRZUT. BRBICHTE T+ S—TJAVOXBBREZRT. FAEBEK
TlE. BIEERN260~300ALTIE. T+ 5—T4 POXEBENIM/mind L2725 &iFRIM
HIEE22ERLHHEE  H57HC 95-10)

— 114 —

NI | -El ectronic Library Service



Japan Wl di ng Soci ety

NDT 4T —TAVOHEANAREICZVIAD., EOICEKKRENEBEMTSBET 5 —74A
YORT v F o INEIYRCTRD, Fio, BEERMNI0ACRKRZET 747D
BAMEIERT B EANRBROONT.

NODEREFTEDDE Y TNTAVIVAEREBVBILICLEZAESBNE
MFEFFigdERTLIE, BEERETAIT—TAVDERLRETRELN, 745 —74
YOBRAMOFIREMNS., 1 NZHI-UNIMIRIEEDAZSEDEME LS,

RRTROONILETHOFREERBREOREIREF %, Table 1 ICR7LIc. BHF LD
TU/0EE. BMHERESRR. BHAMELIERIFTH - /-

LE. FHRAEDERBFECENTIE. ¥TILIA VI TBETIH. BkE» v 71T
TTBRENSL. BEEZTEH2MEEOF v+ v THBRTHADICT L. cnmi2E DL

Froy 7'@%%%&%7&?)‘%{%'@37@ \/s_o\/ \/440\/
: 4,7 /S,
N\‘ % H_:i %

Fig.2 Edge Preparation for Weld Test
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