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Vacuum clamping method to eliminate welding deformation
on welding thin aluminum alloy plate
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Fig.1 Schematic diagram of vacuum
clamping method
Table 1. The effects of back bar materials
on welding deformations
Back-bar | Angular Buckling |The height|Peak temperature
distortion/deformation| of swell [at 16.5mm aside
6 mrad Z mm h mm AT °C
Sus 1.2 8.8 0.035 119
Copper 4.0 2.0 0.080 82
Wood 5.3 19.0 |0.220 123
Free | 12.3 23.0 |0.240 148
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Fig.2. Typical deformations materials

on thin plate welding

Fig.3 Macro photograph of weldihg
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