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Microstructure and Impact Properties of K-TIG and A-TIG Welded Joints in
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Abstract: Welding experiments on TAS titanium alloy plates with thickness of 22 mm were conducted using keyhole

tungsten inert gas (K-TIG) and activating flux tungsten inert gas (A-TIG) processes. The results show that the weld

microstructures of K-TIG and A-TIG joints primarily consist of basket-weave acicular a phase, and the columnar

grains in the A-TIG weld are coarser. The heat-affected zone (HAZ) of both welded joints is mainly composed of

blocky a phase with a small amount of acicular a phase, resulting in impact toughness comparable to that of the base

metal. The TAS titanium alloy weld exhibits sensitivity to multiple thermal cycles, whereby repeated heating leads to

toughness reduction in the weld zone. Compared with A-TIG, the K-TIG process not only achieves higher welding

efficiency but also produces welds with better impact toughness, making it more suitable for thick-plate welding of

TAS titanium alloy.
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Table 1
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JEREREM N 22 mm JEH) TAS K& EWM, 1Ee
K TA28 J 22, RERFRVIR 22 0040 "2 iy 3R 1 o
K-TIG #2425 H 1 B3 11, A-TIG #2428 H X AU,
R L ZZHCR AR R R S8, Wk 2
TN

B MELHNLERT (W%)

Chemical composition of base metal and welding wire

Alloying elements

Impurity elements(<)

Grade

Other elements

Ti Al B Fe C N H o
Each Total
TAS Bal. 3.3-4.7 0.005 0.30 0.08 0.05 0.015 0.16 0.10 0.40
TA28 Bal. 2.0-3.0 — 0.30 0.08 0.05 0.015 0.15 0.10 0.40
xk2 BREIZS¥
Table 2 Welding process parameters
K-TIG A-TIG
Weld pass Welding current/A  Arc voltage/V \y(erlfélnijﬁiid Welding current/A Arc voltage/V “/lglri;n%n?gﬁi;}d
Root pass 600 12-32 280 149 14-15 102
Cap pass 230 15 90 149 14-15 102
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Fig.1 Sampling diagrams of weld bead and HAZ impact

specimens in K-TIG welding test plate
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Fig.2 Sampling diagrams of weld bead and HAZ impact

specimens in A-TIG welding test plate
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Fig.3 Curve and related parameters of oscillographic impact test
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Fig.4 Macrostructures of TAS titanium alloy welded joints:

(a) K-TIG; (b) A-TIG
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Fig.5 Microstructure of TAS titanium alloy base material
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Fig.6 Microstructures of TAS titanium alloy welded joints by K-TIG and A-TIG: (a) root pass weld metal by K-TIG; (b) root pass HAZ

by K-TIG; (c) cover pass weld metal by K-TIG; (d) cover pass HAZ by K-TIG; (e) weld metal by A-TIG; (f) HAZ by A-TIG
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Fig.8 Oscillographic impact load-displacement curves of welded joints: (a) K-TIG; (b) A-TIG
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Table 3 Key parameters of oscillographic impact tests

*3 FEATREXESHK

Welding Notch Specimen Fuy/kN AT W Wi W
process location number
1-1 13.69 13.25 22.70 20.83 8.27 12.56
Weld face 1-2 13.04 12.75 21.30 19.30 7.47 11.83
1-3 14.22 13.83 23.30 21.82 8.86 12.96
2-1 13.12 12.85 18.30 18.20 7.22 10.98
Weld root 2-2 13.43 13.10 17.20 18.20 7.23 10.97
2-3 12.91 12.60 17.50 18.72 7.11 11.61
K-TIG
3-1 20.09 17.09 85.20 84.49 30.34 54.15
Upper region of
3-2 19.81 17.27 82.10 80.66 26.27 54.39
HAZ
3-3 19.93 17.41 84.70 83.84 25.18 58.66
4-1 20.06 17.18 86.00 85.75 26.78 58.97
Lower region of
4-2 19.93 16.50 102.00 101.40 30.92 70.46
HAZ
4-3 19.70 16.66 94.50 91.09 30.52 60.57
5-1 8.94 8.70 13.70 12.64 427 8.37
Weld metal 5-2 7.53 7.26 12.40 11.18 3.62 7.56
5-3 9.04 8.80 14.20 12.89 4.60 8.29
A-TIG
6-1 19.35 15.95 89.00 87.33 30.75 56.58
HAZ 6-2 18.97 15.79 93.90 91.62 26.53 65.09
6-3 19.78 16.14 99.40 97.91 30.39 67.52
7-1 19.68 16.09 93.20 86.22 28.46 57.76
Base metal 7-2 19.75 16.27 95.50 95.61 27.77 67.84
7-3 19.72 15.89 94.20 95.37 29.77 65.60
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Fig.9 Impact properties comparison between K-TIG and A-TIG welding processes: (a) WM; (b) HAZ
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