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Surface Modification of Magnesium Alloy by Tandem GMA Welding Process

Shogo TOMIDA and Hideki YAMAGISHI

Surface hard cladding layers on Mg alloy plate were formed by mixing with AZ31 wire and A5356 aluminum
alloy wire using Tandem GMA welding process. Hardness of cladding layer increased gradually as increasing
Al content of layer and reached HV150 at 20mass%Al without crack in cladding layer.
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