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Multi-Layer Butt Welding on A2219 Aluminum Alloy Using Space GHTA Welding
Process in Vacuum Environment
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Abstract: We performed multi-layer butt welding experiments on A2219 using the space GHTA
(Gas Hollow Tungsten Arc) welding process in vacuum. The first layer welding was carried out
in the melt-run welding, and the second and third layer were welded with filer wire. As a result,
there were no weld defects in welded metal. The experimental results showed that the space
GHTA welding process could apply to make the multi-layer butt welding.
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Fig. 9 Rupture situation of tension test specimen
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