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Table 1 Chemical compositions of base metal.

Si Fe Cu Mn Zn Ti Al

0.23 | 0.65 | 0.13 | 1.17 | 0.07 | 0.02 | Bal.

Table 2 Mechanical properties of base metal.

Tensile strength Elongation Hardness
(MPa) (%) (HvO0.1)
145 25 57.8

Table 3 Welding conditions.

Rotational speed N (rpm) 800, 1200, 1600

Welding speed VvV (mm/s) 1~7

Preheating time t (s) 10

Microstructures and Mechanical Properties of Friction Stir Welded 3003 Aluminum Alloy Joint

Gouta ITOH and Kazuyoshi KATOH
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Fig.2 Macrostructures of FSW joint.
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Fig.3 Microstructures of FSW joint.
(N=1200rpm , V=1mm/s)
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Fig.4 Hardness distributions of FSW joint.
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Fig.5 Results of tensile test of FSW joint.

Fig.6 Appearances of tensile tested specimen.
(N=1200rpm , V=1mm/s)
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Fig.7 Appearances of bend tested specimens.
(N=1200rpm)
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Fig.8 Temperature-time histories during FSW process. (N=1200rpm)
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Fig.9 Measuring results of temperature of tool.
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