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Table 2 Friction stir welding conditions.

Rotational speed N (rps) 16.7
Welding speed VvV (mm/s) 3

Tilt angle 0 (deg.) 3
Probe Insert speed Vp  (mm/s) 01 ~5
Preheating time t (s) 01~ 20
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Effect of Initial Conditions of Friction Stir Welding on Mechanical Properties of
6061 Aluminium Alloy Joint
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Fig.1 Appearances of start position of joint.
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Fig.2 Macrostructures of start position of joint. The mark (W) is weld center.
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Fig.3 Microstructures of start position of joint.
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Fig.4 Measuring results of grain size.
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Fig.5 Hardness distributions of start position

of joint.
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Fig.6 Results of tensile test of start

position of joint.
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Fig.7 Measuring results of temperature of tool.
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Fig.8 Measuring results of temperature of material.
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