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Fig.1 Appearances of joint.

N=2000rpm

Atmospheric joint

V=8mm/s

V=2mm/s

Effect of welding atmosphere on mechanical properties of 6061 aluminum alloy lap joint

by friction seam welding
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Fig.2 Macro and microstructures of joint.(N=1000rpm , V=8mm/s)
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Fig.3 Hardness distributions of joints.
T T T T
7.0 .
z
< | N\  _ _a———-r—eDNmwcazn=oo
5 - ikt~ Sy e U
S 6.0f -
I
Q
<
(%]
o 5.0+ .
‘0
o
()
= Underwater Atomspheric
4.0 - -0- N=1000rpm )
—A— -4~ N=1500rpm
, ==, N=2000rpm | |
2 4 6 8

Welding speed / mmr s
Fig.4 Results of tensile shear tested.
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