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Effect of Tool Tilt Angle on Mechanical Properties of Friction Seam Butt Welded Joint of 2017

Aluminum Alloy Thin Sheat
Hidetoshi NAKAIGAWA, Naohiko SEO and Kazuyoshi KATOH



Table 1 Chemical compositions of base metal (mass%)

Table 3 Friction seam welding conditions

Si Fe | Cu | Mn | Mg Cr | Zn Ti

Al

049|030 | 3.95 | 0.68 | 0.50 | 0.02 | 0.08 | 0.03

Bal.

Table 2 Mechanical properties of base metal

Tansile strength Elongation Hardness
(MPa) (%) (HKO.05)
401 17 124

¢ 10

(Unit:mm)
Fig.2 Shape and dimensions of tool.
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Welding direction

(a) 6 =3°

(b)  =4°

(cye=5" 2mm

Fig.3 Appearances of welded joint. The marks are weld interface.
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Fig.4 Macro — and microstructures of welded joint.

The marks are weld interface.
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Fig.5 Result of thickness of welded joint.
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Fig.6 Hardness distributions of welded joint.
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Fig.7 Results of tensile test of welded joint.
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Fig.8 Appearances of tensile tested specimen.
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