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Table 1 Mechanical properties of base metal.

Tensile strength | Elongation Hardness
(MPa) (%) (HVO0.1)
340 16.2 115

Table 2 Friction stir welding conditions.

Rotational speed N (rpm) | 1200~1800
Welding speed % (mml/s) 1

Tilt angle 6 (deg.) 0
Probe Insert speed Vp (mm/s) 05
Preheating time t (s) 0.1
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Fig.1 Shapes of the stationary shoulder tool.

Friction Stir Welding and Overlaying of 6061 Aluminium Alloy
Using Stationary-Shouldered Tool.
Akinori SABA, Masakatsu MAEDA, Kazuyoshi KATOH
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Fig.2 Appearances of joint.
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Fig.4 Microstructures of joint.(N=1500rpm)
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Fig.5 Hardness distributions of joint.



