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Table 1 Friction stir welding conditions.

Parameter Symbol [unit] Values
Rotational speed N [rpm] 1100
Welding speed vV [mm/s] 1,3,5
Tilt angle 0 [deg.] 3
Preheating time t [s] 30
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Fig. 1 Schematic diagram of build-up
friction stir welding.

Effect of externally supplied bulk build-up material on build-up friction stir
welded joints
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Fig. 2 Macrostructure of welded joint with
A2024 build-up material.
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Fig. 3 Macrostructures of welded joint with
(a) A1050 and (b) A6061 build-up materials.
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Fig. 4 Schematic diagram of flow direction
of build-up material.
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Fig. 5 Results of tensile test.
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