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Table 1 Mechanical properties of the base metal.

. Tensile strength Elongation
Material (MPa) (%)
A2024P-T3 460 23

Table 2  Friction stir welding conditions.

Parameters Symbol [unit] Values
Rotation speed N  [rpm] 885
Welding speed vV [mm/s] 05,3
Tilt angle & I°] 3
Preheating time ¢ [s] 30
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Fig. 1 Cross-section after corrosion at the HAZ of
RS. The welding speed was 0.5 mm/s. The applied
stress for (a), (b), and (c) were 0%, 30%, and 50% of

the proof stress, respectively.
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Fig. 2 Microstructure after corrosion for 1x10°s

applying 50% of the proof stress. The welding speed
for (a) and (b) were 0.5 and 3.0 mm/s, respectively.
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Fig. 3 Tensile strength after corrosion for 1x10°s

applying 50% of the proof stress.
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