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Abstract

Butt weld process of friction stir welding for thin slab are studied in this paper, 2524 — T3

plate are selected as testing materials. The joining process is optimized to obtain the window of weld process

and the best process parameters. The butt weld produced in optimized process parameters have an excellent

appearance, as the deformation and the thickness reduction of weld are little;

X—ray inspection results show

the inner quality of welds is good, and no defects are found in the picture; metallographic analysis indicates

the texture of weld in cross— section is uniform and dense; mechanical property test result shows that the

mean tensile strength of butt joint is 397 MPa, which is the 90.4% of base metal’s tensile strength.
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Fig. 1 Joint configurations for friction stir welding
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Fig. 2 Tensile specimen for butt weld
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Fig. 3 Appearance of long weldment
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Tab.2 Windows for butt weld process
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Fig.4 X-—ray picture of excellent weld joint
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Fig.5 Metallograph for weld seam in excellent process
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Tab.3 Tensile properties for 2524 —T3 butt weld

fEy s Hi b & / MPa R/ %
1® 409 4.91
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3% 392 4.68
4% 390 4.53
57 396 4. 66
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