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Influence of Surface State on the Performance of Aluminum-Lithium Alloy Joint by
Filled Friction Spot Welding
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[ABSTRACT]

states on the performance of 5A90 aluminum-lithium al-

The influence of different surface

loy joint by filled friction spot welding is studied. The
results show that after chemical cleaning the spot weld can
bear the highest shear tensile resistance, and surface states
influence the effective bearing area on the lap interface,
consequently, the shear tensile properties can be different.
The defect on the joint horizontal interface is the most im-
portant factor to lower the quality of the spot weld.
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Fig.1 Diagram of FSpW process
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Fig.2 Diagram of shear tensile test for welding spot
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Fig.3 Testing results of mechanical performance
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Fig.4 Macroscopic morphology of fracture
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Fig.5 Typical cross—section metallograph of welding spot
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Fig.6 Metallograph of horizontal interface of welding spot in 4 area
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Fig.7 Metallograph of vertical interface of welding spot in B area
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Fig.8 SEM photo of horizontal interface of welding spot in 4 area
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Fig.9 SEM photo of vertical interface of welding spot in B area
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