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Temperature Measuring and Analysis for Friction Stir Welded Thick Plate 2024 Aluminum Alloy
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[ABSTRACT]
experiment about 13mm thick 2024 aluminum alloy, the

Based on the friction stir welding

three-dimensional temperature distribution which are along
the welding seam (X), the vertical direction(Y) and the weld
seam thickness (Z) is measured, and impact of the welding
parameters upon temperature distribution is analyzed.
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Fig.1 Blind hole arrangement of first group
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Fig.2 Blind hole arrangement of second group
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Fig.3 Characteristic point temperature curve along the weld in X
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Fig.4 Feature point peak temperature curve the weld in X
direction
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Fig.5 Temperature curves vertical weld
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Fig.6 Peak temperature in different rotation speed
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Fig.7 Peak temperature curve in Z direction
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Fig.5 Optimized curves of supports' node location
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Fig.6 Optimized curve of first natural frequency
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