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Research on Welding Process and Mechanical Properties of 7A60 Aluminum Alloy Friction Stir
Welding
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[ABSTRACT)]

num plate of 6 mm thickness are completed in a single pass

Friction stir welds of 7A60 alumi-

welding. The influence of welding tool and parameters on
the tensile strength are investigated. The experiment results
demonstrate that the tensile strength is affected by weld-
ing tool figuration .When the rotating speed is 300 r/min
and the wielding speed is 200 mm /min , the good weld
is achieved ,and the tensile strength of the joint reaches
488.69 MPa, about 75% of the ultimate strength of the
base material with higher welding efficiency. Furthermore ,
the minimal micro-hardness locates on the heating affected
zone while doesn’t locate on the weld nugget, which pri-
marily results from fine grain equiaxed structure developed
by dynamic recrystallization. The fracture analysis shows
that the fracture mode of the joint is brittle / ductile mixed
fracture.
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Fig.1 Welding pins with different structures and metallographys
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