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Weld Appearance and Microstructure in Friction Stir Welding of Ti-6Al-4V Titanium Alloy
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[ABSTRACT]

processing parameters on welding formation and micro-

Effect of tool configuration and

structural evolution are investigated by friction stir weld-
ing of Ti-6Al-4V alloy. The results show that weld defects
significantly are removed by increase of the diameters of
tool and probe. The stir zone is characterized by equiaxed
dynamically recrystallized a phases at a lower heat input
and transformed P phases with fine a+f lamellar micro-
structure at higher heat input.
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Fig.2 Appearances of welding joint and X-ray inspection result
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