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Testing and Analysis of Fracture Toughness of Inertia Friction Joint of TC17

Titanium Alloy
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[ABSTRACT]
aeroengine blisks, motors and large section forgings. The

TC17 titanium alloy is used for

quality of aeroengine integral rotors made by inertia fric-
tion welding will be reduced and the stiffness will be in-
creased. The fracture toughness testing of inertia friction
joint can supply technology and data for damage of toler-
ance limit analysis of aeroengine integral rotors made by
inertia friction welding.
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Fig.4 Microstructure of TC17 joint
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