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Investigation on Hook Defect of Butt-Overlap Joint of Aluminum Alloy by Friction Stir Welding
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[ABSTRACT] The butt-overlap joint of 6082 alu-
minum alloy by friction stir welding is investigated. The
results show that defect-free joint can be obtained using
different rotation speeds (300—600r/min) and different
welding speeds (60—200mm/min). When the overlap re-
gion is in AS, Hook defect deflects towards the weld sur-
face with a larger angle (>90°). However, when the overlap
region is in RS, Hook defect deflects towards the weld foot
with a smaller angle (>45°).
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Fig.1 Diagram of butt-overlap joint
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Fig.2 Diagram of joint types
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Fig.3 Typical morphology of Hook defect
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Fig.4 Hook defect of butt-overlap joint under different welding parameters
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Fig.5 Effects of the welding parameter on Hook defect size
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Fig.6 Mechanical properties under different welding processes
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