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Fig.1 Welding wire and sheet,schematic diagram of FSW
with filling welding wire and sheet
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Table 1 Sample labels and FSW processing parameters

FE s IER L2357 R
w/r*min”  v/mm*min!
1500-1000-P 1 mm JE4& A 1500 1 000
1200-600-P 1 mm JEE A 1200 600
800-200-P 1 mm BSREH 800 200
1200-600-S  Ef% 1 mm #5#2 1 200 600
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Fig.2 Dimension of tensile specimen
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Fig.3 Cross—sectional macrostructures of FSW 6082-T6

Al joints with adding welding sheet
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Table 2 Tensile properties and fracture position of FSW
6082-T6 Al joints
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R.,MPa  R/MPa  A/%

1200-600-P-1 145 250 7.0 WX
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Fig.4 Engineering stress—strain curves of FSW 6082-T6 Al joints
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Fig.5 Fractographs of FSW 6082-T6 Al joints with adding welding sheet
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Fig.6 Tensile fractographs of FSW 6082 -T6 Al joints

with adding welding wire
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