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Development of Friction Stir Welding for Thin Metal Sheets

Functional Metal Processing Section; Shigeki KAKTUCHI and Kosuke SAKAI

In this study, A6061-T6 alloy thin plate tailor welded blanks with thickness of 1 mm and 1.6 mm were developed. The joining

parameters were varied to investigate the occurrence of joining defects and effect of joining conditions on the mechanical

properties of the joints. The results showed that an increase in welding speed decreased the thermal effects and increased the

tensile strength, but root flaw resulted in a decrease in tensile strength and cracking by root-bend test.
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