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Fig.2 Comparison of welding thermal cycle simulation
and measurement results
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Table 1

Chemical compositions and mechanical properties of 7B04-T74 aluminum alloy

MR (B2 %)

PIE S éxeic

Zn Mg Cu Mn Fe Cr Si Ni Ti

Al YUPLEFER, /MPa

JEMRSRBE R /MPa W5 R A(%)

5.86 2.51 1.62 0.34 0.18 0.15 0.07 0.05 0.03

A 550 492 10.0

k2 IZBH
Table 2 Welding parameters
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Temperature distributions of the top surface and cross-section of the joints at different time for V-RFSSW. (a) ¢ =
1 s (the top surface); (b) t = 2.5 s (the top surface); (c) ¢ = 4 s (the top surface); (d) =1 s (cross-section); (e) t =
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Fig. 6 Microstructures in stir zones of RFSSW and V-
RFSSW joints. (a) wq = wp = 1500 r/min; (b) wq =
1500 r/min, w, = 1000 r/min; (c) SEM magnific-
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Fig. 8 Tensile shear property of RFSSW and V-RFSSW
joints
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