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Description

TECHNICAL FIELD

[0001] The present invention relates to a friction stir
welding method.

BACKGROUND ART

[0002] Patent Document 3 discloses a technique in
which only a stirring pin of a rotary tool is inserted in an
inner corner formed by metal members which are butted
perpendicularly to each other to carry out friction stir weld-
ing along the butted portion. The rotary tool used in the
conventional friction stir welding method does not have
a shoulder and only the stirring pin of the rotary tool is
inserted in the inner corner, allowing for carrying out fric-
tion stir welding to a deeper position of the butted portion.

PRIOR ART DOCUMENTS

PATENT DOCUMENTS

[0003]

Patent Document 1: Japanese Patent Application
Publication No. JP 2001-321965 A forms the basis
for the preamble of claim 1 and discloses a corner
joining method by friction stir welding capable of pre-
venting generation of a joining defect at a joining part
in the corner joining method by friction stir joining to
join butt ends of two joining members assembled to
form a corner part. A joining auxiliary material of a
triangular shaped cross section is filled or arranged
to a corner part. A probe of a joining tool, while ro-
tating, is inserted into the butting faces of both joining
members through the joining auxiliary material, and
an end face of a rotating piece of the joining tool is
brought into pressure contact with an outer face of
the joining auxiliary material, wherein by relatively
moving the probe along the butting part, both joining
members are corner-joined.
Patent Document 2: Japanese Patent Application
Publication No. JP 2003-001440 A discloses an in-
ner corner welding method which eliminates defects,
etc., of melt welding, such as ruggedness of joint
parts and the porosity within the joint parts. In the
corner joint friction stir welding method a pair of ma-
terials to be welded are arranged in such a manner
that the angle formed by the inside surfaces attains
a prescribed angle, in which the inner side of the
corner joint is provided with a projection of a trian-
gular prism shape and a rotary tool is inserted to the
materials to be welded from the projection side of a
rotary tool and the materials to be welded and a pro-
jecting part are simultaneously joined. The member
for corner joint friction agitation joining has the pro-
jection of the triangular prism shape on one surface

of the planar surface and is formed with one side of
the triangular shape of the projection on the exten-
sion line of the end faces of the joint part.
Patent Document 3: Japanese Patent Application
Publication No. JP 2013-049072 A discloses a fric-
tion stir welding method that can suppress damage
to metal members during welding, and also can pref-
erably weld the metal members together. The friction
stir welding method, by which two metal members
are welded using a rotating main welding tool that is
provided with a stirring pin, includes: an abutment
process, in which the metal members abut on each
other with an angle to form an abutment part; and a
main welding process, in which the rotating stirring
pin is inserted into an inner corner portion formed by
the metal members, and friction stir welding is per-
formed to the abutment part while bringing only the
stirring pin into contact with the metal members.
Patent Document 4: International Patent Application
Publication No. WO 2013/027532 A1 addresses the
problem of providing a friction stir welding method
by which welding even to deep parts of an abutment
can be performed by reducing the load on the friction
stirring device. The friction stir welding method, by
which two metal members are welded using a rotat-
ing main welding tool that is provided with a stirring
pin, is characterized by comprising a main welding
process, in which a rotating stirring pin is moved to
an abutment formed by abutting metal members to
each other and friction stir welding is performed, and
in bringing only the stirring pin into contact with the
metal members in the main welding process.
Patent Document 5: discloses a further friction stir
welding method.

SUMMARY OF THE INVENTION

PROBLEMS TO BE SOLVED BY THE INVENTION

[0004] However, in the conventional friction stir weld-
ing method, plastic fluidized metal is not retained by a
shoulder, to cause the plastic fluidized metal to be over-
flowed outside the inner corner. Accordingly, the inner
corner may suffer a shortage of metal.
[0005] To solve such a problem, the present invention
provides a friction stir welding method that can solve,
when a butted portion is applied with friction stir welding
along an inner corner formed by metal members, a short-
age of metal in the inner corner.

MEANS TO SOLVE THE PROBLEMS

[0006] To solve the problems above, the present in-
vention provides a friction stir welding method for joining
two metal members by a rotary tool having a stirring pin
according to claim 1.
[0007] Preferred embodiments of the present invention
are defined in the dependent claims.
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EFFECT OF THE INVENTION

[0008] The friction stir welding method according to the
present invention can solve the shortage of metal in the
inner corner when the butted portion is applied with fric-
tion stir welding along the inner corner of the metal mem-
bers.

BRIEF DESCRIPTION OF THE DRAWINGS

[0009]

FIG. 1A is a side view showing a primary joining ro-
tary tool, and FIG. 1B is a cross-sectional view of
welding by the primary joining rotary tool of the
present embodiment;
FIG. 2A is a side view showing a large rotary tool,
and FIG. 2B is a side view showing a small rotary
tool of the present embodiment;
FIG. 3A is a perspective view showing a butting step,
and FIG. 3B is a perspective view showing an outer
corner joining step according to a first example not
covered by the present invention;
FIG. 4 is a perspective view showing a buildup weld-
ing step according to the first example not covered
by the present invention;
FIG. 5A is a perspective view and FIG. 5B is a cross-
sectional view showing an inner corner joining step
in the first example not covered by the present in-
vention;
FIG. 6A is a perspective view showing an outer cor-
ner joining step and FIG. 6B is a cross-sectional view
showing an inner corner joining step, according to a
second example not covered by the present inven-
tion;
FIG. 7A is a perspective view showing a butting step
and a tab member arranging step and FIG. 7B is a
perspective view showing an outer corner joining
step, according to a third embodiment;
FIG. 8A is a perspective view and FIG. 8B is a cross-
sectional view along an I-I line in FIG. 8A showing
an auxiliary member arranging step according to the
third embodiment;
FIG. 9A is a perspective view and FIG. 9B is a cross-
sectional view showing an inner corner joining step
according to the third embodiment;
FIG. 10A is a perspective view showing an outer cor-
ner joining step and FIG. 10B is a cross-sectional
view showing an inner corner joining step, according
to a fourth embodiment of the present invention;
FIG. 11A is a cross-sectional view showing an inner
corner joining step and FIG. 11B is a cross-sectional
view showing an outer corner rejoining step, accord-
ing to a fifth example not covered by the present
invention;
FIG. 12 is a perspective view showing an inner corner
joining mount according to a first modification of the
present invention;

FIG. 13A is a perspective view of metal members
prior to butting according to a sixth example not cov-
ered by the present invention and FIG. 13B is a per-
spective view of the metal members after the butting;
FIG. 14A is a perspective view showing a buildup
welding step and FIG. 14B is a perspective view
showing a joining step according to the sixth example
not covered by the present invention;
FIG. 15A is a cross-sectional view showing a joining
step and FIG. 15B is a perspective view after the
joining step, according to the sixth example not cov-
ered by the present invention;
FIG. 16A is a perspective view and FIG. 16B is a
side view showing an auxiliary member arranging
step according to a seventh embodiment;
FIG. 17 is a perspective view showing a second aux-
iliary member according to the seventh embodiment;
FIG. 18 is a perspective view showing a joining step
according to the seventh embodiment;
FIG. 19A is a perspective view showing metal mem-
bers prior to butting and FIG. 19B is a perspective
view showing the metal members after the butting,
according to an eighth example not covered by the
present invention;
FIG. 20A is a perspective view showing a buildup
welding step and FIG. 20B is a perspective view
showing a joining step, according to the eighth ex-
ample not covered by the present invention;
FIG. 21 is a perspective view showing the joining
step according to the eighth example not covered by
the present invention;
FIG. 22A is a perspective view and FIG. 22B is a
cross-sectional view showing an auxiliary member
arranging step according to a ninth embodiment;
FIG. 23A is a cross-sectional view showing a butting
step and a buildup welding step, and
FIG. 23B is a cross-sectional view showing a first
joining step, according to a tenth example not cov-
ered by the present invention;
FIG. 24 is a cross-sectional view showing a second
joining step according to the tenth example not cov-
ered by the present invention;
FIG. 25 is a cross-sectional view showing a butting
step and an auxiliary member arranging step, ac-
cording to an eleventh embodiment;
FIG. 26 is a perspective view showing a tab member
arranging step according to the eleventh embodi-
ment;
FIG. 27 is a perspective view showing a first joining
step according to the eleventh embodiment;
FIG. 28 is a cross-sectional view showing the first
joining step according to the eleventh embodiment;
and
FIG. 29 is a cross-sectional view showing a second
joining step according to the eleventh embodiment.
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Embodiments of the Invention

[0010] Embodiments of the present invention will be
described in detail with reference to the drawings. First,
a primary joining rotary tool, a large rotary tool and a
small rotary tool used in the embodiments will be de-
scribed.
[0011] As shown in FIG. 1A, a primary joining rotary
tool F is made up of a coupling portion F1 and a stirring
pin F2. The primary joining rotary tool F is formed, for
example, of tool steel. The coupling portion F1 is coupled
to a rotary shaft D of a friction stirring apparatus shown
in FIG. 1B. The coupling portion F1 has a columnar shape
and includes bolt holes B, B formed therein, into which
bolts are fastened.
[0012] The stirring pin F2 extends downward from the
coupling portion F1 and is coaxial therewith. The stirring
pin F2 tapers off with the increasing distance from the
coupling portion F1. A spiral groove F3 is formed on the
outer circumferential face of the stirring pin F2.
[0013] In the present embodiment, since the primary
joining rotary tool F is rotated clockwise, the spiral groove
F3 is formed counterclockwise from the base end toward
the tip end. In other words, the spiral groove F3 can be
traced from the base end toward the tip end to find that
it is formed counterclockwise as seen from above.
[0014] It should be noted that, in a case where the pri-
mary joining rotary tool F is rotated counterclockwise, the
spiral groove F3 is formed clockwise from the base end
toward the tip end. In other words, the spiral groove F3
in this case can be traced from the base end to the tip
end to find that it is formed clockwise as seen from above.
The spiral groove F3 formed in this way allows plastic
fluidized metal to be led toward the tip end of the stirring
pin F2 via the spiral groove F3 during friction stirring. This
reduces the amount of metal overflowed out of joined
metal members.
[0015] As shown in FIG. 1B, when friction stir welding
is carried out by the primary joining rotary tool F, the
primary joining rotary tool F is moved in such a manner
that only the stirring pin F2 in rotation is inserted into the
metal members 1, 2 and the coupling portion F1 is kept
away from the metal members 1, 2. In other words, friction
stir welding is made while the base end of the stirring pin
F2 is exposed. Along the movement path of the primary
joining rotary tool F, a plasticized region W is formed by
the frictionally stirred metal hardening.
[0016] Though a specific drawing is omitted, when a
joining step to be described later is carried out, for ex-
ample, the primary joining rotary tool F may be attached
to a robot arm having a rotary drive unit, such as a spindle
unit, at the top for friction stirring. Such a friction stirring
apparatus facilitates changing such as insertion positions
and insertion angles of the primary joining rotary tool F.
[0017] As shown in FIG. 2A, the large rotary tool G is
made up of a shoulder G1 and a stirring pin G2. The large
rotary tool G is formed, for example, of tool steel. The
shoulder G1 is coupled to the rotary shaft of the friction

stirring apparatus and is used for retaining the plastic
fluidized metal. The shoulder G1 has a columnar shape.
The lower end face of the shoulder G1 has a concave
shape to prevent the fluidized metal from flowing outside.
[0018] The stirring pin G2 extends downward from the
shoulder G1 and is coaxial therewith. The stirring pin G2
tapers off with the increasing distance from the shoulder
G1. The stirring pin G2 has a spiral groove G3 formed
on the outer circumferential face thereof. When friction
stir welding is carried out by the large rotary tool G, the
stirring pin G2 in rotation and the lower end face of the
shoulder G1 are inserted into the metal members 1, 2 so
as to be moved relatively.
[0019] As shown in FIG. 2B, the small rotary tool H is
made up of a shoulder H1 and a stirring pin H2. The small
rotary tool H is smaller in size than the primary joining
rotary tool F and the large rotary tool G. The small rotary
tool H is, for example, made of tool steel. The shoulder
H1 is coupled to the rotary shaft of the friction stirring
apparatus and is used for retaining the plastic fluidized
metal. The shoulder H1 has a columnar shape. The lower
end face of the shoulder H1 has a concave shape to
prevent the fluidized metal from flowing outside.
[0020] The stirring pin H2 extends downward from the
shoulder H1 and is coaxial therewith. The stirring pin H2
tapers off with the increasing distance from the shoulder
H1. The stirring pin H2 has a spiral groove H3 formed on
the outer circumferential face thereof. When friction stir
welding is carried out by the small rotary tool H, the stirring
pin H2 in rotation and the lower end face of the shoulder
H1 are inserted into the metal members 1, 2 so as to be
moved relatively.

<First example not covered by the present invention>

[0021] Next, a description will be given of a friction stir
welding method according to a first example not covered
by the present invention. The first example not covered
by the present invention includes: a butting step, a tab
member arranging step, an outer corner joining step, a
buildup welding step and an inner corner joining step.
[0022] As shown in FIG. 3A, the metal members 1, 2
are butted to each other in the butting step. In the butting
step, a side face 1b of the metal member 1 is butted with
an end face 2a of the metal member 2 to be joined such
that an end face 1a of the metal member 1 is flush with
a side face 2c of the metal member 2. That is, in the
butting step, the metal members 1, 2 are butted perpen-
dicularly to have an L-shape in side view. A butted portion
J1 is formed at a portion where the metal members 1, 2
are butted. The metal members 1, 2 are not especially
limited as long as they are metal to be frictionally stirrable,
and may be suitably selected from aluminum, aluminum
alloy, copper, copper alloy, titanium, titanium alloy, mag-
nesium, magnesium alloy or the like.
[0023] As shown in FIG. 3B, a tab member 3 is ar-
ranged to the metal members 1, 2 in the tab member
arranging step. The tab member 3 has a rectangular par-
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allelepiped shape and is formed with the same material
as the metal members 1, 2. In the tab member arranging
step, the tab member 3 is arranged to one end of the
butted portion J1 of the metal members 1, 2 to make the
side face of the tab member 3 abut on a side face 1d of
the metal member 1 and a side face 2d of the metal mem-
ber 2. A face 3a of the tab member 3 is made flush with
an end face 1a of the metal member 1 and a side face
2c of the metal member 2 so that they are provisionally
joined with each other by welding.
[0024] After the tab member arranging step, the metal
members 1, 2 and the tab member 3 are placed on a
mount of the friction stirring apparatus (not shown) so as
to be fixed immovably by a jig such as a clamp (not
shown).
[0025] The butted portion J1 of the metal members 1,
2 is applied with friction stir welding along the outer corner
of the metal members 1, 2 in the outer corner joining step.
The large rotary tool G is used in the outer corner joining
step. As shown in FIG. 3B, in the outer corner joining
step, the large rotary tool G is inserted into the face 3a
of the tab member 3 so as to be relatively moved toward
the metal members 1, 2 for proceeding to the butted por-
tion J1 continuously, so that the butted portion J1 is ap-
plied with friction stir welding along the outer corner
(along the face constituting the outer corner) of the metal
members 1, 2.
[0026] In the outer corner joining step, the large rotary
tool G is relatively moved in a condition where the lower
end face of the shoulder G1 is pressed on the metal mem-
bers 1, 2. Along the movement path of the large rotary
tool G, a plasticized region W1 is formed. After the butted
portion J1 is joined, the tab member 3 is cut off from the
metal members 1, 2.
[0027] As shown in FIG. 4, the inner corner of the metal
members 1, 2 is applied with buildup welding in the build-
up welding step. In the buildup welding step, the inner
corner (corner formed by the side face 1b and the side
face 2b) of the metal members 1, 2 is applied with buildup
welding to cover the butted portion J1. A weld metal M
is formed along the butted portion J1 in the buildup weld-
ing step. In the present example, the weld metal M is
formed of the same material as that of the metal members
1, 2.
[0028] As shown in FIGS. 5A and 5B, the inner corner
of the metal members 1, 2 is joined by the primary joining
rotary tool F in the inner corner joining step. In the inner
corner joining step according to the present example, at
first, as shown in FIG. 5A, a backing member Q is ar-
ranged on the faces forming the outer corner of the metal
members 1, 2.
[0029] The backing member Q is a metal member hav-
ing an L-shape in a cross section to come in contact with
the side face 1c and the end face 1a of the metal member
1, and the side face 2c of the metal member 2. Then, the
metal members 1, 2 and the backing member Q are
placed on the mount of the friction stirring apparatus (not
shown) so as to be immovably fixed by the jig such as a

clamp (not shown).
[0030] Next, in the inner corner joining step, the prima-
ry joining rotary tool F in rotation is inserted into the inner
corner of the metal members 1, 2 to carry out friction stir
welding to the butted portion J1. In the inner corner joining
step, as shown in FIGS. 5A and 5B, the coupling portion
F1 of the primary joining rotary tool F is separated from
the metal members 1, 2 to insert only the stirring pin F2
into the butted portion J1 via the weld metal M. Along the
movement path of the primary joining rotary tool F, a plas-
ticized region W2 is formed.
[0031] In the inner corner joining step, an insertion an-
gle of the primary joining rotary tool F may be set properly,
and, as shown in FIG. 5B, in the present example, a ro-
tation center axis Fc of the primary joining rotary tool F
is preferably inclined toward the metal member 1 to carry
out friction stir welding. That is, in the inner corner joining
step of the present example, the rotation center axis Fc
of the primary joining rotary tool F inserting through an
intersection line C1 between the side faces 1b, 2b is set
to be positioned between the side face 1b of the metal
member 1 and an imaginary reference plane C that runs
through the intersection line C1 and has an angle of α/2
(α = 90 degrees in the present example) with respect to
the side faces 1b, 2b. Further, in the inner corner joining
step, the plasticized region W2 formed in the inner corner
joining step is set to be overlapped with the plasticized
region W1 formed in the outer corner joining step at the
butted portion J1. It should be noted that, in this case,
the position of the rotation center axis Fc excludes a po-
sition on a plain overlapping with the side face 1b or the
imaginary reference plane C.
[0032] According to the friction stir welding method of
the present example described above, in the inner corner
joining step to join the inner corner of the metal members
1, 2, only the stirring pin F2 is made to contact with the
metal members 1, 2 without a retaining block as in a prior
art, to prevent damage on the side face 1b of the metal
member 1 and the side face 2b of the metal member 2
when they are joined. In addition, the retaining block is
not used as in a prior art, allowing an operator to see the
joined portion. This can enhance workability because a
welded condition and the like can be seen.
[0033] Further, in the present example, after the build-
up welding step is applied, the inner corner joining step
is applied via the weld metal M formed by the buildup
welding step, for plastically fluidizing the weld metal M in
addition to the metal members 1, 2 to compensate for
the shortage of metal. Accordingly, a joining defect due
to the shortage of metal can be prevented. In addition,
the buildup welding step is applied prior to the inner cor-
ner joining step, to prevent formation of a gap between
the metal members 1, 2 at the time of inner corner joining
step.
[0034] Yet further, in the present example, the butted
portion J1 is applied with friction stir welding from the
outer corner of the metal members 1, 2, to increase join-
ing strength. Additionally, in the present example, the
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plasticized region W1 formed in the outer corner joining
step is overlapped with the plasticized region W2 formed
in the inner corner joining step at the butted portion J1,
allowing the entire butted portion J1 in the depth direction
to be stirred frictionally. This can improve air tightness
and water tightness of the joined portion, and can in-
crease joining strength.
[0035] Moreover, in the present example, prior to the
buildup welding step, the outer corner of the metal mem-
bers 1, 2 is joined in the outer corner joining step, to
prevent the formation of the gap between the metal mem-
bers 1, 2 at the time of buildup welding step.
[0036] Furthermore, in the inner corner joining step,
the primary joining rotary tool F is inclined toward the
metal member 1, to allow the stirring pin F2 to be inserted
to a deeper position in the butted portion J1, for example,
as compared with a case where the stirring pin F2 is
inserted along the imaginary reference plane C shown
in FIG. 5B, that is, where the stirring pin F2 is inserted at
an angle of 45 degrees formed by the side faces 1b, 2b
and the rotation center axis Fc with respect to the metal
members 1, 2 which are perpendicular to each other.
Accordingly, joining can be made to a deeper position in
the butted portion J1.
[0037] Hereinabove, the first example has been de-
scribed, and design may be suitably modified. For exam-
ple, in the present example, the inner corner joining step
is applied after the outer corner joining step, but these
steps can be reversed.
[0038] Besides, prior to the outer corner joining step,
the provisional joining by friction stirring may be applied
along the outer corner of the metal members 1, 2 by the
small rotary tool H in the butted portion J1. Or, prior to
the outer corner joining step, the provisional joining by
welding may be made along the outer corner of the metal
members 1, 2 to the butted portion J1. This can prevent
the formation of the gap between the metal members 1,
2 at the time of outer corner joining step.
[0039] Additionally, the large rotary tool G is used in
the outer corner joining step in the present example, but
the primary joining rotary tool F may be used instead.
Accordingly, friction stirring can be applied to a deeper
position in the butted portion J1 without applying large
loads on the friction stirring apparatus.

<Second example not covered by the present invention>

[0040] Next, a description will be given of a friction stir
welding method according to a second example, which
includes: a butting step, an outer corner joining step, a
buildup welding step and an inner corner joining step.
The second example differs from the first example in that
the outer corner joining step is made by welding.
[0041] The butting step is approximately the same as
that in the first example and the description thereof will
be omitted. As shown in FIG. 6A, the butted portion J1
is welded along the outer corner of the metal members
1, 2 in the outer corner joining step. The weld metal M1

is formed at the butted portion J1 by the outer corner
joining step.
[0042] As shown in FIG. 6B, the buildup welding step
and the inner corner joining step are approximately the
same as those in the first example and the descriptions
thereof will be omitted. The friction stir welding method
according to the second example can achieve approxi-
mately the same effects as those in the first example,
except that a space S is formed in the butted portion J1.
Further, the outer corner of the metal members 1, 2 is
joined by welding prior to the buildup welding step, to
prevent the formation of the gap between the metal mem-
bers 1, 2 at the time of buildup welding step.
[0043] It should be noted that, the outer corner joining
step is made by welding in the present example, but may
be made with the small rotary tool H by friction stirring
along the outer corner of the metal members 1, 2 to the
butted portion J1.
[0044] Further, as shown in FIG. 6B, in the second ex-
ample, the space S is formed between a weld metal M1
and the plasticized region W2, and the weld metal M1
formed along the outer corner of the metal members 1,
2 in the outer corner joining step or the plasticized region
(not shown) formed on the movement path of the small
rotary tool H is preferably overlapped with the plasticized
region W2 formed in the inner corner joining step. This
allows for joining the entire butted portion J1 to fill the
space S, and allows for increasing joining strength as
well as water tightness and air tightness.

<Third embodiment>

[0045] Next, a description will be given of a friction stir
welding method according to a third embodiment of the
present invention. The third embodiment includes: a butt-
ing step, a tab member arranging step, an outer corner
joining step, an auxiliary member arranging step and an
inner corner joining step.
[0046] As shown in FIG. 7A, the butting step is approx-
imately the same as that in the first example and the
description thereof will be omitted. A tab member 4 is
arranged to the metal members 1, 2 in the tab member
arranging step. In this embodiment, the tab member 4
has a triangular prism shape and is made of the same
material as that of the the metal members 1, 2. The cross
section of the tab member 4 has an isosceles right trian-
gle shape.
[0047] In the tab member arranging step, the tab mem-
ber 4 is arranged to one end of the butted portion J1 of
the metal members 1, 2 to abut a side face 4c (face having
a triangle shape) of the tab member 4 on the side face
1d of the metal member 1 and the side face 2d of the
metal member 2. A face 4a of the tab member 4 is made
flush with the end face 1a of the metal member 1 and the
side face 2c of the metal member 2 so that they are pro-
visionally joined by welding.
[0048] After the tab member arranging step, the metal
members 1, 2 and the tab member 4 are placed on the
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mount of the friction stirring apparatus (not shown) so as
to be fixed immovably by the jig such as a clamp (not
shown).
[0049] As shown in FIG. 7B, the butted portion J1 of
the metal members 1, 2 is applied with friction stir welding
along the outer corner of the metal members 1, 2 in the
outer corner joining step. The description of the outer
corner joining step will be omitted because it is approxi-
mately the same as that in the first example except that
the tab member 4 is used.
[0050] As shown in FIGS. 8A and 8B, an auxiliary mem-
ber 9 is arranged in the inner corner of the metal members
1, 2 in the auxiliary member arranging step. The auxiliary
member 9 has a triangular prism shape and is made of
the same material as that of the metal members 1, 2. The
cross section of the auxiliary member 9 has an isosceles
right triangle shape. The auxiliary member 9 is formed
to cover the butted portion J1 in an extension direction.
[0051] A side face 9a of the auxiliary member 9 is abut-
ted on the side face 1b of the metal member 1 and a side
face 9b is abutted on the side face 2b of the metal member
2 in the auxiliary member arranging step. Further, an in-
clined face 9c of the auxiliary member 9 is arranged to
be flush with an inclined face 4b of the tab member 4.
The cross-sectional shape of the auxiliary member 9 may
be formed properly according to a butted angle (interior
angle) of the metal members 1, 2 such that the side faces
1b, 2b are brought in surface contact with the side faces
9a, 9b, respectively. Still further, the size of the auxiliary
member 9 may be set properly such that the metal is not
out of short at the time of inner corner joining step to be
described later and the amount of metal flowing out by
friction stirring is reduced as little as possible.
[0052] As shown in FIGS. 9A and 9B, the inner corner
of the metal members 1, 2 is joined by the primary joining
rotary tool F in the inner corner joining step. In the inner
corner joining step according to the present embodiment,
at first, as shown in FIG. 9A, the backing member Q is
arranged on the faces constituting the outer corner of the
metal members 1, 2.
[0053] The backing member Q is a metal member hav-
ing an L-shape in a cross section to come in contact with
the side face 1c and the end face 1a of the metal member
1, and the side face 2c of the metal member 2. Then, the
metal members 1, 2 and the backing member Q are
placed on the mount of the friction stirring apparatus (not
shown) so as to be immovably fixed by the jig such as a
clamp (not shown).
[0054] Next, in the inner corner joining step, the prima-
ry joining rotary tool F in rotation is inserted into the in-
clined face 4b of the tab member 4 so as to be relatively
moved toward the metal members 1, 2. After reaching
the auxiliary member 9, the primary joining rotary tool F
continuously carries out friction stir welding along the
auxiliary member 9 and the butted portion J1. In the inner
corner joining step, as shown in FIGS. 9A and 9B, the
coupling portion F1 of the primary joining rotary tool F is
separated from the metal members 1, 2 to insert only the

stirring pin F2 into the butted portion J1 via the auxiliary
member 9. Along the movement path of the primary join-
ing rotary tool F, the plasticized region W2 is formed.
Since an insertion angle of the primary joining rotary tool
F is the same as that in the first example, the description
thereof will be omitted.
[0055] According to the friction stir welding method of
the present embodiment described above, in the inner
corner joining step for joining the inner corner of the metal
members 1 and 2, only the stirring pin F2 is made to
contact with the metal members 1 and 2, to prevent the
side face 1b of the metal member 1 and the side face 2b
of the metal member 2 from being damaged at the time
of joining.
[0056] In addition, in the present embodiment, the aux-
iliary member 9 is arranged in the inner corner of the
metal members 1 and 2, and the auxiliary member 9 and
the metal members 1, 2 are applied with friction stirring,
for plastically fluidizing the auxiliary member 9 as well as
the metal members 1, 2, to compensate for the shortage
of metal. Accordingly, a joining defect of the metal mem-
bers can be avoided.
[0057] In the present embodiment, the butted portion
J1 is applied with friction stir welding also along the outer
corner of the metal members 1, 2, to increase joining
strength. Further, in the present embodiment, on the butt-
ed portion J1, the plasticized region W1 formed in the
outer corner joining step is overlapped with the plasti-
cized region W2 formed in the inner corner joining step,
to allow the entire butted portion J1 in the depth direction
to be stirred frictionally. Accordingly, this can improve air
tightness and water tightness of the joined portion, and
increase joining strength.
[0058] Further, the outer corner joining step is applied
prior to the inner corner joining step, to prevent the gap
between the metal members 1, 2 in the auxiliary member
arranging step and the inner corner joining step.
[0059] Still further, in the inner corner joining step, the
primary joining rotary tool F is inclined toward the metal
member 1 to allow the stirring pin F2 to be inserted to a
deeper position in the butted portion J1, for example, as
compared with a case where the stirring pin F2 is inserted
along the imaginary reference plane C shown in FIG. 9B,
that is, where the stirring pin F2 is inserted at an angle
of 45 degrees formed by the side faces 1b, 2b and the
rotation center axis Fc with respect to the metal members
1, 2 which are perpendicular to each other,. Accordingly,
joining can be made to a deeper position in the butted
portion J1.
[0060] Yet further, the inclined face 4b of the tab mem-
ber 4 is made flush with the inclined face 9c of the auxiliary
member 9, to facilitate carrying out the inner corner join-
ing step. Also, the tab member 4 is cut off after the inner
corner joining step, to neatly finish the side face 1d of the
metal member 1 and the side face 2d of the metal member
2 while the end portion of the butted portion J1 is securely
joined.
[0061] The third embodiment is described above and
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design may be appropriately modified. For example, in
the present embodiment, the inner corner joining step is
applied after the outer corner joining step, but these steps
can be reversed.
[0062] Also, prior to the outer corner joining step, the
butted portion J1 may be applied with provisional joining
along the outer corner of the metal members 1, 2 with
the small rotary tool H by frictional stirring. Or, prior to
the outer corner joining step, the butting portion J1 may
be applied with provisional joining along the outer corner
of the metal members 1, 2 by welding. Accordingly, the
formation of the gap between the metal members 1, 2
can be prevented at the time of outer corner joining step.
[0063] Furthermore, in the present embodiment, the
large rotary tool G is used in the outer corner joining step,
but the primary joining rotary tool F may be used. Ac-
cordingly, friction stirring can be applied to a deeper po-
sition in the butted portion J1 without applying large loads
to the frictional stirring apparatus.

<Fourth embodiment>

[0064] Next, a description will be given of a friction stir
welding method according to a fourth embodiment of the
present invention. The fourth embodiment includes a
butting step; a tab member arranging step; an outer cor-
ner joining step; an auxiliary member arranging step; and
an inner corner joining step. The outer corner joining step
in the fourth embodiment differs from the third embodi-
ment in that the small rotary tool H is used.
[0065] The butting step and the tab member arranging
step are approximately the same as those in the third
embodiment, and the description thereof will be omitted.
As shown in FIG. 10A, the butted portion J1 is applied
with friction stir welding along the outer corner of the met-
al members 1, 2 in the outer corner joining step.
[0066] In the outer corner joining step, the small rotary
tool H is inserted in the face 4a of the tab member 4 so
as to be relatively moved toward the metal members 1,
2, and to be relatively moved continuously along the butt-
ed portion J1. Along the movement path of the small ro-
tary tool H, a plasticized region W3 is formed.
[0067] As shown in FIG. 10B, the auxiliary member
arranging step and the inner corner joining step are ap-
proximately the same as those in the third embodiment,
and the description thereof will be omitted. The friction
stir welding method according to the fourth embodiment
can obtain approximately the same effects as those ob-
tained in the third embodiment, except that a space S is
formed at the butted portion J1. Further, the outer corner
of the metal members 1, 2 are joined by friction stirring
prior to the auxiliary member arranging step, to prevent
a gap from being separated between the metal members
1, 2 at the time of auxiliary member arranging step.
[0068] It should be noted that, in the present embodi-
ment, the outer corner joining step is applied using the
small rotary tool H by friction stir welding, but may be
applied by welding to the butted portion J1 along the outer

corner of the metal members 1, 2.
[0069] Further, as shown in FIG. 10B, in the fourth em-
bodiment, though the space S is formed between the
plasticized region W2 and the plasticized region W3, the
plasticized region W3 or the weld metal (not shown)
formed along the outer corner of the metal members 1,
2 in the outer corner joining step is preferably overlapped
with the plasticized region W2 formed in the inner corner
joining step. Accordingly, the entire butted portion J1 is
joined to fill the space S in the butted portion J1, to allow
for increasing joining strength, in addition to water tight-
ness and air tightness.

<Fifth example not covered by the present invention>

[0070] Next, a description will be given of a friction stir
welding method according to a fifth example, which dif-
fers from the examples and embodiments described
above in that an outer corner rejoining step is applied.
The fifth embodiment will be described, focusing on por-
tions different from the above-mentioned examples and
embodiments.
[0071] FIG. 11A is a cross-sectional view showing an
inner corner joining step according to the fifth example.
In the fifth example, prior to the inner corner joining step,
an outer corner joining step is applied so that the plasti-
cized region W1 is formed along the outer corner of the
butted portion J1. As shown in FIG. 11A, for example,
when thick metal members 1, 2 are joined, friction stir
welding may not be applied to the entire butted portion
J1 even the outer corner joining step and the inner corner
joining step are applied.
[0072] In other words, the plasticized region W1
formed in the outer corner joining step may not be over-
lapped with the plasticized region W2 formed in the inner
corner joining step in the butted portion J1, causing the
space S to be formed. Similarly, in the cases as shown
in FIGS. 6 and 10, the space S is formed in the butted
portion J1.
[0073] Thus, in the case where the space S is formed
in the butted portion J1, as shown in FIG. 11B, the butted
portion J1 is preferably applied with the outer corner re-
joining step along the outer corner of the metal members
1, 2 by the primary joining rotary tool F. In the outer corner
rejoining step, friction stirring is applied in a condition
where only the stirring pin F2 of the primary joining rotary
tool F is in contact with the metal members 1, 2. Along
the movement path of the primary joining rotary tool F in
the outer corner rejoining step, a plasticized region W4
is formed.
[0074] Since the primary joining rotary tool F is used
in the outer corner rejoining step, friction stirring can be
applied to a deeper position in the butted portion J1 with-
out applying large loads to the frictional stirring appara-
tus. Accordingly, the space S formed in the butted portion
J1 is stirred frictionally, to allow for increasing joining
strength in addition to water tightness and air tightness
of the butted portion J1.
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<First modification>

[0075] Next, a description will be given of a first mod-
ification of the friction stir welding method according to
the present invention. Though the examples and embod-
iments described above use the backing member Q ap-
plied on the back side of the metal members 1, 2 in the
inner corner joining step, an inner corner joining mount
R may be used as shown in FIG. 12 instead.
[0076] The inner corner joining mount R includes a re-
cess R1 on a face of a metal member having a rectangular
parallelepiped shape. The recess R1 includes a first in-
clined face R1a and a second inclined face R1b. The
interior angle between the first inclined face R1a and the
second inclined face R1b is, for example, 90 degrees.
[0077] In the butted step in the modification, the metal
members 1, 2 are arranged along the recess R1. Also,
in the tab member arranging step, the tab members 4, 4
are arranged on both sides of the butted portion J1 of the
metal members 1, 2. The tab members 4, 4 are arranged
such that the inclined faces 4b, 4b face upward. Once
the tab members 4, 4 are arranged, the metal members
1, 2 and tab members 4, 4 are sandwiched by fixing jigs
R2, R2 (only one is shown) so as to be fixed immovably.
[0078] The use of inner corner joining mount R in the
first modification can easily carry out the butting step and
the tab member arranging step because the metal mem-
bers 1, 2 and the tab members 4, 4 only need to be ar-
ranged in the recess R1. Besides, the buildup welding
step, the auxiliary member arranging step, the inner cor-
ner joining step and the like can be applied stably using
the inner corner joining mount R.
[0079] In the present embodiment, though the internal
angle of the metal members 1, 2 is set to 90 degrees, it
may be set to other angles. In such a case, the internal
angle between the first inclined face R1a and the second
inclined face R1b is changed appropriately to butt the
metal members 1, 2 at various angles.

<Sixth example not covered by the present invention>

[0080] Next, a description will be given of a friction stir
welding method according to a sixth example, which in-
cludes a butting step, a buildup welding step and a joining
step.
[0081] As shown in FIGS. 13A and 13B, in the present
example, the butted portion J1 formed by butting metal
members 10, 20 is joined by friction stirring. The metal
members 10, 20 are made of metal and have a rectan-
gular parallelepiped shape (plate shape). The metal
members 10, 20 are formed of the same material. The
material of the metal members 10, 20 is not particularly
limited as long as it is frictionally stirrable metal, and may
be suitably selected from, for example, aluminum, alu-
minum alloy, copper, copper alloy, titanium, titanium al-
loy, magnesium, magnesium alloy or the like.
[0082] The metal member 20 is smaller than the metal
member 10. In other words, the area of a lower face 20b

of the metal member 20 arranged above is smaller than
the area of an upper face 10a of the metal member 10
arranged below.
[0083] The metal members 10, 20 are butted to form
the butted portion J1 in the butting step. As shown in FIG.
13A, in the butting step, the lower face 20b of the metal
member 20 is butted on the central portion in the upper
face 10a of the metal member 10. The metal members
10, 20 have butted faces (upper face 10a, lower face
20b) having different shapes from each other, to form
inner corners by butting and to expose margins of the
upper face 10a of the metal member 10. As shown in
FIG. 13B, the inner corner is formed by the upper face
10a of the metal member 10 and a side face 20c of the
metal member 20. The inner corners are formed along
the entire circumferential direction of the metal member
10. It should be noted that the "two metal members having
faces to be butted in different shapes from each other"
in claims includes the case where the shapes of faces
(upper face 10a, lower face 20b) to be butted are similar
as with the metal members 10, 20 in the present example.
[0084] The butted portion J1 is applied with buildup
welding along the circumferential direction of the metal
member 10 in the buildup welding step. As shown in FIG.
14A, in the buildup welding step, buildup welding such
as the TIG welding or the MIG welding is applied along
the entire circumference of the butted portion J1. With
the buildup welding step, the entire circumference of the
inner corner is covered by a weld metal U. The buildup
amount of the weld metal U is preferably set to an extent
that, after the joining step, a groove is not formed on the
face of the plasticized region W (joined portion) or the
weld metal U does not protrude from the face.
[0085] The stirring pin F2 is inserted in the inner corner
via the weld metal U to carry out friction stirring along the
circumferential direction of the metal member 20 in the
joining step. As shown in FIG. 14B, in the joining step,
the butted portion J1 is applied with friction stirring with
the primary joining rotary tool F. First, the primary joining
rotary tool F rotating clockwise is inserted in a start po-
sition S1 set on the upper face 10a of the metal member
10.
[0086] The primary joining rotary tool F is relatively
moved toward a start point S2 that is set on the butted
portion J1 and once it reaches the start point S2, the
primary joining rotary tool F is operated along the butted
portion J1 around the entire metal member 20. In other
words, in the joining step, friction stirring is applied so as
to trace the weld metal U. As shown in FIG. 15A, in the
joining step, friction stirring is applied in a condition where
only the stirring pin F2 is brought into contact with the
metal members 10, 20 and the weld metal U. That is,
friction stirring is applied in a condition where the base
end of the stirring pin F2 is exposed. Along the movement
path of the primary joining rotary tool F, the plasticized
region W is formed. An insertion angle of the stirring pin
F2 may be set appropriately, and, in the present example,
the rotation center axis of the primary joining rotary tool
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F is inclined at an angle of 45 degrees with respect to
the vertical plane.
[0087] As shown in FIG. 15B, the primary joining rotary
tool F is operated along the circumference of the entire
metal member 20 through the start point S2 and once it
reaches a stop point E2 set on the butted portion J1, the
primary joining rotary tool F is relatively moved toward
the upper face 10a. Then, the primary joining rotary tool
F is disengaged at an end position E1 set on the upper
face 10a. This makes the start end (start point S2) overlap
with the stop end (stop point E2) of the plasticized region
W in the butted portion J1.
[0088] After the primary joining rotary tool F is disen-
gaged from the upper face 10a, a through hole of the
stirring pin F2 remains on the upper face 10a. For exam-
ple, a repairing step may be applied to repair the through
hole, for example, by buildup welding or the like to the
through hole.
[0089] According to the friction stir welding method de-
scribed above, the inner corner is applied with buildup
welding in advance to carry out friction stirring to the butt-
ed portion J1 over the weld metal U, to avoid the shortage
of metal in the inner corner. Further, in the joining step,
the start end is overlapped with the stop end in the plas-
ticized region W, to increase water tightness and air tight-
ness. Still further, the metal member 20 is joined contin-
uously along the circumferential direction thereof, to in-
crease joining strength.

<Seventh embodiment>

[0090] Next, a description will be given of a friction stir
welding method according to a seventh embodiment of
the present invention. The friction stir welding method
according to the present embodiment differs from the
sixth example in that a first auxiliary member 30 and a
second auxiliary member 31 are arranged on the butted
portion J1 for friction stirring. The friction stir welding
method according to the seventh embodiment will be de-
scribed, focusing on portions different from the sixth ex-
ample.
[0091] The friction stir welding method according to the
present embodiment includes: a butting step, an auxiliary
member arranging step and a joining step. The butting
step is applied in the same manner as that in the sixth
embodiment.
[0092] As shown in FIG. 16A, four first auxiliary mem-
bers 30 and four second auxiliary members 31 are ar-
ranged to the butting portion J1 along the circumferential
direction of the metal member 20 in the auxiliary member
arranging step. Each first auxiliary member (auxiliary
member) 30 is made of metal and has a triangular prism
shape. The first auxiliary member 30 may be metal to be
frictionally stirrable, and is preferably formed of the same
material as that of the metal members 10, 20 as in the
present embodiment.
[0093] The first auxiliary member 30 has a right triangle
shape in cross-section. The length of the first auxiliary

member 30 is equal to the length of each side of the metal
member 20. As shown in FIG. 16B, in the auxiliary mem-
ber arranging step, a bottom face 30a of the first auxiliary
member 30 is brought in surface contact with the upper
face 10a of the metal member 10, and a rising face 30b
of the metal member 30 is brought in surface contact with
the side face 20c of the metal member 20. In the auxiliary
member arranging step, the four first auxiliary members
30 are arranged along the four sides of the metal member
20, respectively.
[0094] The second auxiliary member (auxiliary mem-
ber) 31 is made of metal and is in a tetrahedron shape.
The second auxiliary member 31 may be metal to be
stirrable frictionally, and is preferably formed of the same
material as that of the metal members 10, 20 as in this
embodiment.
[0095] As shown in FIG. 17, a bottom face 31a of the
second auxiliary member 31 is in an isosceles right tri-
angle shape. Rising faces 31b, 31b of the second auxil-
iary member 31 are both in an isosceles right triangle
shape. The rising faces 31b, 31b of the second auxiliary
member 31 have the same shape as an end face 30d of
the first auxiliary member 30 (see FIG. 16B). As shown
in FIG. 16A, in the auxiliary member arranging step, the
second auxiliary members 31 are arranged at four cor-
ners of the butted portion J1.
[0096] In the auxiliary member arranging step, the bot-
tom face 31a of the second auxiliary member 31 is
brought in surface contact with the upper face 10a of the
metal member 10. In addition, the rising faces 31b, 31b
of the second auxiliary member 31 are brought in surface
contact with the end faces 30d, 30d of the adjacent first
auxiliary members 30, respectively. This covers the cir-
cumference of the inner corner (butted portion J1) with
the four first auxiliary members 30 and the four second
auxiliary members 31. Inclined faces 30c, 30c of the ad-
jacent first auxiliary members 30 are arranged continu-
ously to an inclined face 31c of the second auxiliary mem-
ber 31. The size of the first auxiliary member 30 and the
second auxiliary member 31 is preferably set to an extent
that, after the joining step, a groove is not formed on a
face of the plasticized region W (joined portion), and each
auxiliary member does not remain on the face.
[0097] The stirring pin F2 is inserted in the inner corner
via the first auxiliary member 30 and the second auxiliary
member 31, and friction stirring is applied along the cir-
cumferential direction of the metal member 20 in the join-
ing step. As shown in FIG. 18, in the joining step, the
butted portion J1 is applied with friction stirring by the
primary joining rotary tool F. First, the primary joining
rotary tool F rotating clockwise is inserted in the start
position S1 that is set on the upper face 10a of the metal
member 10.
[0098] Then, the primary joining rotary tool F is rela-
tively moved toward the start point S2 that is set on the
butted portion J1, and once the primary joining rotary tool
F reaches the start point S2, the primary joining rotary
tool F is operated around the metal member 20 along the
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butted portion J1. In other words, in the joining step, fric-
tion stirring is applied so as to trace the inclined faces
30c, 31c. As shown in FIG. 18, in the joining step, friction
stirring is applied in a condition where only the stirring
pin F2 is brought into contact with the metal members 10
and 20, and the first and second auxiliary members 30,
31. That is, friction stirring is applied in a condition where
the base end of the stirring pin F2 is exposed. Along the
movement path of the primary joining rotary tool F, the
plasticized region W is formed. Though an insertion angle
of the stirring pin F2 may be set as appropriate, the ro-
tation center axis of the primary joining rotary tool F in
this embodiment is inclined at an angle of 45 degrees
with respect to the vertical plane. In short, friction stirring
is applied in a condition where the rotation center axis of
the primary joining rotary tool F is set perpendicular to
the inclined faces 30c, 31c.
[0099] When the primary joining rotary tool F is oper-
ated around the metal member 20 through the start point
S2 to reach the stop point E2 which is set on the butted
portion J1, the primary joining rotary tool F is relatively
moved toward the upper face 10a. Then, the primary join-
ing rotary tool F is disengaged at the end position E1
which is set on the upper face 10a. Accordingly, in the
plasticized region W of the butted portion J1, the start
end (start point S2) is overlapped with the stop end (stop
point E2).
[0100] Once the primary joining rotary tool F is disen-
gaged from the upper face 10a, a through hole of the
stirring pin F2 remains on the upper face 10a. For exam-
ple, a repairing step may be applied to repair the through
hole, for example, by buildup welding or the like to the
through hole.
[0101] According to the friction stir welding method de-
scribed above, the first and second auxiliary members
30, 31 are arranged along the inner corners to carry out
friction stirring to the butted portion J1 over the first and
second auxiliary members 30, 31, to solve the shortage
of metal at the butted portion J1.
[0102] Further, in the joining step, the start end is over-
lapped with the stop end in the plasticized region W, to
increase water tightness and air tightness. Still further,
the metal member 20 is joined continuously along the
circumferential direction, to increase joining strength.
[0103] Still further, in the present embodiment, the four
second auxiliary members 31 are arranged at four cor-
ners of the metal member 20, to arrange the auxiliary
members on the entire circumference of the butted por-
tion J1. This allows for carrying out friction stirring to the
entire butted portion J1 in a well-balanced manner. It
should be noted that, in the present embodiment, though
the first and second auxiliary members 30, 31 are sepa-
rated, an auxiliary member in a rectangular frame shape
may be used in which the auxiliary members 30, 31 are
integrally formed.
[0104] Yet further, in the joining step according to the
sixth and seventh embodiments, the start position S1 for
friction stirring is set on the upper face 10a of the metal

member 10, but may be set on the butted portion J1 as
a position where the primary joining rotary tool F is in-
serted.

<Eight example not covered by the present invention>

[0105] Next, a description will be given of a friction stir
welding method according to an eighth example, which
differs from the sixth example in that a cylindrical metal
member is joined. The friction stir welding method ac-
cording to the eighth embodiment will be described, fo-
cusing on portions different from the sixth example.
[0106] The friction stir welding method according to the
present example includes: a butting step, a buildup weld-
ing step and a joining step. As shown in FIG. 19A, in the
friction stir welding method according to the present ex-
ample the metal member 10 is joined with a metal mem-
ber 40.
[0107] The metal member 10 has a rectangular paral-
lelepiped shape (plate shape). A through hole 11 to pen-
etrate the metal member 10 in the plate thickness direc-
tion is formed at the center of the metal member 10. The
shape of the through hole 11 is not particularly limited,
and, in the present example, the through hole 11 has a
cylindrical shape in plan view. It should be noted that the
through hole 11 may not be necessarily formed.
[0108] The metal member 40 has a cylindrical shape.
The inner diameter of the metal member 40 is larger than
the inner diameter of the through hole 11. Both the metal
members 10 and 40 are formed of metal that can be
frictionally stirred. In the present example, the metal
members 10, 40 are formed of the same material.
[0109] The metal member 10, 40 are butted to each
other in the butting step. As shown in FIG. 19B, in the
butting step, an end face 40b of the metal member 40 is
butted on the upper face 10a of the metal member 10.
In the butting step, a hollow portion of the metal member
40 is butted on the through hole 11 so as to communicate
with each other. The metal members 10, 40 have faces
(upper face 10a, end face 40b) to be butted having
shapes different from each other, which forms an inner
corner due to the butting and the margin of the upper
face 10a of the metal member 10 is in an exposed state.
The inner corner is formed by the upper face 10a of the
metal member 10 and an outer circumferential face 40a
of the metal member 40. The inner corner is formed
around the metal member 40 in the entire circumferential
direction.
[0110] A butted portion J2 is applied with buildup weld-
ing along the circumferential direction of the metal mem-
ber 40 in the buildup welding step. As shown in FIG. 20A,
in the buildup welding step, buildup welding such as the
TIG welding or the MIG welding is applied along the entire
circumference of the butted portion J2. With the buildup
welding step, the entire circumference of the inner corner
is covered by the weld metal U. The buildup amount of
the weld metal U is preferably set to an extent that, after
the joining step, a groove is not formed on the face of the
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plasticized region W (joined portion) or the weld metal U
does not protrude from the face.
[0111] The stirring pin F2 is inserted in the inner corner
via the weld metal U to carry out friction stirring along the
circumferential direction of the metal member 40 in the
joining step. As shown in FIG. 20B, in the joining step,
the butted portion J2 is applied with friction stirring by the
primary joining rotary tool F. First, the primary joining
rotary tool F rotating clockwise is inserted in the start
position S1 which is set on the butted portion J2.
[0112] Then, the primary joining rotary tool F is oper-
ated around the metal member 40 along the butted por-
tion J2. In other words, in the joining step, friction stirring
is applied so as to trace the weld metal U. In the joining
step, friction stirring is applied in a condition where only
the stirring pin F2 is brought into contact with the metal
members 10, 40 and the weld metal U. That is, friction
stirring is applied in a condition where the base end of
the stirring pin F2 is exposed. An insertion angle of the
stirring pin F2 may be set appropriately, and, in the
present example, the rotation center axis of the primary
joining rotary tool F is inclined at an angle of 45 degrees
with respect to the vertical plane.
[0113] At the time of friction stirring, the primary joining
rotary tool F may be moved around the metal member
40, but, in the present invention, the primary joining rotary
tool F is fixed and the metal members 10, 40 are rotated
around the axis in the vertical direction. Along the move-
ment path of the primary joining rotary tool F, the plasti-
cized region W is formed.
[0114] As shown in FIG. 21, the primary joining rotary
tool F is operated around the metal member 40 through
the start position S1 and reaches the stop point E2 which
is set on the butted portion J1, the primary joining rotary
tool F is relatively moved toward the upper face 10a.
Then, the primary joining rotary tool F is disengaged at
the end position E1 which is set on the upper face 10a.
[0115] Once the primary joining rotary tool F is disen-
gaged from the upper face 10a, a through hole of the
stirring pin F2 remains on the upper face 10a. For exam-
ple, a repairing step may be applied to repair the through
hole, for example, by buildup welding or the like on the
through hole.
[0116] The friction stir welding method according to the
eighth example described above can achieve approxi-
mately the same effects as those of the sixth example,

<Ninth embodiment>

[0117] Next, a description will be given of a friction stir
welding method according to a ninth embodiment of the
present invention. As shown in FIGS. 22A and 22B, the
friction stir welding method according to the present em-
bodiment differs from the eighth example in that an aux-
iliary member 50 is arranged on the butted portion J2.
The friction stir welding method according to the ninth
embodiment will be described, focusing on portions dif-
ferent from the eighth example.

[0118] The friction stir welding method according to the
present embodiment includes a butting step, an auxiliary
member arranging step and a joining step. The butting
step is applied in the same manner as that in the eighth
embodiment.
[0119] The auxiliary member 50 is arranged on the
butted portion J2 along the circumferential direction of
the metal member 40 in the auxiliary member arranging
step. As shown in FIG. 22A, the auxiliary member 50 has
an annular shape a right-angled triangle shape in a cross-
section. The inner diameter of the auxiliary member 50
is approximately the same as the outer diameter of the
metal member 40. In the auxiliary member arranging
step, the auxiliary member 50 is inserted from an end
side of the metal member 40. Then, as shown in FIG.
22B, a bottom face 50a of the auxiliary member 50 is in
surface contact with the upper face 10a of the metal mem-
ber 10, and a rising face 50b of the auxiliary member 50
is in surface contact with the outer circumferential face
40a of the metal member 40. Thus, the circumference of
the inner corner (butted portion J2) is covered by the
auxiliary member 50.
[0120] The auxiliary member 50 can be a metal which
can be frictionally stirred, and is preferably formed of the
same material as the metal members 10, 40 as in the
present embodiment.
[0121] The stirring pin is inserted in the inner corner
via the auxiliary member 50 to carry out friction stirring
along the circumferential direction of the metal member
40 in the joining step. Though not shown specifically, in
the joining step, the butted portion J2 is applied with fric-
tion stirring by the primary joining rotary tool F. First of
all, the primary joining rotary tool F rotating clockwise is
inserted in the start position which is set on the inclined
face 50c of the auxiliary member 50. Then, friction stirring
is applied in a condition where only the stirring pin F2 is
in contact with the metal members 10, 40 and the auxiliary
member 50.
[0122] After the primary joining rotary tool F is operated
around the metal member 40 to overlap the plasticized
region, the primary joining rotary tool F is relatively moved
toward the upper face 10a at the stop point which is set
on the butted portion J2. Then, the primary joining rotary
tool F is disengaged at the end position set on the upper
face 10a.
[0123] The friction stir welding method according to the
ninth embodiment described above can achieve approx-
imately the same effects as those of the seventh embod-
iment. Further, the auxiliary member 50 has a circular
ring shape, to facilitate applying the auxiliary member
arranging step.
[0124] It should be noted that the eighth example and
ninth embodiment use the cylindrical metal member 40,
but may use a columnar or plate metal member instead.
In a case where the columnar or plate metal member is
butted on the metal member 10 shown in FIG. 19A, the
through hole 11 is covered by the metal member. In ad-
dition, a tubular metal member having other planar shape
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may be used instead of the cylindrical metal member 40.

<Tenth example not covered by the present invention>

[0125] Next, a description will be given of a friction stir
welding method according to a tenth example, which in-
cludes: a butting step; a buildup welding step; and a join-
ing step.
[0126] As shown in FIGS. 23A and 23B, in the present
example, the butted portion J1 formed by metal members
101, 102 butted with each other is joined by friction stir-
ring. The metal members 101, 102 are made of metal
and have a rectangular parallelepiped shape (plate
shape). The metal members 101, 102 are formed of the
same material. The material of the metal members 101,
102 is not particularly limited as long as metal which can
be frictionally stirred, and may be suitably selected from
aluminum, aluminum alloy, copper, copper alloy, titani-
um, titanium alloy, magnesium, magnesium alloy or the
like.
[0127] The butted portion J1 is formed by the metal
members 101, 102 that are butted with each other in the
butting step. As shown in FIG. 23A, in the butting step,
an end face 102c of the metal member 102 is butted on
the center of a side face 101a of the metal member 101
to form the butted portion J1. A joined metal member
made up of the metal members 101, 102 is formed by
the butting step. The joined metal member has a T-shape
in front view. A first inner corner P1 and a second inner
corner P2 are formed on both sides of the metal member
102. The first inner corner P1 is constituted by the side
face 101a of the metal member 101 and a side face 102a
of the metal member 102. The second inner corner P2
is constituted by the side face 101a of the metal member
101 and a side face 102b of the metal member 102.
[0128] Buildup welding is carried out on the butted por-
tion J1 in the buildup welding step. As shown in FIG. 23A,
in the buildup welding step, buildup welding such as the
TIG welding or the MIG welding is applied along an ex-
tending direction of the first and second inner corners
P1, P2. With the buildup welding step, the first and sec-
ond inner corners P1, P2 are covered by weld metals U1,
U2, respectively. The buildup amount of the weld metals
U1, U2 are preferably set to an extent that, after the join-
ing step, grooves are not formed on the faces of the plas-
ticized regions W1, W2 (joined portions) or the weld met-
als U1, U2 do not protrude from the faces.
[0129] The butted portion J1 is applied with friction stir-
ring by the primary joining rotary tool F in the joining step.
As shown in FIG. 23B and 24, the joining step includes,
in the present example, a first joining step for friction stir-
ring along the first inner corner P1 and a second joining
step for friction stirring along the second inner corner P2.
[0130] In the first joining step, the primary joining rotary
tool F rotating clockwise is inserted in the first inner corner
P1 so as to trace the weld metal U1 for friction stirring.
As shown in FIG. 23B, in the first joining step, friction
stirring is applied in a condition where only the stirring

pin F2 is in contact with the metal members 101, 102 and
the weld metal U1. In other words, friction stirring is ap-
plied in a condition where the base end of the stirring pin
F2 is exposed. Along the movement path of the primary
joining rotary tool F, the plasticized region W1 is formed.
An insertion angle of the stirring pin F2 may be set as
appropriate, and, in the present example, the rotation
center axis of the primary joining rotary tool F is inclined
at an angle of 45 degrees with respect to the vertical
plane.
[0131] In the second joining step, the primary joining
rotary tool F rotating clockwise is inserted in the second
inner corner P2 so as to trace the weld metal U2 (see
FIG. 23A) for friction stirring. As shown in FIG. 24, in the
second joining step, friction stirring is applied in a condi-
tion where only the stirring pin F2 is in contact with the
metal members 101, 102 and the weld metal U2. In other
words, friction stirring is applied in a condition where the
base end of the stirring pin F2 is exposed. Along the
movement path of the primary joining rotary tool F, the
plasticized region W2 is formed. An insertion angle of the
stirring pin F2 may be set as appropriate, and, in the
present example, the rotation center axis of the primary
joining rotary tool F is inclined at an angle of 45 degrees
with respect to the vertical plane.
[0132] In the second joining step, the stirring pin F2 is
preferably inserted to an extent that at least the plasti-
cized region W2 is brought in contact with the plasticized
region W1, and, in this example, the tip of the stirring pin
F2 is set to be inserted into the plasticized region W1.
[0133] According to the friction stir welding method de-
scribed above, the first and second inner corners P1, P2
are applied with buildup welding in advance to carry out
friction stirring to the butted portion J1 from above the
weld metals U1, U2, to solve the shortage of metal in the
first and second inner corners P1, P2.
[0134] Further, in the present example, the two inner
corners (first inner corner P1 and second inner corner
P2) are applied with buildup welding, to enhance joining
strength of the joined metal members. Accordingly, the
joining step can be done in a stable manner.
[0135] Still further, in the present example, the two in-
ner corners (first inner corner P1 and second inner corner
P2) are applied with friction stirring, to increase joining
strength in addition to air tightness and water tightness
of the joined portion. Though a joining defect may occur
in the plasticized region W1 formed in the first joining
step, the stirring pin F2 is inserted into the plasticized
region W1 for friction stirring as in the present example,
to repair the joining defect. This allows for increasing wa-
ter tightness and air tightness more.
[0136] It should be noted that, in the buildup welding
step, both the first and second inner corners P1, P2 are
applied with buildup welding in the present example, but
either one of them may be applied with buildup welding.
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<Eleventh embodiment>

[0137] Next, a description will be given of a friction stir
welding method according to an eleventh embodiment
of the present invention. The friction stir welding method
according to the present embodiment differs from the
tenth example in that a first auxiliary member 7 and a
second auxiliary member 8 are respectively arranged on
the first inner corner P1 and the second inner corner P2.
The friction stir welding method according to the eleventh
embodiment will be described, focusing on portions dif-
ferent from the tenth example.
[0138] The friction stir welding method according to the
present embodiment includes: a butting step; an auxiliary
member arranging step; a tab member arranging step;
and a joining step. As shown in FIG. 25, the butting step
is applied in the same manner as that in the tenth exam-
ple.
[0139] The first auxiliary member (auxiliary member)
7 and second auxiliary member (auxiliary member) 8 are
arranged on the butted portion J1 in the auxiliary member
arranging step. The first and second auxiliary members
7, 8 are made of metal and have a triangular prism shape.
The first and second auxiliary members 7, 8 are formed
in the same shape. The first and second auxiliary mem-
bers 7, 8 may be made of metal that can be frictionally
stirred, and are preferably formed of the same material
as that of the metal members 101, 102 as in the present
embodiment.
[0140] The first and second auxiliary members 7, 8
have an isosceles right triangle shape in cross-section.
The first and second auxiliary members 7, 8 are as long
as the butted portion J1. As shown in FIG. 25, in the
auxiliary member arranging step, a bottom face 7a of the
first auxiliary member 7 is in surface contact with the side
face 101a of the metal member 101, and a rising face 7b
of the first auxiliary member 7 is in surface contact with
the side face 102a of the metal member 102. This causes
the first inner corner P1 to be covered by the first auxiliary
member 7.
[0141] Further, in the auxiliary member arranging step,
a bottom face 8a of the second auxiliary member 8 is in
surface contact with the side face 101a of the metal mem-
ber 101, and a rising face 8b of the second auxiliary mem-
ber 8 is in surface contact with the side face 102b of the
metal member 102. This causes the second inner corner
P2 to be covered by the second auxiliary member 8.
[0142] The size of the first and second auxiliary mem-
bers 7, 8 are preferably set to an extent that, after the
joining step, grooves are not formed on the faces of the
plasticized regions W1, W2 (joined portions), and each
auxiliary member does not remain on each face.
[0143] A tab member T is arranged on a front face of
the joined metal member in the tab member arranging
step. As shown in FIG. 26, the tab member T is formed
of the same metal as the metal members 101, 102 and
has a triangular prism shape. The cross-section of the
tab member T has an isosceles right triangle shape. The

tab member T includes a bottom face T1 and inclined
faces T2, T3.
[0144] In the tab member arranging step, the bottom
face T1 of the tab member T is made flush with the side
face 101b of the metal member 101, and an end face of
the tab member T is made in surface contact with the
front face of the joined metal member (a front face 101d
of the metal member 101 and a front face 102d of the
metal member 102). Then, the tab member T is provi-
sionally joined to the joined metal members by welding.
The inclined face T2 (tool insertion face) of the tab mem-
ber T is made flush with the inclined face 7c (exposed
face) of the first auxiliary member 7 by the tab member
arranging step. Further, the inclined face T3 (tool inser-
tion face) of the tab member T is made flush with the
inclined face 8c (exposed face) of the second auxiliary
member 8.
[0145] The butted portion J1 is applied with friction stir-
ring by the primary joining rotary tool F in the joining step.
As shown in FIGS. 27 and 28, in the present embodiment,
the joining step includes a first joining step for friction
stirring along the first inner corner P1 and a second join-
ing step for friction stirring along the second inner corner
P2.
[0146] In the first joining step, the primary joining rotary
tool F rotating clockwise is first inserted in a start position
SP which is set on the inclined face T2 of the tab member
T. In the present embodiment, the primary joining rotary
tool F is inserted in the inclined face T2 such that the
rotation center axis of the primary joining rotary tool F is
perpendicular to the inclined face T2. Then, the primary
joining rotary tool F is relatively moved toward the joined
metal members.
[0147] After the primary joining rotary tool F reaches
the first auxiliary member 7, the butted portion J1 is ap-
plied with friction stirring so as to continuously trace the
inclined face 7c. In other words, the primary joining rotary
tool F is relatively moved in depth from the front faces of
the joined metal members (front face 101d of the metal
member 101 and front face 102d of the metal member
102). As shown in FIG. 28, in the first joining step, friction
stirring is applied in a condition where only the stirring
pin F2 is in contact with the metal members 101, 102 and
the first auxiliary member 7. In other words, friction stirring
is applied in a condition that the base end of the stirring
pin F2 is exposed. Along the movement path of the pri-
mary joining rotary tool F, the plasticized region W1 is
formed. An insertion angle of the stirring pin F2 may be
set appropriately, and, in the present embodiment, the
rotation center axis of the primary joining rotary tool F is
inclined at an angle of 45 degrees with respect to the
vertical plane. In other words, friction stirring is applied
in a condition where the rotation center axis of the primary
joining rotary tool F is set perpendicular to the inclined
face 7c.
[0148] In the second joining step, as shown in FIG. 27,
the primary joining rotary tool F rotating clockwise is first
inserted in a start position which is set on the inclined
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face T3 of the tab member T. In the present embodiment,
the primary joining rotary tool F is inserted in the inclined
face T3 such that the rotation center axis of the primary
joining rotary tool F is perpendicular to the inclined face
T3. Then, the primary joining rotary tool F is relatively
moved toward the joined metal members.
[0149] After the primary joining rotary tool F reaches
the second auxiliary member 8, the butted portion J1 is
applied with friction stirring so as to continuously trace
the inclined face 8c. As shown in FIG. 29, in the second
joining step, friction stirring is applied in a condition where
only the stirring pin F2 is in contact with the metal mem-
bers 101, 102 and the second auxiliary member 8. In
other words, friction stirring is applied in a condition where
the base end of the stirring pin F2 is exposed. Along the
movement path of the primary joining rotary tool F, the
plasticized region W2 is formed. An insertion angle of the
stirring pin F2 may be set appropriately, and, in the
present embodiment, the rotation center axis of the pri-
mary joining rotary tool F is inclined at an angle of 45
degrees with respect to the vertical plane. In other words,
friction stirring is applied in a condition where the rotation
center axis of the primary joining rotary tool F is set per-
pendicular to the inclined face 8c.
[0150] In the second joining step, the stirring pin F2 is
preferably inserted to an extent that at least the plasti-
cized region W2 is brought in contact with the plasticized
region W1, and, in this embodiment, the tip of the stirring
pin F2 is set to be inserted into the plasticized region W1.
After the joining step, the tab member T is removed from
the joined metal members.
[0151] According to the friction stir welding method de-
scribed above, the first auxiliary member 7 and second
auxiliary member 8 are arranged at the first inner corner
P1 and second inner corner P2 in advance, respectively,
to carry out friction stirring to the butted portion J1 from
above the first auxiliary member 7 and second auxiliary
member 8, to solve the shortage of metal in the first inner
corner P1 and second inner corner P2.
[0152] Further, in the present embodiment, the two in-
ner corners (first inner corner P1 and second inner corner
P2) are applied with friction stirring, to increase joining
strength in addition to air tightness and water tightness
of the joined portion. Still further, though a joining defect
may occur in the plasticized region W1 formed in the first
joining step, the stirring pin F2 can be inserted into the
plasticized region W1 for friction stirring further as in the
present embodiment, to repair the joining defect. This
allows for increasing water tightness and air tightness.
[0153] Further, the tab member T is arranged to allow
the start position (insertion position) of the primary joining
rotary tool F in the joining step to be set on the tab member
T. Still further, the start positions (insertion positions) for
the first and second joining steps can be set on one tab
member T, to improve work efficiency. Yet further, the
inclined face (tool insertion face) T2 of the tab member
T is set to be flush with the inclined face (exposed face)
7c of the first auxiliary member 7 and the inclined face

(tool insertion face) T3 of the tab member T is set to be
flush with the inclined face (exposed face) 8c of the sec-
ond auxiliary member 8, to allow for carrying out the join-
ing step smoothly.
[0154] It should be noted that, in the present embodi-
ment, since the first and second auxiliary members 7, 8
have a triangular prisms shape, the faces in which the
stirring pin F2 is inserted, that is, the exposed faces that
are exposed at the inner corners are inclined faces 7c,
8c, but the present invention is not limited thereto. The
faces (exposed faces) of the first and second auxiliary
members in which the stirring pin F2 is inserted may be
curved faces. In this case, the shapes of the tool insertion
faces of the tab member T are preferably changed so as
to be flush with the curved faces. This allows for carrying
out the joining step smoothly.
[0155] Moreover, also in the tenth example, the joining
step may be applied using the tab member. Also in this
case, respective tool insertion faces of the tab member
T are preferably set to be approximately flush with the
exposed faces of the weld metals U1, U2.

EXPLANATION OF REFERENCES

[0156] 1: metal member 1a: end face 1b: side face 1c:
side face 1d: side face 2: metal member 2a: end face 2b:
side face 2c: side face 2d: side face 3: tab member 4:
tab member 7: first auxiliary member (auxiliary member)
8: second auxiliary member (auxiliary member) 9: auxil-
iary member 10: metal member 20: metal member 30:
first auxiliary member (auxiliary member) 31: second
auxiliary member (auxiliary member) 40: metal member
40a: circumferential face 50: auxiliary member 101, 102:
metal members C: imaginary reference plane C1: inter-
section line F: primary joining rotary tool F1: coupling
portion F2: stirring pin F3: spiral groove Fc: rotation cent-
er axis G: large rotary tool G1: shoulder G2: stirring pin
G3: spiral groove H: small rotary tool H1: shoulder H2:
stirring pin H3: spiral groove M: weld metal U1: weld metal
U2: weld metal J1: butted portion J2: butted portion T:
tab member W: plasticized region W1 to W4: plasticized
region

Claims

1. A friction stir welding method for joining two metal
members (1, 2, 10, 20, 40, 101, 102) by a rotary tool
(F) having a stirring pin (F2), comprising steps of:

butting in which the metal members (1, 2, 10,
20, 40, 101, 102) are butted with each other to
form a butted portion (J1, J2) having an inner
corner (P1, P2) and an outer corner;
auxiliary member arranging in which an auxiliary
member (7, 8, 9, 30, 31, 50) is arranged along
the inner corner (P1, P2) of the metal members
(1, 2, 10, 20, 40, 101, 102) formed in the butting
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step; and
inner corner joining in which only the stirring pin
(F2) of the rotary tool (F) in rotation is inserted
in the auxiliary member (7, 8, 9, 30, 31, 50) and
the inner corner (P1, P2) to plastically fluidize
the auxiliary member (7, 8, 9, 30, 31, 50) and
the metal members (1, 2, 10, 20, 40, 101, 102)
for friction stir welding of the butted portion (J1,
J2),
characterized by
the stirring pin (F2) having a spiral groove (F3,
G3, H3) formed on an outer circumferential face
of the stirring pin (F2),
wherein in a case where a spiral groove (F3, G3,
H3) is formed counterclockwise from a base end
of the stirring pin (F2) toward a tip end of the
stirring pin (F2), the rotary tool (F) is rotated
clockwise, and in a case where a spiral groove
(F3, G3, H3) is formed clockwise from the base
end of the stirring pin (F2) toward the tip end of
the stirring pin (F2), the rotary tool (F) is rotated
counterclockwise,
wherein in the inner corner joining step, only the
stirring pin (F2) is inserted into the butted portion
(J1, J2) via the auxiliary member (7, 8, 9, 30, 31,
50) in a state where a coupling portion (F1) of
the rotary tool (F) is separated from both of the
metal members (1, 2, 10, 20, 40, 101, 102) and
the auxiliary member (7, 8, 9, 30, 31, 50),
wherein the coupling portion (F1) is coupled to
a rotary shaft (D) of a friction stirring apparatus,
and
wherein the stirring pin (F2) extends downward
from and coaxial with the coupling portion (F1)
and tapers off with increasing distance from the
coupling portion (F).

2. The friction stir welding method according to claim
1, further comprising a step of outer corner joining
in which the butted portion (J1, J2) is applied with
friction stir welding along an outer corner side of the
metal members (1, 2, 10, 20, 40, 101, 102).

3. The friction stir welding method according to anyone
of the preceding claims, wherein a plasticized region
(W1, W3) formed in the outer corner joining step is
overlapped with a plasticized region (W2) formed in
the inner corner joining step.

4. The friction stir welding method according to anyone
of the preceding claims, wherein the rotary tool (F)
is attached to a robot arm having a rotary drive unit
at the top for friction stirring.

5. The friction stir welding method according to claim
4, wherein the rotary drive unit is a spindle unit.

6. The friction stir welding method according to anyone

of the preceding claims, wherein,

in the butting step, a side face (1b, 10a, 101a)
of one of the metal members (1, 10, 101) is butt-
ed with an end face (2a, 102c) of the other of
the metal members (2, 20, 40, 102), and in a
case where the inner corner (P1, P2) has an
angle α formed by the side face (1b, 10a, 101a)
of one of the metal members (1, 10, 101) and a
side face (2b, 20c, 40a) of the other of the metal
members (2, 20, 40, 102),
in the inner corner joining step, the rotary tool
(F) is inserted at a rotation axis (Fc) that is ar-
ranged between one side face (1b, 10a, 101a)
of one metal member (1, 10, 101) and an imag-
inary reference plane (C) that runs through an
intersection line (C1) and has an angle of α/2
with respect to the side faces (1b, 2b; 10a, 20c;
10a, 40a; 101a, 102a).

7. The friction stir welding method according to anyone
of the preceding claims, wherein the auxiliary mem-
ber (7, 8, 50) has a curved face (7c, 8c, 50c) which
is exposed at the inner corner (P1, P2) and the stir-
ring pin (F2) is inserted into.

Patentansprüche

1. Ein Reibrührschweißverfahren zum Verbinden von
zwei Metallelementen (1, 2, 10, 20, 40, 101, 102)
mittels eines Drehwerkzeugs (F) mit einem Rührstift
(F2), die folgenden Schritte umfassend:

Aneinanderstoßen, wobei die Metallelemente
(1, 2, 10, 20, 40, 101, 102) aneinander stoßen,
um einen Stoßabschnitt (J1, J2) mit einer inne-
ren Ecke (P1, P2) und einer äußeren Ecke zu
bilden;
Hilfselementanordnen, wobei ein Hilfselement
(7, 8, 9, 30, 31, 50) entlang der inneren Ecke
(P1, P2) der Metallelemente (1, 2, 10, 20, 40,
101, 102), die in dem Stoßschritt gebildet wer-
den, angeordnet wird; und
Inneneckverbinden, wobei nur der Rührstift (F2)
des sich drehenden Drehwerkzeugs (F) in das
Hilfselement (7, 8, 9, 30, 31, 50) und die innere
Ecke (P1, P2) eingeführt wird, um das Hilfsele-
ment (7, 8, 9, 30, 31, 50) und die Metallelemente
(1, 2, 10, 20, 40, 101, 102) zum Reibrührschwei-
ßen des Stoßabschnitts (J1, J2) plastisch zu flu-
idisieren,
dadurch gekennzeichnet dass
der Rührstift (F2) eine spiralförmige Nut (F3, G3,
H3) aufweist, die auf einer äußeren Umfangs-
fläche des Rührstifts (F2) ausgebildet ist,
wobei in einem Fall, in dem eine spiralförmige
Nut (F3, G3, H3) gegen den Uhrzeigersinn von
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einem Basisende des Rührstifts (F2) hin zu ei-
nem Spitzenende des Rührstifts (F2) ausgebil-
det ist, das Drehwerkzeug (F) im Uhrzeigersinn
gedreht wird, und in einem Fall, in dem eine spi-
ralförmige Nut (F3, G3, H3) im Uhrzeigersinn
von dem Basisende des Rührstifts (F2) zu dem
Spitzenende des Rührstifts (F2) ausgebildet ist,
das Drehwerkzeug (F) gegen den Uhrzeigersinn
gedreht wird,
wobei in dem Schritt des Inneneckverbindens
nur der Rührstift (F2) in den Stoßabschnitt (J1,
J2) über das Hilfselement (7, 8, 9, 30, 31, 50) in
einem Zustand eingeführt wird, in dem ein Kupp-
lungsabschnitt (F1) des Drehwerkzeugs (F) so-
wohl von den Metallelementen (1, 2, 10, 20, 40,
101, 102) als auch von dem Hilfselement (7, 8,
9, 30, 31, 50) getrennt ist,
wobei der Kupplungsabschnitt (F1) mit einer
Drehwelle (D) einer Reibungsrühr-Vorrichtung
zu koppeln ist, und
wobei sich der Rührstift (F2) von dem Kupp-
lungsabschnitt (F1) nach unten und koaxial zu
diesem erstreckt und sich mit zunehmendem
Abstand von dem Kupplungsabschnitt (F1) ver-
jüngt.

2. Das Rührreibschweißverfahren nach Anspruch 1,
ferner umfassend einen Schritt des Außeneckver-
bindens, bei dem der Stoßabschnitt (J1, J2) durch
Rührreibschweißen entlang einer Außeneckseite
der Metallelemente (1, 2, 10, 20, 40, 101, 102) an-
gebracht wird.

3. Das Reibrührschweißverfahren nach einem der vor-
hergehenden Ansprüche, wobei ein plastifizierter
Bereich (W1, W3), der im Schritt des Außeneckver-
bindens gebildet wird, mit einem plastifizierten Be-
reich (W2) überlappt wird, der im Schritt des In-
neneckverbindens gebildet wird.

4. Das Rührreibschweißverfahren nach einem der vor-
hergehenden Ansprüche, wobei das Drehwerkzeug
(F) an einem Roboterarm befestigt ist, der an der
Oberseite eine Drehantriebseinheit für das Rührreib-
schweißen aufweist.

5. Das Reibrührschweißverfahren nach Anspruch 4,
wobei die Drehantriebseinheit eine Spindeleinheit
ist.

6. Das Reibrührschweißverfahren nach einem der vor-
hergehenden Ansprüche, wobei,

in dem Schritt des Aneinanderstoßens eine Sei-
tenfläche (1b, 10a, 101a) eines der Metallele-
mente (1, 10, 101) an eine Endfläche (2a, 102c)
des anderen Metallelements (2, 20, 40, 102) an-
gestoßen wird, und in einem Fall, in dem die

innere Ecke (P1, P2) einen Winkel α aufweist,
der von der Seitenfläche (1b, 10a, 101a) des
einen der Metallelemente (1, 10, 101) und einer
Seitenfläche (2b, 20c, 40a) des anderen Metal-
lelements (2, 20, 40, 102) gebildet wird,
im Schritt des Inneneckverbindens wird das
Drehwerkzeug (F) an einer Drehachse (Fc) ein-
gesetzt, die zwischen einer Seitenfläche (1b,
10a, 101a) eines Metallelements (1, 10, 101)
und einer imaginären Bezugsebene (C) ange-
ordnet ist, die durch eine Schnittlinie (C1) ver-
läuft und einen Winkel von α/2 in Bezug auf die
Seitenflächen (1b, 2b; 10a, 20c; 10a, 40a; 101a,
102a) aufweist.

7. Das Rührreibschweißverfahren nach einem der vor-
hergehenden Ansprüche, wobei das Hilfselement (7,
8, 50) eine gekrümmte Fläche (7c, 8c, 50c) aufweist,
die an der inneren Ecke (P1, P2) freiliegt und in die
der Rührstift (F2) eingeführt wird.

Revendications

1. Un procédé de soudage par friction-malaxage pour
assembler deux éléments métalliques (1, 2, 10, 20,
40, 101, 102) à l’aide d’un outil rotatif (F) doté d’une
goupille d’agitation (F2), comprenant les étapes
suivantes :

le buttage dans lequel les éléments métalliques
(1, 2, 10, 20, 40, 101, 102) sont butés l’un contre
l’autre pour former une partie aboutée (J1, J2)
ayant un coin intérieur (P1, P2) et un coin
extérieur ;
la disposition d’un élément auxiliaire dans la-
quelle un élément auxiliaire (7, 8, 9, 30, 31, 50)
est disposé le long du coin intérieur (P1, P2) des
éléments métalliques (1, 2, 10, 20, 40, 101, 102)
formés lors de l’étape de buttage ; et
l’assemblage du coin intérieur dans lequel seule
la goupille d’agitation (F2) de l’outil rotatif (F) en
rotation est insérée dans l’élément auxiliaire (7,
8, 9, 30, 31, 50) et le coin intérieur (P1, P2) pour
fluidifier plastiquement l’élément auxiliaire (7, 8,
9, 30, 31, 50) et les éléments métalliques (1, 2,
10, 20, 40, 101, 102) en vue du soudage par
friction-malaxage de la partie aboutée (J1, J2),
caractérisé par
la goupille d’agitation (F2) comporte une rainure
en spirale (F3, G3, H3) formée sur une face cir-
conférentielle extérieure de la goupille d’agita-
tion (F2),
où dans un cas où une rainure en spirale (F3,
G3, H3) est formée dans le sens inverse des
aiguilles d’une montre à partir d’une extrémité
de base de la goupille d’agitation (F2) vers une
extrémité de pointe de la goupille d’agitation
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(F2), l’outil rotatif (F) est tourné dans le sens des
aiguilles d’une montre, et dans un cas où une
rainure en spirale (F3, G3, H3) est formée dans
le sens des aiguilles d’une montre à partir de
l’extrémité de base de la goupille d’agitation (F2)
vers l’extrémité de pointe de la goupille d’agita-
tion (F2), l’outil rotatif (F) est tourné dans le sens
inverse des aiguilles d’une montre,
dans lequel, lors de l’étape d’assemblage du
coin intérieur, seule la goupille d’agitation (F2)
est insérée dans la partie aboutée (J1, J2) par
l’intermédiaire de l’élément auxiliaire (7, 8, 9, 30,
31, 50) dans un état où une partie de couplage
(F1) de l’outil rotatif (F) est séparée des élé-
ments métalliques (1, 2, 10, 20, 40, 101, 102)
ainsi que de l’élément auxiliaire (7, 8, 9, 30, 31,
50),
dans lequel la partie de couplage (F1) doit être
couplée à un arbre rotatif (D) d’un appareil d’agi-
tation par friction, et
dans lequel la goupille d’agitation (F2) s’étend
vers le bas à partir de la partie de couplage (F1)
et de manière coaxiale avec celle-ci, et se rétré-
cit à mesure que l’on s’éloigne de la partie de
couplage (F1).

2. Le procédé de soudage par friction-malaxage selon
la revendication 1, comprenant en outre une étape
d’assemblage du coin extérieur dans laquelle la par-
tie aboutée (J1, J2) est appliquée par soudage par
friction-malaxage le long d’un côté du coin extérieur
des éléments métalliques (1, 2, 10, 20, 40, 101, 102).

3. Le procédé de soudage par friction-malaxage selon
l’une des revendications précédentes, dans laquelle
une région plastifiée (W1, W3) formée dans l’étape
d’assemblage du coin extérieur est chevauchée par
une région plastifiée (W2) formée dans l’étape d’as-
semblage du coin intérieur.

4. Le procédé de soudage par friction-malaxage selon
l’une des revendications précédentes, dans laquelle
l’outil rotatif (F) est fixé à un bras robotisé doté d’une
unité d’entraînement rotative à son sommet pour la
friction-malaxage.

5. Le procédé de soudage par friction-malaxage selon
la revendication 4, dans laquelle l’unité d’entraîne-
ment rotative est une unité de broche.

6. Le procédé de soudage par friction-malaxage selon
l’une quelconque des revendications précédentes,
dans laquelle,

dans l’étape de buttage, une face latérale (1b,
10a, 101a) de l’un des éléments métalliques (1,
10, 101) est aboutée avec une face d’extrémité
(2a, 102c) de l’autre des éléments métalliques

(2, 20, 40, 102), et dans un cas où le coin inté-
rieur (P1, P2) présente un angle α formé par la
face latérale (1b, 10a, 101a) de l’un des élé-
ments métalliques (1, 10, 101) et une face laté-
rale (2b, 20c, 40a) de l’autre des éléments mé-
talliques (2, 20, 40, 102),
lors de l’étape d’assemblage du coin intérieur,
l’outil rotatif (F) est inséré dans un axe de rota-
tion (Fc) qui est disposé entre une face latérale
(1b, 10a, 101a) d’un élément métallique (1, 10,
101) et un plan de référence imaginaire (C) qui
passe par une ligne d’intersection (C1) et qui
présente un angle de α/2 par rapport aux faces
latérales (1b, 2b ; 10a, 20c ; 10a, 40a ; 101a,
102a).

7. Le procédé de soudage par friction-malaxage selon
l’une quelconque des revendications précédentes,
dans lequel l’élément auxiliaire (7, 8, 50) présente
une face incurvée (7c, 8c, 50c) exposée au niveau
du coin intérieur (P1, P2) dans laquelle est insérée
la goupille d’agitation (F2).
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