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Objective Friction Stir Welding / Processing Challenges with FSW / P of Ni-alloys

Tool wear is the major challenge with welding of Ni
alloys using FSW.

This project will investigate and demonstrate an
Integrated approach using both Laser Processing (LP)
and Friction Stir Welding and Processing (FSW/P) to
join, repair, and return-to-service Nickel alloy castings
and wrought fabrications (such as hot gas path
components in gas turbine applications).

A failed FSW tool,
Tool material : PCBN + W-Re with W-Re

Both reaction-based and mechanical
tool wear was noted.
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FSW of Ni-base alloys: Previous Results
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Laser Stripping of Metallic/Ceramic Coatings

» The technigues developed will be applied to materials and
geometries relevant to fossil energy systems including gas
turbine transition duct materials and Ni alloy castings
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