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(54) BONDING METHOD, LIQUID COOLING JACKET PRODUCTION METHOD, AND LIQUID 
COOLING JACKET

(57) The present invention includes an abutting step
of abutting an end face (212a) of a first metal member
(1) in a plate shape having a projecting part (214) on the
end face (212a) on a rear face of a second metal member
(2) in a plate shape having a hole (224) that is bored
through the second metal member (2) in a plate thickness
direction and simultaneously inserting the projecting part
(214) into the hole (224), and a friction stirring step of
inserting a stirring pin (F2) of a rotary tool (F) into an
abutment portion (J1) of a wall of the hole (11a) and an
outer peripheral surface (10a) of the projecting part (214)
from a front face side opposite to the rear face of the
second metal member (2), in which the rotary tool (F) is
moved along the abutment portion (J1) to join the abut-
ment portion (J1) by friction stirring. The present inven-
tion is characterized in that, in the friction stirring step,
the abutment portion (J1) is joined together by friction
stirring with only the stirring pin (F2) of the rotary tool (F)
being in contact with the first metal member (1) and the
second metal member (2).
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Description

TECHNICAL FIELD

[0001] The present invention relates to a joining meth-
od for friction stir joining to join metal members together,
a method of manufacturing a liquid cooling jacket, and a
liquid cooling jacket.

BACKGROUD ART

[0002] Patent Documents 1 and 2 disclose a technol-
ogy for abutting metal members on each other to be
formed into a T shape as viewed from a front side, and
for performing friction stir joining on the abutment portion.
In the conventional technology, an end face of a first met-
al member is inserted into a recess formed on a rear face
of a second metal member, and subsequently a rotary
tool is inserted from a front face side of the second metal
member, to perform friction stir joining on the abutment
portion.
[0003] As performance of electronic apparatuses such
as a personal computer has advanced recently, an
amount of heat generated in a CPU (heat generating
body) that is mounted on the electronic apparatuses has
been increasing, thereby, cooling down the CPU has
been important. A heat sink in an air cooling fan type has
been conventionally used to cool down the CPU, how-
ever, problems such as noises by fans and cooling limits
in the air cooling system is highlighted, thus, a liquid cool-
ing jacket is attracting attention as a next-generation
cooling system.
[0004] Patent Document 3 discloses a liquid cooling
jacket constituted by a jacket body provided with a sup-
port part in the center thereof and a sealing body. In a
method of manufacturing the liquid cooling jacket, the
sealing body is disposed on the jacket body to form an
overlapped portion, and subsequently friction stir joining
is performed on the overlapped portion.

Prior Art Documents

Patent Documents

[0005]

Patent Document 1: Japanese Patent No.3947271
Patent Document 2: Japanese Patent No.4056587
Patent Document 3: Japanese Unexamined Patent
Application Publication No.2015-131323

SUMMARY OF THE INVENTION

Technical Problem

[0006] In the conventional technology, the end face of
the first metal member is inserted into the recess of the
second metal member, so that both of the members are

moved in a longitudinal direction of the first metal mem-
ber. This makes it difficult to position the metal members
relative to each other. Further, in the conventional tech-
nology, friction stirring is performed with a shoulder por-
tion of the rotary tool being in contact with the front surface
of the second metal member, which causes such a prob-
lem that a load exerted on a friction stirring device is large.
[0007] Furthermore, in the conventional method of
manufacturing the liquid cooling jacket, there is such a
problem that it is difficult to position the sealing body rel-
ative to the jacket body.
[0008] From such viewpoints, it is an object of the
present invention to provide a joining method for easily
performing positioning of the metal members relative to
each other and allowing the load exerted on the friction
stirring device to be reduced. It is another object of the
present invention to provide the method of manufacturing
a liquid cooling jacket in which positioning of the sealing
body relative to the jacket body is easily performed, and
a liquid cooling jacket.

Solution to problem

[0009] In order to solve the forgoing problems, the
present invention is characterized in that it includes an
abutting step of abutting an end face of a first metal mem-
ber in a plate shape having the projecting part on the end
face on a rear face of a second metal member in a plate
shape having the hole that is bored through the second
metal member in a thickness direction and simultaneous-
ly inserting a projecting part into a hole, a friction stirring
step of inserting a stirring pin of a rotary tool from a front
face side opposite to the rear face of the second metal
member into an abutment portion defined by a wall of the
hole and an outer peripheral surface of the projecting
part, and moving the rotary tool along the abutment por-
tion to join the abutment portion by friction stirring. In the
friction stirring step, the abutment portion is joined to-
gether by friction stirring with only the stirring pin of the
rotary tool being in contact with the first and second metal
members (1) (2).
[0010] According to the method, when the projecting
part is fitted in the hole, the second metal member is
made immovable relative to the first metal member. In
other words, both of the metal members are easily posi-
tioned by the hole and the projecting part. Further, the
abutment portion is joined together by friction stirring with
only the stirring pin of the rotary tool being in contact with
the first and second metal members, so that a load ex-
erted on the friction stirring device can be reduced.
[0011] Furthermore, the first metal member includes a
plurality of the projecting parts, and the second metal
member includes a plurality of the holes corresponding
to each of the projecting parts. In the friction stirring step,
each of the abutment portions is preferably joined togeth-
er by friction stirring.
[0012] According to the method, the first and second
metal members are joined at multiple points, so that air-
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tightness and joining strength of the metal members to
be joined are enhanced.
[0013] The present invention provides a method of
manufacturing a liquid cooling jacket in which a jacket
body and a sealing body are joined together by friction
stirring to form the liquid cooling jacket. The method in-
cludes a preparation step of forming the jacket body that
includes a bottom part, a peripheral wall part rising from
a peripheral edge of the bottom part and a support part
erected on the bottom part and formed with a projecting
part on an end face thereof, and forming a sealing body
that is formed with the hole into which the projecting part
is inserted and that seals an opening of the jacket body,
a disposing step of disposing the sealing body on the
jacket body to form an overlapped portion in which an
end face of the peripheral wall part and a rear face of the
sealing body are overlapped with each other, and to de-
fine an abutment portion on which an outer peripheral
surface of the projecting part is abutted on a hole wall
(11a), and a joining step of moving a rotary tool along
the overlapped portion and the abutment portion to per-
form friction stirring on the overlapped portion and the
abutment portion respectively. The rotary tool has a stir-
ring pin of which a length is greater than a thickness of
the sealing body. The rotary tool is moved along the over-
lapped portion with only the stirring pin of the rotary tool
being in contact with both of the peripheral wall part and
the sealing body so as to join the overlapped portion by
friction stirring, or the rotary tool is moved along the over-
lapped portion with only the stirring pin of the rotary tool
being in contact with only the sealing body so as to join
the overlapped portion by friction stirring. The rotary tool
is moved along the abutment portion with only the stirring
pin of the rotary tool being in contact with both of the
outer peripheral surface of the projecting part and the
hole wall (11a) so as to join the abutment portion by fric-
tion stirring.
[0014] According to the method of manufacturing, the
sealing body is easily positioned relative to the jacket
body by inserting the projecting part of the support part
into the hole of the sealing body.
[0015] It is preferable that a joining condition is set in
such a way that the burrs are formed at an outer side of
the sealing body in the joining step, and the method of
manufacturing includes a removing step of removing a
surplus piece part of the sealing body with the burrs with
a recess formed in a plasticized region as a boundary.
[0016] According to the method of manufacturing, the
burrs are easily removed with the surplus piece part.
[0017] Further, the method of manufacturing prefera-
bly includes a provisional joining step of performing pro-
visional joining on at least either of the overlapped portion
and the abutment portion, prior to the joining step.
[0018] According to the method of manufacturing, it is
possible to prevent gaps from being generated in the
overlapped portion in the joining step.
[0019] Further, the present invention includes a jacket
body that includes a bottom part, a peripheral wall part

rising from a peripheral edge of the bottom part and a
support part erected on the bottom part and formed with
a projecting part on an end face thereof, and a sealing
body that is formed with the hole into which the projecting
part is inserted and that seals an opening of the jacket
body. An overlapped portion in which an end face of the
peripheral wall part and a rear face of the sealing body
are overlapped with each other and an abutment portion
on which a projecting part of the support part and the hall
wall are abutted on each other, are respectively joined
together by friction stirring, and an outer peripheral part
of the sealing body is bordered with a plasticized region
as the boundary.
[0020] According to the configuration, the sealing body
is easily positioned relative to the jacket body by inserting
the projecting part of the support part into the hole of the
sealing body. Further, strength of the liquid cooling jacket
is enhanced by joining the support part and the sealing
body together.
[0021] The present invention provides a method of
manufacturing a liquid cooling jacket in which a jacket
body and a sealing body are joined together by friction
stirring to form the liquid cooling jacket, the method in-
cludes a preparation step of forming a jacket body that
includes a bottom part, a peripheral wall part rising from
a peripheral edge of the bottom part, a stepped bottom
surface formed at a position below by one step from an
end face of the peripheral wall part, a stepped side sur-
face rising from the stepped bottom surface, and a sup-
port part erected on the bottom surface and formed with
a projecting part on an end face thereof, and forming a
sealing body that is formed with a hole into which the
projecting part is inserted and that seals an opening of
the jacket body, a sealing body disposing step disposing
of the sealing body on the jacket body to abut the stepped
side surface on a side surface of the sealing body to form
an first abutment portion, and to abut an outer peripheral
surface of the projecting part on the hole wall (11a) to
form a second abutment portion, and joining the first abut-
ment portion and the second abutment portion by friction
stirring by moving a rotary tool therearound. The rotary
tool is moved along the first abutment portion with only
a stirring pin of the rotary tool being in contact with both
of the peripheral wall part and the sealing body so as to
join the first abutment portion by friction stirring. The ro-
tary tool is moved along the second abutment portion
with only the stirring pin of the rotary tool being in contact
with both of the outer peripheral surface of the projecting
part and the hole wall so as to join the second abutment
portion by friction stirring.
[0022] According to the method of manufacturing, the
sealing body is easily positioned relative to the jacket
body by inserting the projecting part of the support part
into the hole wall of the sealing body.
[0023] Further, the method of manufacturing prefera-
bly includes an auxiliary member disposing step of dis-
posing an auxiliary member along the first abutment por-
tion on which the first abutment portion is joined together
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by friction stirring with only the stirring pin being in contact
with the peripheral wall part, the sealing body and the
auxiliary member in the joining step.
[0024] According to the method of manufacturing, the
auxiliary member is joined together by friction stirring in
addition to the peripheral wall part and the sealing body,
it is possible to prevent the shortage of metal in the joint.
[0025] Further, it is preferable a joining condition is set
in such a way that the burrs are formed on the auxiliary
member in the joining step, and the method of manufac-
turing includes a removing step of removing the auxiliary
member on which the burrs are formed.
[0026] According to the method of manufacturing, the
burrs are easily removed.
[0027] It is preferable that the joining step includes fric-
tion stir joining with the rotary tool of which a central axis
for rotation being inclined toward an inside of the jacket
body.
[0028] According to the method of manufacturing, the
rotary tool is easily inserted.
[0029] Further, the method preferably includes a pro-
visional joining step of performing provisional joining on
at least either of the first abutment portion and the second
abutment portion, prior to the joining step.
[0030] According to the method of manufacturing, it is
possible to prevent gaps from being generated in the first
abutment portion in the joining step.
[0031] Further, the present invention is characterized
in that it has a jacket body that includes a bottom part, a
peripheral wall part rising from a peripheral edge of the
bottom part, a stepped bottom surface formed at a posi-
tion below by one step from an end face of the peripheral
wall part, a stepped side surface rising from the stepped
bottom surface, and a support part erected on the bottom
part and formed with a projecting part on an end face
thereof, and a sealing body that is formed with a hole into
which the projecting part is inserted and that seals an
opening of the jacket body. A first abutment portion on
which a stepped side surface and a side surface of the
sealing body are abutted on each other and a second
abutment portion on which an outer peripheral surface
of the projecting part is abutted on the hole wall, are joined
together by friction stirring, respectively.
[0032] According to the configuration, the projecting
part of the support part is inserted into the hole of the
sealing body, so that the sealing body is easily positioned.
Further, the strength of the liquid cooling jacket is en-
hanced by joining the support part and the sealing body
together.

Advantageous Effects of Invention

[0033] The joining method according to the present in-
vention makes it easy to position metal members relative
to each other, and to allow a load exerted on a friction
stirring device to be reduced. Further, with the method
of manufacturing a liquid cooling jacket and a liquid cool-
ing jacket according to the present invention, a sealing

body is easily positioned relative to a jacket body.

Brief Description of Drawings

[0034]

FIG.1 is a perspective view showing a first metal
member and a second metal member for a joining
method according to a first embodiment of the
present invention.
Fig.2 is a perspective view showing an abutting step
of a joining method according to the first embodi-
ment.
Fig.3 is a cross-sectional view showing the abutting
step of the joining method according to the first em-
bodiment.
FIG.4 is a perspective view showing a friction stirring
step of the joining method according to the first em-
bodiment.
FIG.5 is a cross-sectional view showing the friction
stirring step of the joining method according to the
first embodiment.
Fig.6 is a cross-sectional view showing a variation
of the first embodiment.
FIG.7 is a cross-sectional view showing a first friction
stirring step of a joining method according to a sec-
ond embodiment of the present invention
FIG.8 is a cross-sectional view showing a second
friction stirring step of the joining method according
to the second embodiment.
FIG.9 is a perspective view showing a liquid cooling
jacket according to a third embodiment of the present
invention.
FIG.10 is a cross-sectional view showing the liquid
cooling jacket according to the third embodiment.
FIG.11 is a perspective view showing a preparation
step according to the third embodiment.
FIG.12 is a cross-sectional view showing a disposing
step according to the third embodiment.
FIG.13 is a perspective view showing a second join-
ing step according to the third embodiment.
FIG.14 is a cross-sectional view showing the second
joining step according to the third embodiment.
FIG.15 is a perspective view showing a first joining
step according to the third embodiment.
FIG.16 is a cross-sectional view showing the first
joining step according to the third embodiment.
FIG.17 is a cross-sectional view showing a removing
step according to the third embodiment.
FIG.18 is a perspective view showing a liquid cooling
jacket according to a fourth embodiment of the
present invention.
FIG.19 is a cross-sectional view showing the liquid
cooling jacket according to the fourth embodiment
of the present invention.
FIG.20 is a perspective view showing a preparation
step according to the fourth embodiment.
FIG.21 is a cross-sectional view showing a sealing
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body disposing step according to the fourth embod-
iment.
FIG.22 is a perspective view showing an auxiliary
member disposing step according to the fourth em-
bodiment.
FIG.23 is a perspective view showing a second join-
ing step according to the fourth embodiment.
FIG.24 is a cross-sectional view showing the second
joining step according to the fourth embodiment.
FIG.25 is a perspective view showing a first joining
step according to the fourth embodiment.
FIG.26 is a cross-sectional view showing the first
joining step according to the fourth embodiment.
FIG.27 is a cross-sectional view showing a removing
step according to the fourth embodiment.
FIG.28 is s cross-sectional view showing a first var-
iation according to the fourth embodiment.
FIG.29 is a cross-sectional view showing a second
variation according to the fourth embodiment.
FIG.30 is a perspective view showing a third variation
according to the fourth embodiment.

Description of Embodiments

[First Embodiment]

[0035] A joining method according to a first embodi-
ment of the present invention will be described in detail
with reference to the drawings. As shown in FIG.1, in a
joining method according to the present embodiment, a
first metal member 1 and a second metal member 2 are
abutted on each other to have the abutment portion
formed into a T-shape as viewed from the front to be
joined together by friction stirring. The joining method
according to the present embodiment includes an abut-
ting step and a friction stirring step. Note that, a "front
surface" in the description means a surface opposite to
a "rear face".
[0036] The first metal member 1 and the second metal
member 2 each have a plate shape. Materials for the first
metal member 1 and the second metal member 2 are
suitably selected from among metals such as aluminum,
aluminum alloy, copper, copper alloy, titanium, titanium
alloy, magnesium, magnesium alloy or the like, which
can be stirred by friction.
[0037] An end face 1a of the first metal member has a
plurality of projecting parts 10 (three in the present em-
bodiment) formed thereon. The number of the projecting
parts 10 is not limited. The number of single projecting
parts 10 may be single. The shape of the projecting part
10 is not particularly limited, and in the present embodi-
ment, it has a columnar shape. The height of the project-
ing part 10 is equal to the thickness of the second metal
member 2.
[0038] The second metal member 2 has holes 11 bored
passing from a front surface 2b through a rear face 2c
formed therein. Each of the holes 11 has a columnar
hollow section, and is formed at a position corresponding

to a position of each of the projecting parts 10. The hole
11 has a size such that the projecting part 10 is fitted
therein with no substantial gap.
[0039] As shown in FIG.2 and FIG.3, the abutting step
includes pressing the end face 1a of the first metal mem-
ber 1 on the rear face 2c of the second metal member 2
and simultaneously inserting each of the projecting parts
10 into each of the holes 11. As shown in FIG.3, a pe-
ripheral side face 10a of each of the projecting parts 10
and a wall 11a of each of the holes 11 are abutted on
each other to define abutment portions J1. Further, the
end face 1a of the first metal member and the rear face
2c of the second metal member are abutted on each other
to define abutment portions J2.
[0040] As shown in FIG.4 and FIG.5, the friction stirring
step includes inserting a rotating rotary tool F from a front
surface 2b of the second metal member 2 to perform
friction stir joining on the abutment portion 1 exposed to
the front surface 2b of the second metal member. The
rotary tool F is composed of a connection portion F1 and
a stirring pin F2. The connection portion F1 is a portion
that is attached to a friction stirring device not shown,
and has a columnar shape.
[0041] The stirring pin F2 is suspended from the con-
nection portion F1, and is coaxial with the connection
portion F1. The stirring pin F2 tapers as the stirring pin
is separated from the connection portion F1. The stirring
pin F2 has a spiral groove F3 engraved on the outer cir-
cumferential surface thereof. In the present embodiment,
in order to rotate the rotary tool F clockwise, the spiral
groove F3 is formed counterclockwise from a base end
to a distal end of the stirring pin F2. In other words, when
the spiral groove F3 is traced from the base end toward
the distal end, the spiral groove F3 is formed counter-
clockwise as viewed from above.
[0042] Note that, in a case where the rotary tool F is
rotated counterclockwise, the spiral groove F3 is prefer-
ably formed clockwise from the base end toward the distal
end of the stirring pin F2. In other words, when the spiral
groove F3 in this case is traced from the base end toward
the distal end, the spiral groove F3 is formed clockwise
as viewed from above. The spiral groove F3 is formed in
such a way as to allow the metal which is plasticized and
fluidized in friction stirring, to flow through the spiral
groove F3 toward the distal end of the stirring pin F2.
This makes it possible to reduce the amount of metal to
be spilled out of metal members to be joined (the first
metal member 1 and the second metal member 2).
[0043] As shown in FIG.4 and FIG.5, in the friction stir-
ring step, the stirring pin F2 being rotated clockwise is
inserted into each of the abutment portions J1 from the
front surface 2b of the second metal member 2. In the
friction stirring step, the rotary tool F is moved along one
of the abutment portions J1 with the stirring pin F2 being
in contact with the first metal member 1 and the second
metal member 2. Each of plasticized regions W is formed
on a path on which the rotary tool F was moved. An in-
sertion depth of the stirring pin F2 may be set as appro-
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priate, and in the present embodiment, is set to allow
each of the plasticized regions W to reach each of the
abutment portions J2. In the friction stirring step, a start-
ing end and a terminal end of each the plasticized regions
W are preferably set to be overlapped with each other.
This can enhance air-tightness of the joint.
[0044] In the friction stirring step, friction stir joining is
also performed on each of the other abutment portions
J1 which include the projecting parts 10 and the holes
11. Note that, after the friction stirring step is finished, it
is preferable to perform a burring step of removing burrs
formed on the front surface 2b of the second metal mem-
ber 2. This allows the front surface 2b of the second metal
member 2 to be cleanly finished.
[0045] According to the joining method according to
the present embodiment described above, when the pro-
jecting part 10 is fitted in the hole 11, the second metal
member 2 is immovably fixed relative to the first metal
member 1. In other words, it is possible to position both
of the metal members by the projecting parts 10 and the
holes 11. Further, since each of the abutment portions
J1 is joined together by friction stirring with only the stir-
ring pin F2 of the rotary tool F being in contact with the
first metal member 1 and the second metal member 2, a
load exerted on the friction stirring device can be reduced.
[0046] Further, as in the present embodiment, a plu-
rality of the projecting parts 10 and the holes 11 are
formed, and friction stir joining is performed on each of
the abutment portions J1, so that air-tightness and joining
strength of the metal members to be joined can be en-
hanced. Furthermore, in the friction stirring step accord-
ing to the present embodiment, only the stirring pin F2
of the rotary tool F is inserted into the first metal member
1 and the second metal member 2, so that a width of
each of the plasticized regions W can be made narrow.
This prevents plasticized and fluidized material from es-
caping to inner corners defined by the first metal member
1 and the second metal member 2. Additionally, even if
the first metal member 1 is made thinner, the plasticized
and fluidized material hardly escapes to the inner cor-
ners, resulting in the enhancement of design flexibility.
[0047] Note that, in order to prevent the second metal
member 2 from being floated relative to the first metal
member 1 during friction stirring step, each of the pro-
jecting parts 10 may be pressed into each of the holes
10. Further, when the plurality of the abutment portions
J1 are joined together by friction stirring, each of the abut-
ment portions J1 may be joined in succession by friction
stirring with the rotary tool F being in contact with the first
metal member 1 and the second metal member 2 to join
the abutment portions J2 between the adjacent projecting
parts 10 and 10 by friction stirring.

[Variation]

[0048] Next, a description will be given of a variation
of the joining method according to the first embodiment.
The variation of the first embodiment is different from the

first embodiment in that the abutting step is performed in
a state that the first metal member 1 and the second
metal member 2 are abutted on each other to have the
abutment portion formed into a L-shape. The joining
method according to the variation of the first embodiment
includes the abutting step and the friction stirring step.
[0049] In the abutting step, the end face 1a of the first
metal member 1 is abutted on the rear face 2c of the
second metal member 2 to define the abutment portions
J2, while each of the projecting parts 10 are inserted into
each of the holes 11 respectively to define the abutment
portions J1. Further, in the abutting step, a side surface
1c of the first metal member 1 is flush with an end face
2a of the second member.
[0050] The friction stirring according to the present var-
iation is equivalent to that in the first embodiment, and
the description thereof is omitted. The variatio can also
produce the same advantageous effects as those in the
first embodiment.

[Second Embodiment]

[0051] Next, a description will be given of a joining
method according to a second embodiment. As shown
in FIG.7 and FIG.8, the joining method according to the
second embodiment includes forming a structure Z hav-
ing a hollow section defined by a plurality of the first metal
members 1A and a pair of the second metal members
2A and 2B. The joining method according to the present
embodiment includes an abutting step, a first friction stir-
ring step, and a second friction stirring step.
[0052] Each of the first metal members 1A has a plate
shape, and has projecting parts 10A formed on the one
end face 1a and projecting parts 10B formed on the other
end face id. Each of the first metal members 1A has a
plurality of the projecting parts 10A and the projecting
parts 10B formed in the longitudinal direction thereof. The
second metal member 2B has a plurality of holes 11A
corresponding to each of the projecting parts 10A respec-
tively. The second metal member 2B has a plurality of
holes 11B corresponding to each of the projecting parts
10B respectively.
[0053] In the abutting step, each of the projecting parts
10A of the first metal members 1A is inserted into each
of the holes 11A of the second metal member 2A to define
the abutment portions J1. Further, in the abutting step,
the rear face 2c of the second metal member 2A is abut-
ted on the one end face 1a of the first metal member 1A
to define the abutment portions J2. Furthermore, each
of the projecting parts 10B of the first metal members 1A
is inserted into each of the holes 11B of the second metal
members 2B to define abutment portions J3. Additionally,
in the abutting step, the rear face 2c of the second metal
member 2B is abutted on the other end faces id of the
first metal member 1A to define abutment portions J4.
[0054] In the first friction stirring step, friction stir joining
is performed on the abutment portions J1. As shown in
FIG.7, in the first friction stirring step, friction stir joining
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is performed on each of the abutment portions J1 in the
same manner as the friction stirring step of the first em-
bodiment. After friction stir joining is performed on each
of the abutment portions J1, the metal members to be
joined (the first metal members 1A, the second metal
members 2A and 2B) are turned upside down, and then
the second friction stirring step is performed.
[0055] In the second friction stirring step, friction stir
joining is performed on the abutment portions J3. As
shown in FIG.8, in the second friction stirring, friction stir
joining is performed on each of the abutment portions J3
in the same manner as the friction stirring step of the first
embodiment. Consequently, the structure Z having the
hollow section is formed.
[0056] The joining method according to the second em-
bodiment as described above can also produce the same
advantageous effects as those in the first embodiment.
Further, with the joining method according to the second
embodiment, it is possible to form easily the structure Z
that is provided with a plurality of the hollow sections and
has high air-tightness.

[Third Embodiment]

[0057] A detailed description will be given of a liquid
cooling jacket 201 and a method of manufacturing a liquid
cooling jacket according to a third embodiment of the
present invention with reference to the drawings. As
shown in FIG.9, the liquid cooling jacket 201 according
to the present embodiment is composed of a jacket body
202 and a sealing body 203. The liquid cooling jacket
201 is an apparatus for circulating fluid therein to ex-
change heat with a heat-generating element (not shown)
installed on the liquid cooling jacket 201.
[0058] As shown in FIG.10, the jacket body 202 is con-
figured to include a bottom part 210, a peripheral wall
part 211, and a support part 212. The jacket body 202
has a box-shaped body of which the upper part is open.
The jacket body 202 is formed of aluminum alloy in the
present embodiment. A material for the jacket body 202
is suitably selected from among metals, for example, alu-
minum, aluminum alloy, copper, copper alloy, titanium,
titanium alloy, magnesium, magnesium alloy or the like,
which can be stirred by friction. As shown in FIG.11, the
bottom part 210 has the form of a rectangular plate in
planar view. The peripheral wall part 211 is erected on a
peripheral edge of the bottom part 210, and has the form
of a rectangular frame in planar view. The bottom part
210 and the peripheral wall part 211 define recesses 213.
[0059] The support part 212 is a plate member erected
on the bottom part 210. The support part 212 is formed
continuously to one wall part of the peripheral wall part
211, and is separated from the other wall part facing the
one wall part. An end face 212a of the support part 212
and an end face 211a of the peripheral wall part 211 are
flush with each other. The end face 212a of the support
part 212 has projecting parts 214 formed thereon. The
height of each of the projecting parts 214 is almost equal

to the thickness of the sealing body 203. The shape of
the projecting parts 214 is not particularly limited, and in
the present embodiment, has a columnar shape. The
number of the projecting parts 214 is not particularly lim-
ited. In the present embodiment, three projecting parts
214 are formed.
[0060] The sealing body 203 is a plate member that
seals openings of the jacket body 202 as shown in FIG.
9 and FIG.10. The sealing body 203 has the form of a
rectangular in planar view. The sealing body 203 is joined
to the peripheral wall part 211 by friction stirring. The
peripheral edge of the sealing body 203 is bordered with
a plasticized region W20. Further, the support part 212
is joined together by friction stirring at each of plasticized
regions W21 in the center part of the sealing body 203.
[0061] Next, a description will be given of a method of
manufacturing a liquid cooling jacket according to the
third embodiment. The method of manufacturing the liq-
uid cooling jacket includes a preparation step, a dispos-
ing step, a joining step and a removing step.
[0062] In the preparation step, the jacket body 202 and
the sealing body 203 are prepared as shown in FIG.11.
The method of manufacturing the jacket body 202 is not
particularly limited, however, is formed, for example, by
die casting or the like. The sealing body 203 has a slit
205 extending from the outer edge toward the center part
formed thereon.
[0063] In the disposing step, the sealing body 203 is
disposed on the jacket body 202 to define an overlapped
portion J20 and an abutment portion J21. In the disposing
step as shown in FIG.12, the sealing body 203 is dis-
posed on an end face 211a of the peripheral wall part
211 so that the end face 211a of the peripheral wall part
211 and a rear face 203b of the sealing body 203 are
overlapped with each other. Thereby, the overlapped
portion J20 is defined along a peripheral edge of the seal-
ing body 203. Further, each of the projecting parts 214
are inserted into each of the holes 204 to define the abut-
ment portion J21 in which the outer peripheral surface of
each of the projecting parts 214 is abutted on the wall of
each of the holes 204. Furthermore, the jacket body 202
and the sealing body 203 are immovably fixed on a table
with a fixing tool such as a clamp.
[0064] The joining step as shown in FIG.13 to FIG.16
includes the first joining step and the second joining step
by a joining rotary tool (rotary tool) F. Either of the first
joining step or the second joining step may be performed
first. In the present embodiment, the second joining step
is performed first.
[0065] In the second joining step as shown in FIG.13
and FIG.14, the abutment portion J21 is joined together
by friction stirring with the joining rotary tool F. The joining
rotary tool F is composed of a connection portion F1 and
a stirring pin F2. The stirring pin F2 has a spiral groove
engraved on an outer circumferential surface thereof. In
the present embodiment, as the joining rotary tool F is
rotated counterclockwise, the spiral groove is formed
clockwise from the base end toward the distal end. This
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makes it possible to reduce the amount of the metal to
be spilled out of the metal members to be joined (the
jacket body 202 and the sealing body 203).
[0066] In the second joining step, the joining rotary tool
F being rotated is moved along a circumference of the
abutment portion J21 to join the abutment portion J21.
As shown in FIG.14, the insertion depth of the joining
rotary tool F may be set to such a degree as not to reach
the end face 212a of the support part 212. In the present
embodiment, with the stirring pin F2 being in contact with
the end face 212a of the support part 212, the overlapped
portion defined by the end face 212a and the rear face
203b of the support part 203 is also joined together by
friction stirring.
[0067] The first joining step as shown in FIG.15 in-
cludes inserting the stirring pin F2 of the joining rotary
tool F being rotated counterclockwise into a starting po-
sition Sp set on a front surface 203a of the sealing body
203, and moving the joining rotary tool F. In the present
embodiment, as the joining rotary tool F is rotated coun-
terclockwise, the spiral groove of the stirring pin F2 is
formed clockwise from the base end toward the distal
end. The plasticized region W20 is formed along a path
on which the joining rotary tool F was moved. The joining
step includes moving the joining rotary tool F so that the
plasticized region W20 can form a closed loop having a
rectangular shape in planar view. Though the joining ro-
tary tool F may be moved either clockwise or counter-
clockwise, and in the present embodiment, the joining
rotary tool F is set to be rotated clockwise with respect
to the sealing body 203. In this case, it is preferable to
set the path in such a way that the plasticized region W20
passes on an inner end of the slit 205.
[0068] In the first joining step as shown in FIG.16, fric-
tion stir joining is performed with the connection portion
F1 not being in contact with the sealing body 203, in other
words, with the base end of the stirring pin F2 being ex-
posed. The insertion depth of the joining rotary tool F
may be set as appropriate. In the present embodiment,
the friction stirring joining is performed in such a way that
the stirring pin F2 reaches the peripheral wall part 211,
in other words, with the stirring pin F2 being in contact
with the sealing body 203 and the peripheral wall part
211.
[0069] Note that, in a case where the stirring pin F2
doesn’t reach the peripheral wall part 211, in other words,
where the stirring pin F2 is contacted with only the sealing
body 203, the overlapped portion J20 is plasticized and
fluidized by frictional heat generated between the sealing
body 203 and the stirring pin F2, to be joined.
[0070] In the present embodiment, a movement direc-
tion and a rotation direction of the joining rotary tool F
are set in such a way that a shear side (an advancing
side on which a moving speed of the rotary tool is added
to a tangential speed on the circumference of the rotary
tool) of the joining rotary tool F is located on an inner side
of the sealing body 203. The rotation direction and the
movement direction of the joining rotary tool F are not

limited to those mentioned above, and may be set as
appropriate.
[0071] For example, in a case where the rotational
speed of the joining rotary tool F is low, a temperature of
the plasticized and fluidized material tends to increase
more on the shear side than on a flow side (retreating
side on which the moving speed of the rotary tool is sub-
tracted from the tangential speed on the circumference
of the rotary tool) of the plasticized region W20, so that
a recess is formed on the shear side in the plasticized
region W20. As a result, burrs V tend to be formed more
on the shear side outside the plasticized region W20. On
the other hand, for example, in a case where the rota-
tional speed of the joining rotary tool F is high, though
the temperature of the plasticized and fluidized material
increases more on the shear side, for the high rotational
speed, the recess is formed on the flow side in the plas-
ticized region W20. As a result, the burrs V tend to be
formed more on the flow side outside the plasticized re-
gion W20.
[0072] In the present embodiment, since the rotational
speed of the joining rotary tool F is set high, as shown in
FIG.17, a recess D tends to be formed on the flow side
in the plasticized region W20, and the burrs V tend to be
formed more outside the plasticized region W20 on the
flow side. The recess D is a region that is bored deeper
in the plasticized region W20. Further, the rotational
speed of the joining rotary tool F is set high, so that the
moving speed (feeding speed) of the joining rotary tool
F can be increased. This can shorten a joining cycle.
[0073] It depends on a joining condition which side in
the movement direction of the joining rotary tool F the
burrs V are formed at the time of the first joining step.
The joining condition is determined by each element of
the rotational speed, the rotation direction, and moving
speed (feeding speed) of the joining rotary tool F, an in-
clination angle (taper angle) of the stirring pin F2, mate-
rials for the jacket body 202 and the sealing body 203,
and a thickness of the sealing body 203 or the like, and
a combination of these elements. If the side on which the
burrs V are formed or the side on which the burrs V are
formed more is set so as to be an outer edge side of the
sealing body 203 according to the joining condition, the
recess D formed in the plasticized region W20 also tends
to be formed at an outer side on the sealing body 203 to
preferably facilitate the removing step mentioned below.
[0074] In the first joining step, the joining rotary tool F
is moved round, and the joining rotary tool F is removed
from the plasticized region W20. In the joining step, the
starting end of the plasticized region W20 is set to be
overlapped with the terminal end of the plasticized region
W20.
[0075] In the removing step as shown in FIG.17, a sur-
plus piece part 225 that is part of the sealing body 203
is removed. The surplus piece part 225 is a part that is
removed in the sealing body 203 with the plasticized re-
gion W20 as a boundary. In the present embodiment, the
part outside the recess D formed in the sealing body 203
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is defined as the surplus piece part 225.
[0076] In the removing step, with the slit 205 (see FIG.
15) as a starting point, an end part of the surplus piece
part 225 is turned up and folded to be removed. Thereby,
the peripheral edge part of the sealing body 203 is bor-
dered with the plasticized region W20. In the removing
step, the surplus piece part 225 may be folded by a de-
vice. In the present embodiment, the surplus piece part
225 is folded by hand to be removed. The liquid cooling
jacket 201 as shown in FIG.9 is thus manufactured.
[0077] According to the method of manufacturing the
liquid cooling jacket and the liquid cooling jacket 201 as
explained above, each of the projecting parts 214 of the
support part 212 is inserted into each of the holes 204 of
the sealing body 203 so that the sealing body 203 is easily
positioned relative to the jacket body 202. Further, the
jacket body 202 and the sealing body 203 are joined to-
gether by friction stirring so that water-tightness and air-
tightness can be enhanced.
[0078] The joining condition is set in such a way that
the burrs V are formed at the outer side on the sealing
body 203 as in the joining step according to the present
embodiment, so that the burrs V formed by friction stir
joining can be removed easily together with the surplus
piece part 225.
[0079] Further, according to the present embodiment
as shown in FIG.17, the recess D is formed in the plas-
ticized region 20 and at an outer side with respect to a
joining center line C (an outer side in the sealing body
203). Furthermore, the burrs V are formed outside the
plasticized region W20 and at the outer side with respect
to the joining center line C, so that the burrs V can be
removed efficiently with the surplus piece part 225.
Thereby, the surplus piece part 225 to be removed can
be made narrow, and a large part of the joint (plasticized
region W20) can remain, so that a joining strength can
be enhanced. Additionally, the surplus piece part 225
can be folded easily due to the recess D, while the joint
(plasticized region W20) can be cleanly finished without
an additional burr removing operation.
[0080] In the first joining step, friction stir joining is per-
formed either by moving the stirring pin F2 along the over-
lapped portion J20 with only the stirring pin F2 being in
contact with the peripheral wall part 211 and the sealing
body 203, or by moving the stirring pin F2 along the over-
lapped portion J20 with only the stirring pin F2 being in
contact with only the sealing body 203. Accordingly, the
overlapped portion J20 located at deep positions can be
joined without a large load exerted on the friction stirring
device. Further, in the second joining step, friction stirring
is performed by moving the stirring pin F2 along the abut-
ment portion J21 with only the stirring pin F2 being in
contact with each of the projecting parts 214 and the seal-
ing body 203. Accordingly, the abutment portion J21 can
be joined up to a deep position without a large load ex-
erted on the friction stirring device.
[0081] In the first joining step, friction stir joining is per-
formed either with only the stirring pin F2 being in contact

with the peripheral wall part 211 and the sealing body
203 or with only the stirring pin F2 being in contact with
only the sealing body 203. Accordingly, a width of each
of the plasticized regions W can be made narrower com-
pared to a case where the shoulder portion is pressed
into the sealing body 203. This prevents the plasticized
and fluidized material from flowing into the hollow section
of the liquid cooling jacket 201 without increasing a width
of the peripheral wall part 211. Further, in the second
joining step, since only the stirring pin F2 is inserted into
the abutment portion J21, each of the plasticized regions
W21 can be made narrower compared to a case where
the shoulder portion is pressed into each of the projecting
parts 214 and the sealing body 203. This prevents the
plasticized and fluidized material from flowing into the
hollow section of the liquid cooling jacket 201 without
increasing a width of the support part 212. This can en-
hance design flexibility of the jacket body 202 (the support
part 212).
[0082] The third embodiment of the present invention
has been explained as above, but the design thereof may
be modified as appropriate without departing from the
spirit of the present invention. For example, the method
preferably includes a provisional joining step of perform-
ing provisional joining on at least either of the overlapped
portion J20 and the abutment portion J21, prior to the
joining step. The provisional joining step may be per-
formed by welding or friction stirring with the rotary tool.
Thereby, it is possible to prevent gaps in the overlapped
portion J20 from being generated in the first joining step.

[Fourth Embodiment]

[0083] A Detailed description will be given of a liquid
cooling jacket and a method of manufacturing a liquid
cooling jacket according to a fourth embodiment of the
present invention with reference to the drawings. As
shown in FIG.18, a liquid cooling jacket 301 according
to the present embodiment is composed of a jacket body
302 and a sealing body 303. The liquid cooling jacket
301 is an apparatus that allows fluid to flow thereinto to
exchange heat with a heat-generating element (not
shown) installed in the liquid cooling jacket 301.
[0084] The jacket body 302 is configured to include a
bottom part 310, a peripheral wall part 311, and a support
part 312 as shown in FIG.19. The jacket body 302 has a
box-shaped body of which an upper part is open. The
jacket body 302 is formed of aluminum alloy in the present
embodiment. A material for the jacket body 302 is suitably
selected from among metals, for example, aluminum,
aluminum alloy, copper, copper alloy, titanium, titanium
alloy, magnesium, magnesium alloy or the like, which
can be stirred by friction. The bottom part 310 has the
form of a rectangular plate in planar view. The peripheral
wall part 311 is erected on the peripheral edge of the
bottom part 310, and has the form of a rectangular frame
in planar view. The bottom part 310 and the peripheral
wall part 311 define recesses 313 therein.
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[0085] The peripheral wall part 311 has a stepped por-
tion 315 formed on an inner peripheral edge thereof. The
stepped portion 315 is composed of a stepped bottom
surface 315a and a stepped side surface 315b rising from
the stepped bottom surface 315a. The stepped bottom
surface 315a is formed at a position below by one step
from an end face 311a of the peripheral wall part 311
[0086] As shown in FIG.20, the support part 312 is
formed continuously to one wall part of the peripheral
wall part 311, and is separated from the other wall part
facing the one wall part. An end face 312a of the support
part 312 and a stepped bottom surface 315a are flush
with each other. The support part 312 has projecting parts
314 formed on the end face 312a thereof. The height of
each of the projecting parts 314 is substantially equal to
the thickness of the sealing body 303. The shape of each
of the projecting parts 314 is not particularly limited, and
in the present embodiment, has a columnar shape. Fur-
ther, the number of the projecting parts 314 is not partic-
ularly limited. In the present embodiment, three project-
ing parts 314 are formed.
[0087] The sealing body 303 is a plate member of a
rectangular form, which seals the opening of the jacket
body 302 as shown in FIG.18 and FIG.19. The sealing
body 303 has such a size as to be disposed on the
stepped portion 315 with no gap. The sealing body is
formed of the same metal material as that of the jacket
body 302. The thickness of the sealing body 303 is equal
to the height of the stepped side surface 315b. The seal-
ing body 303 has each of holes 324 formed at a position
corresponding to a position of each of the projecting parts
314. Each of the holes 324 has such a size that each of
the projecting parts 314 is inserted thereinto with no gap.
[0088] Next, a description will be given of the method
of manufacturing the liquid cooling jacket according to
the present embodiment. The method of manufacturing
the liquid cooling jacket includes a preparation step, a
sealing body disposing step, an auxiliary member dis-
posing step, a joining step, and a removing step.
[0089] In the preparation step, the jacket body 302 and
the sealing body 303 are prepared as shown in FIG.20.
The jacket body 302 is prepared, for example, by die
casting.
[0090] In the sealing body disposing step, the sealing
body 303 is disposed on the jacket body 302 to define a
first abutment portion J30 and second abutment portions
J31. As shown in Fig.21, in the sealing body disposing
step, the sealing body 303 is disposed on the stepped
bottom surface 315a of the peripheral wall part 311.
Thereby, a side surface 303c of the sealing body 303 is
abutted on a stepped side surface 315b to define the first
abutment portion J30. Further, each of the projecting
parts 314 is inserted into each of the holes 324, and as
a result, an outer peripheral surface of each of the pro-
jecting parts 314 is abutted on a wall of each of the holes
324 to define the second abutment portions J31.
[0091] In the auxiliary member disposing step, an aux-
iliary member 306 is disposed along the first abutment

portion J30 as shown in FIG.22. The auxiliary member
306 is a plate member having the form of a rectangular
frame in planar view. A material for the auxiliary member
306 may be metal which can be stirred by friction. In the
present embodiment, the auxiliary member 306 is formed
of the same material as that for the jacket body 302 and
the sealing body 303. The auxiliary member 306 has a
size such that an inner peripheral surface 306d (see Fig.
26) thereof is in line with the first abutment portion J30.
The thickness of the auxiliary member 306 may be set
as appropriate to such a degree that the plasticized re-
gion W30 is not short of metal in the first joining step
described as below.
[0092] Further, in the present embodiment, the posi-
tion of the inner peripheral surface 306d of the auxiliary
member 306 and the position of the first abutment portion
J30 are set to overlap with each other, however, the inner
peripheral surface 306d may be positioned either at an
inner side or at an outer side of the first abutment portion
J30. The position of the inner peripheral surface 306d of
the auxiliary member 306 is preferably set to such a de-
gree that the plasticized region W30 is not short of metal,
and that the auxiliary member 306 doesn’t remain on the
peripheral wall part 311 in the removing step described
below.
[0093] The auxiliary part 306 has a slip 307 formed
continuously in the width direction. Further, the jacket
body 302, the sealing body 303, and the auxiliary member
306 are immovably fixed on a table with a fixing tool such
as a clamp.
[0094] The joining step includes a first joining step and
a second joining step with the joining rotary tool (rotary
tool) F as shown in FIG.23 to FIG.26. In the first joining
step, the abutment portion J30 is joined together by fric-
tion stirring. In the second joining step, each of the abut-
ment portions J31 is joined together by friction stirring.
Either of the first joining step or the second joining step
may be performed first. In the present embodiment, the
second joining step is performed first.
[0095] In the second joining step as shown in FIG.23
and FIG.24, the joining rotary tool F being rotated is
moved along each of the circumferences of the abutment
portions J31 to join each of the abutment portions J31.
The joining rotary tool F is composed of the connection
portion F1 and the stirring pin F2. The stirring pin F2 has
a spiral groove engraved on an outer circumferential sur-
face thereof. In the present embodiment, as the joining
rotary tool F is rotated clockwise, the spiral groove is
formed counterclockwise from the base end toward the
distal end. This makes it possible to reduce the amount
of metal to be spilled out of the metal members to be
joined (the jacket body 302, the sealing body 303 and
the auxiliary member 306).
[0096] In the second joining step as shown in FIG.23
and FIG.24, each of the abutment portions J31 is joined
together by allowing the joining rotary tool F being rotated
along each of the circumferences of the abutment por-
tions J31. The insertion depth of the joining rotary tool F
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may be set to such a degree as not to reach the end face
312a of the support part 312. In the present embodiment,
with the stirring pin F2 being in contact with the end face
312a of the support part 312, the overlapped portion de-
fined by the end face 312a and the rear face 303b of the
sealing body 303 is joined together by friction stirring.
Plasticized regions W31 are formed through the second
joining step.
[0097] In the first joining step as shown in FIG.25 and
FIG.26, the stirring pin F2 of the joining rotary tool F being
rotated clockwise is inserted into a starting position Sp
set on the first abutment portion J30 to move the joining
rotary tool F in such a way as to trace the first abutment
portion J30. The plasticized region W30 is formed along
a path on which the joining rotary tool F was moved. In
the present embodiment, a part of plasticized region W30
is brought into contact with the slit 307. In the first joining
step, the joining rotary tool F is moved around the sealing
body 303 so that the plasticized region W30 can form a
closed loop. The joining rotary tool F may be moved either
clockwise or counterclockwise. In the present embodi-
ment, the joining rotary tool F is set to be rotated coun-
terclockwise relative to the sealing tool 303. In this case,
the inner peripheral surface 306d of the auxiliary member
306 is brought into contact with the stirring pin F2 so that
the peripheral wall part 311, the sealing body 303, and
the auxiliary member 306 are simultaneously joined to-
gether by friction stirring.
[0098] In the first joining step as shown in FIG.26, fric-
tion stir joining is performed with the connection portion
F1 being not in contact with the sealing body 303 and
the auxiliary member 306, in other words, with the base
end of the stirring pin F2 being exposed. The insertion
depth of the joining rotary tool F may be set as appropri-
ate. In the present embodiment, friction stir joining is per-
formed in such a way that the stirring pin F2 reaches the
stepped bottom surface 315a. Thereby, in addition to the
first abutment portion J30, the overlapped portion defined
by the stepped bottom surface 315a and the rear face
303b of the sealing body 303 are joined together by fric-
tion stirring.
[0099] In the present embodiment, the movement di-
rection and rotation direction of the joining rotary tool F
are set in such a way that the shear side (advancing side
on which the moving speed of the rotary tool is added to
the tangential speed on the circumference of the rotary
tool) of the joining rotary tool F is located on the inner
side of the sealing body 303. The rotation direction and
movement direction of the joining rotary tool F are not
limited to the above, but may be set as appropriate.
[0100] For example, in a case where the rotational
speed of the joining rotary tool F is low, the temperature
of the plasticized and fluidized material tends to increase
more on the shear side than on the flow side (retreating
side on which the moving speed of the rotary tool is sub-
tracted from the tangential speed on the circumference
of the rotary tool) of the plasticized region W30, so that
the recess is formed on the shear side in the plasticized

region W30. As a result, burrs V tend to be formed more
on the shear side outside the plasticized region W30. On
the other hand, for example, in a case where the rota-
tional speed of the joining rotary tool F is high, though
the temperature of the plasticized and fluidized material
increases more on the shear side, for the high rotational
speed, the recess is formed on the flow side in the plas-
ticized region W30. As a result, the burrs V tend to be
formed more on the flow side outside the plasticized re-
gion W30.
[0101] In the present embodiment, since the rotational
speed of the joining rotary tool F is set high, the burrs V
tend to be formed more on the flow side outside the plas-
ticized region W30 as shown in FIG.27. On the other
hand, in the present embodiment, since the auxiliary
member 306 is also joined together by friction stirring
simultaneously, the recess is not formed in the plasticized
region W30, preventing the shortage of metal in the plas-
ticized region W30. Further, the rotational speed of the
joining rotary tool F is set high so that the moving speed
(feeding speed) of the joining rotary tool F can be en-
hanced. Thereby, the joining cycle can be shortened.
[0102] It depends on a joining condition which side in
the movement direction of the joining rotary tool F the
burrs V are formed at the time of the first joining step.
The joining condition is determined by each element of
the rotational speed, the rotation direction, and the mov-
ing speed (feeding speed) of the joining rotary tool F, an
inclination angle (taper angle) of the stirring pin F2, ma-
terials for the jacket body 302 and the sealing body 303
and a thickness of the sealing body 303 or the like, and
combinations of these elements. If the side on which the
burrs V are formed or formed more is set to be located
on the side of the auxiliary member 306 according to the
joining condition, it is preferable that the removing step
described below can be easily performed.
[0103] In the first joining step, the joining rotary tool F
is moved round along the first abutment portion J30, and
then the joining rotary tool F is removed from the plasti-
cized region W30. In the first joining step, the starting
end is overlapped with the terminal end of the plasticized
region W30.
[0104] In the removing step as shown in FIG.27, the
auxiliary member 306 is removed. In the removing step,
with the slit 307 (see FIG.25) as a starting point, the end
part of the auxiliary member 306 is turned up and folded
to be removed. In the removing step, the auxiliary mem-
ber 306 may be folded by a device. In the present em-
bodiment, is folded by hand to be removed. The liquid
cooling jacket 301 as shown in FIG.18 and FIG.19 is thus
manufactured.
[0105] According to the method of manufacturing the
liquid cooling jacket and the liquid cooling jacket 301, it
is possible to easily position the sealing body 303 relative
to the jacket body 302 by inserting each of the projecting
parts 314 of the support part 312 into each of the holes
324 of the sealing body 303 respectively.
[0106] Further, according to the first joining step, since
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the auxiliary member 306 is joined together by friction
stirring in addition to the peripheral wall part 311 and the
sealing body 303, it is possible to prevent the shortage
of metal in the joint (the plasticized region W30). Further-
more, the joining condition is set such that the burrs are
formed on the auxiliary member 306 in the first joining
step, and the removing step of removing the auxiliary
member 306 on which the burrs V are formed is per-
formed, so that the burrs V can be removed easily. This
allows the joint (the plasticized region W30) to be cleanly
finished without an additional burr removing operation.
[0107] Additionally, friction stirring is performed with
only the stirring pin F2 being in contact with the peripheral
wall part 311, the sealing body 303, and the auxiliary
member 306, so that the first abutment portion J30 can
be joined together at deep positions by friction stirring
with less load being exerted on the friction stirring device
compared to the case in which the shoulder portion is
pressed on the metal members to be joined.
[0108] Here, in a case where the shoulder portion is
brought into contact with the peripheral wall part 311 and
the sealing body 303 as in the traditional way, a width of
the stepped bottom surface 315a is required to be set
wide so as not to allow the plasticized and fluidized ma-
terial to flow into the liquid cooling jacket 301. However,
as in the present embodiment, friction stirring is per-
formed with only the stirring pin F2 being in contact with
the peripheral wall part 311, the sealing body 303 and
the auxiliary member 306 so that the width of the plasti-
cized region W30 can be made narrow. Consequently,
the widths of the stepped bottom surface 315a and the
peripheral wall part 311 can be made narrow, resulting
in the enhancement of design flexibility.
[0109] In the second joining step, the support part 312
and the sealing body 303 are joined, so that the strength
of the liquid cooling jacket 301 can be enhanced. Here,
in a case where the shoulder portion is brought into con-
tact with each of the projecting parts 314 and the sealing
body 303 as in the traditional way, the width of the support
part 312 is required to be set wide so as not to allow the
plasticized and fluidized material to flow in the liquid cool-
ing jacket 301. However, as in the present embodiment,
the width of each of the plasticized regions W31 can be
made narrow by performing friction stirring with only the
stirring pin F2 being in contact with each of the projecting
parts 314 and the sealing body 303. Thereby, the width
of the support part 312 can be made narrow, resulting in
the enhancement of design flexibility.
[0110] FIG.28 is a cross-sectional view showing a first
variation of the fourth embodiment. As shown in FIG.28,
in the auxiliary member disposing step, the auxiliary
member 306A may be projected in such a way that an
inner peripheral surface 306d thereof is located on the
inner side than the first abutment portion J30. Disposing
the auxiliary member 306A in such a way reliably pre-
vents the shortage of metal in the plasticized region W30.
Further, the joining rotary tool F can be easily inserted
from the front face side of the auxiliary member 306A. It

is preferable that the auxiliary member 306A (the inner
peripheral surface 306d) is adjusted as appropriate so
as to prevent the shortage of metal in the whole of the
plasticized region W30, and, to prevent the auxiliary
member 306A from remaining on the peripheral wall part
311 after the removing step.
[0111] FIG.29 is a cross-sectional view showing a sec-
ond variation of the fourth embodiment. As shown in FIG.
29, friction stir joining may be performed with the joining
rotary tool F of which the center axis for rotation being
inclined inward (the center side of the jacket body 302)
in the first abutment portion. In other words, in the first
abutting step, the stirring pin F2 may be inserted into an
inner corner defined by the front surface 303a of the seal-
ing body 303 and the inner peripheral surface 306d of
the auxiliary member 306. This can allow the peripheral
wall part 311, the sealing body 303, and the auxiliary
member 306 to be easily joined together, and can prevent
more reliably the shortage of metal in the joint (the plas-
ticized region W30). Further, the stirring pin F2 is easily
inserted into the inner corner. Furthermore, in the second
variation of the fourth embodiment, the first joining step
may be performed with the joining rotary tool F mounted
on a robot arm which has a driving unit such as a spindle
unit provided on the tip thereof. Thereby, the central axis
for rotation of the joining rotary tool F can be easily in-
clined.
[0112] FIG.30 is a perspective view showing a third
variation of the fourth embodiment. As shown in FIG.30,
in the first joining step according to the third variation of
the fourth embodiment, friction stirring is performed with
only the stirring pin F2 being in contact with the peripheral
wall part 311 and the sealing body 303. As shown in the
third variation, in the first joining step, friction stirring may
be performed on the first abutment portion J30 with the
auxiliary member 306 being eliminated.
[0113] The embodiments and variations of the present
invention have been described as above, but can be mod-
ified without departing from the spirits of the present in-
vention. For example, it is preferable to include a provi-
sional joining step for performing provisional joining on
at least either of the first abutment portion J30 and the
second abutment portions J31, prior to the first and the
second joining steps. Thereby, it is possible to prevent
the gaps of the first abutment portion J30 from being gen-
erated at the time of the first joining step. The provisional
joining step may be performed by friction stir joining or
welding.

Reference Signs List

[0114]

1 first metal member
2 second metal member
10 projecting part
10a peripheral side face
11 hole

21 22 



EP 3 342 526 A1

13

5

10

15

20

25

30

35

40

45

50

55

11a hole wall
201 liquid cooling jacket
202 jacket body
203 sealing body
210 bottom part
211 peripheral wall part
211a end face
212 support part
212a end face
213 recess
214 projecting part
204 hole
301 liquid cooling jacket
302 jacket body
303 sealing body
310 bottom part
311 peripheral wall part
311a end face
312 support part
312a end face
313 recess
314 projecting part
324 hole
F rotary tool (Joining rotary tool)
F1 connection portion
F2 stirring pin F2
J1 abutment portion
J2 abutment portion
J20 overlapped portion
J21 abutment portion
J30 first abutment portion
J31 second abutment portions
W plasticized region
W20 plasticized region
W30 plasticized region
W31 plasticized region

Claims

1. A joining method comprising:

an abutting step of abutting an end face (212a)
of a first metal member (1) in a plate shape hav-
ing a projecting part (10) on the end face (212a)
on a rear face of a second metal member (2) in
a plate shape having a hole (11) that is bored
through the second metal member (2) in a thick-
ness direction and simultaneously inserting the
projecting part (10) into the hole (11); and
a friction stirring step of inserting a stirring pin
(F2) of a rotary tool (F) from a front face side
opposite to the rear face of the second metal
member (2) into an abutment portion (J1) de-
fined by a wall of the hole (11a) and an outer
peripheral surface (10a) of the projecting part
(10), and moving the rotary tool (F) along the
abutment portion (J1) to join the abutment por-

tion (J1) by friction stirring,
wherein in the friction stirring step, the abutment
portion (J1) is joined together by friction stirring
with only the stirring pin (F2) of the rotary tool
(F) being in contact with the first and the second
metal members (1), (2).

2. The joining method according to Claim 1,
wherein the first metal member (1) includes a plural-
ity of the projecting parts (10), and the second metal
member (2) includes a plurality of the holes (11) cor-
responding to each of the projecting parts (10); and
wherein in the friction stirring step, each of the abut-
ment portions (J21) is joined together by friction stir-
ring.

3. A method of manufacturing a liquid cooling jacket
(201) in which a jacket body (202) and a sealing body
(203) are joined together by friction stirring to form
a liquid cooling jacket (201) comprising:

a preparation step of forming the jacket body
(202) that includes a bottom part (210), a pe-
ripheral wall part (211) rising from a peripheral
edge of the bottom part (210) and a support part
(212) erected on the bottom part (210) and
formed with a projecting part (214) on an end
face (212a) thereof, and forming a sealing body
(203) that is formed with the hole (224) into which
the projecting part (214) is inserted and that
seals an opening of the jacket body (202);
a disposing step of disposing the sealing body
(203) on the jacket body (202) to form an over-
lapped portion (J20) in which an end face (211a)
of the peripheral wall part (211) and a rear face
of the sealing body (203) are overlapped with
each other, and to define an abutment portion
(J21) on which an outer peripheral surface (10a)
of the projecting part (214) and a wall of the hole
(11a) are abutted on each other; and
a joining step of moving a rotary tool (F) along
the overlapped portion (J20) and the abutment
portion (J21) to perform friction stirring,
wherein the rotary tool (F) has a stirring pin (F2)
of which a length is greater than a thickness of
the sealing body (203);
wherein the rotary tool (F) is moved along the
overlapped portion (J20) with only the stirring
pin (F2) of the rotary tool (F) being in contact
with both of the peripheral wall part (211) and
the sealing body (203) so as to join the over-
lapped portion (J20) by friction stirring, or the
rotary tool (F) is moved along the overlapped
portion (J20) with only the stirring pin (F2) of the
rotary tool (F) being in contact with only the seal-
ing body (203) so as to join the overlapped por-
tion (J20) by friction stirring; and
wherein the rotary tool (F) is moved along the
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abutment portion (J21) with only the stirring pin
(F2) of the rotary tool (F) being in contact with
both of the outer peripheral surface (10a) of the
projecting part (214) and the wall of the hole
(11a) so as to join the abutment portion (J21) by
friction stirring.

4. The method of manufacturing the liquid cooling jack-
et (201) according to Claim 3 further comprising:

wherein in the joining step, a joining condition is
set in such a way that burrs are formed at an
outer side on the sealing body (203); and
wherein the joining step includes a removing
step of removing a surplus piece part of the seal-
ing body (203) with the burrs with a recess 213
formed in a plasticized region (W20) as a bound-
ary.

5. The method of manufacturing the liquid cooling jack-
et (201) according to Claim 3 or Claim 4 further com-
prising:
a provisional joining step of performing provisional
joining on at least either of the overlapped portion
(J20) and the abutment portion (J21), prior to the
joining step.

6. A liquid cooling jacket (201) comprising:

a jacket body (202) that includes a bottom part
(210), a peripheral wall part (211) rising from a
peripheral edge of the bottom part (210) and a
support part (212) erected on the bottom part
(210) and formed with a projecting part (214) on
an end face (211a) thereof;
a sealing body (203) that is formed with the hole
(224) into which the projecting part (214) is in-
serted and that seals an opening of the jacket
body (202),
wherein an overlapped portion (J20) in which an
end face (211a) of the peripheral wall part (211)
and a rear face of the sealing body (203) are
overlapped with each other and an abutment
portion (J21) on which a projecting part (214) of
the support part (212) and a wall of the hole (224)
are abutted on each other, are respectively
joined together by friction stirring, and an outer
peripheral part of the sealing body (203) is bor-
dered with a plasticized region (W20) as a
boundary.

7. A method of manufacturing a liquid cooling jacket
(301) in which a jacket body (302) and a sealing body
(303) are joined together by friction stirring to form
the liquid cooling jacket (301) comprising:

a preparation step of forming a jacket body (302)
that includes a bottom part (310), a peripheral

wall part (311) rising from a peripheral edge of
the bottom part (310) a stepped bottom surface
formed at a position below by one step from an
end face (311a) of the peripheral wall part (311),
a stepped side surface rising from the stepped
bottom surface, and a support part (312) erected
on the bottom surface and formed with a pro-
jecting part (314) on an end face (311a) thereof,
and forming a sealing body (303) that is formed
with a hole (324) into which the projecting part
(314) is inserted and that seals an opening of
the jacket body (302);
a sealing body (303) disposing step of disposing
the sealing body (303) on the jacket body (302)
to abut the stepped side surface on a side sur-
face of the sealing body (303) to form an first
abutment portion (J30), and abutting an outer
peripheral surface (10a) of the projecting part
(314) on a wall of the hole (11a) to form a second
abutment portion (J31); and
a joining step of moving a rotary tool (F) along
the first abutment portion (J30) and the second
abutment portion (J31) to perform friction stir-
ring,
wherein the rotary tool (F) is moved along the
first abutment portion (J30) with only a stirring
pin (F2) of the rotary tool (F) being in contact
with both of the stepped side surface and the
side surface of the sealing body (303) to join the
first abutment portion (J30) by friction stirring;
and
wherein the rotary tool (F) is moved along the
second abutment portion (J31) with only the stir-
ring pin (F2) of the rotary tool (F) being in contact
with both of the outer peripheral surface (10a)
of the projecting part (314) and the wall of the
hole (11a) to join the second abutment portion
(J31) by friction stirring.

8. The method of manufacturing the liquid cooling jack-
et (301) according to Claim 7 further comprising:

an auxiliary member disposing step of disposing
an auxiliary member along the first abutment
portion (J30),
wherein in the joining step, the first abutment
portion (J30) is joined together by friction stirring
with only the stirring pin (F2) being in contact
with the peripheral wall part (311), the sealing
body (303) and the auxiliary member.

9. The method of manufacturing the liquid cooling jack-
et (201) according to Claim 8,
wherein in the joining step, a joining condition is set
in such a way that burrs are formed on the auxiliary
member;
and
wherein the joining step includes a removing step of
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removing the auxiliary member on which the burrs
are formed.

10. The method of manufacturing the liquid cooling jack-
et (301) according to Claim 8 or Claim 9,
wherein in the joining step, friction stir joining is per-
formed with the rotary tool (F) of which a central axis
for rotation being inclined toward an inside of the
jacket body (302).

11. The method of manufacturing the liquid cooling jack-
et (301) according to Claim 7 further comprising:
a provisional joining step of performing provisional
joining on at least either of the first abutment portion
(J30) and the second abutment portion (J31), prior
to the joining step.

12. A liquid cooling jacket (301) comprising:

a jacket body (302) that includes a bottom part
(310), a peripheral wall part (311) rising from a
peripheral edge of the bottom part (310), a
stepped bottom surface formed at a position be-
low by one step from an end face (312a) of the
peripheral wall part (311), a stepped side sur-
face rising from the stepped bottom surface, and
a support part (312) erected on the bottom part
(310) and formed with a projecting part (314) on
an end face (311a) thereof; and
a sealing body (303) that is formed with a hole
(324) into which the projecting part (314) is in-
serted and that seals an opening of the jacket
body (302),
wherein a first abutment portion (J30) on which
a stepped side surface and a side surface of the
sealing body (303) are abutted on each other
and a second abutment portion (J31) on which
an outer peripheral surface (10a) of the project-
ing part (314) and a wall of the hole (11a) are
abutted on each other, are joined together by
friction stirring, respectively.

27 28 



EP 3 342 526 A1

16



EP 3 342 526 A1

17



EP 3 342 526 A1

18



EP 3 342 526 A1

19



EP 3 342 526 A1

20



EP 3 342 526 A1

21



EP 3 342 526 A1

22



EP 3 342 526 A1

23



EP 3 342 526 A1

24



EP 3 342 526 A1

25



EP 3 342 526 A1

26



EP 3 342 526 A1

27



EP 3 342 526 A1

28



EP 3 342 526 A1

29



EP 3 342 526 A1

30



EP 3 342 526 A1

31



EP 3 342 526 A1

32



EP 3 342 526 A1

33



EP 3 342 526 A1

34



EP 3 342 526 A1

35

5

10

15

20

25

30

35

40

45

50

55



EP 3 342 526 A1

36

5

10

15

20

25

30

35

40

45

50

55



EP 3 342 526 A1

37

5

10

15

20

25

30

35

40

45

50

55



EP 3 342 526 A1

38

REFERENCES CITED IN THE DESCRIPTION

This list of references cited by the applicant is for the reader’s convenience only. It does not form part of the European
patent document. Even though great care has been taken in compiling the references, errors or omissions cannot be
excluded and the EPO disclaims all liability in this regard.

Patent documents cited in the description

• JP 3947271 B [0005]
• JP 4056587 B [0005]

• JP 2015131323 A [0005]


	bibliography
	abstract
	description
	claims
	drawings
	search report
	cited references

