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The Joints Properties of Friction Stir Welded 5052Al Alloy.
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Table 1 Chemical composition of 5052Al

Al Mg| Cr | Fe |Mn |Mg |Cr |Zn
balance | 2.5(0.25/0.4 |0.1 |0.2 |0.15|0.1
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Table 2 FSW parameters

Parameters condition
Tool material SKD 11
Angle of tool 3°

800, 1600, 2500
127, 267, 567

Rotation speed
Welding speed
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Fig. 1. Optical microstructures of Friction
Stir Welded 5052 Al alloy (a) stir zone (b)
TMAZ at advancing zone (c) HAZ (d) Base
material.
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Fig. 2. The hardness profiles along the centerline
of the cross section with various rotation speed
under fixed 267 welding speed.
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Fig. 3. The hardness profiles along the centerline
of the cross section with various welding speed
under fixed 1600 rotation speed.
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