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The Lap-Joint Characteristics of Friction Stir Welded Dissimilar Formed Aluminum

Alloys
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Variable Range
Tool Rotating Speed 1250~3600
(rpm)
Pin Inserting Depth 2.93-2.94
(nm)
Plate Travel Speed 127. 267. 507
(nm/min) ETe s

Table 1 FSW experimental conditions
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Fig.5 Hardness distribution in the condition
of 1600rpm and 267mm/min

Fig.3 Microstructures, 6061 upper sided, in
the condition of 3600rpm and 267mm/min
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Fig.4 Microstructures, 5052 upper sided, in
the condition of 3600rpm and 267mm/min



