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The effects of FSW parameters on the joint properties of 6061 Al alloy
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Fig.1 Macrostructures near weld zone with

various welding speed
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Fig.2 Macrostructures near weld zone with
various tool rotation speed.
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Fig.4 Microstructures of weld zone with
various welding conditions.
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Fig.5 Hardness distribution near weld zone
with various tool rotation speed.
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