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Development and Application of Friction Stir Welding Technology
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Fig. 2 Concept of friction stir welding
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Fig. 3 Shape of tool for friction stir welding
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Fig. 6 Microstructure of a FSWed A356/6061 alumi
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Table 1 Mechanical Properties of various FSWed
aluminum alloy plates
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(Mpa) (Mpa) 7
147~150 298~300 15~18
5083 a137) (306 (22)
135~150 210~240 10~15
6061 (246) (11) (15)
303~322 473~481 10~12
7075 (510) (583) (13)
123 200 16
A36 1 oo7) (283) a0

() : Properties of matrix alloy
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