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Surface Modification of Metallic Materials via Friction Stir Process
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Fig. 1 Schematic illustration of surface modification via friction stir process(FSP)
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Fig. 2 Typical optical macrostructure of a cross-
section perpendicular to a tool traverse
direction of cold-rolled and friction-stir-
processed 1050 aluminum alloy. Unprocessed
zone, friction stir processed zone, retreating
side and advancing side are labeled UZ,
SZ. RS and AS, respectively'®
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