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Microstructure and Mechanical Properties
of Friction Stir Welded 5052 Aluminum Alloy

MMy BrESakr, A, BT, o1&
* ZM0E D ASIH-Adg)Islsd@
* SMMED FHATHSSR
1. M = OlA 3000 rpm JHXl BHEHAIH &GHRALCH S7
M2 ANHgCZ 51D, OlsYeEe 2
22032 OIAUHESESE S8 & oroigrar0f 4XG WE, = DIl ZolLE
HYIEMEE NS S 22 280010 A X AIZCH OlM, M&2A2 3°2 ot
g5tH, 2301712 B3 & AdlEHXS B
20l JlE =2z, 0l M=o st A3R0F gy
Sl ML UACH BHE, st M0k
HE2g 1Nd5lH 0l ME0 28 Z& 2 8F
Jlsoll &8t 200 AA IR SRt S
22, 0ldis FHSHM2 FEYHEEA
=852 ¢ A= Jlzs 89 oot Mg ad 2
RSS2 0180l DAZBEO OIEDUFHY A5052P-0, 2t G
(Friction Stir Welding; FSW)O0I Ct 30 30
Metd 2 AR0AE, e HYROIA & i
20| JIU"D U= 2R0sE30 0tFLEYE Fig. 1 Schematic illustration of the basic principle of
gHlg XNZot0, BExA0| FERSE40l 0/X the friction stir welding (FSW) in the present
= 92 ZASIRAT research. The friction-stir-welded zone, the

advancing side and the retreating side are labeled

SZ, AS and RS, respectively. And then, X, Zand Y
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Fig. 3 Optical micrographs of the cross-section
perpendicular to the tool traverse direction of the
friction-stir-welded specimen.
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Fig. 2 Appearances of the friction-stir-welded 3.3 JEMY EHE
specimens.
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Fig. 4 Tensile strength of the friction-stir-welded

specimens.
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