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Variation of axial load and joint strength with welding parameters

in friction stir spot welded 6XXX aluminum alloy
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Fig. 1. Micrographs of the cross-section of
friction stir spot welds made by the tool
on (a) 700rpm-15mm/min (b) 1600rpm-
15mm/min
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Fig. 2. Effect of plunge rate on TSL
for two rotational speeds.
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Fig. 3. Broken tensile shear test specimens
that are welded on (a) 700rpm
(b) 1600rpm
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Fig. 4. FSSW axial force-time plots for two
rotational speeds
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Fig. 5. FSSW axial force-time plots for different
plunge rates.
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Fig. 6. Effect of plunge rate on axial force
for two rotational speeds.
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