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Bonding of Magnesium Alloys by Friction Stir Welding

Won-Bae Lee,Yun-Mo Yeon, Chang-Chae Shur and Seung-Boo Jung
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Fig. 1 General appearances and X-ray photo-
graphs of AZ91D FS Welds at constant tool
rotating speed, 1240rpm
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Fig. 2 Macrostructure of FSW (a)AZ31 (1500rpm-
1000mm/min) (bYAZ61 (1500rpm-200mm
/min) (¢)AZ91D (1000rpm-50mm/min)
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Fig. 3 Microstructure of cross section of FSW joint
at tool rotating speed 1750 rpm and travel
speed 50mm/min
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Fig. 4 Micro structure of FS Welds and Base
Metal (a)(b) AZ31 (c)(d) AZ61 (e)(f)
AZ91D

Travel speed{mm/min)
125 200

Tool rotating speed(pm)

Fig. 5 Effects of tool rotating speed and welding
speed on microstructure of SZ in AZ91D
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Fig. 6 Macro and microstructure of scross-section
of Thixomolded AZ91D FSW joint at
tool rotating speed 1240rpm and travel
speed 500mm/min
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Fig. 7 Hardness profile of Mg alloys at each tool
rotating speed and welding speed
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Fig. 11 Macrostructure of cross section of FS
Welds after transverse tensile test and
fracture surface at base metal
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Fig. 12 Comparison of absorbed energy of FS
Welded AZ31,AZ61.AZ91D Mg alloys and
GTAW joints
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