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A development of optimizing tools for friction stir welding with 2mm
aluminum alloy using milling machine
S.K.Jang,” L].Kim,” J.S.Park™"

ABSTRACT : This paper shows the possibility of performing the friction stir welding and
the development of optimizing tools for FSW with 2mm thick plate of aluminum alloys using
milling machine. This research can be reported on achieving above 90% of the tensile
strength in 1050 aluminum alloys friction stir welded in the room temperature. This welding
process is very simple, and does not require filler metal and weld pool shielding gas. FSW
process generates almost no heat distortion, which eliminates straightening of the workpiece.
It is currently attracting interest from different industries working with aluminum alloys.
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