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Friction stir spot welding of STS304
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Table 1. Chemical composition of Fe alloy
used in this study

Elements | C | Si | Mn | Ni | Cr | Fe

wt% 10.051] 0.55 | 1.08 | 8.06 | 18.27 | Bal.
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Fig. 1 External shape with pin insertion
depth after spot friction welding
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Fig. 2 Effect of pin insertion depth on
tensile shear fracture load
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