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Fig. 2 Microstructure of TMAZ and HAZ by optical

microscope.
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Fig. 3 Hardness profiles of the welding region;
effect of the tool rotation speed.

Table 2 Tensile properties of the FSW specimens
fabricated by 100mm/mim and 250~350RPM

| condition.
100mm/mim UTS [Mpa] YS [Mpa] ElL [%] Fracture
Fig. 1 Schematic illustration of FSW tool & specimen Ry - b o oy
position. 350RPM 586 401 26.2 BM
Table 1 FSW process condition and tool appearance. 02
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