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Research on weldability of dissimilar materials and formation of composite materials by friction stir welding

Shigeki KAKIUCHI, Takaaki SHIMIZU, Shogo TOMIDA, Kiyokazu HIMI

In this study, the weldability of Al with Mg alloys by FSW was investigated. As the tool plunging depth was increased, some defects
(cracks and cavities) occurring in the stir zone increased. On the other hand, the tensile load at plunging depth 3.1 mm was higher than

that of the 3.6 mm.
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