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Table 1 Chemical compositions of Al-Si alloy and 6061-T4 sheet
R Cu Mg Si Fe Mn Zn Ti Cr Al
Al-Si 2%t 0.23 0.05 ~0.08 4.5~6.0 0.18 0.10 0.008 0.07 0.0001 N
6061-T4tbt 0.25 1.08 0. 60 0.32 0.04 0.001 0.045 0.189 i
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Schematic of continuous feeding friction stir
additive manufacturing process
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Fig. 4 Actual process of additive manufacturing and the
schematic of thermo-plasticized material flow.
(a) actual process; (b) flow behavior of materials
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Fig. 6 The cross-section of the additive manufacturing specimen and its interfacial morphology and microstructures

from the featured areas. (a) additive morphology; (b) interface A; (c) interface B; (d) interface C; (e) top section;

(f) middle section; (g) bottom section
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