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Fig. 1 Fatigue test sample of 6005 aluminum alloy joint
after stationary shoulder friction stir welding
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Fig. 2 Upper surface of 6005 AA joint after stationary
shoulder friction stir welding
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Fig. 3 Stress-strain curves of 6005 aluminum alloys sam-
ples after stationary shoulder friction stir welding
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Fig. 4 Face and root bending test of 6005 AA joint after
stationary shoulder friction stir welding
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Fig. 5 Microstructure of 6005 AA joints after stationary
shoulder friction stir welding
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Fig. 6 S-N curves of 6005 aluminum alloys joint after sta-
tionary shoulder friction stir welding
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Fig. 7 Fatigue fractography of 6005 aluminum alloys joint after stationary shoulder friction stir welding
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