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Table 1 Chemical compositions and mechanical properties of 6061-T6 aluminum alloy
T BT (% v
bR PR (%) HUHIFRIE R,/MPa K5 4 (% )
Si Fe Cu Mn Mg Al
AAG6061-T6 0.4-0.8 0.7 0.15-0.40 0.15 0.8-1.2 Hgx 331 11.67
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Fig. 2 Welding surfaces of SSFSW joints
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Fig. 3 Macroscopic appearances of transverse sections
for SSFSW joints
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Fig. 4 Microstructures of SSFSW joints
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Fig. 5 Hardness distributions of SSFSW joints
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Fig. 6 Fracture locations of SSFSW joints
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Fig. 7 Typical SEM image of fracture surface for tensile
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