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Friction stir welding (FSW) as a solid state joining process is being known recently by many
industries due to its capability to reduce defects, energy efficient, and environment friendly
compared with conventional techniques. Specifically, FSW can be used to join high–
strength aluminum alloys like 7XXX and 2XXX which are hard to weld by conventional
fusion welding. In this review paper, the elementary principles of FSW, parameters, and the
effect of the FSW parameters on microstructure and mechanical properties are addressed.
Although this process has a lot of advantages compared with fusion techniques, however,
many problems still remain unsolved related to poor mechanical properties of weldment’s
heat affected zone (HAZ). In this regard, the impact of post weld heat treatment (PWHT)
on improvement of joint properties is addressed. Finally, appropriate parameters and factors
for achieving the best condition of the weld is discussed.
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Introduction
The friction stir welding method, termed FSW, is relatively a new
method that was invented by the TWI Institute in 1991 as a new solid
state welding method. This method was initially used for welding
of aluminum alloys that were not welded by traditional methods or
hardly welded. In fact, the difficulty in creating high‐strength and
high fatigue and fracture resistant welds in participation hardening
aluminum alloys by fusion welding processes was lead to FSW
method invention. Low distortion, no losing of alloying elements,
excellent metallurgical properties in the joint area and no need for
shielding gas are the advantages of friction stir welding.1

Principle of FWS process
In the process of FSW that is a solid‐state process,2–4 the connection
is done by rotating an unusable tool.5‐6 The steps in the process are
that at first a tool with a specific geometry consisting of a shoulder
and pin enters the connection’s gap. As a result of the friction caused
by the rotation of the tool in materials, heat and plastic deformation
are generated. When the tool has plunged into the material with a
certain depth (usually shoulder is tangent to the surface), then the tool
begins to transverse movement. The movement of the tool as well
as the heat generated by the friction, cause filling of the joint gap.6
Figure 1 shows the scheme of the FSW process.7 The area of the
tool’s effect which during the welding on the back of the tool remains
as a strip on the surface of the work piece is called the footprint of
the tool. To the point that the angular velocity of the tool is in the
same direction relation with the welding speed, it is said progressive
side and to the joint point where the two speeds are in the opposite
direction, it is called the re‐process side. In fact, the two sides of a
bond are different in terms of the experience of thermo mechanical
phenomena and everywhere in the cross‐sectional examination of
the FSW from the cross‐section of these types of welds, the above
areas should be specified.8 In the FSW process, there are two types
of rotation and traverse movements of tool. The rotation movement
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of the tool causes heat and severe deformation in the material, and
the movement of the tool also causes the material to move from the
front of the tool to the back and make the connection. The operation
of “turbulence” creates different areas. The first attempt to categorize
different areas of the microstructure of FSW was done in 1997 by
Threadgill.9 Generally, in this process, three different regions are
created. In the welding of a formed alloy these areas are including
stir zone (SZ), thermo mechanically affected zone (TMAZ) and heat
affected zone (HAZ).9–10 Figure 2 shows the different areas created in
the FSW process.11 Due to the small microstructure sensitivity to the
thermal changes, the heat affected zone is not seen during connecting
them.12 The stir zone contains areas of weld metal, where the dynamic
recrystallization phenomenon occurs completely in those areas. The
dimensions of this area are larger than the dimensions of the pin used
in welding. In the TMAZ a slight plastic deformation and sometimes
with heat effects occurs. Sometimes, in aluminum alloys, important
plastic strains occur in this zone without recrystallization.13

Figure 1 Operating basics of the FSW welding process.7
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Figure 2 Different created areas in aluminum FSW bonding.11

Different areas in microstructure after FSW
Welding zone
The material in the welding zone is exposed to heat and severe
deformation. The maximum temperature in the FSW process occurs
in this zone. Depending on the welding variables, the maximum
temperature about 6061 alloy and 7075 alloy respectively is 400
°C and 480 °C.14,16 Due to the high deformation and relatively high
temperature, a dynamic recrystallization is performed in the welding
zone, which modifies the microstructure of this region that result in
creating a grain size structure between 2 and 10 micrometers.15,17 As a
result of the FSW process, the welding zone is seen as a ring structure,
such as onion rings (Figure 3).18,19 The cooling rate in the welding
zone makes only stable phases grow and prevents making additional
phases. Another point is that in this region the crystallization process
changes from homogeneous to non‐homogeneous state, which occurs
due to accidental crystallization of sediments on dislocations.17,20

Figure 4 a) Optical microscope image of TMAZ, b) The TEM image of TMAZ
shows the high density of dislocations, c) TEM image of the sedimentary
particles growth in TMAZ.19

Heat affected zone (HAZ)
After TMAZ, there is a heat affected zone. This area is only affected
by the thermal cycle, but plastic deformation does not occur. Mahoney
et al.25 have characterized HAZ in heat treatable aluminum alloys,
that materials should experience a temperature of more than 250°C
in HAZ. The heat affected zone maintains a grain structure similar to
that of base metals. In any case, the application of temperatures above
250 °C will have an important effect on the structure of sediments.
The reports of Azimzadegan et al.26 showed that if the input heat to
the HAZ is low, or the ratio of the rotational speeds to the progressive
speed is low, the boundary between the sediments and the matrix in
this zone becomes almost rough. Figure 5 shows the effect of high
and low ratios of the rotational speeds to the progressive speed on the
HAZ microstructure.

Figure 3 a) 2024‐T351 alloy’s welding zone affected from welding with
rotational speed of 1200 rpm and forward speed of 300 mm/min.18 b) 7075‐T6
alloy’s welding zone affected from welding with rotation speed of 1200 rpm
and traverse speed of 10 mm/min.19

The thermo mechanical affected zone (TMAZ)
The unique feature of the FSW process is creation of an area
between the weld region and the base metal called the area affected by
mechanical operations. This area experiences the plastic deformation
and heat together. Highly deformed structure with more elongated
grains of the base metal under upward flow pattern around the weld
zone is one of the TMAZ features.13,21–23 This region such as weld zone
is not subjected to plastic deformation, so recrystallization, due to lack
of plastic strain, does not occur. However, in a few cases have been
reported that in this area dynamic recrystallization phenomenon is
partially occurs.22,24 Figure 4(a) shows the severe distortion of grains
in TMAZ. Feng and his colleagues19 have found that the grains have
high density of dislocations that are accompanied by an extensive
lattice of fine grains in TMAZ (Figure 4(b)). Based on the results of
Feng and his colleagues’ studies, Sedimentary particles of the second
phase often grow in the grains or in the grain boundaries of TMAZ
due to the heat generated by the FSW process (Figure 4(c)).

Figure 5 SEM image of HAZ with two different ratio of the rotational speed
to the progressive speed: a) Rotational speed: 1300 rpm and progressive
speed: 40 mm/min, b) Rotational speed: 1000 rpm and progressive speed: 80
mm/min.26

Effective variables in FSW process
The FSW process is a solid state welding method that is
accompanied by complicated material movement and severe plastic
deformation. The welding variables, tool geometry, and joint design
have a great influence on the heat distribution, materials flow pattern,
formed structure, and quality of the materials connection.27 FSW
welding variables are as follows: Tool’s rotation speed ( ω ), traverse
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speed (v), Applied pressure (P), thickness of work piece (t), pin
profile, angle of deviation, pin height, pin direction, blockage and
inhibitor forces.28,29

Rotation speed
Rotational speed is a very important parameter, which plays a
crucial character on the material flow and heat generation, thereby
manipulating the microstructures and mechanical properties of
joint.30–31 Thus, control of rotational speed during welding has become
a critical matter for sound weld. As the tool rotation speed increases,
the possibility of mixing the deformed materials in the weld zone
will increase, which is considered a positive variable. However, with
increasing pin rotation speed the speed of the shoulder increases too,
which will cause more heat in the jointing area, because about 95% of
the total heat generated by the shoulder. Also, with increasing rotation
speed, the amount of generated heat is increased and the size of the
pieces taken from the material entering the matrix is increased. This
reduces the strength of weld metal. On the other hand, increasing the
rotation speed causes porosity at the welding surface, which leads
to an imperfection in the weld metal. At low rotation speeds, the
thickness of the intermetallic structure will be reduced. However, due
to the decrease in the rotation and its passing through a minimum
state speed, due to a decrease in friction energy, a proper connection
will not be made.32 The results of Kundu et al.,33 showed that high
tool rotational speed produce smooth welding as compared to low tool
rotational speed. Schneider et al.,34 showed that the rotational speed
has a noteworthy effect on the shape of weld zone and joint strength.
Moshwan et al.,35 showed the if the rotational speed be 3000 rpm,
then all welds between AA 5052–O plates will be sound welded joints
with smooth surface appearances. Also, Thangarasu et al.,36 showed
that higher rotational speed provided homogenous distribution of TiC
particles in the AA6082 matrix while lower rotational speed caused
poor distribution of TiC particles in the surface composite.
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Tool design
Tool design is the most effective variable in the FSW welding.41
Friction variables, plastic flow of materials, welding ductility pattern,
welding zone size, welding speed, tool strength, and heat transfer rate
and working temperature are control by tool geometry.42–43 Figure 6(a)
shows a schematic of FSW welding tool. As can be seen, welding tool
consists of two parts shoulder and pins. Shoulder and pin, depending
on the application, have different shapes. In general, the shoulder is
used in a flat shape and the pin is used in the form of a truncated
cone with thread (Figure 6 (b)). But for special occasions, by creating
threads on the surface of the shoulder and making the surface concave,
it prevents the plastic materials being pulled out of the shoulder to
around of the weld area and creating a flash.43 The contact and friction
between the shoulder and the work piece create the greatest heat. The
proportion of pin to shoulder size is very important in generating heat
and the design of bulges and symptoms does not have a significant
effect on them.42 Investigations by Perk et al.,44 showed that, with
increasing shoulder diameter (SD) and welding pitch (WP) the heat
input to the binding zone is increased, and in this case, cooling rate
decreases, which results in increased grain size in the TMAZ region.

Traverse speed
As the traverse speed progresses, the heat transfer rate decreases
between the weld zone and the work piece. Therefore, the effect of the
welding process will be observed in the smaller region of the welding
edges. On the other hand, by increasing traverse speed, the process
speed will increase and distortion will reduce. Also, with increasing
traverse speed, the temperature gradient generated in different weld
zones will decrease. When the traverse speed is changed, it should
be noted that the traverse speed changes must be accompanied by
changes in the rotation speed. Otherwise defects, such as cavity and
porosity, are formed in the weld zone. For each traverse speed, there is
a particular rotation speed that generates flawless welding. This is the
basis of the formation of high‐speed FSW welding.32,37 Nansaarng &
Chaivanich38 examined the effects of various welding variables on the
mechanical and microstructural properties of the Al1100 and Al6063
alloys connection. Their results show that different rotation speeds
result in leading to achieve different hardness, while the traverse
speed does not effect on the stiffness and hardness of the connection.
The results of Hema et al.,39 Showed that the effects of traverse speed
on the mechanical properties of the joint, such as hardness and tensile
strength, is greater than the rotational speed. Giraud et al.40 showed
that when the traverse speed increases, the interface between both
base metals (AA7020‐T651 and AA6060‐T6) becomes disrupted
on the cross weld direction but it becomes cyclical on the welding
direction.

Figure 6 a) The image of FSW welding tool, b) An example of a common tool
used in the FSW process.7,43

In the design of the shoulders, by creating a groove on the surface of
shoulder or changing its cross‐section, it may reduce the heat loss from
the work piece surface. This work makes it possible to create a better
welding by applying a higher vertical force on the tool. Reduction in
the diameter of the pin, the amount of tool’s wear will increase and
the connection will be inappropriate. On the other hand, the increase
in pin diameter has no effect. The approximate diameter of the pin is
about the thickness of the sheet. The type of tool used in this welding
method should be such that it can withstand high temperatures.45 In
the FSW method, W, Mo, tungsten carbide and PBCN alloy tools are
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used.19 The type of the using tool will be selected based on the type of
material to be connected. The tools used for aluminum alloys are more
likely to be selected from the H13 tool steel.19,46

Microstructural studies
Researchers have concluded that the FSW welding variables, the
tool design, and the alloy have a direct effect on the morphology
and structure of grains and sediments.47 The distribution of intense
plastic deformation and creating high temperature in the stir zone
during the FSW process leads to recrystallization, expansion of the
weld structure in the stir zone and the dissolution and expansion
of sediments inside and around the stir zone. The microstructure
generated by the FSW process is affected by various variables. The
change in the welding variables creates a different microstructure in
comparison with the previous one. By changing joint microstructure,
mechanical properties evolve too. Many researchers have investigated
microstructures of FSW.48,49 Somasekharan & Murr50 showed that
after the friction welding of the Al6061 alloy to the magnesium
alloys by moving from the Al6061 alloy metal base to the joint zone,
the size of the alloy grains significantly is decreased. Moreira and
his colleagues by investigating the microstructural behavior of the
Al6061 and Al6082 alloys’ joint concluded that due to the high strain
after plastic deformation, resulting from the friction welding of these
alloys, the joint zone was more susceptible for recrystallization than
other areas.51 Ahmed et al.,52 showed that the difference between the
structure of grains and the sediment in the matrix of two dissimilar
alloys has a major impact on the crystallization behavior and, therefore,
the final structure of the weld region. Mahoney25 and his colleagues
have shown that the difference between different weld zones is in
experiencing a certain temperature and plastic deformation, which
has a different microstructure and properties. HAZ is a region where
is only under the influence of temperature due to friction and, unlike
TMAZ, there is no plastic deformation there. These results indicate
the importance of the effect of the speed ratio on the microstructure
and the final properties of the aluminum alloys FSW joint. It is well
accepted that the dynamic recrystallization during the FSW process
produces fine grains in the weld zone. The welding parameters, tool
design, chemical composition of work piece, work piece temperature,
vertical pressure and cooling rate have a great influence on the size
of the recrystallized grains.2 Benavides and colleagues53 have done
a great deal of research on the effect of the work piece temperature
on the grain size in the 2024 alloy welding. They reported that if
the initial temperature of the work piece is reduced by using liquid
nitrogen from 30 to ‐30 °C, the grain size in the weld zone increases
in the upper regions and decreases with the distance from the weld
center in each side, which is completely due to temperature changes
in the connection area.14,53 Another study showed that in the Al2024‐
T6, Al5083‐O, and Al7075‐T6 alloys the maximum temperature in
the weld zone will increase by increasing in the rotation speed to
the traverse speed ratio.54 The investigation of aluminum alloys
microstructure has shown that in connection of these alloys, according
to selected parameters for welding, structural strengthening sediments
may be dissolved, grown and re‐deposited in the weld zone and a
combination of these mechanisms have been confirmed in previous
studies.15,27–28 The results of Bayazid et al.,55 showed that by increasing
rotation speed, when the other variables are constant, the average size
of the grain, in the weld zone, becomes smaller. It should be noted
that the grain size in the weld zone affects the joint tensile strength.27
But it has been pointed out that the rotation speed increasing causes
the heat to rise in the weld zone, which, due to the low dissolution
temperature of aluminum, causes the secondary phase particles to
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dissolve.46 They55 concluded that increasing the rotation speed to an
optimal value, due to grain size reduction in the weld zone, is useful.
However, its excessive increase, due to the increase in the input
heat, cause dissolution of secondary precipitation particles and has
devastating effects. In general, the separation of traverse speed and
rotation speed in the FSW welding process is not correct. Somewhat
with constant consideration of other variables, the metallurgical
and mechanical behavior of the connection can be predicted with
traverse speed variations. Also, Bayazid56 showed that with changes
in traverse speed, the slope of the weld zone boundary and TMAZ
also be changed. They found that the boundary between the weld
zone and the TMAZ region tends to get more slope when traverse
speed is reduced. However, the results of Gemme et al.,47 showed
that the traverse speed does not have much effect on the geometry
of the weld zone. Although their research results on the alloy 7075 at
various traverse speeds showed that the boundary between the weld
zone and the TMAZ zone was changed. In another study, Kumar57
examined the behavior of the FSW joint of some of the 7000 alloys.
Their results showed that the microstructure pattern in the bonding
region for non‐homogeneous 7000 group is very similar to onion
layers. Kumar’s results showed that the onion model of the weld zone
varies in different traverse speeds. Therefore, the mixing of matter in
the joining area depends on the traverse speed. Cavaliere et al.,58 have
investigated the behavior of the nonhomogeneous Al2024‐Al7075
connection by FSW. Figure 7 shows the image of the microstructure
of the weld zone, HAZ and TMAZ. According to the Figure 7 it is
obvious that in the weld zone the structure is shaped like ellipsoidal
onion layers. They have reported that type of the structure is the result
of the seeds crystallization in the weld zone.

Figure 7 The image of the microstructure of the weld zone, HAZ and TMAZ.58

Also, Azimzadegan et al.,26 investigated the effect of frictional
welding variables on the microstructure and mechanical properties
of Al7075‐T6 connection. They have examined the effect of the tool
rotation speed on the weld pool dimensions which is shown in Figure
8 Their results indicated that the weld zone is considerably becomes
widespread due to the acceleration of the rotation speed. Yutaka and
colleagues59 also have similar reports about increasing rotation speed
at 6063 alloy joints. Increase in the rotation speed, increases the input
heat to the joint surface, thereby makes the weld zone wider.
Singh et al.,60 investigated the effect of tool rotation and traverse
speed on the mechanical and metallurgical joint properties of FSW
AA6082‐T651 alloy. Their results showed that up to 35 mm/min
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traverse speed and 700 rpm rotation speed, no defect will be observed
at the junction, but as soon as the values exceeded from the specified
values, the defect will be observed at the junction. At 800 rpm rotation
speed and 35 mm/min traverse speed, the Pin Hole defect occurs
due to generation of heat or transmission of insufficient material in
a progressive side. Similarly, at a 40 mm/min traverse speed and
a rotation speed of 800 rpm, the crack and tunnel imperfections
are visible in the middle of the coupling cross‐section and on the
progressive side, which may be due to the massive movement of the
material from the lower surfaces to the upper one.

Figure 8 Effect of rotation speed on the weld pool dimensions in 40 mm/min
traverse speed, a) 1000, b) 1200, c) 1300, d) 1400 rpm.26
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variation in the Al7075 alloy is higher in comparison with the Al2024
alloy.64 Bayazid56 showed that with increasing the rotation speed from
800 to 1000 rpm, the hardness of the weld zone is increased. In their
explanation, they pointed out that, with increasing rotation speed, the
materials flow in the weld zone increases,59,65 it can be expected that
the amount of intense plastic deformation, in the weld zone, as the
rotation speed increases, cause decrease in grain size and the hardness
of this area increases. In this research, they have pointed out that the
reduction in hardness in HAZ is greater at rotation speed of 1,000
rpm. They reported that the cause of this phenomenon is excessive
produced heat due to the high rotation speed around the joint area, and
thus the increase in grain size and sediment particles in HAZ. Ren et
al.,22 also reported that increase in rotation speed, increases the grain
size and sediment particles in the HAZ. Meanwhile, Bayazid et al.,55
reported that reduction in the hardness of the weld zone because of an
increase in rotation speed from 1600 to 2000 rpm is due to dissolution
of secondary sediments in the weld zone. Gaafer et al.,65 reported that
in this case, the hardening phenomenon through secondary particles,
overcomes grain size reduction. In fact, the dissolution of the sediment
has a greater effect on the hardening of the weld zone, rather than the
reduction in the grain size due to the increase in the rotation speed,
which increases the hardness. Research55 shows that the rotation speed
and tensile strength of the heterogeneous connection of 6063‐7075
initially have a direct relation, but after a certain value, this relation
becomes an inverse one.
They have mentioned that excessive heat increase due to the high
friction, resulting from the increase in rotation speed after a certain
amount (1600 rpm), results in the dissolution of sediments66 and even
local melting in the weld zone29 and reduces the tensile properties of
the connection. Reports indicate that, with increasing rotation speed to
an optimum level, at a constant traverse speed, the tensile strength of
the joint increases (Figure 9).66 However, it should be noted that as the
rotation speed of the pin increases, the rotation speed of the shoulder
increases too; this will cause more heat in the joint area, because about
95% of the total heat, generated by the shoulder. Also, by increasing
rotation speed, the amount of generated heat increases and the size
of the cut pieces of the material entering the matrix, increases. This
reduces the strength of the weld metal. On the other hand, increase in
the rotation speed causes porosity at the welding surface, which leads
to the formation of imperfections inside the weld metal.56

Mechanical studies
A great deal of research has shown that mechanical properties,
including the hardness of the HAZ, and sometimes rarely the
hardness of the weld zone of FSW, are greatly reduced.61 For example,
Cavaliere’s and his colleague’s by study the area of the two FSW
cross‐section micro hardness of Al2024 and Al7075 alloys showed
that the hardness of the weld center is 150Hv and the hardness of both
sides of the joint after reaching the peak, distance 2mm from the weld
center, is decreased.58 The results of Al‐Badrawy and his colleagues6
on the weld cross‐sectional area of Al7075 alloy FSW showed that the
bond strength is reduced compared with the base metal. They attribute
this to refine the grain size62 of the alloy in junction zone. Khan et
al.,63 showed that lowest strength for dissimilar joint is primarily
due to non‐homogeneous movement of base materials consequent
to differences in mechanical and physical properties. Chao and
colleagues64 by studying the profile hardness, along the location of the
Al2024 and Al7075 alloys joint by the FSW, came to similar results
as Al‐Badrawy and his colleagues.6 They observed that the hardness

Figure 9 The effect of increasing the rotation speed on the tensile strength
of the 7075 alloy.66
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The report by El‐Danaf et al.,67 shows that as the traverse speed
increase, elongation percentage of 7075‐6063 joint decreases. Also,
the results of Palanivel et al.,68 show that with increasing traverse
speed in range of 50 to 75 mm/min, the similar joint tensile strength of
the 6351 and 5083 alloy, after reaching a maximum value, is reduced.
They found insufficient heating the reason of the reduction in the
joint tensile strength, after reaching the maximum value. It should
be noted that the position of similar sheets, in terms of traverse and
non‐traverse, is not important, but if sheets are dissimilar, this variable
is important.
Investigations of Cavaliere et al.,69 on connection of dissimilar
2024 and 6082 alloys showed that the bonding strength is higher when
the 2024 alloy (with higher strength) is on the traverse side. However,
the fatigue and tensile strength properties of the dissimilar joint of
6082‐ 2024 are the highest when the 6082 alloy is in traverse side.
Based on cross‐sectional images of a number of dissimilar joints of
6063‐7075, provided by Bayazid et al.,55 it can be concluded that when
the softer metal (6063) is placed on the non‐traverse side, the weld
zone achieves a screw structure (Whirlpool) that containing layers of
two 6063 and 7075 alloys. This type of screw structure is affected by
welding variables and threads on the surface of the pin.70 But when the
6063 alloy is on the traverse side (AS), there is no mixing between the
two alloys in the weld zone, and the boundary between the two alloys
is completely separable. They55 have reported that no fracturing of the
alloys surface oxides, at the interface boundary, by the tool, cause to
create such a connection. Surface oxides prevent the mixing of two
alloys due to high melting temperatures, such as an impenetrable
layer. It has been reported that in order to solve this problem, the tool
should be diverted to a very small amount (less than 1 to 2 mm) from
the joint line to the metal with greater strength.70‐73 Another studies74–75
also show that, for dissimilar connections, when the alloy with high
strength and hardness is on the traverse side, the tensile strength of the
joint is greater. Researchers70‐73 have pointed out that due to surface
oxides and strain problems that make material to have easier plastic
deformation, it is better that the material with higher strength and
hardness be placed on the traverse side.

Post weld heat treatment (PWHT)
The heat treatment after welding is one of the tasks that improve the
mechanical and microstructural properties of the joint. Cerri et al.,76–
77
examined the effect of heat treatment after welding on dissimilar
bonding of 2024 and 7075 alloys. Barcelona and colleagues78 by
studying the effect of heat treatment after welding on the 2024 and
7075 alloys’ bonding concluded that this operation can improve the
general properties of the FSW bonding. Their results showed that the
heat treatment after PWHT welding on the 7075 alloy joint causes a
more uniform distribution of sediment particles in different regions
(As shown in Figure 10). As shown in Figure 10, it is observed
that by performing heat treatment after welding, the distribution of
particles near the weld zone changes from curve state to a uniform
state. Mahoney et al.,79 showed that if the aging process is carried
out at a lower temperature, the tensile properties of joint in the 7075
alloy FSW change. Figure 11 shows the TEM image of the failure
zone of the joints with both the heat treatment and without the heat
treatment. Mahoney et al., have reported that sedimentary particles
of MgZn2 in two different sizes (15 to 40 nm and 30 to 40 nm) have
been seen in the TEM image of the failure zone of the joint that has
not been heat treated, (Figure 11(a)). All of the sediment particles they
have reported were of disc type with thickness of 10 nm. While the
aging heat treatment after welding for 24 hours at 121°C, increases the
particle size to a range of 50 to 75 nm.

Figure 10 Distribution of sedimentary particles in different joint zones,
before and after heat treatment (PWHT). 78

Figure 11 TEM dark field image of sedimentary particles (MgZn2) fracture
area; a) without heat treatment; b) with aging heat treatment.79

Grain growth in the weld zone, which is highly vulnerable, is one
of the things that occur after the heat treatment. Krishnan80 showed
that the heat treatment after welding (dissolving for 1 hour at 540 °C
and aging at 175 °C for 8 hours), as shown in Figure 12 & Figure 13,
not only caused abnormal grain growth in the weld zone, also cause
increase in the grain boundary thickness.

Figure 12 Grain growth in 6061 alloy after heat treatment (dissolution for 1
hour at 540 °C and aging at 175 °C for 8 hours).80

Oertelt et al.81 showed that the post weld heat treatment on the
2195 alloy reduce the dislocation and the sediment particles of the
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second phase at the grain boundaries. Also, Singh et al.,82 by doing
heat treatment after the welding on the 7039 alloy’s FSW joint
showed that the grain size in the TMAZ was greater than the weld
zone but smaller than the grain size in HAZ after carrying out the heat
treatment. Researches have shown that the heat treatment on the 7039
alloy’s FSW joint causes a change in location and failure mechanism
of the samples in the tensile test.83 Krishna et al.,84 showed that the
heat treatment after welding on the FSW joint of dissimilar 2024 and
6351 alloys increases the hardness and tensile strength of the joint.
In the studies of Goloborodko85, Lim86 & Yeni87 it is mentioned that
a dynamic recrystallization phenomenon occurs in this area due to
the severe plastic deformation induced by the FSW process in the
weld zone. This issue creates a region with very tiny and coaxial
particles. Cerri77 by performing solution treatment for 1 hour at
400 °C on overlap joint of 2024 and 7075 alloys while increase the
hardness of the weld zone by 10%, almost reached to a completely
uniform hardness throughout the joint profile. Attallaha et al.,88 also
by performing solution treatment on 2029 alloy, faced to an abnormal
grain growth (AGG) in the weld zone. Their solution was carried out
at 540 °C for 70 minutes. It should be noted that the grain growth
reduces the joint toughness. The results of Fuller et al.,89 showed
that the natural aging of the 7075 alloy after the FSW produced a
weld area with high‐density of sediment particles of less than 5 nm
and including a low density of sediment particles of 50 nm. Sato90
reported that the hardness of the weld zone is strongly affected by
sediment and the effect of the grain size is not as much as the size of
the sediments. Bayazid and colleagues researches91 on the grain size
and the weld zone of the similar joint deposits of the 7075 alloy, after
cyclic dissolution treatment without aging treatment, showed that
the grain size in the weld zone becomes much larger. However, joint
strength increases after cyclic solving treatment. It is expected that in
spite of the grain growth in the heat treatment cycle, the strength of the
sample is decreased. But they have pointed out that the reinforcement
mechanism through the sediment particles in the weld zone greatly
neutralizes the effect of grain growth. They91 also reported that the
rapid cooling of the weld sample after the solution treatment causes
a super saturation state84 along with a large number of vacancies.
Subsequently, aging operations create a large number of homogeneous
sediments with triangular geometry in the matrix, which the sediments
are cause of strength and toughness. The uniformity of hardness in the
jointed samples is one of the other advantages of doing heat treatment
after welding.80,92–93

Figure 13 Thickening of grain boundaries in 6061 alloy FSW after the heat
treatment (dissolution for 1 hours at 540 °C and aging at 175 °C for 8 hours).80
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Defects created in the FSW process
Many factors cause defects in the FSW. One of these important
factors is insufficient heat in the joint zone. In some cases, due to low
rotation speed or high traverse speed, there is not enough heat in the
joint zone, which causes the lack of successful connection and, in most
cases, creates defects, including a tunnel cavity. Many researchers94–95
have linked the presence of a tunnel cavity in the connection to the
low temperature created in the joint zone, which the presence of this
defect causes the connection to fail. It has been reported that improper
fixture is also the cause of this defect.95 Of course, the lack of proper
pin contact with sheet surfaces is also a factor that reduces heat and
thus creates a tunnel cavity defect. Figure 14 shows the SEM image
of a created tunnel defect in a non‐homogeneous connection of
7075‐6063 with a rotation speed of 800 rpm and a traverse speed of
120 mm/min.56

Figure 14 The SEM image of the 7075‐6063 joint with a rotation speed of
800 rpm and a traverse speed of 120 mm/min.56

Surface cracks and cavities caused by high input heat in this
process are also common defects. The opposite of the situation when
the tunnel cavity is created, when the produced heat is too high,
surface cavities are observed at the upper surface of the joint (Figure
15).56 Previous reports indicate that if all the main factors involved
in the FSW welding are met, there is a suitable range for the rotation
speed and traverse (weld window), as shown in Figure 16, it is only in
this range that a good connection, due to thermal problems, is made.96
Thus, one of the most important issues in the FSW is to identify this
range.
Another reason for a microscopic defect is the presence of
aluminum oxide at the contact surface of the sheets. Due to the high
melting point, aluminum oxide does not dissolve in the welding
process and remains in junction place as a pore. The existence of these
pores creates defects that are called zig‐zag defect.23,97 In Figure 16,
an example of this type of defect is found in dissimilar welding of
7063‐7075, which has been reported as the reason for the formation of
a softer material in the traversal part.56 According to previous reports,23
the main cause of fatigue failure in samples that are welded by the
FSW method is zig‐zag defect. On the other hand, Song et al. reported
that when the 5032 alloy is in traversal side, the zig zag defect appears
in the weld zone. They reported that the lack of mixing and flow of
materials when the 5032 alloy is in re‐traverse side is more difficult
than that of the 5032 alloy on the traversal side.48
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Conclusion

Figure 15 Image of cavities present at the FSW joint surface of 6063 and
7075 alloys at 2000 rpm rotation speed and 95 mm/min traverse speed.56

The present review has confirmed that FSW process which is a
solid state welding method is the best process to welding of different
alloys of aluminum with an outstanding quality. In the FSW process
three different areas including stir zone (SZ), Thermo–mechanically
affected zone (TMAZ) and heat affected zone (HAZ) are created. The
main factors of this process are tool geometry, rotational speed, traverse
speed, tilt angle and target depth which affect the microstructure and
mechanical properties. It is clear that, the departure of traverse speed
and rotation speed in the FSW welding process is not accurate. Thus,
for each metal, there is a window about traverse speed and rotational
speed so as to creating sound weld. Also, mechanical properties of the
weld is mostly related to the rotational speed, because the rotational
speed plays a critical role on the material flow and heat generation.
Although, tool design and the type of alloy have direct effect on
the morphology and structure of grains and sediments. It should be
mentioned that the position of dissimilar sheets have effect on the
mechanical properties of the final weld. For the best results, softer
metal must be on the non‐traverse side. PWHT can improve the weld’s
properties such as hardness in HAZ, if it does not lead to grain growth.

Acknowledgements
None.

Conflict of interest
Author declares there is no conflict of interest.

References
1. Thomas WM, Nicholas ED. Friction stir welding for the transportation
industries. Materials and Design. 1997;18(6):269–273.
2. Cavaliere P, Cabibbo M, Panella F, et al. 2198 Al–Li plates joined by
friction stir welding: mechanical and microstructural behavior. Materials
and Design. 2009;30(9):3622–3631.
3. Zhang Z, Zhang HW. A fully coupled thermo–mechanical model of
friction stir welding. International Journal Advance Manufacture
Technology. 2008;37(4):279–293.
Figure 16 The FSW welding window, along with various defects created in
inappropriate conditions.96

4. Frigaard Q. A process model for friction stir welding of age hardening
aluminium alloys. A thesis of Msc degree, Department of Mechanic, The
Orwegian University of Science and Technology; 1999. p. 14–15.
5. Georgeou Z. Analysis of material flow around a retractable pin in
a friction stir weld. A thesis of Msc degree, Magister Technologiae:
Engineering: Mechanical, in the Faculty of Engineering Port Elizabrth
Technikon; 2003. p. 12–13.
6. Al–Badrawy A, El–Nasr A. Mechanical properties and fracture behavior
of friction stir welded 7075–T6 Al alloy. Journal of Engineering and
Computer Sciences. 2010;3(2):147–161.
7. Mahmoudi E. Investigation of microstructure and mechanical properties
of friction stir welding of 2024 aluminium alloys. A thesis of Msc degree,
Department of metallurgy and material, University of Tehran; 2008. p.
34–35.
8. Ghazanfari MH. Investigation of microstructure and mechanical
behavior of friction stir welded Al6061–T6 and Al7075–T6. A thesis
of Msc degree, Department of metallurgy and material, University of
Tehran; 2013. p. 61–63.

Figure 17 Zig zag defect in non‐homogeneous connection of 7075 RS‐6063
AS; Rotation speed of 1600 rpm and traverse speed of 80 mm/min.56

9. Threadgill PL, Leonard AJ, Shercliff HR, et al. Friction stir welding of
aluminium alloys. International Materials Reviews. 2009;54(2):49–93.
10. Wang B, Lei B, Zhu J, et al. EBSD study on microstructure and texture

Citation: Bayazid AM, Heddad MM, Cayiroglu I. A review on friction stir welding, parameters, microstructure, mechanical properties, post weld heat treatment
and defects. Material Sci & Eng. 2018;2(4):116‒126. DOI: 10.15406/mseij.2018.02.00044

A review on friction stir welding, parameters, microstructure, mechanical properties, post weld heat
treatment and defects

of friction stir welded AA5052–O and AA6061–T6 dissimilar joint.
Materials and Design. 2015;87:593–599.
11. Indira M, Marpu RN, Kumar ACS, et al. A study of process parameters
of friction stir welded AA6061 aluminum alloy in O and T6 conditions.
ARPN Journal of Engineering and Applied Sciences. 2011;62:201–210.
12. Liu G, Murr LE, Niou CS, et al. Microstructural aspects of the
friction stir welding of 6061–T6 aluminum alloy. Scripta Materalia.
1997;37(3):355–361.

Copyright:
©2018 Bayazid et al.

124

29. Abbasi Gharacheh M, Kokabi AH, Daneshi GH. The influence of the
ratio of “rotational speed/traverse speed” (w/v) on mechanical properties
of AZ31 friction stir welds. International Journal Machining Tool
Manufacture. 2006;46:1983–1987.
30. Wang FF, Li WY, Shen JJ, et al. Effect of tool rotational speed on the
microstructure and mechanical properties of bobbin tool friction stir
welding of Al–Li alloy. Materials & Design. 2015;86:933–940.

13. Mishra RS, Ma ZY. Friction stir welding and processing. Materials
Science and Engineering A. 2005;50(2):1–78.

31. Dinaharan I, Kalaiselvan K, Vijay SJ, et al. Effect of material location and
tool rotational speed on microstructure and tensile strength of dissimilar
friction stir welded aluminum alloys. Archives of civil and Mechanical
Engineering. 2012;12(4):446–454.

14. Imam M, Biswas K, Racherla V, et al. Effect of weld morphology on
mechanical response and failure of friction stir welds in a naturally aged
aluminium alloy. Materials and Design. 2013;44:23–34.

32. Yutaka SS, Hiroyuki K. Distribution of tensile property and
microstructure in friction stir weld of 6063 aluminum. Metallurgical and
Materials Transactions A. 2001;32(12):1356–1366.

15. Thomas W. Friction stir welding developments. TWI, Cambridge, UK;
1991. p. 67–88.

33. Kundu J, Ghangas G, Rattan N, et al. Effect of Different Parameters on
Heat Generation and Tensile Strength of FSW AA5083 Joint. International
Journal of Current Engineering and Technology. 2017;7(3):1170–1174.

16. Goloborodko A, Ito T, Yun X, et al. Friction stir welding of a commercial
7075–T6 aluminum alloy: grain refinement, Thermal stability and tensile
properties. Materials Transactions. 2004;45(8):2503–2508.
17. Fuller CB, Mahoney MW, Calabrese M, et al. Evolution of microstructure
and mechanical properties in naturally aged 7050 and 7075 Al friction stir
welds. Materials Science and Engineering A. 2010;527(9):2233–2240.
18. Khodir SA, Shibayanagi T. Friction stir welding of dissimilar AA2024
and AA7075 aluminum alloys. Materials Science and Engineering B.
2008;148(3):82–87.
19. Feng AH, Chen DL, Ma ZY, et al. Microstructure and cyclic deformation
behavior of a friction–stir–welded 7075 Al alloy. Metallurgical and
Materials Transactions A. 2010;41(4):957–960.
20. Olea CAW, Roldo L, dos Santos JF, et al. A sub–structural analysis of
friction stir welded joints in an AA6056 Al–alloy in T4 and T6 temper
conditions. Materials Science and Engineering A. 2007;454:52–62.
21. Lim S, Kim S, Lee Ch, et al. Mechanical properties of friction stir welded
Al alloys with different hardening mechanisms. Journal of Metals and
Materials International. 2005;11:113–120.
22. Di SH, Yang X, Fang D, et al. The influence of zigzag–curve defect on
the fatigue properties of friction stir welds in 7075–T6 Al alloy. Materials
Chemistry and Physics. 2007;104(3):244–248.

34. Schneider JA, Nunes AC, Brendel MS, et al. The influence of friction stir
weld tool form and welding parameters on weld structure and properties:
nugget bulge in self–reacting friction stir welds. In: 8th International
Symposium on Friction Stir Welding, May 18–20, Timmendorfer Strand
(Germany); 2010.
35. Moshwan R, Yusof F, Hassan MA, et al. Effect of tool rotational speed
on force generation, microstructure and mechanical properties of friction
stir welded Al–Mg–Cr–Mn (AA 5052–O) Alloy. Materials and Design.
2015;66:118–128.
36. Thangarasu A, Murugan N, Dinaharan I, et al. Effect of tool rotational
speed on microstructure and microhardness of AA6082/TiC surface
composites using friction stir processing. Applied Mechanics and
Materials. 2014;592:234–239.
37. Karthikeyan L, Senthil Kumar VS. Relationship between process
parameters and mechanical properties of friction stir processed AA6063–
T6 aluminum alloy. Materials and Design. 2011;32(5):3085–3091.
38. Nansaarng S, Chaivanich K. A study of influence of parameters of
dissimilar materials joining on friction stir welding process by design
of experimental. Conference on Heat Transfer, Thermal Engineering and
Environment, Athens, Greece; 2007. p. 25–27.

23. Su JQ, Nelson TW, Mishra R, et al. Microstructural investigation
of friction stir welded 7050–T651 aluminium. Acta Materialia.
2003;51(3):713–729.

39. Hema P, Sai Kumar Naik K, Ravindranath K, et al. Prediction of Effect
of Process Parameters on Friction Stir Welded Joints of dissimilar
Aluminium Alloy AA2014 & AA6061 Using Taper Pin Profile. Materials
Today, Proceedings. 2017;4(2):2174–2183.

24. Ren SR, Ma ZY, Chen LQ, et al. Effect of welding parameters on tensile
properties and fracture behavior of friction stir welded Al–Mg–Si alloy.
Scripta Materialia. 2007;56(1):69–72.

40. Giraud L, Robe H, Claudin CH, et al. Investigation into the dissimilar
friction stir welding of AA7020–T651 and AA6060–T6. Journal of
Materials Processing Technology. 2016;235:220–230.

25. Mohanty HK, Mahapatra MM, Kumar P, et al. Effect of tool shoulder and
pin probe profiles on friction stirred aluminum welds – a comparative
study. Journal Marine Science. 2012;11(2):200–207.

41. Wadekar SH, Soladhra R, Barkade H, et al. A Review on Friction Stir
Technology. International Conference on Ideas, Impact and Innovation
in Mechanical Engineering (ICIIIME). 2017;5(6):1542–1549.

26. Azimzadegan T, Serajzadeh S. An investigation into microstructures
and mechanical properties of AA7075–T6 during friction stir welding at
relatively high rotational speeds. Journal of Materials Engineering and
Performance. 2010;19:4–6.

42. Zhang YN, Cao X, Larose S, et al. Review of tools for friction stir welding
and processing. Canadian Metallurgical Quarterly. 2012;51(3):89–105.

27. Cavaliere P, Campanile G, Panella F, et al. Effect of welding parameters
on mechanical and microstructural properties of AA6056 joints produced
by Friction Stir Welding. Journal of Materials Processing Technology.
2006;180(3):263–270.
28. Sakthivel T, Sengar GS, Mukhopadhyay J, et al. Effect of welding speed
on microstructure and mechanical properties of friction–stir–welded
aluminum. International Journal Advance Manufacture Technology.
2009;43(6):468–473.

43. Fujii H, Cui L, Maeda M, et al. Effect of tool shape on mechanical
properties and microstructure of friction stir welded aluminum alloys.
Materials Science and Engineering A. 2006;419(2):25–31.
44. Park SW, Yoon TJ, Kang CH, et al. Effects of the shoulder diameter and
weld pitch on the tensile shear load in friction–stir welding of AA6111/
AA5023 aluminum alloys. Journal of Materials Processing Technology.
2017;241:112–119.
45. Lohwasser D, Chen ZH. “Friction stir welding from basics to
applications”. Woodhead Publishing Limited, Cambridge; 2009. p.
234–238.

Citation: Bayazid AM, Heddad MM, Cayiroglu I. A review on friction stir welding, parameters, microstructure, mechanical properties, post weld heat treatment
and defects. Material Sci & Eng. 2018;2(4):116‒126. DOI: 10.15406/mseij.2018.02.00044

A review on friction stir welding, parameters, microstructure, mechanical properties, post weld heat
treatment and defects

46. Toktas A, Toktas G. Effect of welding parameters and aging process
on the mechanical properties of friction stir–welded 6063–T4 Al alloy.
Journal of Materials Engineering and Performance. 2012;21(6):936–
945.
47. Gemme F, Verreman Y, Dubourg L, et al. Effect of welding parameters
on microstructure and mechanical properties of AA7075–T6 friction stir
welded joints. Journal of Fatigue and Fracture Engineering Material
Structure. 2011;34(11):877–886.
48. Song S, Kim B, Yoon T, et al. Effect of welding parameters on weld
formation and mechanical properties in dissimilar Al alloy joints by
FSW. Materials Transactions. 2010;51(7):1319–1325.
49. Singh G, Singh K, Singh J, et al. Effect of Process Parameters on
Microstructure and Mechanical Properties in Friction Stir Welding
of Aluminum Alloy. Transactions Indian Instute Metallurgy.
2011;64(5):325–330.
50. Somasekharan AC, Murr LE. Microstructures in friction–stir welded
dissimilar magnesium alloys and magnesium alloys to 6061–T6
aluminum alloy. Materials Characterization. 2004;52(1):49–64.
51. Moreira PMGP, Santos T, Tavares SMO, et al. Mechanical and
metallurgical characterization of friction stir welding joints of AA6061–
T6 with AA6082–T6. Materials and Design. 2009;30:180–187.
52. Ahmed MMZ, Ataya S, El–Sayed Seleman MM. Friction stir welding
of similar and dissimilar AA7075 and AA5083M. Journal of Materials
Processing Technology. 2017;242:77–91.
53. Benavides S, Li Y, Murr LE, et al. Low–Temperature Friction Stir
Welding of 2024 Aluminium. Scripta Materialia. 1999;41 :809–815.
54. Mishra RS, Ma ZY. Friction stir welding and processing. Materials
Science and Engineering: R: Reports. 2005;50(2):1–78.
55. Bayazid SM, Farhangi H, Ghahramani A, et al. Investigation of friction
stir welding parameters of 6063–7075 aluminum alloys by Taguchi
method. Procedia Materials Science. 2015;11:6–11.

Copyright:
©2018 Bayazid et al.

125

and AA7475 aluminium alloys. Journal of Alloys and Compounds.
2017;695:2902–2908.
64. Chao YJ, Wang Y, Mille KW, et al. Effect of Friction Stir Welding on
Dynamic Properties of AA2024–T3 and AA7075–T7351. Welding
Research Supplement. 2001:196–200.
65. Gaafer AM, Mahmoud TS, Mansour EH, et al. Microstructural and
mechanical characteristics of AA7020–O Al plates joined by friction
stir welding. Materials Science and Engineering A. 2010;527(28):7424–
7429.
66. Ponda RW, Bingert JF. Precipitation and grain refinement in a 2195 Al
friction stir weld. Metallurgical and Materials Transactions A: Physical
Metallurgy and Materials Science. 2006;37(12):3593–3604.
67. El–Danaf EA, El–Rayes MM. Microstructure and mechanical properties
of friction stir welded 6082 AA in as welded and post weld heat treated
conditions. Materials and Design. 2012;49:3069–3081.
68. Palanivel R, Koshy Mathews P. The Tensile Behaviour of friction
stir welded dissimilar aluminium alloys. Materials and Technology.
2011;45(6):623–626.
69. Cavaliere P, De Santis A, Panella F, et al. Effect of welding parameters
on mechanical and microstructural properties of dissimilar AA6082–
AA2024 joints produced by friction stir welding. Materials and Design.
2009;30(3):609–616.
70. Kimapong K, Watanabe T. Friction stir welding of aluminum alloy to
steel. Welding Journal. 2004:227–282.
71. Soundararajan V, Valant M, Kovacevic R, et al. Overview of R&D work
in friction stir welding at SMU. Journal of Metallurgy. 2008;23:276–295.
72. Aritoshi M, Okita K. Friction welding of dissimilar metals. Journal of
Japan Welding Society. 2002:71:432–436.
73. Chen TP, Lin WB. Optimal FSW process parameters for interface and
welded zone toughness of dissimilar aluminium–steel joint. Science and
Technology of Welding and Joining. 2010;15(4):279–285.

56. Bayazid SM. Investigation of Microstructure and Mechanical Properties
of Friction Stir Welding of Al6063 and Al7075 Alloys. A thesis of Msc
degree, Department of metallurgy and material, University of Tehran;
2014. p. 63–64.

74. Simar A, Bréchet Y, de Meester B, et al. Integrated modeling of friction
stir welding of 6xxx series Al alloys: process, microstructure and
properties. Progress in Materials Science. 2012;57(2):95–183.

57. Kumar R. Effect of friction stir welding on mechanical properties
of dissimilar aluminium alloys. National Conference on Innovative
Paradigms in Engineering & Technology. 2012.

75. Tanaka T, Morishige T, Hirata T, et al. Comprehensive analysis of joint
strength for dissimilar friction stir welds of mild steel to aluminum
alloys. Scripta Materialia. 2009;61(7):756–759.

58. Cavaliere P, Nobile R, Panella FW, et al. “Mechanical and microstructural
behavior of 2024–7075 aluminium alloy sheets joined by friction stir
welding”. International Journal of Machine Tools and Manufacture.
2006;46(6):588–594.

76. Cerri E, Leo P. Mechanical properties evolution during post–welding–
heat treatments of double–lap friction stir welded joints. Materials and
Design. 2011;32(6):3465–3475.

59. Yutaka SS, Urata M, Hiroyuki K, et al. Parameters controlling
microstructure and hardness during friction–stir welding of precipitation–
hardenable aluminum alloy 6063. Metallurgical and Materials
Transactions A. 2002;33(3):625–635.
60. Singh G, Singh K, Singh J. Effect of Process Parameters on Microstructure
and Mechanical Properties in Friction Stir Welding of Aluminum Alloy.
Transactions Indian Instute Metallurg. 2011;64:325–330.
61. Kumar PV, Reddy GM, Rao KS, et al. Microstructure, mechanical and
corrosion behavior of high strength AA7075 aluminium alloy friction stir
welds. Effect of post weld heat treatment. 2015;11(4):362–369.
62. Kundu J, Singh H. An investigation of microstructure and mechanical
properties of Al Alloy AlMg4.5Mn joint. Engineering Solid Mechanics.
2017;5(2):145–154.
63. Khan NZ, Siddiquee AN, Khan ZA, et al. Mechanical and microstructural
behavior of friction stir welded similar and dissimilar sheets of AA2219

77. Cerri E. Effect of post–welding heat treatments on mechanical properties
of double lap FSW joints in high strength aluminium alloys. Metallurgical
Science and Technology. 2011;29(1):32–39.
78. Barcellona A, Buffa G, Fratini L, et al. On microstructural phenomena
occurring in friction stir welding of aluminium alloys. Journal of
Materials Processing Technology. 2006;177(3):340–343.
79. Mahoney MW, Singh J, Squillace A, et al. Properties of Friction–Stir–
Welded 7075 T651 Aluminum. Metallurgical and Materials Transactions
A. 1998;29(7):245–247.
80. Krishnan KN. The effect of post weld heat treatment on the properties
of 6061 friction stir welded joints. Journal of Materials Science.
2002;37(3):473–480.
81. Oertelt G, Babu SS, David SA, et al. Effect of thermal cycling on friction
stir welds of 2195 aluminum alloy. Welding Research Supplement.
2001:71–79.

Citation: Bayazid AM, Heddad MM, Cayiroglu I. A review on friction stir welding, parameters, microstructure, mechanical properties, post weld heat treatment
and defects. Material Sci & Eng. 2018;2(4):116‒126. DOI: 10.15406/mseij.2018.02.00044

A review on friction stir welding, parameters, microstructure, mechanical properties, post weld heat
treatment and defects

Copyright:
©2018 Bayazid et al.

126

82. Singh RKR, Debroy T. The microstructure and mechanical properties
of friction stir welded Al–Zn–Mg alloy in as welded and heat treated
conditions. Materials and Design. 2001;32(2):682–687.

90. Sato YS, Kokawa H, Enomoto M, et al. Microstructural evolution of 6063
aluminum during friction–stir welding. Metallurgy Material Transaction
A. 1999;30(9):2429–2437.

83. Sharma C, Panella F, Suzuki K, et al. Effect of post weld heat treatments
on microstructure and mechanical properties of friction stir welded joints
of Al–Zn–Mg alloy AA7039. Materials and Design. 2013;43:134–143.

91. Bayazid SM, Farhangi H, Asgharzadeh H, et al. Effect of cyclic solution
treatment on microstructure and mechanical properties of friction
stir welded 7075 Al alloy. Materials Science and Engineering: A.
2016;649:293–300.

84. Krishna PM, Ramanaiah N. Effect of post weld heat treatment on the
mechanical properties of friction stir welds of dissimilar aluminum
alloys. International Journal of Engineering Science and Technology.
2011;3:183–186.
85. Goloborodko A, Ito T, Yun X, et al. Friction stir welding of a commercial
7075–T6 aluminum alloy: grain refinement, thermal stability and tensile
properties. Materials Transactions. 2004;45(8):2503–2508.
86. Lim S, Kim S, Lee CH, et al. Mechanical properties of friction stir welded
Al alloys with different hardening mechanisms. Journal of Metals and
Materials International. 2005;11:113–120.
87. Yeni C, Sayer S, Ertugrul O, et al. Effect of post–weld aging on the
mechanical and microstructural properties of friction stir welded
aluminum alloy 7075. Archives of Materials Science and Engineering.
2008;34(2):105–109.

92. Muthu Krishnan M. Overview of the effect of post welded heat treatment
on friction stir welding of aluminum alloys. International Journal of
Engineering and Innovative Technology. 2013;2:76–80.
93. Tang W, Chen J, Yu X, et al. Heat Input and Post Weld Heat Treatment
Effects on Reduced–Activation Ferritic/Martensitic Steel Friction Stir
Welds. Friction Stir Welding and Processing VIII, The Minerals, Metals
& Materials Society. 2015:83–87.
94. Kumar K, Kailas SV. The role of friction stir welding tool on material
flow and weld formation. Materials Science and Engineering A.
2008;485(2):367–374.
95. Zhang H, Lin SB, Wu L, et al. Defects formation procedure and
mathematic model for defect free friction stir welding of magnesium
alloy. Materials and Design. 2006;27(9):805–809.

88. Attallaha MM, Salemb HG. Friction stir welding parameters: a tool for
controlling abnormal grain growth during subsequent heat treatment.
Materials Science and Engineering A. 2005;391(2):51–59.

96. Arbegast WJ. A flow–partitioned deformation zone model for
defect formation during friction stir welding. Scripta Materialia.
2008;58(5):372–376.

89. Fuller CB, Mahoney MW, Calabrese M, et al. Evolution of microstructure
and mechanical properties in naturally aged 7050 and 7075 Al friction stir
welds. Materials Science and Engineering A. 2010;527(9):2233–2240.

97. Abdelrahman MA, Ghoneim MM, Abdelazim ME, et al. The effect of
FSW tool geometry on AA6061–T6 weldments. Arab Journal of Nuclear
Sciences and Applications. 2012;45(2):407–418.

Citation: Bayazid AM, Heddad MM, Cayiroglu I. A review on friction stir welding, parameters, microstructure, mechanical properties, post weld heat treatment
and defects. Material Sci & Eng. 2018;2(4):116‒126. DOI: 10.15406/mseij.2018.02.00044

