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INTRODUCTION   
 

riction stir welding (FSW) has emerged as an important solid-state joining technique, particularly for aluminium 
alloys, which are widely recognized for their high strength-to-weight ratio, corrosion resistance, and formability [1]. 
Unlike conventional fusion welding, FSW operates well beneath the melting point of the base materials, utilizing the 

rotating, non-consumable tool to induce severe plastic deformation and localized heating at the joint interface [2]. This 
process engenders a dynamically recrystallized microstructure, resulting in welds with enhanced mechanical properties and 
minimal distortion [3]. The significance of FSW in relation to the aluminium alloys is multifaceted. Traditional fusion welding 
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methods often result in deleterious defects, such as porosity, hot cracking, and significant residual stresses, particularly in 
high-strength alloys, including the 2xxx and 7xxx series [4]. FSW, by circumventing the liquid phase, obviates these issues 
and produces joints with superior tensile strength, ductility, and fatigue performance [5]. Furthermore, the process is energy-
efficient, environmentally benign, and does not necessitate consumables such as filler metals or shielding gases, thus aligning 
sustainable manufacturing paradigms [6]. FSW has been ubiquitously adopted in critical sectors. In aerospace, it plays a 
crucial role in the fabrication of lightweight, high-integrity structures, such as aircraft fuselage panels and rocket fuel tanks, 
where weld reliability is paramount. FSW has been ubiquitously adopted in critical sectors.  The automotive industry exploits 
FSW to produce crash-resistant components and battery enclosures, leveraging the process's ability to yield joints with 
minimal distortion and high repeatability. In shipbuilding and rail transport, FSW enables the assembly of large aluminium 
panels with excellent dimensional stability and corrosion resistance. [7-8]. 
The FSW process relies on precise control of tool rotation speed, welding speed, tool geometry, and axial force to regulate 
thermomechanical conditions that govern joint quality. These parameters synergistically influence heat generation patterns, 
plasticized material flow dynamics, and microstructural transformations in aluminium alloys. Thilagham et al. [9] investigated 
friction stir welding of AA5052-H2 and AA6082-T6 aluminium alloys, analyzing tilt angle (2°), travel speed (60–120 
mm/min), and rotational speed (600–1200 rpm) effects on joint microstructure and mechanical performance. Optimized 
parameters yielded a peak nugget zone hardness of HV115 and 56% joint efficiency, with tensile strength, elongation, yield 
load, and yield stress demonstrating parameter-dependent enhancements. The findings highlighted the critical influence of 
process variables on weld integrity and property gradation in dissimilar aluminium alloy joints. Tool rotation speed (TRS) 
directly governs frictional heating at the tool-workpiece interface. Li et al. [10] observed that, at higher rotational speeds, 
the nugget zone develops an onion ring morphology due to dynamic recrystallization, producing fine equiaxed crystals. 
However, excessive speeds lead to larger grain sizes, which diminishes the strengthening effect of grain boundaries. 
According to Sanjeev Kumar et al. [11], excessive tool TRS above 1400 rpm in AA2050-T84 welds caused flash formation 
and reduced hardness by 12% due to precipitate dissolution. Higher tool speed also causes the coarsening of grains in 
aluminium alloys. The moderate increase in TRS (800–1200 rpm) enhances dynamic recrystallization, producing finer grains 
(7–9 µm) in the nugget zone (NZ) and improving tensile strength due to controlled heat input and plastic deformation. 
However, excessive speeds (above 1200 rpm) generate excessive frictional heat, causing grain coarsening (up to 15 µm), 
dissolving strengthening precipitates, and reducing hardness by 12–18% [12]. There are numerous studies that have 
attempted the FSW on dissimilar aluminium alloys. However, the FSW on aluminium alloys AA2014-T6 and AA5052-H32 
is critically found. The importance of joining AA2014-T6 and AA5052-H32 aluminium alloys in aerospace and automobile 
applications lies in their complementary properties, which enable the creation of lightweight, high-performance components 
optimized for both structural integrity and environmental resistance. AA2014-T6, a high-strength copper-based alloy, is 
favored in aerospace for critical load-bearing structures due to its exceptional strength-to-weight ratio and fatigue resistance. 
In contrast, AA5052-H32, a magnesium-rich alloy, offers superior corrosion resistance and formability, making it ideal for 
automotive body panels, fuel tanks, and marine-grade components.  The present study aimed at producing FSW joints of 
these dissimilar aluminium alloys by varying the tool speed (860-1460 RPM) while keeping the feed rate or welding speed 
constant at 40 mm/min to investigate the effect of TRS on the weld microstructure and strength.  

 
 

MATERIALS AND METHODS 
 

luminium plates of AA2014-T6 and AA5052-H32, with a geometrical thickness of 6 mm, are selected as base 
metals. Tab. 1 shows the chemical composition of base metals. The base metals are prepared to a dimension of 150 
x 50 mm² using a wire-cut electric discharge machine (EDM) to facilitate the FSW process. Tab. 2 shows the 

mechanical properties of the base metals. The tool, made of H13 steel with a cylindrical pin profile featuring an 18 mm 
shoulder, a 5.7 mm pin length, and a 6 mm pin diameter, is used in the present study. The chemical composition of the tool 
used is illustrated in Tab. 3.  
 
 

 
 
 
 
 

Table 1: Elemental composition of base metals in wt.%. 

A 

Material Cu Mn Si Mg Fe Zn Ti Cr Ni Al 

AA2014-T6 4.50 0.84 0.70 0.60 0.25 0.09 0.02 0.01 0.01 92.98 

AA5052-H32 0.04 0.07 0.07 2.45 0.35 0.03 0.02 0.20 0.01 96.76 
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Table 2: Mechanical properties of base materials. 
 

Cr Mo Si V C Cu Ni Mn S P Fe 

4.48 1.22 0.86 0.84 0.32 .30 0.30 0.20 0.03 0.03 91.42 
 

Table 3: Chemical composition of Tool H13 in wt.%. 
 

 
Figure 1: Schematic illustration of the FSW process 

 

 
 

Figure 2: Visual defects at the FSW joints made at a) 760 rpm b) 1560 rpm 
 
FSW process  
The plates were meticulously cleaned with acetone to eliminate any surface contaminants and foreign particles. FSW is 
performed in a butt joint configuration using a CNC 4-axis FSW machine with different TRS of 860-1460 rpm. Fig. 1 
demonstrates a schematic illustration of the current FSW process. For the welding setup, the AA2014-T6 alloy, owing to its 
superior hardness relative to AA2014-T6, is positioned on the advancing side (AS), while AA5052-H32 is placed on the 
retreating side (RS). This arrangement is known to promote elevated temperature and heat generation in the weld zone. The 

Material 0.2% Yield stress (MPa) UTS (MPa) Elongation (%) Hardness (HV) 
AA2014-T6 453 468 14 162 

AA5052-H32 182 225 15 78 
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TRS range is chosen based on the various trial experiments. The FSW joints made at TRS of 760 and 1560 rpm showed 
colossal defects at the weld surface. Fig. 2 (a, b) shows visual defects at the FSW joints made at 760 and 1560 rpm. 
Throughout the process, the tool tilt angle and welding speed are maintained constant at 1º and 40 mm/min, respectively. 
The higher hardness of AA2014-T6 on the advancing side is anticipated to induce increased shearing action and frictional 
heat during the welding process, thereby influencing the thermal profile and material flow characteristics of the joint [13]. 
The tool is rotated in the anticlockwise direction during welding. As the tool rotates, it exerts pressure on the material along 
the butt joint line, following the direction of rotation while simultaneously applying a downward force. The frictional heat 
generated by this motion softens the material, enabling it to flow inward and consolidate effectively within the joint. This 
controlled material flow and plasticization result in a robust weld with enhanced joint strength [11]. 
 
Weld morphology analysis 
The welded specimens for microstructural examination are cut at right angles to the welding trajectory, measuring                  
20 mm × 10 mm. The prepared samples are polished with 320 to 2000 grit silicon carbide (SiC) papers, followed by final 
cloth polishing using 0.25–0.5 μm diamond suspension to achieve a mirror-like finish. Etching is performed using Keller's 
reagent to reveal the microstructural features. Detailed characterization of the welded joints and base materials is conducted 
by using optical microscopy (OM) and scanning electron microscopy (SEM) to examine various zones such as heat-affected 
zone (HAZ), stir zone (SZ), and thermomechanical affected zone (TMAZ). Tensile testing is performed to evaluate the 
mechanical properties of the welds. The grain size measurement was done according to ASTM E112/E1382-91 (Heyns 
Lineal Interception) standard by Infinity microscopes and optics-V6.1 (K-Metallurgy Pro).  Tensile specimens are prepared 
according to the ASTM E8/E8M (2016) standard [15], with the tensile axis oriented orthogonally to the welding direction. 
The tensile test is conducted using a computer-integrated universal testing machine with a 10 kN capacity, at a strain rate of 
0.5 mm/min and ambient temperature. For each welding condition, three tensile specimens are tested. The fractured 
surfaces of the tensile specimens are analyzed for ductile and brittle failure features using SEM. Vickers microhardness 
measurements are conducted to assess the hardness profile across the weld cross-section. Indentations are made at a depth 
of 3 mm from the top surface of the weld, along a 25 mm length, with 1.5 mm spacing between indentations. A load of 100 
g is applied for a dwell time of 10 seconds, in accordance with ASTM E384-10. 
 

 
 

Figure 3: Macro images of FSW joints, a) 860 rpm, b) 1160 rpm, and c) 1460 rpm, and (a1-c2) respective optical micrographs 
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RESULTS AND DISCUSSION 
 
Microstructure 

he optical micrographs shown in Fig. 3 (a-c) demonstrate the critical influence of tool rotational speed on weld 
quality, revealing distinct microstructural zones and progressive defect formation as rotational speed increases from 
860 to 1460 rpm. At 860 rpm, the optimal heat input produces defect-free welds with clearly defined zones (Fig.3 

a1), including the stir zone (Fig.3 a2) characterized by equiaxed recrystallized grains due to continuous recrystallization, the 
TMAZ showing significant elongated grains, and HAZ exhibiting thermal effects without plastic deformation. As the 
rotational speed increases to 1160 rpm (Fig.3 b), excessive heat generation begins to compromise the weld quality, leading 
to minor flash formation due to over-plasticization of material and inadequate consolidation beneath the tool shoulder. At 
the highest speed of 1460 rpm (Fig. 3 c), severe defects manifest rough surfaces with significant flash, attributed to excessive 
frictional heat, causing abnormal material flow and ejection from the weld zone. Excessive rotational speeds generate 
excessive heat input, leading to the formation of flash defects, rough surfaces, and potential cavity formation due to 
inadequate stirring, while optimal speeds produce defect-free joints with proper grain refinement [14]. The microstructural 
evolution follows established mechanisms where continuous dynamic recrystallization occurs in the nugget zone through 
dislocation-glide-assisted sub-grain rotation, resulting in high-misorientation boundaries and fine grain depending on 
processing parameters [15]. The asymmetric nature of the zones, particularly the difference between advancing and retreating 
sides in terms of precipitate distribution and hardness, reflects the complex thermo-mechanical process during FSW, with 
studies showing that optimized rotational speeds maintain fine precipitate structures essential for mechanical property 
retention [16]. Optimized TRS and defect-free weld surface are also attributed to the base metal properties. The distinct 
zones are observed in the SEM images: the HAZ, TMAZ, and SZ, each of which exhibits different microstructural 
characteristics depending on the rotational speed employed. Fig. 4 (a-d) shows the SEM images of the FSW joint made at 
TRS of 860 rpm.      Fig. 4 (a and d) shows the SEM images of base metals AA5052-H32 and AA2014-T6, respectively. Fig. 
4 (c) shows the distinct HAZ and TMAZ zones. The HAZ exhibits minimal microstructural degradation, characterized by 
controlled grain coarsening and limited precipitate dissolution. The TMAZ exhibits well-controlled deformation 
characteristics with elongated grains showing evidence of material flow around the tool without excessive thermal damage. 
TMAZ experiences both thermal and mechanical effects, with temperatures lower than the stir zone but sufficient plastic 
deformation to alter grain morphology. The controlled thermal conditions at TRS, with a speed of 860 rpm, maintain the 
desired balance between mechanical deformation and thermal exposure. Further, when the TRS increased to 1160 rpm, the 
TMAZ (Fig. 4 f) shows more thermal effects with increased grain coarsening and greater precipitate dissolution compared 
to the TRS of 860 rpm. The TMAZ at the TRS of 1460 rpm (Fig. 4 j) shows severe thermal overexposure leading to 
uncontrolled microstructural changes and loss of the desired deformation characteristics. The excessive heat input creates 
conditions in which grain boundary migration occurs without the stabilizing influence of controlled deformation. It 
significantly disrupts the material flow patterns, causing chaotic flow and inadequate consolidation, with potential void 
formation. The central zone of the weld area, known as the SZ, undergoes substantial deformation due to the rotating tool 
pin, resulting in severe stirring action that heats this area and leads to plastic deformation of the material. The SZ of FSW 
joint made at TRS of 860 rpm (Fig. 4 c) shows fine, equiaxed grains. The absence of voids and cracks indicates the uniformity 
of microstructure and adequate material mixing. However, the SZ at high TRS of 1160 (Fig. 4 g) and 1460 rpm (Fig. 4 k) 
shows the microstructural degradation with grain coarsening and reduced recrystallization efficiency. The voids and cracks 
visible confirm the formation of welding defects due to over-softening and poor joints [5]. The average grain size of SZ is 
measured using optical micrographs to confirm the coarsening of grains with an increase in the TRS. Fig. 5 shows variations 
in SZ grain size at various TRS. It shows a progressive increase in grain size from approximately 11.8 ± 0.3 μm at 860 RPM 
to 15.7 μm at 1460 RPM. The increasing grain size with higher tool rotation speeds observed in the graph is fundamentally 
attributed to the elevated heat generated during the FSW process. Moreover, the heat generation rate is influenced by the 
TRS, and the peak temperature decreases as the tool rotational speed decreases. The grain size increases with an increase in 
the peak temperature, mainly due to the increased TRS [17]. Fig. 6 (a-e) presents the SEM image along with the 
corresponding EDS elemental mapping of aluminum (Al), magnesium (Mg), and copper (Cu) on the retreating side of the 
FSW joint, which was fabricated at a tool rotational speed (TRS) of 860 rpm. The elemental mapping reveals distinct 
distribution patterns for each component in the friction stir welded joint produced at TRS of 860 rpm. Aluminium (97.19 
at%) exhibits uniform distribution throughout the analyzed region, indicating adequate material mixing and successful 
stirring action achieved by the optimal rotational speed that creates sufficient heat input and material flow for homogeneous 
redistribution of the base matrix material. The magnesium (2.29 at%) appears to be predominantly distributed towards the 
AA5052-H32 side. However, Mg elemental distribution is also observed in the TMAZ and SZ, attributed to the formation 

T 



 
 
 

N. N. Sathya et alii, Fracture and Structural Integrity, 75 (2026) 1-12; DOI: 10.3221/IGF-ESIS.75.01 
 

6 
 

of Al-Mg phases. Copper (0.52 at%) manifests as discrete spots throughout the matrix, characteristic of its tendency to form 
intermetallic compounds, such as Al₂Cu and Al₄Cu₉, under the thermal conditions achieved at a TRS of 860 rpm, where 
the heat input is sufficient to promote intermetallic phase formation [18]. At the same time, the stirring action redistributes 
copper-rich phases to specific locations. Furthermore, the elemental distribution and precipitations on the nugget zone of 
FSW joints made at TRS of 1160 (Fig. 7) and 1460 rpm (Fig. 8) are not found adequately. The improper distribution of the 
elements would also be due to defects formed at higher TRS (Fig. 3 a, b). 

        

 
 

Figure 4: SEM images of various zones of FSW joints made at (a-d) 860 rpm, (e-h) 1160 rpm, and (i-l) 1460 rpm 
 

 
Figure 5: Grain size in the stir zone of FSW joints made with different TRS 
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Figure 6: Elemental mapping of Al, Mg and Cu on the retreating side made at TRS of 860 rpm 
 

 
 

Figure 7: Elemental mapping of Al, Mg and Cu on the retreating side made at TRS of 1160 rpm 

 
 

Figure 8: Elemental mapping of Al, Mg and Cu on the retreating side made at TRS of 1460 rpm 
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Hardness 
Fig. 9 shows the schematic illustration of the indentation measurements across the weld section of the FSW joints. Fig. 10 
shows the microhardness profile across the joint section of the FSW joints made at TRS of 860, 1160, and 1460 rpm. The 
SZ of all the FSW joints shows an increase in hardness compared to the other zones and base metal AA5052-H32. A 
maximum hardness of 156 ± 1.5 HV is observed at the joint made at 860 rpm TRS, which is almost near the hardness value 
of AA2014-T6 base metal. Further, the hardness decreased in the SZ with an increase in the TRS. This results from the 
increased coarsening of secondary phases at elevated temperatures caused by a rise in rotational speed [19]. Indentations at 
AA2014-T6 base metal show higher hardness compared to the SZ of higher TRS. The hardness profile of friction-stir 
welded joints of AA5052-H32 and AA2014-T6 dissimilar aluminium alloys exhibits a characteristic W-shaped distribution, 
which is directly associated with the complex microstructural evolution occurring across different zones. This observation 
is consistent with findings from several studies conducted on dissimilar aluminium alloys [15]. The drop in the hardness at 
higher TRS is also attributed to the defects formed in the nugget zone.  The effect of TRS on the hardness behaviour is 
evident, as the 860-rpm condition produces the optimal hardness distribution with maximum stir zone strengthening and 
minimal HAZ softening. In contrast, higher rotation speeds result in progressive degradation of hardness due to excessive 
heat input, causing wider low-hardness zones and grain coarsening.  

 
Figure 9: Schematic illustration of indentations across the weld section 

 

 
Figure 10: Hardness profile across the weld section of the FSW joints 

 
Tensile behaviour of FSW joints 
Fig. 11 (a, b) shows the tensile curves and UTS of the FSW joints made at various TRS. The results indicate a clear negative 
correlation between the TRS and UTS. A maximum UTS of 211 ± 1.0 MPa is observed at a rotational speed of 860 rpm, 
which subsequently decreases significantly to 189±2.1 MPa at 1160 rpm and further decreases to 172±1.5 MPa at 1460 rpm. 
From the photographic images of the tensile fractured specimens shown in Fig. 8 b, it is evident that the FSW joints made 
at TRS of 1160 and 1460 rpm failed near the weld line at HAZ of the weaker base material side, i.e., AA5052-H32. UTS 
decreases as the rotational speed increases, a phenomenon attributed to the heat generated during friction stir welding.     
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Tab. 4 illustrates the tensile properties of FSW joints. The yield stress, elongation, and the efficiency of the FSW joints 
decreased with an increase in TRS compared to the base metals. In the case of dissimilar alloys FSW, the tensile strength 
ratio of the FSW joint to any of the base materials is called joint efficiency. At lesser TRS, the heat input remains within the 
optimal range for these dissimilar aluminium alloys, promoting adequate plasticization and material mixing without excessive 
thermal exposure.  A 93.8 % tensile strength of the base metal is achieved at the FSW joint made at TRS of 860 rpm. The 
progressive deterioration in tensile strength at higher rotation speeds can be attributed to excessive heat generation, which 
causes several metallurgical defects, including grain growth in the nugget zone, dissolution of strengthening precipitates, 
and the potential formation of brittle intermetallic compounds at the joint interface between the dissimilar alloys [20]. 
Additionally, the higher rotation speeds create turbulent material flow conditions that can lead to defect formation, such as 
voids, tunnelling, or wormhole porosity, due to insufficient material consolidation and irregular material transport around 
the tool pin [21].  The observed reduction in elongation from 16.1% at 860 rpm to 10.4% at 1460 rpm corroborates the 
decline in ductility as heat input increases, consistent with the transition from ductile to brittle fracture mechanisms under 
varying TRS conditions. Furthermore, the decrease in yield strength from 181±1.5 MPa to 155±2.0 MPa with increasing 
TRS emphasizes the critical importance of managing thermal exposure to maintain the weld strength properties. Excessive 
heat input leads to precipitate dissolution and softening effects, thereby compromising load-bearing capacity. As shown in 
Tab. 5, the trend of variation in tensile strength with variation of rotation speeds has been reported in numerous other 
research studies. The present study observed the highest ultimate tensile strength (UTS) at a TRS of 700 rpm, while a similar 
observation made by Rady et al. [22] reported a UTS of 199.819 MPa at a lower TRS. As the tool rotational speed increases, 
the resulting temperature rise gradually diminishes the ultimate mechanical strength of the weld assemblies.  
 
Fracture Morphology 
Fig. 12 (a-c) shows the SEM images of the failure locations of the FSW joints after the tensile test. The fractured surface 
produced at 860 rpm (Fig. 12 a) shows the micro-dimples and shallow dimples. The absence of voids, cracks, cleavage facets, 
and tear ridges stipulates a clear ductile fracture. It is also confirmed with the plastic behaviour shown in the tensile curve 
of the TRS at 860 rpm (Fig. 11). However, several circular and oval-shaped voids (inhomogeneous dimples), voids, and tear 
ridges were observed on the fractured surfaces at 1160 (Fig. 12 b) and 1460 rpm (Fig. 12 c). These features, which result 
from inadequate stirring, manifest at elevated rotational speeds. The occurrence of these defects is attributed to the 
temperature difference between the upper and lower sections, which interferes with the flow of material. Elevated rotational 
speeds result in higher temperatures and a slow cooling process within the stir zone.  As illustrated in Fig. 11 (b), specimens 
welded at 860 rpm exhibited fracture away from the weld centerline on the retreating side, indicating failure at HAZ nearer 
to the AA5052-H32 base metal. Conversely, at 1160 rpm, the crack initiated in the heat-affected zone (HAZ) nearer to the 
stir zone, whereas at 1460 rpm, the fracture plane intersected the stir zone (SZ), mainly due to reduced hardness and grain 
coarsening. Moreover, high tool rotational speeds cause an irregular distribution of stirred material to the top surface, which 
both play a role in defect formation [25].  

 
 

 
Figure 11: Tensile strength behaviour of the FSW joints a) stress vs strain curve, b) UTS vs TRS 

 



 
 
 

N. N. Sathya et alii, Fracture and Structural Integrity, 75 (2026) 1-12; DOI: 10.3221/IGF-ESIS.75.01 
 

10 
 

Rotational 
speed(rpm) 

0.2% Yield 
stress (MPa) UTS (MPa) 

Elongation 
(%) 

Efficiency (%) in comparison to 
AA5052-H32 (225 MPa) 

860 181±1.5 211±1.0 16.1 93.8 

1160 168±2.0 189±2.1 13.5 84.0 

1460 155±2.0 172±1.5 10.4 76.4 
 

Table 4: Tensile properties of the FSW joints. 
 

Base Metals Joined Tool Rotation Speed (rpm) 
UTS 

(trend) 
Reference 

AA6061/AA5083 700, 1050, 1400 
 [22] 

 

AA6061/AA5083 710, 900, 1120, 1400  [23] 
 

AA6082/AA6082 600, 800, 1000, 1200  [10] 
 

 

Table 5: Some of the studies that found a variation in UTS with a variation in TRS.  
 

 
 

Figure 12: Fractured surfaces of the FSW joints made at a) 860 rpm, b) 1160 rpm, c) 1460 rpm 
 
 
CONCLUSIONS 
 

SW of dissimilar aluminium alloys AA21014-T6 and AA5052-H32 is successfully obtained using various TRS in the 
range of 860-1460 rpm. The impact of tool rotation speed on the microstructure and mechanical properties is 
examined, and the following conclusions are drawn from this study. 
 The weld surface morphology at 860 rpm exhibited a uniform, flash-free appearance with smooth, defect-free 

contours, indicating optimal material flow and consolidation achieved through balanced heat input and plastic 
deformation. 

 The TRS of 860 rpm is observed with fine equiaxed grains (11.8 ± 0.3 µm), whereas higher TRS caused grain 
coarsening up to 15.7±0.5 µm 

 A W-shaped hardness profile is observed across all joints, with maximum hardness of 156 ± 1.5 HV in the stir 
zone of the FSW joint made at 860 rpm 

 Maximum UTS of 211 ± 1.0 MPa is achieved at the TRS of 860 rpm, demonstrating 93.8% efficiency compared 
to the base metal AA5052-H32. 

 UTS has decreased with an increase in TRS due to the progressive deterioration of the weld region and excessive 
heat generation.  

 Fractographic analysis revealed a ductile fracture characterized by micro-dimples at 860 rpm. The fracture type 
transitioned to a mixed-mode fracture exhibiting brittle characteristics at 1160 and 1460 rpm, which corresponds 
with decreased elongation and joint efficiency. 

F 



 
 
 

N. N. Sathya et alii, Fracture and Structural Integrity, 75 (2026) 1-12; DOI: 10.3221/IGF-ESIS.75.01 
 

11 
 

CONFLICTS OF INTEREST 
 

he authors declare no conflict of interest 
 
 

 
 
ACKNOWLEDGEMENT  
 

he authors would like to thank CRF, NITK, Surathkal, for providing FSW welding and Testing facilities for this 
study. 
 

 
 
REFERENCES  
 
[1] Ahmed, M. M., El-Sayed Seleman, M. M., Fydrych, D., & Çam, G. (2023). Friction stir welding of aluminum in the 

aerospace industry: the current progress and state-of-the-art review. Materials, 16(8), 2971.  
DOI: https://doi.org/10.3390/ma16082971 

[2] Balasubramanian, V. (2008). Relationship between base metal properties and friction stir welding process 
parameters. Materials Science and Engineering: A, 480(1-2), pp. 397-403.  
DOI: https://doi.org/10.1016/j.msea.2007.07.048. 

[3] Singh, A., Sharma, S. K., Batish, A. (2025). Dynamic recrystallization during solid state friction stir 
welding/processing/additive manufacturing: Mechanisms, microstructure evolution, characterization, modeling 
techniques and challenges. Critical Reviews in Solid State and Materials Sciences, 50(1), pp. 77-135.  
DOI: https://doi.org/10.1080/10408436.2024.2391333. 

[4] Nagaraja, S., Anand, P. B., Mariswamy, M., Alkahtani, M. Q., Islam, S., Khan, M. A., Bhutto, J. K. (2024). Friction stir 
welding of dissimilar Al–Mg alloys for aerospace applications: Prospects and future potential. Reviews on advanced 
materials science, 63(1), 20240033. DOI: https://doi.org/10.1515/rams-2024-0033. 

[5] Ma, Z. Y., Feng, A. H., Chen, D. L., Shen, J. (2018). Recent advances in friction stir welding/processing of aluminum 
alloys: microstructural evolution and mechanical properties. Critical Reviews in Solid State and Materials Sciences, 43(4), 
pp. 269-333. DOI: https://doi.org/10.1080/10408436.2017.1358145. 

[6] Routray, S., Swain, R., Mohapatro, R. N. (2025). Toward a Greener Weld for Integrating Sustainability Into Welding 
Practices. Advanced Welding Technologies, pp. 447-476. DOI: https://doi.org/10.1002/9781394331925.ch22 

[7] Leon, J. S., Bharathiraja, G., & Jayakumar, V. (2020). A review on friction stir welding in aluminium alloys. In IOP 
conference series: materials science and engineering  954(1), 012007.  
DOI: https://doi.org/10.1088/1757-899X/954/1/012007. 

[8] Dada, M., Popoola, P. (2024). Recent advances in joining technologies of aluminum alloys: a review. Discover 
Materials, 4(1), 86. DOI: https://doi.org/10.1007/s43939-024-00155-w. 

[9] Thilagham, K. T., Noorullah, D. (2025). Effect of Tool Rotating Speed on Microstructure and Mechanical Properties 
of Dissimilar Friction Stir Welded AA5052-H32 and AA6082-T6 Aluminum Alloys. Journal of Materials Engineering 
and Performance, pp. 1-15. DOI: https://doi.org/10.1007/s11665-024-10017-4. 

[10] Li, Y., Sun, D., Gong, W. (2019). Effect of tool rotational speed on the microstructure and mechanical properties of 
bobbin tool friction stir welded 6082-T6 aluminum alloy. Metals, 9(8), 894.  
DOI: https://doi.org/10.3390/met9080894. 

[11] Kumar, S., Acharya, U., Sethi, D., Medhi, T., Roy, B. S., Saha, S. C. (2020). Effect of traverse speed on microstructure 
and mechanical properties of friction-stir-welded third-generation Al–Li alloy. Journal of the Brazilian Society of 
Mechanical Sciences and Engineering, 42(8), 423. DOI: https://doi.org/10.1007/s40430-020-02509-w. 

[12] Venkatesh, B. N., Hebbal, U., Siddappa, P. N., Kousik, S., Nagaraja, T. K. (2022). Optimization of FSW parameters of 
AA6061-6 wt.% SiC composite plates. Manufacturing Review, 9, 34.  
DOI: https://doi.org/10.1051/mfreview/2022032. 

[13] Ashok, S. K. (2023). A fuzzy model to predict the mechanical characteristics of friction stir welded joints of aluminum 
alloy AA2014-T6. The Aeronautical Journal, 127(1311), pp. 818-830. DOI: https://doi.org/10.1017/aer.2022.90. 

T 

T 



 
 
 

N. N. Sathya et alii, Fracture and Structural Integrity, 75 (2026) 1-12; DOI: 10.3221/IGF-ESIS.75.01 
 

12 
 

[14] Li, J. Q., Liu, H. J. (2013). Effects of tool rotation speed on microstructures and mechanical properties of AA2219-T6 
welded by the external non-rotational shoulder assisted friction stir welding. Materials & Design, 43, pp. 299-306.  
DOI: https://doi.org/10.1016/j.matdes.2012.07.011 

[15] Gebreamlak, G., Palani, S., Sirahbizu, B. (2024). Mechanical characteristics of dissimilar friction stir welding processes 
of aluminium alloy [AA 2024-T351 and AA 7075-T651]. Manufacturing Review, 11, 19.  
DOI: https://doi.org/10.1051/mfreview/2024018 

[16] Di Bella, G., Favaloro, F., Borsellino, C. (2023). Effect of process parameters on friction stir welded joints between 
dissimilar aluminum alloys: a review. Metals, 13(7), 1176. DOI: https://doi.org/10.3390/met13071176 

[17] Nandan, R., DebRoy, T., Bhadeshia, H. K. D. H. (2008). Recent advances in friction-stir welding–process, weldment 
structure and properties. Progress in materials science, 53(6), pp. 980-1023.  
DOI: https://doi.org/10.1016/j.pmatsci.2008.05.001. 

[18] Celik, S., Cakir, R. (2016). Effect of friction stir welding parameters on the mechanical and microstructure properties 
of the Al-Cu butt joint. Metals, 6(6), 133. DOI: https://doi.org/10.3390/met6060133. 

[19] Zhang, C., Cao, Y., Huang, G., Zeng, Q., Zhu, Y., Huang, X., Liu, Q. (2020). Influence of tool rotational speed on local 
microstructure, mechanical and corrosion behavior of dissimilar AA2024/7075 joints fabricated by friction stir 
welding. Journal of Manufacturing Processes, 49, pp. 214-226. DOI: https://doi.org/10.1016/j.jmapro.2019.11.031. 

[20] Saravana Sundar, A., Radhika, N., Kumar, A. (2024). Role of submerged friction stir welding in reducing intermetallic 
growth and enhancing microstructure in dissimilar Al-Ti joints. Scientific Reports, 14(1), 26908.  
DOI: https://doi.org/10.1038/s41598-024-78130-x. 

[21] Zeng, X. H., Xue, P., Wang, D., Ni, D. R., Xiao, B. L., Wang, K. S., Ma, Z. Y. (2018). Material flow and void defect 
formation in friction stir welding of aluminium alloys. Science and Technology of Welding and joining, 23(8), pp. 677-
686. DOI: https://doi.org/10.1080/13621718.2018.1471844. 

[22] Rady, M. H., Khalafe, W. H., Jadoau, R. J., Kale, S. A.,  Shamsudin, S. (2024). Analysis of Tensile Strength of Friction 
Stir Welding for Aluminum Alloys AA6061 with AA5083 Using Design of Experiment Approach. Journal homepage: 
http://iieta. org/journals/ijcmem, 12(4), pp. 389-394. DOI: https://doi.org/10.18280/ijcmem.120407. 

[23] Jha, S. K., & Prakash, P. (2023). Effect of tool rotation speed on mechanical properties of underwater friction stir 
welding of 6061-T6 and 5083-H12 aluminium alloys. Materials Today: Proceedings, 91, pp. 138-142.  
DOI: https://doi.org/10.1016/j.matpr.2023.03.753. 

[24] Dialami, N., Cervera, M., & Chiumenti, M. (2020). Defect formation and material flow in friction stir welding. European 
Journal of Mechanics-A/Solids, 80, 103912. DOI: https://doi.org/10.1016/j.euromechsol.2019.103912. 

 
 
 



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Dot Gain 20%)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (U.S. Web Coated \050SWOP\051 v2)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.4
  /CompressObjects /Tags
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /CMYK
  /DoThumbnails false
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams false
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments true
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts true
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 300
  /ColorImageMinResolutionPolicy /OK
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 300
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 300
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 300
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 1200
  /MonoImageMinResolutionPolicy /OK
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 1200
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile ()
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /CreateJDFFile false
  /Description <<

    /BGR <>
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e9ad88d2891cf76845370524d53705237300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc9ad854c18cea76845370524d5370523786557406300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /CZE <>
    /DAN <>
    /DEU <>
    /ESP <>
    /ETI <>
    /FRA <>
    /GRE <>

    /HRV (Za stvaranje Adobe PDF dokumenata najpogodnijih za visokokvalitetni ispis prije tiskanja koristite ove postavke.  Stvoreni PDF dokumenti mogu se otvoriti Acrobat i Adobe Reader 5.0 i kasnijim verzijama.)
    /HUN <>
    /ITA <>
    /JPN <FEFF9ad854c18cea306a30d730ea30d730ec30b951fa529b7528002000410064006f0062006500200050004400460020658766f8306e4f5c6210306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103055308c305f0020005000440046002030d530a130a430eb306f3001004100630072006f0062006100740020304a30883073002000410064006f00620065002000520065006100640065007200200035002e003000204ee5964d3067958b304f30533068304c3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020ace0d488c9c80020c2dcd5d80020c778c1c4c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /LTH <>
    /LVI <>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor prepress-afdrukken van hoge kwaliteit. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /POL <>
    /PTB <>
    /RUM <>
    /RUS <>
    /SKY <>
    /SLV <>
    /SUO <>
    /SVE <>
    /TUR <>
    /UKR <>
    /ENU (Use these settings to create Adobe PDF documents best suited for high-quality prepress printing.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /ConvertToCMYK
      /DestinationProfileName ()
      /DestinationProfileSelector /DocumentCMYK
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles false
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /DocumentCMYK
      /PreserveEditing true
      /UntaggedCMYKHandling /LeaveUntagged
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [612.000 792.000]
>> setpagedevice


