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Effect of FSW Stirrer Geometries on Tensile Strength

of AA6063-T1 Aluminum Alloy
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Abstraci—This paper proposes a study of Friction Stir Welding stir
rer geometries effect such as cylindrical, cone, left screw and right scre
w  stimer shape on tensile  strength  of AAG063-
T1 aluminum alloy butt joint. A variation of FSW Stirrer shape affected
directly the AA6063-T1 aluminum alloy butt joint quality. A cylindrica
1 stirrer shape and a cone stirrer shape produced the void defect at the b
ottom part of the weld metal and initiated the failure of the joint when t
he joint was subjected the load during the tensile test.
Left and right screw stirrer shapes gave the sound joint with no voice d
efect on the weld metal and affected to increase the joint strength that
was higher than that of the aluminum base metal.

Keywords—Friction stir welding, Butt joint, Aluminum alloy,
Tensile strength
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