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• Breaking in the base material instead of the weld seam 
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ABSTRACT: In this study, post-weld friction stir processing (FSP) was applied to eliminate the grain 

coarsening disadvantages encountered in the heat-affected zone when joining AA5754 aluminum alloy 

with Gas Tungsten Arc Welding (GTAW). As a result of welding in two passes and with the low heat 

input by selecting the appropriate welding parameters, all welding seams were produced without macro 

defects. Despite all these precautions, grain coarsening has occurred in the Heat Affected Zone (HAZ), as 

expected. Significant amounts of grain refinement were detected as a result of the FSP applied to the 

regions with grain coarsening. Consequently, the grain refinement in the HAZ, the tensile strength 

increased slightly, in contrast with ductility has significantly increased (around from 6% to 19%). In the 

tensile tests, the rupture occurred in the HAZ in the GTAWed specimens, while the rupture occurred in 

the base material close to the HAZ in all FSPed specimens. In addition, the high hardness values of HAZ 

of the GTAWed samples were reduced to the base material hardness values in all FSPed samples, resulting 

in a more homogeneous hardness distribution. 

 

Keywords: AA5754, Gas Tungsten Arc Welding, Friction Stir Processing, Mechanical Properties, Microstructure 

1. INTRODUCTION 

Energy consumption and air pollution are important problems to be overcome for today's automotive 

industry. The studies carried out for this purpose in literature especially focus on the development of 

vehicles that operate more efficiently [1-4]. Applications for the reduction in fuel consumption are 

generally aimed to reduce vehicle weight. This situation has led to the increasing use of aluminum alloys 

in the automotive industry in recent years, due to their high strength compared to their low density. 

However, there are very important problems in joining aluminum alloys with fusion welding methods. 

The fusion welding behavior of aluminum alloys differs significantly from conventional materials such as 

steel [5-6]. The properties that affect the weldability of aluminum alloys are high thermal conductivity, 

high solidification shrinkage, oxide formation on the surface, high coefficient of thermal expansion, the 

high solubility of hydrogen in the molten state, and relatively wide solidification-temperature ranges [7-

9]. 

As it is well known, friction stir welding (FSW), which is one of the solid-state welding methods, is 

recommended by many researchers for welding these materials due to the limited weldability of 

aluminum alloys by arc welding methods [10-13]. However, this welding method requires special 

equipment depending on the base material being welded, and the shape and geometry of the part. In 

addition, the welding process becomes more difficult, especially as the materials having high thickness 

values. For this reason, the use of solid state welding methods such as FSW in industrial production 

applications is still very inadequate [14-16]. 

Due to these factors, traditional welding methods such as Gas Tungsten Arc Welding (GTAW) and 

Gas Metal Arc Welding (GMAW) are generally used for aluminum and its alloys, which have high power 

density and use inert gas as shielding gas atmosphere. In general, it has been reported by many researchers 

that coarse-grained microstructures occur in the fusion zone (FZ) and the heat-affected zone (HAZ) after 

the welding process is performed with arc welding methods [17-19]. Grain coarsening after welding is an 

important issue, especially for non-heat treatable aluminum alloys. For this reason, methods having higher 
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energy density such as laser welding have been used to prevent coarse grain formation in the welding 

process of these alloys. However, even though this method that has a higher energy density is used, a 

dendritic grain structure is formed in the fusion zone increasing the risk of hot crack formation, although 

a finer grain structure can be obtained [20-22]. 

One of the most common methods used to prevent hot crack formation is preheating in the welding 

of aluminum and there are many studies in the literature. As given in these studies, preheating increases 

the risk of coarse grain formation. The coarse-grained structure formed in the weld zone adversely affects 

the strength of the weld joint as given above [23-25]. 

As it is well known, grain refinement significantly increases both the strength of the material (this is 

especially important at low temperatures) and its ductility. Therefore, in recent years, there have been 

many important commercial attempts at the development of fine-grained materials for various 

applications. In particular, controlling the grain refinement by processing is preferred instead of alloying 

due to being cheaper, simpler, and recycling advantages [26-27]. 

Welding wire manufacturers produce welding wire with a suitable chemical composition, taking into 

account the defects such as hot cracks, grain coarsening, etc. that may be encountered in the weld filler. 

However, only the use of welding wire is generally insufficient to prevent the formation of hot cracks [28-

30]. Therefore, in aluminum fusion welding, it is preferred the pre-annealing treatment before the welding. 

The pre-annealing process used supports grain coarsening especially in the heat-affected zone (HAZ), 

making the grain coarsening problem in this region even more critical. Unfortunately, grain refiners in the 

welding wire have no effect on this grain coarsening in HAZ. Therefore, ensuring grain refinement in 

HAZ has critical importance in the fusion welding of aluminum alloys [31]. 

In this study, friction stir processing (FSP) application after welding is proposed to solve the grain 

coarsening in the HAZ that is encountered in joining aluminum alloys with arc welding. AA5754 

aluminum alloy which is one of the most widely used alloys in the automotive industry was chosen for 

experimental studies. This alloy was joined with ER5356 welding wire without preheating by GTAW and 

then FSP was applied in the weld area for beneficial grain refinement. 

2. EXPERIMENTAL DETAILS 

2.1. Gas Tungsten Arc Welding 

In the experimental studies, AA 5754 alloy, whose chemical composition is shown in Table 1 and 

mechanical properties are shown in Table 2, with a thickness of 5 mm was used. After the V-shaped 

welding groove was formed on the edge of the plates with dimensions of 200x100 mm, according to EN 

ISO 9692-3:2016 standard, the surfaces were degreased and welding processes were carried out using 

GTAW process. The used GTAW process parameters were given in Table 3. ER 5356 with a diameter of 

1.2 mm, the chemical composition of which is presented in Table 1, was used as filler wire, and pure argon 

gas was also used as a shielding gas in the welding process, which was carried out in a total of two passes, 

on both surfaces. 

 

Table 1. The chemical compositions of the base material and filler wire 

 Si Mg Mn Fe Cr Cu Zn Ti Al 

AA 5754 0.124 2.789 0.355 0.397 0.068 0.059 0.037 0.017 Balance 

ER 5356 <0.25 5 0.3 <0.4 - - - - Balance 

 

Table 2. The mechanical properties of the AA5754 alloy 

 σYS (MPa) σUTS (MPa) Strain (%) 

AA5754 112.2 208.8 15.8 
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Table 3. GTAW and FSP parameters 

Parameter  

Welding current (A) 235 

Welding speed (mm/min) 130 

Shielding gas flow rate (L/min) 18 

FSP tool rotation speed (rpm) 900 

FSP tool travel speed (mm/min) 20 

Tilt angle 2o 

 

2.2. Friction stir processing 

After the welding processes were completed, FSP was performed with predetermined process 

parameters (Table 3) on a plate while another plate was directly used as-welded for the testing. From now 

on, the sample names are referred to as GTAWed and GTAWed+FSPed for arc welded and friction stir 

processed following arc welding, respectively. FSP was carried out using hot work tool steel with AISI 

H13 (X40CrMoV5-1) material. Having a hardness of 55 HRC, the tool also has a cylindrical shoulder and 

a conical pin. The pin, which has a diameter of 5 mm at the bottom and 6 mm at the top, has also a 3 mm 

length. The FSP, having 0.33 overlapping ratio [32] is given in the Figure 1. 

 

𝑂𝑣𝑒𝑟𝑙𝑎𝑝 𝑅𝑎𝑡𝑖𝑜 = 1 − [
𝑙

𝑑𝑝𝑖𝑛

] (1) 

 

Where l designates the distance between pin axes in passes and d is the top diameter of the pin. In 

FSP, the tool was plunged 0.4 mm to welded sample and initial preheating was achieved by keeping the 

penetration speed constant at 1 mm/min.  

 

 
Figure 1. Friction stir processing of GTAWed AA5754 

 

2.3 Microstructural Charactarization and Mechanical Testing 

Tucker etchant (25 ml of water, 15 ml HF, 25 ml HCl, 15 ml HNO3) was used for macro examinations 

and Keller etchant (50 ml of water, 10 ml HF, 15 ml HCl and 25 ml of HNO3) was also used for micro 

examinations of the fabricated samples. In order to determine the hardness distribution of the samples, 
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Vickers test examinations were carried out on the line with a depth of 2 mm from the surface. The tests 

carried out with a load of 200 grams were also repeated on the same line at 0.5 mm intervals. Tensile tests 

of the samples were also carried out at a testing speed of 1 mm/min. 

3. RESULTS AND DISCUSSION 

AA5754 aluminum alloy was first joined with ER5356 welding wire by GTAW without preheating. 

As a result of the macro examination carried out after the welding process, no macro defect was detected 

in the structure (Figure 2). The macrograph of the GTAWed+FSPed sample also shows the proper 

processing was performed via FSP. Any defects, such as wormhole and porosity which are particular with 

FSW/FSP were not observed. 

 
Figure 2. Cross-sectional macrographs of the samples; a) GTAWed sample, b) GTAWed+FSPed sample 

 

It can be also seen that the HAZ is not relatively wide compared to the base material with high thermal 

conductivity. Keeping the HAZ narrow is ensured by the selected welding parameters (higher welding 

speed in addition to higher current and voltage values). A high increase in the heat input was prevented 

by selecting the current and voltage higher values, and by keeping the welding speed also higher. Thus, 

the 5mm thick plate was welded in two passes, trying to prevent the expansion of the HAZ. This welding 

process with a lower amount of heat input is also preferred to prevent grain coarsening in the FZ [33, 34]. 

Welding with low heat input, chosen to prevent grain coarsening, causes the formation of pores in the 

welding of aluminum alloys having high thermal conductivity. For this reason, the using heat input 

should be low enough not to cause grain coarsening, it should also has a value that will not cause porosities 

in the weld due to rapid solidification [35]. As can be seen from Figure 2, there was no porosity in the 

seam after the fusion welding process. 

The metallographic examination of the weld seams was obtained after the welding process as can be 

seen in Figure 3. Although partial grain growth occurred in HAZ, this area could be kept narrower as 

much as possible. This is another important point that shows that the selected welding parameters are 

suitable for the process. 

After the welding process, FSP was applied in order to obtain grain refinement in the weld zone. As 

can be seen in Figure 4, grain refinement has occurred in the coarse-grained weld seam and oriented-

grained HAZ resulting from the FSP. 

 

 

a) 

b) 2 mm 

2 mm 

 

Weld seam 
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Figure 3. The microstructural zones of the GTAWed sample; a) Base material, b) Transition zone ( weld 

metal-HAZ), c) Fusion zone 

   

  
Figure 4. Grain refinement after FSP treatment applied to the heat affected area of the welded sample. a) 

Base material b) Transition zone between the FSPed area and weld metal 

 

The onion ring microstructure and thus the material flow form can be clearly seen in the areas where 

the FSP has been applied (Figure 5). It was also determined that any porosity and cracks did not occur in 

the areas where FSP was applied. The onion ring forms occurring in the microstructure also clearly show 

adequate bond strength resulting from the grain refinement and dynamic recrystallization [36-38].  

a) b) 

b) a) 

Fusion zone 

FSPed zone 

c) 

Fusion 

zone 

HAZ 
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Figure 5. Onion ring microstructure and material flow in the FSP-ed areas a) base material  b) TMAZ 

advancing side  c) transition zone between the FSPed area base material  d) transition zone between FSPed 

area and weld metal, e) Weld metal, f) transition zone between the weld metal and base material 

 

When the tensile test results were examined (Figure 6), it was determined that the mechanical strength 

of the GTAW specimen was compatible with the values in the literature. However, it is also seen that 

higher elongation values are obtained compared to the low ductility values expected in fusion welding 

methods. This situation is attributed to the formation of a fine-grained structure in the weld metal due to 

the fact that the FSP was made with two passes and the low heat input is used in the passes [39, 40].  As 

well-known, fine-grain structure increases the strength and ductility of metallic materials. Following the 

FSP, it was determined that the average grain size in HAZ was measured between 60-90 µm.  

 

a) b) 

c) d) 

e) f) 
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Figure 6. Representative tensile test results of the samples 

 

When Figure 6 is examined, it is seen that the tensile strengths are slightly higher than the base 

material (Table 2). According to the tensile test results of welded joints without FSP, it has been observed 

that the welding parameters selected for GTAW welding provide acceptable weldability and strength 

values. This result also shows that it is possible to obtain sufficient tensile strengths for welded joints of 

5xxx series (Al-Mg) aluminum alloys by the GTAW method. The FSP process applied after the welding 

process did not significantly change the strength values of the joins. However, the ductility of welded 

joints has increased remarkably. This situation can effectively contribute to the elimination of the 

brittleness/low toughness problem, which is a major disadvantage, especially for welded joints [41-43]. 

With the increase in ductility, the elongation values of the base material were regained for the welded 

structure. 

During the tensile tests, none of the specimens broke from the weld fill and each specimen ruptured 

in base materials regions close to the HAZ (Figure 7). When the elongation results of the FSPed samples 

are examined, a significant increase in ductility was achieved compared to the as-welded sample. FSPed 

samples’ elongation have a slight decrease (almost the same) in elongation values can be obtained 

compared to the base material. As it is known, it is an expected result that the ductility of welded joints 

will decrease significantly due to the negative effects of the thermal effect that given during the welding 

process [44]. This is a very important gain, especially for aluminum alloys joined by fusion welding, where 

the ductility is expected to decrease further as a result of the thermal effect. 
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Figure 7. Failure zones of the GTAWed samples after tensile testing 

 

 
Figure 8. Cross-sectional microhardness profiles of the samples  

 

When the hardness distribution is examined, it is clearly seen that the hardness distribution of the 

GTAWed sample has characteristically high hardness values from the sides of the weld seam to the base 

material throughout the HAZ (Figure 8). The highest hardness values were measured as 88 HV including 

this region in HAZ. It can be given the main reasons for high hardness in HAZ as grain coarsening (Figure 

3b), and residual stresses due to rapid cooling after welding resulting from thermal shrinkage caused by 

the heating-cooling cycle. Because of the high residual stresses, these areas are the weakest region of the 

welded joint. For this reason, the FSP was applied to these areas of GTAWed parts as given in the 

experimental studies section of this study. The applied FSP resulted in a stress relief effect as well as grain 

refinement. With the FSP, both thermal stress and mechanical stress relief occurred and the hardness 

values decreased in the HAZ. The stress-relieving effect of the FSP is adequately efficient in that the high 

hardness values formed in HAZ can be reduced to the hardness values of the base material. As given 

before, another effect of the FSP is the increase in ductility as given in the tensile test. This is an important 

desired result in welded samples [45]. 

 

Fusion zone 

HAZ HAZ 
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4. CONCLUSION 

In this study, AA5754 alloy was joined with GTAW and then FSP was used in order to modify the 

coarse grain structure formed in the HAZ. The results obtained after the FPS performed in two passes for 

enhancing the HAZ grain structure on both sides of the weld seam are as follows; 

• The microstructure, which did not have any welding defects after GTAW, had a fine-grained 

structure with dynamic recrystallization after the applied FSP. 

• The low ductility that occurred after the GTAW was eliminated thanks to the fine-grained 

microstructure created in the microstructure. While approximate ultimate tensile strength values were 

obtained after the GTAW and FSP, a remarkable improvement was achieved in the elongation values after 

the FSP. 

• All FSPed specimens ruptured in base materials regions close to the HAZ due to the significant 

increase in ductility. FSPed samples’ elongation is almost the same as the elongation values of the base 

material. 

• The hardness tests demonstrated that the grain coarsening and the harmful effects that occurred 

after the thermal cycle during the GTAW were eliminated efficiently. Characteristic high hardness values 

in the HAZ were reduced to base material hardness values because of the FSP's stress relief effect. After 

the FSP, approximately uniform hardness distribution was obtained clearly. 

Declaration of Ethical Standards 

Authors declare to comply with all ethical guidelines, including authorship, citation, data reporting 

and original research publication. 

Credit Authorship Contribution Statement 

Fatih Kahraman: Methodology, writing, reviewing, supervision 

Gökçe Mehmet Gençer: Methodology, experiments, writing, editing  

Coşkun Yolcu: Experiments, writing 

Declaration of Competing Interest 

The authors declared that they have no conflict of interest. 

Funding / Acknowledgements 

The authors are grateful to Mustafa SAYAR and Türev Mechatronics employees for their valuable 

support. 

Data Availability 

The datasets collected during the current study are not publicly available but are available from the 

corresponding author on reasonable request. 

REFERENCES 

[1]  M. R. Islam, M. Ishak, L. H. Shah, S. R. A. Idris, C. Meriç, “Dissimilar welding of A7075-T651 and 

AZ31B alloys by gas metal arc plug welding method,” The International Journal of Advanced 

Manufacturing Technology, vol. 88, June, pp. 2773-2783, 2017. 

[2]  H. Okuyucu, A. Kurt, E. Arcaklioglu, “Artificial neural network application to the friction stir 

welding of aluminum plates,” Materials & Design, vol. 28, no. 1, Aug., pp. 78-84, 2007. 



Improvement of Heat Affected Zone of Gtawed 5754 Aluminum Alloy With FSP 767 

 

[3]  P. Bamberg, G. Gintrowski, Z. Liang, A. Schiebahn, U. Reisgen, N. Precoma, C. Geffers,  

“Development of a new approach to resistance spot weld AW-7075 aluminum alloys for structural 

applications: an experimental study–Part 1,” Journal of Materials Research and Technology, vol. 15, 

Nov. Dec., pp. 5569-5581, 2021. 

[4]  N. Karunakaran, V. Balasubramanian, “Effect of pulsed current on temperature distribution, weld 

bead profiles and characteristics of gas tungsten arc welded aluminum alloy joints,” Transactions 

of Nonferrous Metals Society of China, vol. 21, no. 2, Feb., pp. 278-286, 2011. 

[5]  P. Praveen, P. K. D. V. Yarlagadda, “Meeting challenges in welding of aluminum alloys through 

pulse gas metal arc welding,” Journal of Materials Processing Technology, vol. 164-165, May, pp. 

1106-1112, 2005. 

[6]  P. Kah, R. Rajan, J. Martikainen, R. Suoranta, “Investigation of weld defects in friction-stir welding 

and fusion welding of aluminium alloys,” International Journal of Mechanical and Materials 

Engineering, vol. 10, no. 1, Dec., pp. 1-10, 2015 

[7]  C. Zhao, Z. Luo, Y. Li, M. Feng, W. Xuan, “Inverse heat conduction model for the resistance spot 

welding of aluminum alloy,” Numerical Heat Transfer, Part A: Applications, vol. 70, no. 12, Nov., pp. 

1330-1344, 2016. 

[8]  R. Xiao, X. Zhang, “Problems and issues in laser beam welding of aluminum–lithium alloys,” 

Journal of Manufacturing Processes, vol. 16, no. 2, April, pp. 166-175, 2014. 

[9]  R. Xiao, J. Yang, C. Tan, Z. Shen, Z. Yu, “Fabrication of high strength and lightweight dissimilar 

material joints by laser: a review,” Advanced Laser Processing and Manufacturing III, vol. 11183, 

Nov., pp. 32-37, 2019. 

[10]  A. Yazdipour, K. Dehghani, “Modeling the microstructural evolution and effect of cooling rate on 

the nanograins formed during the friction stir processing of Al5083,” Materials Science and 

Engineering: A, vol. 527, no. 1-2, Dec., pp. 192-197, 2009. 

[11]  A. K. Bodukuri, K. Eswaraiah, K. Rajendar, “Comparison of Aluminum Alloy 5083 properties on 

TIGW and FSW Processes,” Materials Today: Proceedings, vol. 4, no. 9, Oct., pp. 10197-10201, 2017. 

[12]  S. B. Aziz, M. W. Dewan, D. J. Huggett, M. A. Wahab, A. M. Okeil, T. Warren Liao, “Impact of 

Friction Stir Welding (FSW) process parameters on thermal modeling and heat generation of 

aluminum alloy joints,” Acta Metallurgica Sinica (English Letters), vol. 29, July, pp. 869-883, 2016. 

[13]  T. Hirata, T. Oguri, H. Hagino, T. Tanaka, S. W. Chung, Y. Takigawa, K. Higashi, “Influence of 

friction stir welding parameters on grain size and formability in 5083 aluminum alloy,” Materials 

Science and Engineering: A, vol. 456, no. 1-2, May, pp. 344-349, 2007. 

[14]  A. Ghiasvand, M. Kazemi, M. Mahdipour Jalilian, H. Ahmadi Rashid, “Effects of tool offset, pin 

offset, and alloys position on maximum temperature in dissimilar FSW of AA6061 and AA5086,” 

International Journal of Mechanical and Materials Engineering, vol. 15, May, pp. 1-14, 2020. 

[15]  P. Upadhyay, A. Reynolds, “Effect of backing plate thermal property on friction stir welding of 

25-mm-thick AA6061,” Metallurgical and Materials Transactions A, vol. 45, Nov., pp. 2091-2100, 

2014. 

[16]  C. T. Canaday, M. A. Moore, W. Tang, A. P. Reynolds, “Through thickness property variations in 

a thick plate AA7050 friction stir welded joint,” Materials Science and Engineering: A, vol. 559, Jan., 

pp. 678-682, 2013. 

[17]  A. K. Lakshminarayanan, V. Balasubramanian, K. Elangovan, “Effect of welding processes on 

tensile properties of AA6061 aluminium alloy joints,” The International Journal of Advanced 

Manufacturing Technology, vol. 40, Jan., pp. 286-296, 2009. 

[18]  K. Vasu, H. Chelladurai, A. Ramaswamy, S. Malarvizhi, V. Balasubramanian, “Effect of fusion 

welding processes on tensile properties of armor grade, high thickness, non-heat treatable 

aluminium alloy joints,” Defence Technology, vol. 15, no. 3, June, pp. 353-362, 2019. 

[19]  A. Kumar, S. Sundarrajan, “Optimization of pulsed TIG welding process parameters on 

mechanical properties of AA 5456 Aluminum alloy weldments,” Materials & Design, vol. 30, no. 4, 

April, pp. 1288-1297, 2009. 



768                                                                                                                                              F. KAHRAMAN, G. M. GENÇER, C. YOLCU 

[20]  L. Wang, M. Gao, C. Zhang, X. Zeng, “Effect of beam oscillating pattern on weld characterization 

of laser welding of AA6061-T6 aluminum alloy,” Materials & Design, vol. 108, Oct., pp. 707-717, 

2016. 

[21]  Z. Tang, F. Vollertsen, “Influence of grain refinement on hot cracking in laser welding of 

aluminum,” Welding in the World, vol. 58, March, pp. 355-366, 2014. 

[22]  M. Sheikhi, F. M. Ghaini, H. Assadi, “Prediction of solidification cracking in pulsed laser welding 

of 2024 aluminum alloy,” Acta Materialia, vol. 82, Jan., pp. 491-502, 2015. 

[23]  M. Chludzinski, R. E. dos Santos, C. Churiaque, M. Ortega-Iguña, J. M. Sánchez-Amaya, “Pulsed 

laser welding applied to metallic materials—A material approach,” Metals, vol. 11, no. 4, April, 

pp. 640, 2021. 

[24]  H. Hekmatjou, H. Naffakh-Moosavy, “Hot cracking in pulsed Nd: YAG laser welding of 

AA5456,” Optics & Laser Technology, vol. 103, July, pp. 22-32, 2018. 

[25]  H. Ebrahimzadeh, H. Farhangi, S. A. A. A. Mousavi, “Hot cracking in autogenous welding of 

6061-T6 aluminum alloy by rectangular pulsed Nd: YAG laser beam,” Welding in the World, vol. 

64, April, pp. 1077-1088, 2020 

[26]  S. Mironov, Y. S. Sato, H. Kokawa, “Microstructural evolution during friction stir-processing of 

pure iron,” Acta Materialia, vol. 56, no. 11, June, pp. 2602-2614, 2008. 

[27]  C. Vidal, V. Infante, “Fatigue behavior of friction stir-welded joints repaired by grinding,” Journal 

of Materials Engineering and Performance, vol. 23, Jan., pp. 1340-1349, 2014. 

[28]  P. Schempp, C. Schwenk, M. Rethmeier, C. Edward, “Weld metal grain refinement of aluminium 

alloy 5083 through controlled additions of Ti and B,” Materials Testing, vol. 53, no. 10, May, pp. 

604-609, 2011. 

[29]  N. Murali, M. Sokoluk, X. Li, “Study on aluminum alloy joints welded with nano-treated Al-Mg-

Mn filler wire,” Materials Letters, vol. 283, Jan., pp. 128739, 2021. 

[30]  N. K. Babu, M. K. Talari, D. Pan, Z. Sun, J. Wei, K. Sivaprasad, “Microstructural characterization 

and grain refinement of AA6082 gas tungsten arc welds by scandium modified fillers,” Materials 

Chemistry and Physics, vol. 137, no. 2, Dec., pp. 543-551, 2012. 

[31]  V. Patel, W. Li, A. Vairis, V. Badheka, “Recent development in friction stir processing as a solid-

state grain refinement technique: microstructural evolution and property enhancement,” Critical 

Reviews in Solid State and Materials Sciences, vol. 44, no. 5, July, pp. 378-426, 2019. 

[32]  J. Gandra, R. M. Miranda, P. Vilaça, “Effect of overlapping direction in multipass friction stir 

processing,” Materials Science and Engineering: A, vol. 528, no. 16–17, June, p. 5592-5599, 2011. 

[33]  M. Samiuddin, J. L. Li, M. Taimoor, M. N. Siddiqui, S. U. Siddiqui, J. T. Xiong, “Investigation on 

the process parameters of TIG-welded aluminum alloy through mechanical and microstructural 

characterization,” Defence Technology, vol. 17, no. 4, Aug., pp. 1234-1248, 2021. 

[34]  Y. Zhao, F. Chen, C. Cao, C. Chen, R. Xie, “Effect of CMT welding heat input on microstructure 

and properties of 2A14 aluminum alloy joint,”. Metals, vol. 12, no. 12, Dec., pp. 2100, 2022. 

[35]  G. Çam, G. İpekoğlu, “Recent developments in joining of aluminum alloys,” The International 

Journal of Advanced Manufacturing Technology, vol. 91, Dec., pp. 1851-1866, 2017. 

[36]  V. V. Bulatov, W. Cai, R. Baran, K. Kang, “Geometric aspects of the ideal shear resistance in simple 

crystal lattices,” Philosophical Magazine, vol. 86, no. 25-26, Nov., pp. 3847-3859, 2006. 

[37]  M. Grujicic, S. Ramaswami, J. S. Snipes, V. Avuthu, R. Galgalikar, Z. Zhang, “Prediction of the 

grain-microstructure evolution within a Friction Stir Welding (FSW) joint via the use of the Monte 

Carlo simulation method,” Journal of Materials Engineering and Performance, vol. 24, Aug., pp. 3471-

3486, 2015.  

[38]  Y. Hu, Y. Niu, Y. Zhao, W. Yang, X. Ma, J. Li, “Friction stir welding of CoCrNi medium-entropy 

alloy: recrystallization behaviour and strengthening mechanism,” Materials Science and 

Engineering: A, vol. 848, July, pp. 143361, 2022. 



Improvement of Heat Affected Zone of Gtawed 5754 Aluminum Alloy With FSP 769 

 

[39]  S. Kumar, A. S. Shahi, “Effect of heat input on the microstructure and mechanical properties of 

gas tungsten arc welded AISI 304 stainless steel joints,” Materials & Design, vol. 32, no. 6, June, pp. 

3617-3623, 2011. 

[40]  P. C. Adamczuk, I. G. Machado, J. A. E. Mazzaferro, “Methodology for predicting the angular 

distortion in multi-pass butt-joint welding,” Journal of Materials Processing Technology, vol. 240, 

Feb., pp. 305-313, 2017. 

[41]  A. G. Rao, V. P. Deshmukh, N. Prabhu, B. P. Kashyap, “Ductilizing of a brittle as-cast 

hypereutectic Al–Si alloy by friction stir processing,” Materials Letters, vol. 159, Nov., pp. 417-419, 

2015. 

[42]  S. Tutunchilar, M. B. Givi, M. Haghpanahi, P. Asadi, “Eutectic Al–Si piston alloy surface 

transformed to modified hypereutectic alloy via FSP,” Materials Science and Engineering: A, vol. 

534, Feb., pp. 557-567, 2012. 

[43]  Y. Yang, P. Hua, X. Li, K. Chen, W. Zhou, “Effect of multipass on microstructure and impact 

toughness of as-cast Al–20Si alloy via friction stir processing,” Physics of Metals and Metallography, 

vol. 120, Dec., pp. 1126-1132, 2019. 

[44]  S. Malarvizhi, V. Balasubramanian, “Effect of welding processes on AA2219 aluminium alloy joint 

properties,” Transactions of Nonferrous Metals Society of China, vol. 21, no. 5, May, pp. 962-973, 2011. 

[45]  H. Mehdi, R. S. Mishra, “Study of the influence of friction stir processing on tungsten inert gas 

welding of different aluminum alloy,” SN Applied Sciences, vol. 1, June, pp. 1-11, 2019. 


	‎C:\Users\lenovo\Desktop\BASIM AŞAMASINDA-20230827T192228Z-001\BASIM AŞAMASINDA\Sayı\KONJES_11_3_13_1255353.docx‎
	‎C:\Users\lenovo\Desktop\BASIM AŞAMASINDA-20230827T192228Z-001\BASIM AŞAMASINDA\Sayı\KONJES_11_3_13_kapak_sayfası.docx‎

