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Abstract

This paper aims to apply Friction Stir Welding using a non
screw cylindrical stirrer and a non screw cone stirrer for
producing the AAB063 aluminum alloy and AlSI430 stainless
steel joint. The paper also studied the variation of welding
parameters such as stirrer shapes, rotational speed and

traverse speed that affected the tensile strength of the joint.

The results are as follows. A non screw cylindrical stirrer
shape and a non screw cone stirrer shape could apply to
produce the butt joint between AA6063 aluminum alloy and
AISI 430 stainless steel but the shapes had an effect on joint
quality. A non screw cylindrical stirrer shape gave the sound
joints without the defect and indicated the maximum tensile
strength of 114 MPa at the traverse speed of 75 mm/min and
the rotational speed of 500 rpm. A non screw cone stirrer
shape could produce the sound joint at the high rotational
speed but the tensile strength of the joint was difference
along the joint.

Keywords: friction stir welding; steel; aluminum; stirrer;
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