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ND-view of A5083 FSW joint
microstructures welded at 450 rpm, 0.5 mm/s.
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Fig. 2 Relationship between impact absorbed
energy and testing temperature.
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Fig. 3 Fractograph of the base metal after
charpy impact test (77K) .
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Fig. 4 Fractographs of FSW joint after
charpy impact test.
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Fig.5  Relationship between dimple diameter

and testing temperature.
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Fig. 6 Relationship between impact absorbed

energy (298K) and average grain size.
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