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Abstract

Recent progress of structure design, material, wear failure and service life of stirring tool for friction

stir welding of aluminum alloy , magnesium alloy, copper alloy, titanium alloy, iron and steel alloys is summarized. The

advantages and disadvantages of structure design and material properties of various stirring tool are compared, and

life—cycle are analyzed. At last, the research and development trend of stirring tool is evaluated.
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