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Friction Stir Welding of Semi-Solid Cast Aluminum Alloy Plates
Using Dissimilar Aluminum Alloy Inserts

Masashi Takahashi

The present study aims to clarify the feasibility of friction stir welding (FSW) to welding of semi-solid
cast AC4CH aluminum alloy plates to the same metal using A6061-T6 strips as the insert metal by the
following three steps. In the first step, the direct FSW of AC4CH plates to each other are implemented. The
effect of welding process parameters on the weld structure formation as well as the mechanical properties
of the joints are investigated. Low welding speed conditions, i.e. high heat input conditions, results in
formation of wider and softer heat-affected zone (HAZ). Better mechanical properties, such as the joint
efficiency reaching 82% of the base metal and the elongation exceeding the base metal are obtained under
low heat input conditions. In the second step, AC4CH plates are FSWed with A6061 plates. In FSW of
dissimilar materials, the layout of materials can dominate the weldability. Consequently, both layouts, i.e.
AC4CH placed on the advancing side and A6061 on the counterpart and vice versa, are investigated. In the
combination of AC4CH and A6061, the layout does scarcely affect the weldability. The hardness
distribution in the stir zone is not affected by the welding condition. In the third step, ACACH plates are
FSWed to each other using A6061 strips with various breadths. The representative difference from the direct
FSW is that the welding using inserted strip consists of two interfaces, i.e. the insert/base metal on
advancing side and that on retreating side. FSW using the insert strip has to weld both interfaces
simultaneously in one pass of the FSW tool. To evaluate the effect of the relative position of the interface
and the tool center, as well as the other welding process parameters, a new parameter “the stirring stroke”
is proposed. The results indicate that the insert strip thicker than the half of the probe diameter deteriorates
the mechanical properties of the joints. In addition, an appropriate offset of the tool path allows the use of
wider insert strip. By using a 2-mm-thick insert strip of A6061, FSW of AC4CH aluminum alloy achieves

tensile strength of 236 MPa (joint efficiency 84%) and elongation of 11.0%.
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RS 2200, A L LD LT MM oEAeREIZHRL R - Ty b, U
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TV =0 AOEBIABACIIARIEESD A &2 iz TIG 388, MIG 8801
LA IR ERAV LS.

2.3.1 TIGHEHE 2D

TIG ##21% Tungsten Inert Gas 7 — 7 I DA F4a L > b DT, HET A
ELTET NI LR EDRERT AR HNEND . T b DOAREME
HAGFHRPTH T AT EmE M EDOMICT —7 2 RESE, DT —
RN XD BB L OVEIEBEZ R L TG T 25 TH 5. BRAER & 72
HVET T AGMETORBEDOLE, 7 — 27 OEFHER/NE R < AW
W20 EROBEEIIIAMETH L. LrL, 7 UV —=V7ERIZ LD bk
TRA R, MRS D ZENTE D0, MIEEE, NMYOWEE, SR OERE:
ECTIXEMERbONHFEOND. BMOEMIZ 72 D~ A T A MM CIX B
TORMICEFR LIZBNT —7 ZRAEAIEDLZ LIZLD, EIRSEALOEE
WKL G S, EROBEE D ATREL 72 5. T =0 AGE&DOWEETIE, K
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MEREEHTAZEICEIDEHBDOAY v hEKTFTIETICEATHZLELT
5.

2.3.2 MIG &g 2242

MIG % #213 Metal Inert Gas 7 — 7 DI F % & 726 O T TIG ##2 L [F)
FRIZT TR0l 7 L EORNEET AFHKF TIThbivd. EMERDY
A ¥ B HGICRBETICE Y, T & f E ORICT — 7 2 RAESE D)
EThD. MEBEY A VICHWRERZBEST 2 SEBREEORETETHD
7o), WAERRENRE LS, RWEIALEZHRDLZENTED. AT TORENES E
TAIME TR, FREEESe Ry NEEFEIAHWb S, —F, #
At e U B AMESE CHUR R E OB EXHR B METH D Z &, BRREBIRIC
KOT =IO NENDGENH L LR ERFETEND.

2.3.3 L—HiEHE622

U — P IIRIRG CIEONTE R SN E Ao L—P 0 a L o X THE
COTARTLZ LT o TRMZMEA LA T 28 THL. 77— O
1000 5L BICHYE 35 = p X —EELZFED, AR ROVIET AL Z AT
H. L—VEEORFTE LT, RRAF CTHRENTRE, BUERHUNAR Y S THY
B, RPEETE VNS W ERZET O D . —HEPTE, MEIORECKE
REEZ2 LIZ Ko T =W HOWIMCER R 5720, WITIARES NEL LT
VY, B NIRRT O @R E OB T E AN TRREIC /2 5, L—HkiTxt
THRRIOREXRPLETH D Z L BETHND.

2.3.4 EEBHES Y

FSW (3 1991 IS [EE AT TEITIC 3 T RIHEE B ORI L - THM %
BOTOBEBERE S L THE SR FIAISG S, RICRERMEORTF)
FIZEATHEAICEA SN TWD. RIFRCTHEM L Z oBE Rk E CREL <
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W95,

2.4 FSW D#MTHEE

FSW IZ, Fig.2.1 "9 X912, BRIRTE (V—)) 2@ CREES 2085
MEHTFIAL, AT REEATE IR > BB S 2HAIETHD. 2L X,
MEHIZEY THRICHIR L, BERDRIEZHER LR35, Y — /W & 5 Wi E) 4
ZTDHZ LI Lo THENERSIND. V—IWMIRDODRE N a VL%
DFIHICRE SN2 T v —T7 LHIN D EELN O D, varFd—T7u—
TISMEHTIRA S TZBRICHEINIE Y & 7r o THMTICHEH SN D D & 1ET 5
Z L EMPRR T D EEEREAE 5 2 2R EIE R LT 5.

(@Plunging

(DTool rotational

Rotational ®Pull out
direction @Welding
. Lo Shoulder
Welding direction
L[V Probe
Welding _ _
line @Preheating |Retreat|ng Side |

|Advancing Side |

Fig. 2.1 Schematic illustration of FSW process.
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Fig. 2.2 |C FSW OWrimfHfE R 27, A OMI s %4 &
B2 eIt R & e D BEATH & TEEICEINT L, T HAHs 518 28 SRR O &
LRI TR & BAES L5, YV — L ORI TH & A TR —E3 51

(BN % HitE{il(Advancing Side: AS), & O KO (N ZE) % # iR /ll(Retreating
Side: RS) & MEFR T~ 5. 7' —T7IC Lo TR S B 721k GRERCTH - 7282455
FRizH B ) 7)) b, B E O =TI L0 v a VE RS ENT
PUAHT BT AREE & 22 0 IR S 72885y (RARR TR - 728550 1

HIZH DT T) THERRL 425 FEERER(Stir Zone: SZ), FHERTROIMANIIZ AL S
L7 =T Ry g VA — ORI OB L TR LV SR MR OB
A& FFOfk#R TP - 7‘:?5@[!I%%iﬁ—n%(Thermo-Mechanically Affected Zone: TMAZ),
S HIZFEDOIMANTEMEETE L TR WS ABVD B A 5 1T 5 HRE CHl - 7o B2
#B(Heat Affected Zone: HAZ), & & OB E LD IRV ES (Base Metal: BM)
LoHEND Y,

(X) Welding direction
Welding line

RS

BM BM

Y .
HAZ  SZ \HAZ
Fig. 2.2 Distribution of the stir zone (SZ), thermo-mechanically affected zone

(TMAZ), heat affected zone (HAZ), and base metal (BM) in cross-sectional structure

of FSW.
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3) BEAHICE 2 — A, ANy XRRART, AR EOFERLREAE L
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5.
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REMFETHND.

—F, THETIEARME & INTWEREE LT,

1) RETERNWD, THREERTERU.

2) mAlREROBESIINETHD.

3) VN EH LY THEOEY TIRNLEL R D.

4) =WorHmOBESIIRETH .
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BAETIZIINLDOXREIZOWVWT, (DIZHOWTIE, ATF—YaF U —va Ly
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ARHFSECOREATFIEZ Fig. 2.3 & Fig. 2.4 DEE % HW T 5.

(1)

2)

€)

(4)

SS400 BIE Y TR FIC a2 M 7e L CRAETIRIECRLE T 5. Fig.
23@ICB W TSI N5 BTV, Y — VIaliis 7 a3 s R R
[0 THDHIEMNBLHENAS, EMRRS L7ed. Y — /LR AFOHES I
BHAEDSBHAN RV K 91T AS I BEEREFH AL Mo T M A M 2 5. it
M Bz E o, HEM S TR RO K D ITAHRL M THE
ET 5. WY, FEEERICBNTE LT 572, £RV & hL
7 L2 FT30N-m THEOITT 5.

V=V DEATALE DY — /b LG E —BT 2 K O ICHE, A
MARE FICBE) S, BRI ERN5Y — LV EREMBEE TR ST
M I T r =T AT L. FREME (RBFZETIZE S 5 mm OHRIZ
xtUCREND 4.9mm) FTHAZL, —ERH ORFZETIX 15s) PREF
Ly a W =Bl e —7 L M I BT T8k 52 5. (Fig.
2.3(b))

VLV EBEARICIR o THEAK T RETBEISE S, B#EARERS LY
— VAR O E R BE A R FITERM IC L 0 e 0, BBEOHEA SR
IR LTV D, M I Z 0 B E CIEEE TR D BT OEES TH
%. (Fig.2.4(c))

PO T REIER, Va2 E M » DRSO BEENK T 5. &HF
FEHR 2 #% D THERM 2 Bt v Hi 9. (Fig. 2.4(d))
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F e Y

Fixing jig(Horizontal direction) @

Fixing jig(Vertical direction)

(a) Test specimen setting.

O Rotational direction

(b) Tool insert and pre-heating.

Fig. 2.3 Process of FSW.
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@ Welding direction

(d) Finish.

Fig. 2.4 Continued.
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A LT 1 OOEETHIEIT 2720, Hic s 2ER8 L THEMTS. Z
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3.1 M
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(RT. B AR ORI 5 mm #5522 EEKET & U, T6 (2HE 4 3 5 iR AL P % 808
K (27T 28.8 ks, /KintaiFzhillElZz 428 K IZT 21.6 ks T o7z, W% O E m
(IIROB R &R B LR AI M E T 5720, o R 7 7 2 MU A i
Uiz, kbt & LT3 2% ACACH M Z OEELO F EMHT 5.

Fig.3.2 \Z IR mAE L 7e ACACH #f OFSFR DO —Fl 2 ~7. TA] ([T T 8
% < FHEFE D PR o-Al TH Y, (B IR T HIdE a-Al ZHLsD TV A /MDY 5
Mk TH D, —MRAVREFERME TR a-ALIZT > 7 A K & FREN D BHER
M & 72 VIAET 2085, PRI I a-Al 2SRRI 72 5 2 & TilREED R
TN TCEMNICTEIE SRS, 20X ) A FSW I X D i ans = & Tl
fh oAl &SRR ARG S 4L, HERAOMEE OB I E o K D e a5
AHOMEMRINTHELIZTS TN ThD. £/, €Ly FORGEHIEIZLD
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TAMFETEEM L7ZZMEITESW L, TORMEZAONCT HLERDD.

Metal flow
A
o
N
Y A
- 200
v / ‘
m+ 95 ol
(Unit:mm)

Fig. 3.1 Schematic drawing of molded product.
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AG-Al 200um
B:Eutectic structure

Fig. 3.2 Microstructure of semi-solid AC4CH aluminum alloy.

AR IR D 6061-T6 7 /L I =7 A5t (LU A6061) % MV 7=, ACACH
BRITERIE G O Smm ¥ D b D%, A6061 ITKIE Smm D b D& ZE i
Fmk L OHEES AR S 90 mm, 8 55 mm (ZEEBIN T L7 b DA FERICHE L
7o, EETEITFERSZR — LT DD T T4 AT IV EHI L. £z,
BT MILRN T B LOELEG M EATE L, #AaRIT65mm & L.

BEIEA F K OVRAMA DAL FAEL A IS L OWEARAME % Table 3.1, Table 3.2 (2%
NZHURT . RS L7z ACACH R T, SFEOFER TG » F DE
2LV 3FEED Y ENENRNITR LTV D ALF/AERI, A6061 1X JIS H4000,
ACACH (T JISH5202 ([ZZ L EIVE D D HUSE A7 L TV 5. ACACH B DEEHK
WP I LT R BIA 3B T OB D & bhiig 9% L 58RI & 1L 20 MPa
BRESS, MOEE4ETHERLze y MZbT0NICKL, HE5%F, F6ETHE
AL7zvay MIFRETHD.
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Table 3.1 Chemical compositions of base metals (mass%).

Cu Si | Mg | Fe | Mn | Ti | Al
ACA4CH Chapter4 | 0.01>| 7.1 | 030 | 0.11 | 0.01 | 0.11 | Bal.
ACA4CH Chapter5 | 0.01 | 69 | 032]0.11|0.01 | 0.11 | Bal.
ACA4CH Chapter6 | 0.01 | 69 | 031 ]0.11|0.01 | 0.11 | Bal.
A6061 027 [0.61 | 1.1 | 0.3 [0.06 |0.01 | Bal.
Table 3.2 Mechanical properties of the base metals.
Tensile
Elongation Hardness
strength
(MPa) (%) (HV)
ACA4CH Chapter4 280 10.1 81.0
ACACH Chapter5 284 14.2 78.1
ACA4CH Chapter6 284 14.0 78.2
A6061 319 16.2 87.2
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3.2 EREBHSLUERAZE
3.2.1 HEEEE

AT, B AR A AL oo FN-IPR 4 B BRI R R AR 2 U 2.
3.2.2 [EEIE

mlEZ T H XA 4 T 4] (SKD61) #l L, Fig. 3.3 2RI T LS D
AL, v a X —EE20mm, va/L¥—f4, Ta—TIM6 £X
45mm (554%) HL<IE47mm FLE5EBLOE6E) & L. WInbil
EOMERR LD — KR T VI =0 MIE L TW DY — LR A8 LTz,
Va N F— O EITY g v —EOREHAC XV G R OXKEE T TOMEME
MENEE 2 RE L, BEHEEOREHRIEDL L TG 2,

4.50r4.7

Fig. 3.3 Design of the FSW tool used in the present study.
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3.2.3 FH@A:k

AHFFETIX TRLORBRITIEZ EE L TIRF ORI 21T - 7.
(1) NERELERMWS L UVHREBERE

NBRAE TS EMmMIREZ BRIC L > THE Lz, #MFEHrmo AR
F ORI ARBLZ2 1T, Fig. 34 IR T L O ICHEGR O R T FSW fkF 245
Jrmm & BELZOIET L, RREIC R Hmomaslgsme LT, =AY —~_—/3—
(Z R DS, N, =y T 7 BTV EMERNC X 0 Bl 21T o 7.
T F U TIEKEAET MY U LKERETIL, AN—I—iKE AW ERE RIS
TiTo Tz,

Welding direction Observation surface

E m)
—

2

e LA R B
"

3

32.5

65 (Unit:mm)

Fig. 3.4 Sampling position for structure analysis.
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(2) HEEEER

SHEBRII~A 7 0 Ey h— AR (BERREFR HMV-1) 2, <A
Ja by h—AE SRR AT o7z, BBRIL Fig. 3.3 IR T HARBIZE A L [H—oR
B & T, BlE2im % Fig. 3.5 IR T & ) ICHRE PR 284 0L D 0.5mm
[FRC~ A 7 m By ) — A SR GRBRATE 1.96 N, fif EORFFIFH] 15s) 24T
STz, T =0 LM EORREO R E WO SJEE, 7V RVEEEE G
DEIREENRERBOEEINL TUT ) ORI TH D, KRR TIIHE
B HAZ ORE S 340 2 SRR TRIET 2 7O EED/hS W~ A 7 n ey
— A S FRBR AR L7z Y.

JIS 72244 v 71— A SFRERIC KL, P EARARES d &T5 &,
HIET 5 AXHOFLFOEEEX < IEAD 6d LLEMLETH D L ED TN D.
ARIOPERMEIZ 0.5 mm TH Y, ZOHAAMES di0.083 mm LA i/
SRR B, RAHBE X d=0.083 mm O L X DY v B — AR X LK 54
HV £72%. < EHOFLERAHESZ 6d EEDTNWDHDIELIELEDITH T
LICE 0 UEHEN BEEER L, BEO IR ZRIET DERICE OMIEZETRIC
L DA 252 T THIEME T O E RN & < 2 2 BR 2Pl THh 5. ARl
A A RERL (623K, 7.2ks) LE Y I —AMIZHELZL Z A, ACACH I
39.3 HV, A6061 %43 7HV Th-o7-. %2 % FSW MM TRE L7 X 5 1C HAZ
IFAZUC L VAL HAE L, FRICELBRIT VI =0 A58 TIRBEE IR AET
5. HBIROHE 4 FB LU S EOMER R TS, @mABOES I T
HAZ DB STV T3 A B 5. A RIOM SR B AT HAZ DG H
FEIC I DHEX 7ML LS, HAZ DRE X, IBTHH I EMD, By —2A
fEE728 54 HV L NIZR D HIER TH->Th, HAZIWTH 555D 54 HV LA T
LR MEIEBEHEE LA . <IEROFEEHMAHRE S % 6d L FIZ
TLFEE U TRBRATEL N2 HIERH L0, BIEFTHERIKIZ/N S W GRERfr
HTHD 098N THIE L7256 T, HEREORZEME AR E 1.96 N
D 1/4 L7200 RIEIZ/NE <725, ACACH O THIA a-Al & It SRk <l
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ENRRKRELS B ARDT20, FIEINNEWD EZREMEPTCTOYBR BN 53
BRI BV TIE S &N K& D, 26D Link, RAFETOM X
HERIABRME 196N TITH 2 L LT 5.

&) Welding direction
Retreating Advancing
Side (RS) , Side (AS)

- _._..<>.<>. I<>.<>O._._._
1
05 ) (Unit:mm)

Fig. 3.5 Hardness test measurement position.
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(3) BIEEER

FIBERREBRIZIE, A A b wu ARG aREAEREE (RERERTER, AG-10TG) Z MW
7. BIERBR T IIBEA J7H & FELIZ Fig. 3.6 (R TALE L kB 280 L, #
¥ L OEE4 0.5 mm @HH%, Fig. 3.7 (277 JIS14B 5kl IR ICHE U 72T
WIS T L= b 0 &2 vz, SRS 2 mm/s (WIHIOT A 1.0x107°
S &L, RETHBREIT-T-.

FIIRRBARE R, BB L0 SO gRIR S &, FRBRATT OO ] B 2
ELCHEME LIZMOTHMETT S OB TH D0, RFRICBNTHEED
EWZ ACACH M o v RV 2. BREM I e > M X VARFR S 3 o
[CHR2 D20, BIEME, MOGERMELD. ZhEK 725 TRITIEFICH
HThHDH., TITHERY PORMOFIRBSBLIOMHMOEZRIEL, ZOE%
100% & LT, FHERBROLTHRTZ L E L. BIERSIE THETHE (%) )
ELTEAREIOSIRMI #3247y hORMOFIRME THRLT 100 FLED
O, HONE MO (%)) & LTHRABOMOEZEYE > M OR O OTER
LT 100 {5 L7c b O TRl ¥ 5.
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Welding direction

Retreating
Side

Advancing
Side

20.5112 12

65 (Unit:mm)
Fig. 3.6 Test specimen collection position.
Retreating "o Advancing
Side <X © Side
. =

Lo oo
i T e el el T
7 = | =7

(Unit:mm)

Fig. 3.7 Shape and dimensions of tensile test pieces.
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FSW XY — VRO H T 2% 7 — 7 BB NI A LS 2 5342 =
LICE0WEERERBIRY. ZoFu—TRNERETHEEM AR Lz LY
PR TR~ O, R RO & 722 0 B G RIS AT 2 ORFFEIE
ENTNDN, BEOHPREZEMEL L CE O EiERm L TV DFRIE R V. £
AR CIIHEA SR ORO ON LR L 2 E£ L, ZOFE Lofi#
L & FERICHES LMo TR O~ O ELH LI LT, iR
BLOAMMZHENDD.

Fig. 3.8 [ZH:A M & 7' r — 7 OBMR DA 2~ 7. T OXKITHEATE L5
RIZKTHD. HERIT 24 TORUE LS Bk 7 v — 7 NEEEET Y
Gy v a VA — R RRE MM TR S SR R AT IR AT D E A
bo. KFRICE T AEBE LTI e — 7 IC LA EBROR %R T 5. F1-,
70— T RIIARFIEIC BT M6 FEREZEA & LT 2 MM R S 7w &
VWE, JHRE Lmm) & U CHEAM 3 e DB 2860 E L, £ O EOEED
RA7a—7 @i 5 (KRR 27— Eo— 803y —/LoEix
ICEOVBET ORI LERT DL, AL EBT DFH, [Hisd, e —7 5
DIEL 72D

L:2-N°i'nD (D
4 60
INEBHET L L
=€§$ @)
EIRD.

AL, DIZ7va—7EZmm), NiTTEREE@Epm), Vi385 5EE mm/s)TH
%.
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Rotational Direction

Base metal(RS)

Welding Line

| Base metal(AS)

Fig. 3.8 Schematic illustration of the relationship between the welding line and the

probe.

SE XM

3-1) MERFEE 40 FAERRSETEAS TV =T AOME L MEE, BEeRS:
23, (1991), 234.

3-2) WK St 1 FSW (BEEIEHREES) oML IGH, BRI T3EEEA, (2005),
16.

3-3) EKEUL : BT, 76 (2004), 415-421.
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BAE FARLERS ACACH-T6 D RIEM EIRIBITIES

4.1 #E

YRR L2 ACACH £ 9 L TOD FSW 21T\, FSW Mk T-OIRRE & PEfE A2
BT 5. AR X 24ME EO RO 8, 26 Wik o K o BoFH A
2RV, ZoMEMICK T 2R T RN ES RS R EZ W LN T 5.
BULERI T L = LB THD Z LD, BEEREYERT 5 2 LI AR
T2 bl STBRZ FEM L, 6 5FC X 2MF 0L EIE, o
SEPFET D, BT OBMAMEE 214 L, #6501 & BBmMEEZ I 6
I LTI IR I 7 Dk TN Z R D ARWFFE TR T BIERSIE LT
VR =T AEERT, tMOSFET VI =T LGB LR Y ZHETICFSW L
TERRFEBNTA 220 RIS o -Al R F IR S R O B 2 2 T TEE T 5 7]
REMEDS S B 72, RIS OFIAMRIC L ER L CEHET 5.

4.2 HEMBLUERAE

PRI, 85 3 IR LI AR ICHE O T U 7= ¥Rt L 72 AC4CH 7 /L
U LEER A L.

Gkt 2 Fig. 23 IR L7CIGRICE W EE L, 3.2.1 TRLULICESIET, Fig
3.2 TR LI2TIR O lald: T B2 L7z, Y — /L olalds 5 i Rt m & L7z,
EA ST ERICB VT, T EE#REL 600 rpm, #2533 E 10 mm/s DS T
7 a—7 R L, —J7, 1800tpm, 5mm/s DM TIIBEA BT O B —
RPICHRR KB F A LTe 2 0D, B OBAE S E AR, & AR
BEHB L. 2o 052 ST T Table 4.1 (O SRAHIPHZ R E LT,
15 DAV MR TSR 3 5 3.2.3 AR AR5 1E COMBLIR A 38 L OV
2, v A7ty =AM SEHER, SIRABRZ VDT L =R TITo 7.
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Table 4.1 Friction stir welding conditions.

Parameters,Symbol (unit) Value or range
Rotational speed,N (rpm) 600, 1000, 1400, 1800
Welding speed,V (mm/s) 1,5,8,10
Tilt angle, 0 (deg.) 3
Preheating time,z (s) 15
Tool insertion depth,/# (mm) 4.9

4.3 EERHER
4.3.1 #FH5ER

T2 DA SN THES LIV O —6 %2 Fig. 4.1 \RT. A8 5 I E
ENBHETHY, b B RS, THIA AS E2220 X9 ICHEL TS, &
7o, LH[EEH & A EEIIEEBEETED FICHS LT 5.

ETOREGEMFIZIHBNT AS, RS IZIEY OFANRD B, BEEIEE DK
FUEBLOTHBEEEOEORETIREY BREL 2D, FHCBEAEE 1 mm/s
D4 T ERERE DOZME (Fig. 4.1(al), 4.1(bl)) ¥ X T E[E#5%% 1800 rpm (Fig.
4.1(cl), 4.1(c2)) DOHKEAHEEOFMTIXEET TA] TRTEIICRS IZHK
RV NBETD. £z, BRMICBWT, BEERBAD RS IZHRSTIXD R
FEA B TRTLICHEELTESN TS, Ziuk, Ye—7HHAEfRs
L OFE IC B T EAAICIE 0 NREA L, BAREAE & HICT ERiEoIEY
MRSIZH LI SN TR SN DO THDH. HEEHMEmIZIT FSW F54 O 5L
ROFRED AR E DML, TEEREE O & ORI CTHRICBIZ Sz,

T H.[A#5%% 1800 rpm, #EE T 5 mm/s O (Fig. 4.1(c2)) TliE 4.2 HiCik
AT LD ITHEABRGEE 5 OWIR KBl S, BEFO ldefect) TR T &
INCHEEBRLAEAZIC AS O m— 7 Wil fEIREE AT T I R EIT B 1 L 72 KB as
TRk S iz,
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Welding direction

(c2) 1800rpm, S5Smm/s
20mm

| (c1) 1800rpm, 1mm/s

[AlBurr formed on the RS.
[B}Burr formed during preheating.

Fig. 4.1 Appearances of FSW joints welded under various conditions.
The triangle marked on the left edge of the photographs indicate the positions of

the welding interfaces.
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4.3.2 ERMER

T2 DA SN TS L= kRir i o EAAR AU 2 Fig. 4.2 1R T. B4
PRI S TR TR 6 B, TRERERE & AR L O 3 %A (2)
R0 BBEEEMEORDIGEEE L 25T EO FICRE LTS, £5E
O HPICBLIEL S D B D OIS TR X 2 i 2 = RO L L 7=
SZ Td 5. SZ DIGIRIFEE I IUTILWARITAFAET D 7 n — 7|2 Ko THEH:
ST ER oy EHEAE I D RiEA 3 EIC L o THEMICHA S TV S Y
G NVE =R O T B =TI Lo TR ENTCRABR D DRSS, T e—7
DI THIE ST 2 TORMT LS AS FROR EF~FILD L 9 72
2N A

SZ OiEfHIL T E[\#H% 600~1400 rpm (Fig. 4.2(al), 4.2(a2), 4.2(bl), 4.2(b2))
T, BEEFEENEWIELE, FRTHREEDMEVIEE/NSLSRY, £SZ0
Mg b < 72 5. T E[AH%EL 1800 rpm (Fig. 4.2(cl1),4.2(c2)) @ SZ Z4R1E 1400 rpm
ETORRE TRV, oKL T 2 &R T~ KE JEnzik &
B ZhE, Ta =T OHOEHOREEZITIZ SZ B LD BIZY 2
X —IRERIC LD EHBED SZ BRI DTy a vV — %&b DET) %
AT LIV ORI BRBRICR ST EEZ NS, FRTR D TR
D=V 1800 rpm TEHEFIZHIN TW D, ¥ E L IXF —FHsH TR T 25 & K&
WEHFEO G NHEE S KE < RHBEMICH D, BRI 5 540 & kT 5
LV aVE RN O DEEN DD I ENORERERNHLONRL 2D,

SZ & TMAZ DOEFERIL AS TIFEEREBNIL - & D H XL DI L, RS AS
(2 U CARBEIIC 72 5> TV DL ZAUSZ IR ORI TR 923, TMAZ §8
B3 RSITK LT AS 2 RIMICEML L TWD Z ENRKREE R L.
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®Welding direction
RS] As] [RS] AS]

e

(a1)600rpm, 1mm/s . (az)snnrpm Bmmfs
L=1130mm L=141mm

(b1)1400rpm, 1mm/s 400rpm '1nmmfs
L=2638mm L=264mm

(c2)1800rpm, 5mm/s
L=678mm  5mm

~ (c1)1800rpm, 1Tmm/s
L=3391mm

Fig. 4.2 Macrostructures of FSW joints welded under various conditions.
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4.3.3 WHRAIAR

T2 DA SN TS L= MR i OB R AR 2 Fig. 4.3 127, #BlEk
BE, BIZEGIIRPAREE TH S, BIEEIIRES D SZ F.s, AS, RS D
SZ/TMAZ 5T 0, D& BERIC, THEEHARL & 268 XX o0 eI 25T
WL TW5. Fig.43@la)T o TA] ITRTH L < WK Z 23 2 &2 WdE o-
Al, [BJ IZRTHl8h a-Al ZH O TV S LM TH D, SZ & TMAZ O
BRSO TMAZ #fkIE TC) TRT X DR & UTHAET 2 a-Al 233
MBYOFEAEZ T T SZITIHHI T EIETEND L H AR L T D, KIS
BEIN D DILASEEREE CTFig.4.3(ala) & 4.3(a2a), 3 X ('Fig. 4.3(bla) & 4.3(b2a)
T % LB D TMAZ TG EHE MR T a-Al DZETE K E
V. FE T, AS T SZEFERFHICRESZER L TWDH DI L, RS TiX SZ >
A THENTAIEICB W THRELDICER L TnD, ZOEBEOZED, BEAR
HRkIZ > o7z RS @D SZ & TMAZ DOEEFERPAEEICBZE S NTRR TH D &
E25.

— b7 a— LR ARSI AT HAREGEIE, MIITRS R0
P 10 mm/s, T E[AHA%E 1000 rppm THBEE I 72 o 7.

SZ RO (Fig.4.3(alc), 4.3(a2c), 4.3(blc), 4.3(b2c)) 1%, RHMICIEEL
TRk o-AlLRR S BRERIC K0 Bl S e < 72 0, Boik o-AL KRR E I AF1E L7z
Hfh ST IRFRIC L 0 B LTz, BEEHEE ORI (Fig. 4.3(ale), 4.3(blc)) T
IR —HR COREE L T D RFENE W=, o-Al & Si TR 2%—I12 538
DAL TWD . BEAHEDOEWSRM (Fig. 4.3(a2c), 4.3(b2c)) Tik, Si D/HIM
RE)— LR VOB T a2 T L S de~— T RICBlgE S s, TR
B X D007 (Fig. 4.3(alc) & 4.3(blc), 3 LT Figd.3(a2c) & 4.3(b2c))
TN E o T,
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Boundary of SZ Boundary of SZ
and TMAZ(RS) Center of SZ and TMAZ(AS)

(atr) | (a1

(a1)600rpm 1Tmm/s

(a2)600rpm 8mm/s

T™MAZ SZ

TMAZ 'Sz

[A]: a-Al
[B]: Eutuctic structure
[C]:Deformed & -Al

Fig. 4.3 Microstructures of FSW joints.

(b2)1400rpm 10mm/s (b1)1400rpm 1mm/s

500um
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SZ DK DB RN E WG E % Fig. 4.4 (279, Fig. 4.4(al), 4.4(a2),
4.4(bl), 4.4(b2)DEE|TZ N Z I Fig.4.3(alc), 4.3(a2c),4.3(blc),4.3(b2c)EHERK L
LHEETHD. ke L THMHBOREROEES Fig. 44(0)IIRT. #E5KE
MEVMELE ST DKRE ST (Fig. 4.4(c) ICHERL/NEL b k) IcigRs
DM, RRZRE L E Z AR & 2BEASMHT2~3 um THYIFIFEF—ED
xR Lz, BHAE LofifeRE L 28 FE NIRLTWD2, ABRICKIT 5
PREFIPHN TIL Si O~OFEIIL S 7. SUITEBIERE O ) & %1 TV 503,
HLRAL - B SN D Z L <P EN T 0-Al LIRADBESNZ ENDN5D.
ZD XD RIEEIHIL, 6061 T =0 AGeE OV TEERIE T 1 R X
BTNV FRAOEAL Lo b ORI LI Th o 72 +D.
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- *
£ i
g i | e
(@a1) 600 rom, 1 mm/s  (a2) 600 rpm, 8 mm/s
L=1130 mm L=141 mm

(b1) 1400 rpm, 1 mm/s (b2) 1400 rpm, 10 mm/s
| =2638 mm | =264 mm

o

S50um

(c) Base metal

Fig. 4.4 Microstructures of SZ formed under various conditions. Note that the

size of Si grains does not change by the FSW process.
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4.3.4 5B SHER

PEA ER AT O AR R H e OE X 5341 % Fig. 4.5 (CRT. &7 7 7 I3 & A
HHL D ORERE, $EAREAE 0 & LTAEITRS, AL AS THhDH. fithhixe v
N—AS (HV) Z2xr7.

Fig. 4.5(a)l3 T HR[A#A5 600 rpm DS TEEEHE 2 2 b S B 72 ik TF AR R H

BIFOMS 3T D, R TOHERHEDLRNFT SZ 7 HERAIMIZE - Tk

IERBOBND. KT, BEEFHENR 1 mm/s O TIXEEER NI L,
F1CH RS OBGCEEILRDZE L. #EHEDRWEMFTY, SZITHYETS
RS, AS ZHNZHL 5mm £ TOHPHOME S 3A01%, #EGHEDOEWGM & FRE
Lipotz. SZ ORI TR L X D IC EDHEASMICB VT HRLIRE
S 72 a-Al DS < 8L T Si BMRAE L7k E 2> T D, SiOKRE S, 15
WZEITH DD ZDOMEOM SR TITEN MR N oTbDEER D, HE
WE 5 mmy/s & 8 mm/s DA AT 5 &, MINMICKERERITFEO LN
YNV

Fig. 4.5(b)IX T EL[AI#E%L 1400 rpm O Sff CHEGHE 2 2L S H 72 S 541 T
5. ZOHESFRMFIZEBNTHEEARD b, #EHEOMKW | mm/s THA L
THEFOBEAENFE LKL L TEBY, 600 rpm DA & R AS & il LT
RS O#ALNKEL 2o TS, Fiz, SZIZHY TSRS, AS ZNEH Smm F
TOFPHOIE ST, BEAHEORE WML RIRRE L oo, HAHENE <
72D DI, HAZ B X TMAZ O#ALEIT D72 R 2B H > 7.

BB WAL T 2 RIA & L TRRINE 2 bid. BEEENMEWSEMAT
IFABNRKELSRDTZORERTILZ R L, BEAHEDREWEMHTIIAZD/N
SLRDTDWALB A bNT=b D EHERET 5.

mttm
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RS AS

25 20 15 10 5 0 5 10 15 20 25
Distance from the weld center / mm

(a) 600rpm

—O0—V=1mm/s —~—V=5mm/s —#-V=10mm/s

T40TRs AS|]

25 20 15 10 5 0 5 10 15 20 25
Distance from weld center / mm

(b) 1400rpm

Fig. 4.5 Hardness distributions of FSW joints.
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4.3.5 BIEAER

T OB IRREBGE B % Fig. 4.6 (/R T. 77 7 ORI EEAEE, Hedh /s 135k
FEhE, HIIMOEE R, FHRIIBESHEREGL 2D DI > T EFH T2
—J5, TEBEEREIZIIETE Levy. T EFEHREL 1000 rpm 3 X OY 1400 rpm,  #24
WP 10 mm/s DIEE ATV THEF )= 82% & 72 5 230 MPa DIEAT B HL7z.
HORLEEHEENEL 2D DICE->TEA L, T E[A#RER 1800 rpm % FR < &
THEHRE ChRm e EE O L CRMZB 2 235G bz, i SRBRER
THIBAT LD ITHES PITEMHIN T4 52 T TWO R WEGZ R 1386 h o AU
Ko TR L 72> TV D . H#EEHREOREWEIFTHRRNIE X 22, #aH
FEDARNGEAE LD ABD NS W, [T T3 2 & DM OERN
ML=t EEZS.

PR & HERAOMEE OBIfR % Fig. 4.7 (T, 7T 7 OFEENI IR E, s
TR TR, A OSERE R T BEREN NS <72 2 DI ETRh R L OV
ORITIFE L RDEMICH 5. HIPEIT T AR & A EE OB L 72 523, [F
b OBAICB W UIEAREICB W TOXRMITA DLW, S8 EEs
A ATREZR R ThHIUE, THEENRE L 0 G HEIKFET DR LD, 20
R LD MEFR= KOO & b RAFCd - 7o THEHREL 1400rm % 55 5 &
D FFES FSW OIS EIEE T 5.

W. Boonchouyatan & O -§E[E KZIEZ W 356 TV =0 L6548 (RE 4
mm) @ FSW OFER 4D L i 5 &, [Bl#EE 1750 rpm, #EEEEE 2.7 mm/s, {#
MTERITREWMTH D3, #MF2hEIL 58.5%, MONTRHF D 94% L 7e->T
W5, BB OREE L, AR B R, S HITAIIIE L ik U CTHES S
TEEAEEPME S, TREEERBIIE WS L 2> T, EI V) v KT AR
=T LEERD FSW SR & L TARIIE TR LN b OO S BHkFRE, [Hove
HLIZENTER LTS,

51 IR ORI EARMRR O & Fig. 4.8 12~ d. Z ORI AS ¥
EALCRERT L T 5728 RS BB TA] TR L7220 b T misd 23k & T
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5. WEFOMWMIEI RSN T AS, RSWTNOEGEEH ThH Y, #E SIS
ETASB LIRS OWFNTHEWr§ 5. R TRARZ X 51T, AS & RS B
B D BAALERORE S [l — S TIHIRIERS TH D, AS BL YRS TH s
TR 2 DI, $EEM ORI RIMIZIESARE —TH Y, b T MBIl k-
TAS £72IERS T2 bDLERD.

600rpm 1000rpm1400rpm 1800rpm

Joinit efficiency —@)— —Mh— u
100 EIorl19ati(I)n ralte “,()__I _TA_,_ v I__E]I__
X 90+
> 80k <
3 ol =
‘5 0F S
T anl ©
= 60r 1120¢
C L i
o 4100
! 180 %
| | O
400 5 15 60 S

Welding speed, V/ mm-s’

Fig. 4.6 Dependence of joint efficiency and elongation rate on the welding speed.
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600rpm 1000rpm1400rpm 1800rpm
Joint efficiency —@— —&— —p— —J—
Elongationrate --O--  --/A\-- -/~ -{]--
T T T I T LI

100————————
=< 90-
2 80 -
| 1130 £
5 70 1120 o
5 eol 1110 @
e % 110 &
O _] e
= 50_ 130 %
4 P 7 =
] 1§

Stirring stroke L , / mm

Fig. 4.7 Dependence of joint efficiency and elongation rate on the stirring stroke.

AS

smm

Al:Reduction of area.

Fig. 4.8 Macrostructure of a fractured tensile testpiece.

(welding condition:1000rpm, 10mm/s)
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4.4 #E
FUSREIE LTz ACACH 7V X =7 A G& % AW TSRS 2170, 156

MRk TF OBRAIIEE 2 5T L, BT OfEimaG b,

(1) A HED BRI LT BRI ORI T o ERITNE <R
D, REMERIZRG L7225,

Q) BEEPE LRI B ORI a-Al 23579 LI L 045, Si b [FRIEE
2L, o-Al LIREG LIk E 72 5. AR O, 7213 T AR
OGN > TN IR ORI T — 1B E D L 917D, TMAZ ]
ML o-Al DEAVERE) DB Z Z 1 THREPICIR D B TOIE L EN D L 9
ZER L, SAEREOEBIC LY ERIIREL 25, LAMEBICIFEET 2 Si
IR LV BT T Db DD, Ml - BET 2 2 Lidan.

(3) THEEBUTIKFE T, A BEAHINT 2 OO T OB EEIE 13K
T 5. O S MIFEESHEICHDLTIEEF—E LD,

4) MTHRB L OHORIE, BAHEN LA T 201> T ERATS. KEmT
TN 82% 3G Hav, MONIRM % LR,

(5) VIR RFA ORI a-Al & SLEHREDS D 72 2 6506 2 FSW L7223, P
IZ X DRk~ DB LY

SEXHER
4-1) fhfE K, IERERE, FER 6 B4&JE, 61(2011), 95-99.

4-2) W. Boonchouytan, T. Ratanawilai, P. Muangjunburee: Procedia Engineering.,

32(2012), 1139-1146.
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FE5F FERAUE ACACH & A6061 D EBMERIBHIES

5.1 #E

YRR L2 ACACH & EHFS O A6061 O ¥LFET FSW Z1T\, FSW kT
OARRE L MERE 2 T 5. BEGSRMEIC L A4 o R A 1, B24 W AR O
KEOHFBEOREIZ LY, ZOMEMITBIT @2 T N A TTHER A &
AR LMIT S, BRI E QBB T LI =0 A& TH DL Z LG, B
I A YRR T D Z CIIARARETH D 2 E O SRR E Eii L, #A5KMIC X
HEFOWALE G, IR OM S 2 AT 5. S5 RIEOMKT OIS &
AL, AL EBMER A O 0 L TR IS R DIk TR R AR
% . BIEEERRICEIRERTE L= 7 L 2 =0 A 88HRkE, hofhET v =7 A
B L B2 ZHETIZ FSW LIEAREFNT D 70y, B & O#RIC D, 4
i o -Al I AR PR OB Z S CEE T D ATREEN B 5 70w, HEHBS
Z ORI b E B L CRHMlid 2. £7-BAE CTo FSW IIMEHILE I 1) 25
PR E ORI AR ZE BN AE T A 728, AC4CH % AS ICELE L7-HA B IO
RS [T LI- A DM ;T ICHOWTHER 2R A TR+ 5.

THHED I LG AEEREIE LT- AC4CH #1728 A6061 & D BfE FSW (ZA%h T
BN, T2 A6061 A Y — M2 Z LA TH L2 W 5.

5.2 HEMBIUERAE

PRI, B 3 IR LI FRIRICHE O T U 72 ¥Rt L 72 AC4CH 7 /L
=7 LAEERB L A6061 TV =0 MG EHEH L.

fIEZAM % Fig. 23 IR LIZIR RIC K VEE L, 3.2.1 TRLULICEGEEAFEMA L
7o, EHATEIXE 4 BHOERKER CIIRICEBEGEEOFIHFIZBWT, vav
AP ICBBNZIFASND Z LIV IXV ORENKE LS eoTz. &
NEMZ D720, Fig 32 IR BRO7e—T7EES% 45mm 205 4.7 mm (24
B L7z, Y — OB AIEREEEY & Lo, ff Rtk Te— FoREE T A
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DEEE S & A RRE— & 725 AS, BILOZEOHM O RS TrE—ry7e s
Rl HE & B2 0 e SRR OB A & 72 D728, ACACH % AS IZFLE L 745
AB LIRS ITHE LB E O FIZONWTHES 2R, F1-, BEME 23
BT LRI T A RO M OREYmET 6T 7y FEZ X T
RILOEELRFT 2HE DL, AR TIIA 7y MEIZ 0 & LT, H
iz TH PO A M 22 E T IC S Dy THEA L. BRI, A6061 1384 ]
RERIPHAN AN Z LD 2D, 55 4 EOMIFEAMR A ® & 12 Table 5.1 (TR T84 L L
7z

FONTMFILE 3 EORT HIETHEIES LOMMBIEE, ~(f7nbyii—
A SFAER, SRR W T EIR TITo 7.

Table 5.1 Friction stir welding conditions.

Parameters, Symbol (unit) Value or range
Rotational speed, N (rpm) 1400
Welding speed, V' (mm/s) 1,5,10,15
Tilt angle, 0 (deg.) 3
Preheating time, ¢ (s) 15
Tool insertion depth, /# (mm) 4.9
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5.3 EER#ER
5.3.1 #Fs&

T2 DA A THEA LI-MFAELO —6 % Fig. 5.1 (21, B4 mIkkm
ENLETHY, B EHAS RS, TEN AS &5 X5 IChEL TWD. &
F1i% AS (2 ACACH, RS (T A6061 Z L& L7254, H41IE AS IZ A6061, RS IZ
AC4CH Z/E LR TH Y, HEFEIIMETED TICFEH L TV 5.

ETOEAERMITE T AS, RS IZIEY ORARBO B, BEEEEOKN
FHETIHIZD BREL 2D, BEAEE 1 mm/s O5M: (Fig. 5.1(al), 5.1(a2)) Tl
EHLOMBHEEICBWTHEER TA] (IRT X IIZRSICKRERIED MR%EAE
T5. 2, BEFICBNT, e —TARREL X OTTEHIC R T ASREIC
TV RFAEL, #EMKE & BIZHEES 1B IR X DI TRAHKDIXY 23 RS
IR LT S TIAL S Tz, A BRSO RSIZR 572130 R4 L THREENT
W5,

AR FSW R A O MR OB BIR S D . BEG B DM S
ZEPABICBIE SN D.

PEAEEE 10 mny/s F CIIEAMERMICKMEIIBIE INRNho T2, BEAH
FE 15 mm/s DS (Fig. 5.1(d1), 5.1(d2)) TIEHEWITNOMEHFEICE N T, &
B Tdefect] (TR d & 9 ICEABIIRERIC AS O 7 1 — 7 @i i ic
KB A L2 RS S LS.
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Welding direction

~(a1) Tmm/s (a2) 1mmis
AS:ACACH AS:AB061
RS:A6061 RS:AC4ACH

(b1) 5mm/s (b2) Smm/s

AS:AC4ACH AS:AB061

RS:AG061 RS:AC4CH

“(c1) 10mm/s (c2) 10mm/s
AS:AC4CH AS:A6061
RS:AB6061 RS:ACA4CH

(d1) 15mm/s T (d2) 15mmis  20mm
AS:ACACH AS:AGOBT
RS:AB061 RS:ACACH

[ A ]:Burr formed on the RS.
[ B_|:Burr formed during preheating.

Fig. 5.1 Appearances of FSW joints welded under various conditions.

The triangles indicate the positions of the welding interfaces.
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5.3.2 BERrBER

T2 DA SN TS U=k i o EAAR AU 2 Fig. 5.2 1RT. B4
) (AR B TR D BT, BPBHECE & 26l B 3BT o TS
FLEL L TV 5. FHEE OBV A6061 T, 1D WIS AC4CH TH 5. H
R CBIERE SN DB A VIR U o 2SIl TRAC X 2 i8R 2 0 TR DR
ML L72SZ THhDH. SZ DIIRIF 4.3.2 TR LD & [FERIZHEA TR PRI I
WICHFAET 2 70— 710 Lo THREP SN E o LA EEicd HanitEss 3
I o THEMITIEA SN TWD Y a L —HG RO T r—T 10 L > TH# S
NI PFET D, 7 —T7 OHATORPLINTMERITETOLELET R
AN AS IO B~ D K o RTBRIC R 5. £, TOEBHEEIL AS D
HEAA DN KX <720, AS 1T AC4CH Z L& L 7= 5/4(Fig. 5.2(al), 5.2(bl),
5.2(cl), 5.2(d1) TIEREWAEIRARE <720, AS IZ A6061 #ZHLiE L 7= 514 (Fig.
5.2(a2), 5.2(b2), 5.2(c2), 5.2(d2)) TIIH DL WHEIES K& < 72 5. SZ OWriEfHIZ,
BEEERENE R DIFENSL 5. HEEEIFE T n—T Lo T Iz SZ
DI KIE W OB% % Fig. 5.3 1277, SZ OIEITHEAEHENE L 21T E/NEL
720 MWk E 72D, 7' —T 13 Fig.3.3 TRT M6 QUK TH Y ZD
BRRERITRCILTERO 6.0 mm Th D, HEHEOK W | mm/s DT SZ
7% AS |2 ACACH ZBoiE L7- 413 10.4 mm, AS |2 A6061 % Bl & L 7= 5T
1294 mm &7 —78D 1.7 FL B2 5. AS 12 ACACH % FLE L7- 5o
SZ MENAKRELRD0, #HAEENE 2D DITEN SZ RITHADT 5L & b
MEHCEIC L D23/ &< 7220, 15 mm/s T SZ MEIXmSMf & b 6.8 mm &IF
EF7n—TERLEEFELLRD.
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(d1)15mm/s, AS:AC4CH RS:A6061 (d2)15mm/s, AS:A6061 RS:AC4CH
5mm

Fig. 5.2 Cross-sectional macrostructures of FSW joints welded under various

conditions. The triangles indicate the positions of the welding interfaces.

-54-



—/A—RS:A6061  AS:AC4CH
--V--RS:AC4CH AS:A6061

Stir zone breadth,

Y 5 10 15

1

W eldina speed. V/mm-s

Fig. 5.3 Relationship between welding speed and stir zone breadth.
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Fig.5.4 IZ5F 3 EX (2) TRLULEBEHEL EHRKSZIEOBRZRT. HiP®
L=500 mm /3T % TR SZ M@ EF-9 525, 500 mm Z 82 TH bl
N e bR L0 D BEAHEE Smm/s THFPE L=500mm (2725 2 b, o
U] 2 B2 B IR~ DRI NS < e D, E Tz, MBI ENIM:
DALY AS (2 ACACH ZBLE L 72 R/ THAR L O REWERMFT SZ AKRE
K%, =T, #AEEN S FHHERHENELS R 2 LT, fiE L2/ E<
RHZ LD SZMWEL/NSLS 72D, MEHEEEIZKL D SZOEDEL/NSL 5.

—/A— RS:A6061 AS:AC4CH
--V--RS:AC4A4CH  AS:A6061

W/ mm

Stir zone breadth,
O'h O1 OO N 00 © O -~ DN

1000 2000 3000
Stirring stroke, L / mm

Fig. 5.4 Relationship between stirring stroke and stir zone breadth.

-56-



5.3.3 RRIAER

i 2 DFEE A CTHES L 7okl O R0k 2 Fig. 5.5 38 X OF Fig. 5.6
(CRT. BUERURE, BT 5.3.2 BRI L AR TH 5. BISEIIRE
e SZ Hils, AS, RS @ SZ/TMAZ 5 CThH v, KD BiBlC, HEHE
B I OB E I OB A I FEs LT D

T DM T SZITMAZ BER D ACACH #f%I%, 4.3.3 TR L7Z AC4CH & H
LCFSW L7234 L FERIC, B & U CIRET 2 LRk B A Ok < H
HRLRD o-Al DSPHEFTBN OB LT T SZ IR H B THIXEFEND L H I
EWT 5. EHIZEOIMINT TP TRE) OB T T BT OB % %
F7-HAZ 725,

AS T AC4CH Z Il fE L THEG A 2 210 S 7 56D AS Be i (Fig. 5.5(ala),
5.5(a2a), 5.5(a3a)) THHLT 5 &, #EEHE DKV 1 mm/s (Fig. 5.6(ala)) TIIEES
s TMAZ ORI TH - 72 a-Al DR E L GIE XS NIZIIR E 22> T
. HEAHENEV 10 mn/s (Fig. 5.5(a2a)), 15 mm/s (Fig. 5.5(a3a)) D5t TlE 1
mm/s O X 512 a-Al DK E < B LTV D EEIIER .5 100~200 pm TH
D0, ZAEVIMANZ I W T HARE S AN SZ TR 5 FINZ T DR B 5
5. WHITH D RS D A6061 #ifik(Fig. 5.5(alr), 5.5(a2r), 5.5(a3r))lx AC4CH |Z
LEBE U REBTRRR S C & 5 728 ACACH D L 9 (ZHEEhZEEh 23 BHIR Tl 722 a3,
BE ST IIARIE S AN SZ 1Tk 5 I OENIBE I 5.

RS |Z AC4CH Z Il U THEG M 2 28 b S B 72 26k RS B2 544 (Fig. 5.6(b1r),
5.6(b2r), 5.6(b3r))iL AS IZ AC4CH ZELIE L7z AS B & [FlE6 S T+
% &, a-Al IR E S ATE L T2 EIE 10 mm/s (Fig. 5.6(b2r)) T# 500 um Lk
E720, 15 mmy/s (Fig. 5.6(b3r)) TIXEE S AREE & e o T 5. Wl TH S AS
D A6061 FHfk(Fig. 5.6(bla), 5.6(b2a), 5.6(b3a))i, RS 2 A6061 #Hfk % FlE L 7=
SM(Fig. 5.5(alr), 5.5(a2r), 5.5(a3r)) & [FRRIZTREN BN 2SI TIX 722008, BE 5D
WP CTHRIETT N SZ 2R 5 T OTENIBILE S .

SZ DRk (Fig. 5.5(alc), 5.5(a2c), 5.5(a3c), 5.6(blc), 5.6(b2c), 5.6(b3c))
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TIE, FMICAFAE L7z ACACH DRLIR a-Al ITHFRIC X 0 ik S L ClgE =
72 < 720, RDIR a-AUKERE IS AEIE L7z 360 Si bR IC & 0 Sk L Cotisy
AL TS, MEHELELZ XV HREPRRENC X 2 2NN OMELORAEIG 72
B8, ZOBIELEIZIBVTIE, AS 12 AC4CH ZHliE L7= b Dl AC4CH 23
%< 720, AS 12 A6061 ZFLE L7-H DIX A6061 3% < 72 5. F72, AS IZ AC4CH
ZELE L7236 ORI A EHE DR SM: TIER — R TORBEN SV -
D, a-Al & Si IR DE I3 A LTV D03, A O &SR T
Si DAY=, MkORE FMa T L9 R~ —7 /RICBIE

2. ASIZ A6061 ZFLiE L 7o ffki S, #2653 O R/ TR R AR IR b,

-58-



Boundary of SZ Boundary of SZ
and TMAZ(RS) Center of SZ2 and TMAZ(AS)

(a1)Tmmi/s
AS:AC4CH
RS:A6061

it N T Sl
AR L e L L

AC4CH
RS:A6061

%
?:i

(a2)10mm/s
AS
‘.\l,a_q'd

(a3)15mm/s
AS:AC4CH
RS:A6061

Fig. 5.5 Microstructures of FSW joints. The dotted lines indicate the boundary
between SZ and TMAZ. (AS: AC4CH, RS: A6061)
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Boundary of SZ
and TMAZ(RS)

Boundary of SZ
and TMAZ(AS)

Center of SZ

AS:A6061
RS:AC4CH

(b1)Tmm/s

(b2)10mm/s
AS:A6061
RS:AC4CH

AS:A6061
RS:AC4CH

s

(b3)15mm/s

sz maz 20

Fig. 5.6 Microstructures of FSW joints. The dotted lines indicate the boundary
between SZ and TMAZ. (AS:A6061, RS:AC4CH)
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5.3.4 FESHER

Fig. 5.7(a)l% AS (2 AC4CH %ZBlE L7=5:M CHEEIE 2 2 b S B T- kTR
FRICB T DS 5 TH D, ETOEBHE DRI T SZ 75 TMAZ, HAZ |2
Ho THIEARBD b D, FFIC, HEAEEMR | mm/s DA TIX HAZ DMK
KLU, @R L OWEES K&\, F7o, RO XX A6061 i X v
ACACH D 7 DMEL 72 5. $EEHEE Smm/s LLED M TIE, AS, RS & HITK
& <EALBE I L OMAL R IR L, IRiAEE O S D& <D, o
BERMIZHE N TS ACACH ITAEET 2 FHJEALE 107 pm DR X 72 EHIRLK a-Al 1T
SZ NIZHR W THED /38 L Tl Si & A6061 OFAFRANRIE L7k & 70 5.
SZ IZESHAIMEMMEIC BN Ty =T A RIZR > TWDE H DD, ZDORED
il SERER TN R Do Te b D EERXD.

Fig. 5.8(b)IX AS I A6061 ZHLE L 725 TR L 2 A b S BTl 4340 T
HbH. ZOBEEFMIZENTH HAZ KON TMAZ IZHIEDARBD b D . FRICHEA

ORI mm/s THES L7k TF OB BT Ok E L. £72, AS I
i LT RS OB KR E {720 TW D,

BB ST D RIA & L TRRINE Z bid. BEEENMEWSEMAT
IXEIRICRFF SN DN R 2D -0 BE b2 R L, #EERED
ISR R A E < R D T2 DLV NS < IA bNTZ b D L HERT D
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——\V=1mm/s ——V=5mm/s
——V=15mm/s

S R R IR B R RS RS RS R

1 OO'_ RS:A6061 TMAZ AS:AC4CH _'

N BM , HAZ J Sz ) HAZ . BM!

= R R ]

T | ;
n

(72] _
(]
C

= )
(4]

I -

=AENI EEENE NNl FEEEE RN RS NN FEEE RS R =

25201510 5 0 5 10 15 20 25
Distance of weld center / mm

(a) Placement of materials : A6061 on RS, AC4CH on AS.

—o—V=1mm/s ——V=5mm/s
——V=15mm/s

I I I I I
'RS:AC4CH TMAZ AS:A6061

BM _ HAZ _ /_SZ‘, HAZ _BM
T > =~

2
RN
o
o

©
o
|
\
]

(o]
o
T I T

Hardness / HVO.
3

N
o O
T I T

oo Lo Lo b g by by s b s b bann o oy

25201510 5 0 5 10 15 20 25
Distance of weld center / mm

(b) Placement of materials : AC4CH on RS, A6061 on AS

Fig. 5.7 Hardness distributions of FSW joint.
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5.3.5 3BI5R:AER

TET- 0 5| IR B R % Fig. 5.8 1R 7. MkTRNRITHAEE N R < 7D DIk
ST ERT 507, MEBHLEIZIXKAE L, 53 E 15mm/s @ RS |2 AC4CH
ZRLE L2 HEA SRS B O TIFFRIIT ACACH @ 85% 35 L7z, MO
BEAEENEL D D> TER L, AC4ACH O 90% M3 G D, il S 5546 T
BB AT KD RO EEN T VBB I B G R O ABMT Ko TR & 72
5. BEMEEMEORMAETITEEICHRRT SN DRFMAE < 22 2 T2 Ok s X
HEERTAREL 220, SAEEORE VR THIRBNIIEE 52, A EE
DIRNGEHEL D b EIRICRFF SN DA 2 5728, R34 U 2 el
DL 72D ZHUC K VKT ROR T H S, MOSRBSEM L EB 2D,

S.Lim & OHFZE SV CIIME 4 mm D A356 (ASTM Hikg) D8R (BE&E 71k
REC#) & A6061 Hbf D FSW A T HIAHAH 1200 rpm, #G3#E 3.3 mm/s TIT
STRER, MEFREIT 84%, HONIRAS (A356) D 62% & 72> TWnD. AR
KR EAEHEITRNSRAETIEH 20, FRIIFAETH Y, NI Y &
EEHELNATND.

M. Tehyo & DOHFZE SDTIIMBE 4mm OF I VU v REETHKRIE L7 356 (ASTM
HAE) Bt & A6061 Hikf > FSW % T B [FH5%EL 2000 rpm, #243EE 1.3 mm/s
TIT o TR, HEFRIRIL 77%, HONIRE (356) D 52% &7~ T\ 5b. 2D

BO AT b B W EE AN ANIZE X 0 RIEIARN S, R RO ONIABIZED S5
PEVERSF LN TN D.

5 IEFER % O B AR O —F1 % Fig. 5.10 (239, #EA5EE 10 mm/s O
RBR A IE AS BB T LTV 528, RS BUREST O KHIZ AT L7255y & I
ERD AR E TWD . Fio, B 15 mm/s OFER T 1% RS BT TR L
TWBN, BEAEE 10mm/s & RIS AS BULEHR O K& ) L 72 #5545 & Wrim s
DR E TS, TOEWHII RS TAS, RS WTNNOBEERTHY, #
B DR 1 mm/s DSRIFIZIB W TIIMEHELE I BIMR 722 < AC4CH H D EGZ
HCHMr 5. BEATEEE S mm/s LA b CIIAMEHECE 2 (K79 AS BL VRS O
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W TET T 5.

—
o
o

Joint efficiency / [%]
~
o

9)
o

0o 5

Joint —@—AS:A6061
efficiency —— AS:AC4CH RS:A60061

Elongation ~O-- AS:A6061
rate -11-AS:AC4CH RS:A6061
L e S e B B S B A

RS:AC4CH

RS:AC4CH

© O
o O

(@)
o

40—

80

60

40

|1IO|

15

Welding speed, v Imm-s”

100

Elongation rate / [%)]

Fig. 5.9 Dependence of joint efficiency and elongation rate on the welding

speed.
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il
em—

A
RS:A6061 + N AS: AC4CH

10mm/s

A

15mm/s 5mm
A [[Reduction of area.

Fig. 5.10 Macrostructure of a fractured tensile testpiece. The triangles indicate the

positions of the welding interfaces.
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5.4 #E
VAR LT ACACH TV =7 A/4a & A6061 7L =7 Aiax v

TEERES 2170, B O NI TOMBIMEE 2 it L, LT ofmosE o

.

(1) BEEHE O LT OFARITNS <720, REMHERIZRIFE 7S,

(2) SZ 1%, ACACH [T IR pTEM R DRLIR o-Al 235THB LI b o icd 5. 2
b Si BIABRIC L, a-Al EIRA L7 & 720D, A ORI -
T SZ W ORI —I2a I D K 91272 5. A6061 1L#E R AL
L, ACACH LiRA L7k e 705, TMAZ #ikIEL, AC4CH I a-Al 23
MMEREN O A Z T T SZ IR B TR END L H AL, #E
HWE ORI E - T, BREIIRELSRY, TMAZEBILZKT 5. A6061 &
FEEIXEERBI OB LT T SZ IR YW T IEIEIND L O ICERT

o

(3) AR DIEINT D DITfEOHEF OWALEI GRS 5. SZ O S 4341
BEAREICADLTIZE—ELRD.

(4) TR KO OERE, SAHENAENT 201> T EFT 5. &ET
T 2D F(ACACH) 85%, (UL ACACH D 90% 13 &G H 5.

(5) AC4CH 3 L TN A6061 Z{# ] L7= FSW CIIABHEL E (235 1T D fRk-CHpk i
PEA~OEBIIIEFITNEINTZD ELLICRE L THLEABANTH 5.
(6) LAEL D, PIEEETIE L7c ACACH #03 A6061 & D ELFE FSW I & ik T%)
RE/BONDZENLHEHTHY, £72 A6061 A L — MFIZEHT L Z

ENRANTHD LW 5.
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FE6E A6061 A Y — b ZRW=FIERERAZ AC4CH-T6
DEZERHFESHRFICET L2/ 05— MR EERHREDON
ES

6.1 #%E

FARE, BHEEDOKRE D LA U — MFE AW FEEREEIE L 72 AC4CH
D FSW #4795 . BEERIIC LD FSW fkFORIE & Mgz itz 5. SML Lo
RMGOA B, BEA WM O K OABOFIEIZ LY, Z oMEMIcRIT 264
TR ES TR R A S EZH O MNICT S, A U — MilE, A7 &> F&EB
F ORI 2 Z LS E T OMBAMEE ZRA L, #8650k & M
BZzRONTTDH. A — M2+ 2 EnbEERms 2 2L,
TN ZFRHICEA T2 2 & 6B RmESICRIMaA AT D TREER & 5 72
ORFRICHER L CRHMET 5. AFFECTER LIRIPEE A vV — M, A7 %
v bR, HRAOMEE O BIRIEI S 2N LT E N BRI R RO A v —
NFERGRN & 72 DR E E AR 2TET D,

THHED I B EEREIE LT ACACH 723 A6061 A > — M
HZEDNENTHDEHWT 5.

6.2 HEMBIUVERAE

PRI, B 3 IR LI FAIRICHE O T U 7= ¥Rtk L 72 AC4CH 7 /L
=ULEEREMHE LTz, A Y — M 5 EOMIRER L Y AC4CH &6
PER LW EIRE T2 A6061 M 2ER L7z, fH L7z A6061 1355 5 B OMLEA &
FA—RES, Flry hObLDOTHD. A o — MAITRFFMEZ LI m & AT &
L, lREIZSmm COEEDOEE, B ZMHM LR T 90mm, HilE (1 4
— NIE) % 2~4 mm (I3 T T A AR THEBOIN T2 4 TVMER L7z,

M 2RI L VEE L, 3TN LEBEAEBEZMA L. [MiE T BiX
FEOSEOERMRLY, 1TV OPHOBENR AL, KbBIE SN2 oT72Z
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EnD, FHSEELFEERIZ Fig. 32 [IORTBIRO7Te—7 R E% 4.5 mm 225 4.7
mm [ZEE L7z, Y — L OB IEEFEID & Lc, £z, PRERLY A
Ty NG XA TR OTRENEL R ERTREIND Z 0D,
AREBRTIIA 7Y b2 0 BELORS HH~ 1 mm G2 72&EOERLIT 7.
F7%y MZOWTOBRBITREATHIAT L. BESMIT Table 6.1 (2R 50
e L.

B HNTEMETFITE 3 B ORI HIETHMEE L OMERBLEE, JIERBZVWT i
HERTITo 2.

Table 6.1 Friction stir welding conditions.

Parameters, Symbol (unit) Value or range
Rotational speed, N (rpm) 1400
Welding speed, V' (mm/s) 5,10
Tilt angle, 0 (deg.) 3
Preheating time, ¢ (s) 15
Tool insertion depth, /2 (mm) 4.9
Offset distance, d (mm) 0, RS1
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6.3 A7ty F=E

FSW IR THZMH L, O TLEZBESETHAST 5720 AS, RS TD
PR KON b e 5. kT 28l 4 5 Ll OURlEE & B
D AS, RS TELAIHXIRE 2 DMEEELRT. £22C, A7y 25252
& T, AS, RS COFNNELR D Z L EFIH L THEAEZITHIHERHD. filx
TS DENREVWERLE ) LOWEAETHD. WEIEHEH L A6061 DS DG
OO, A7y MR LOSFMAETIISME E— NI, B3R e o7«
BRDOHND. 78y bE A6061 CH 2T, 7a—7 R0 MMl
filt SHHREICTHZ L TCREBHFERHEONLTND.,

ARIOBE LI ikt & A v — MR E O 2K & WM BT 7R
V. LrL, AS, RS O OEIC LD TlaRBROFE R, 1 % — MiEs K
TWINELEBIERBRETT O LB 1L RS O SZ & TMAZ OB TRl L, fkT
MREIBIOMHOENIEFITNESL roTe. 22T, KREBRTIEIA 7Y b %
RSIZHDIF S Z &IZL Y RS OFFEZIELT Z & TAS, RS & HIZRAFREEEE
BEHLZLEHME LT

Fig. 6.1 (24 7t v FOBAKZ -7, —KIIZ FSW TIZEASHITE ot
EHAME LT e —T RO RERDECESEITY. #AKEOU LS L
TEABRAE A W — RO RS F~ 1| mm BB SE-A0E CHEE L
7o. ZTO%ME RS ERFLTH.
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N—r A
~ -—
vve%iii]g - ~Welding line
direction | : : o - Tool center line
|
N R
RS AS

Base metal

Offset distance J

[

Offset direction

Fig. 6.1 Schematic illustration of offset distance for FSW.
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6.4 EitE

5 TR LIEGME Y v — 7 NiliR T 2O R L1, REEHIEOX
INOBMRERTIZOIERA L. Z0A Y — MERAWEEAIZL Y TIED
TEZ, 3t M e A v — MIORADELSDIEL+5. 5 ETORBPEL
FHEGHR EOH DRI T o —T R @R T HEOHEE T A—Z &2 AT LTRD
7-.

Fig. 6.2 |21 >V — AW HAEOBEAKRE 70— 7 DR 2R
T AP —MfEfkirZ L1280, AS, RS D2 DOHESGHENEETH. A
BITA o — MR ERWLAEOHEAGHR Th > L ERITHY T 2R S L0/
LD, Ta—TEMETDHEA T — MBS A OBERP R (TR
) L7n. ZORERRLEERET D, RORSEZRODL D, Tun—T7H
D& A Y — MR E COREZ AS, RS TENEILGa, Gr&ET 5. HKOE
IA 7'y RRRVEGA, Tr—T 13— M ORI AT S 720

1
G, = Gg =§B 3)

7D BL, BIEA Y — FMIEmMmM)TH D, AS 5% Ca, RSHAE Cr ET 5
EENEN

Cy=2 GD)—%Z (4)
Cp=2 (%D)—%@Z (5)

L%, AL, DIFT e — 7 EEmm)Th 5.
FAXHEEN DN H D7D Ca & CRIZEEIVFEI U THo THIHHIINELRY, 1
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WL THBELRLRD EEZONDN, Bh T 547y % RS HAIZE 2
HZLTAS ODBEHENNSSRAZENDIZTITAS #HHEICEZ . Lo
TA 7y M LOSMOREE LI

ELTHRMAET S,

Rotational direction

A Base metal(RS)
|
. c Welding line(RS)

R

Insrt metal

I Welding line(AS
Probe Ca - -

Base metal(AS)

Fig. 6.2 Relationship between welding line and probe when using insert metal.
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Fig. 6.3 12V —WZA 7y F 252 560X Z2 /3. —S81fRzE 1 v
P— MHETL, s E T e —TRNEET AL ERT. JEPE L 2RO 51
b= 7 —T7HE AS, RS ZENENDA ¥ — MFhEE TO R

1
1

E72b. dIXRS HFHoA 71y hEmMmM)THDH.
A7ty b AS % Ca, RSWE CrRETHEZNEN

O (T ®

2

o (o) ~(bo—d) a0
L7 5.

T 7%y bEd BPRELRDDITHED, KO)D CaldEA L, K(10)D CriZ
BRI D, HEELIIA 72y bR dBRELRDIDIHEVEDLT IO LE
2 D7, HEkE L OFEICHERT 2572 LEARICHIZ 2RO E S Ca 2 H
5.

F7%y Ve G2 HEEELITFEIEORX Q) OHEGHRICHIZHDIZCa%k
fRAL

_ mDCy N

60V (1D

95,
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Rotational direction

n Base metal(RS)
: C Welding line(RS)
R

Welding line(AS)

Base metal(AS)

Fig. 6.3 Relationship between welding line and probe when using insert

metal with offset distance for RS.

AFFRIZBNTOT =7 6 mm A L7604 7y R LBLD
F 7%y F& RS~ 1mm 5272 EDA % — Mg & Are LEEA R & OBIfR
#Z Fig. 6.4 \Zn 3. A7ty M LORE, AR L7z X 91214 8 — Mg
B — )LHLSEIET S 720 AS ¢+ RS OA7p LRI — 725, &kbEL
IRHBIRLEERITIA =R LORETHY, A —FRPRE <2
D DITENR I LRI 72d. A7y G52 784A, AS & RS TH
RLUBEAMIT BT, RSOLQRLEGHRITIA o — MR LIRETIIA 7 &
v R LD EVIZEL 50, A4 v — MMIERKE L RD DIV F 72
LEAMIIELS RV A v —ME2mm T TITHEKRL, 2mm 2825 &4
D, —J7, ASIFA Y — MR LOWRIETIL RS LR —EIZR D031 P — b
MIEIA L 72 5 DITHEWNEA L, A > — MiE 4 mm Tk LEA#RIE 0
mm &7 5.

A U — MR &SRR E L OBIfRE Fig. 6.5 1R T. ZZTCidA Ty ML
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DEMETORE LEAMBLOF 7y M5 272 AS OH2 LEGHRED &
CHHELIEHBETHD. A o — MR & 272 LEARFEIRRICAE 71 v B 72
L DSEMTA W — MRPIAL 722 DITEVEER RIS <R 5. iR
AR S U, BEA R 10 mm/s 1 Smm/s (Z%F L 12 DfE#FEE L 72579,
A = MESAKE < R D DI Smm/s & 10 mm/s TOFFEOAET/NES
2%, A7)y behb 2 25M0Cl, 4% — ME Omm 2B\ A 7| v
FRLERVA TRy N TenTET A7 LGB R 5 oo E S /N E
72%. A — MEDRIRS 222 DITENEFREN /NS SR Y, Bl LEGH
220mm E725A Y — ME4mm IZBWTIHFEHFELEHE EOmm L7225,

-76-



— Without offset(AS -+ RS)
— With offset(AS)
— With offset(RS)

= N WO & 00 OO N

Apparent welding line / mm

=

Fig. 6.4 Relationship between insert metal breadth and apparent welding line.

Fig. 6.5 Relationship between insert metal breadth and stirring stroke.

1 2 3 4
Insert metal breadth, B / mm

— V= 5mm/s, d=0
— V=10mm/s, d=0
______ = 5mm/S, d=RS1

______ V=10mm/s. d=RS1

<
‘\\ \\
| \ | \ | R

1 2 3 4
Insert metal breadth, B/ mm
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6.5 REHER

6.5. 1 #F 581

T2 DA S THEA Lo/ 8lo —f % Fig. 6.6 35 X U\ Fig. 6.7 |2/~
BEEITAITREENOATH Y, MEH BE2Y RS, THES AS &70% X 52k
#LCW\W5. Fig.6.6 134 7% v b2, Fig. 67134 7%~ k% RS H~ 1 mm
HBx27Teb0T, ERELA Y — MEIZEMHFEO TICFEE L TW5. Fig.
6.6(al), 6.6(bl), 6.6(cl), 6.6(d)ITFEAEEE Smm/s TA o — MFEERATZIRET
DEFEEMAETHD. B=AIEA o — MR RIS IO — v hbs BT LT
NfE A R7 . Helk & LT Fig. 6.6 DIXFEEGHE DA o — M A E A T
BEARRERT. £ v — M EHRATOESIZBNT, 4 ¥ — M@ 4mm O
BAICBWT ML LR R BB I8 ST, A o — M A BATER8 T
HHIIRD. BRI NT, e —T7fAREL LT A Bl T B2
IO TA] TRTEDITHAEL, #EMME & BICTHATHRDITY 23 RS (2H
LTSN TR SN 5. Fig. 6.6(a2), 6.6(b2), 6.6(c2), 6.6(d2)IFHEE 3 E 10 mm/s T
A Y — M EEATDIRBETORAER AL TH 5. ik E LT Fig. 6.6(2)IX[FHEA
HWEDA U — M EERA TV RWESHERZ 7R T, 5 mm/s OFER & [RIERIZ A
Y — MiF 4 mm OBSICEWT M LR K EIBE ST, 4 ¥ —
MOEEIA LRV, BEETHEAFICIEY $ 5 mm/s [ERIC TA] TRT LD
ISR, AL & BICTHAREOIZY 28 RS I LIS TR ENS.
Fig. 6.7(al), 6.7(bl), 6.7(c1), 6.7(d1)ITHEEHE 5 mm/s T, Fig. 6.7(a2), 6.7(b2),
6.7(c2) , 6.7(d2)IFHEEHE 10 mm/s T, TIZLALRS FHIZ 1 mmA~7® v b &
52T, A v — MEHAEBEGER TS, BEA13A 90— MER %
AL, B=AIXY =L OoRLETEZ T, $HEEEETH 7y M52
AETIE, AAEEDOA 7y ML Ll L COMEL EOERITA LT, £
e RMab B IR, BT EAEIZIEY b4 7'y bMe Lo L FRERIC
(Al TRTEOITRETD.
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Welding direction

(d1) 5Smm/s, 4mm (d2) 10mm/s, 4mm

20mm

:Burr formed during preheating.
Fig. 6.6 Appearances of FSW joints welded under various conditions. (Without

offset. d=0) The black triangles indicate the positions of the welding interfaces.
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Welding direction

(d1) Smm/s, 4mm
:Burr formed during preheating. 20mm

Fig. 6.7 Appearances of FSW joints welded under various conditions. (With
offset. d=RS1)

The black triangles indicate the positions of the welding interfaces. The hollow

triangles indicate the positions of the tool center path.
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6.5.2 BERrBER

T2 DA SN TS L= kRir i o EAAR AU %2 Fig. 6.8 (R d. B4
MR O TR DB GmE, KOLENRRS, AN AS THD. Fig. 6.8ANIA 7 &
v M2 LOSM:, Fig. 6.8BIIA Ty b5 X 50T, BEAEHEL A Y —
MR SRR G = O FICRHE L TW 5.

Fig. 6.8(Aal), 6.8(Abl), 6.8(Acl), 6.8(Ad1) [ZEEAEHE S mm/s, KA >V — b
g OFAKEZ 7~ 9. Fig. 6.8(r1) (I3t & LTA ¥ — M afkE oSz or
. A FED ACACH £ 9 LaHh LIoAFSuhi R & RIS, HEREIdsea-
[CHWERIZIFET 5 7 0 — 712 Lo TR SN0 & A E EEIC d 2 il
A 3 EICL > THEMICHA SN TS v a VW —%B L RNT r—T 2L -
THIBESNTZEODFMET D, SZITBWT, A v — MaAE b0k, A
=MD A6061 (SZNTHRICIZ K ALK LA D) & DIREIZE Y IR
B S, A o — M EfkA TR (Fig. 6.5(r1)) £V SZ 23MifiIC
BeEsns.

Fig. 6.8(Aa2), 6.8(Ab2), 6.8(Ac2), 6.8(Ad2) [ ZHEAEE 10 mm/s, 754 > — b
g 2 T2 Stk ofEfk 2 7”97, Fig. 6.8(r2) ICH# & LTA ¥ — Mt AaEeE
RONGRIEZ RS, G S mm/s &Y S & SZ RIS R A EMICH Y,
A Y — MiE 4 mm O (Fig. 6.8(Ad2)) TlE SZ RS IE T FEITITV VIREE &
2o T D, SZIEIZOWTIEHIRT 5.

Fig. 6.8(Bal), 6.8(Bbl), 6.8(Bcl), 6.8(Bdl) IZ#A = 5 mm/s, Fig. 6.8(Ba2),
6.8(Bb2), 6.8(Bc2), 6.8(Bd2)iZ 10 mm/s TZNFNA 7 &~ k% RS Fl~ 1 mm
H 27284 oY — MO Z R~T. 478y MR LOSM L FERC, SZIZ
BT, A — MO A6061 (SZ W THRIZH S K ALK LA 2885 & OIRE
RV BRICBZESND. #FAEEOEV 10 mm/s OFRMETA 7y FRLD
Glb & RRRICHESEE DR Smm/s L0 SZ /NS 725,

A Y — MR & ORI EREIE O Bk % Fig. 6.9 |Z~"7. 7%y NOFE|IZ
BItR 72 < HEEHE DR O T BRI REL D, A7y VEET
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2L, 7%y M LR CIIESEE S, 10mms fsfFe A P —
MRS X DR OETNIFE LA L. — 07, 7'y FEE XM,
A Y= PMIER K E 72D DIZEWRERER A K& < R 2@ H D2, A
>t — Mg 3 mm (HEOMEIXZEE L TV e, EEE R 51— M a7
WERIEB=0) & e d 5 &, #A8EE 5 mm/s TlEA v — MIEEA SR
AP — MR L EDIEE AL DS CRRBEIIMIEIRE b, BEEE
10mm/s TH 7 v M &5 X 2T, BREERHEILA 3 — e L & R%
UERZEALETHLN, 78y MM LOFMEIEA P — M2 L% FEI-T
Wb, A7ty MEHEXDHZEICRY, A7y M LOSKMLEL, AS,RS
TORLEONT LV ANEHTH72OZEET, 78y MEX &M TiE
ZOXIRETEOENHIEbDEEZD.
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(Ad2) 10mmV/s, 4mm
Smm

(a) Without offset(d=0)

(Bb1) 5mm/s, 3mm

(Be1) 5mm/s, 3.5mm

{
(Bd1) 5mm/s, 4mm

(b) With offset(d=RS1)
Fig. 6.8 Cross-sectional macrostructures of FSW joints welded under various

conditions.
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—O—V= 5mml/s, d=0
—— V=10mm/s, d=0
-1J--V= 5mm/s, d=RS1
--/A--\VV=10mm/s, d=RS1

O

(@)
|
|

Stir zone breadth, W / mm
T T N T T
I \
159,
\
\
I \\\\
ralle
L L | L L

P
>

(9] ]

Insert metal breadth, B / mm

Fig. 6.9 Relationship between insert metal breadth and stir zone breadth.
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6.5.3 MARAIKAR
i 2 DA G THS Lkl i Ok % Fig. 6.10~Fig. 6.13 |
Y. BIEEE, B ITATE L FERTH D, BB IS HER O AS,
RS O SZ/TMAZ 552853 L, BISALE TR LIS, #EEEER JOMERL
BEIXXOKREMICTEHE L TS, @BFHO FSWIZBWT, L—h7r—:HEh
LRI AET HLREGHDBIEINDIGENH L. RE R 7T e —>7
RSOWAR, i RRICL D2 bDTHILIN, A o — M ERATEGEG A 0
— M LA D AS, RS TN LN OEATE TR SN D ATREMER H D72,
RBEZIXENE N OBAHEEHH TIT-72. Fig. 6.10 3L Fig. 6.11 147k >
R L TENFNAESEHE Smm/s, 10 mm/s DA, Fig. 6.12 3 L O Fig. 6.13 1%
F7%y N B2 TENENESEE Smm/s, 10mm/s DFATHS. £/, tk
WDTZDOA P — M ZERA TOZRWEESIEE S mm/s BE N 10mm/s TH 7 &
v R 72 L O OIS E % Fig. 6.10(alr), 6.10(ala), 6.11(a2r), 6.11(a2a)lZ /<7
F 7% e LOBEAHE 5 mm/s (Fig. 6.10(b1r), 6.10(bla), 6.10(c1r), 6.10(c2a),
6.10(d1r), 6.10(d1a)) OFMTIE, A4 v — MIERKE < 72512 EEE O SZ 23
INEL 72D, Tr—T, FRZR UL OO EIIREIITEE 12 <k
D, AV — MIENRKREL R DIEEBEICRDIEEZD. A % — Mg 3
mm (Fig. 6.10(c1r)) 3 X T4 mm (Fig. 6.10(d1r)) OZMHT TA] TRT I HITRS
JEEIC L — h 7 e —L BN 2RI D, #EEE 10 mm/s (Fig.
6.11(b2r), 6.11(b2a), 6.11(c2r), 6.11(c2a), 6.11(d2r), 6.11(d2a)) TITHHHENBEEHE
ESmm/s KV /NEL BT, A4 o — MMIENKE 705 LIEH O SZ EH
FO/hESL< RS 10 mm/s IZBWTH A > — MR 3 mm (Fig. 6.11(c2r))¥ &
4 mm (Fig. 6.11(d2r)) OFMHFT TA] TRT X IIZRS EBFIZLV—FT7r—
BohsEREPEEIND. £72, AP — bMiE 4 mm O AS J&E (Fig.
6.11(d2a)) (ZIT/NRIEBIEE SN S.
F 7%y MBS, #EAEE S mm/s (Fig. 6.12(elr), 6.12(ela),
6.12(flr), 6.12(fla), 6.12(glr), 6.12(gla)lT A 7 v b LOSMIZEE L T4~
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Ty NG00 RS ~OHF#ENRRE 2D, RS DJEEHTO TMAZ #H7)
RESBEIND. ASITA 7Y M LOFMHTIIHEM 23 SZ I/ VA
LEORBRE L TWER, 78y VG XTGEZORWVIATL LD 2TBIR
WINEL 720, WO EN VIR otz b B2 BLD . #5510 mm/s (Fig.
6.13(e2r), 6.13(e2a), 6.13(f2r), 6.13(f2a), 6.13(g2r), 6.13(g2a)) (ZBVTIE, 5mm/s
[FIERIC RS ~DIRHEDOENRE L 2o TEY, iR/ SV A P — |
A& 4 mm O5A RS (Fig. 6.13(g2r)), AS (Fig. 6.13(g2a)) & & IZEHE SZ 52T
IR OB T ALZ T TRVWE D ICBEIN, TA] TRT XS IZIEIC
WIEHNIEND K S IO E L Z T TV Rvwb— h7r— b 55
S sns.
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Bottom of between SZ Bottm of between SZ
and TMAZ at RS and TMAZ at AS
(atr)

(a1a)

No insert metal

(a1)dmm/s

(b1)5mm/s

(c1)dmm/s

S
=
™

(d1)5mm/s

[AlRoot flaw

Fig. 6.10 Microstructures of FSW joints. The dotted lines indicate a boundary from
SZ and TMAZ. (Without offset. d=0, V=5 mm/s.)
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Bottom of between SZ Bottm of between SZ
and TMAZ at RS and TMAZ at AS
(a2r) (a2a)

(a2)10mm/s
No insert metal

(b2)10mm/s

(c2)10mm/s

(d2)10mm/s

4dmm

TMAZ
[AlRoot flaw

Fig. 6.11 Microstructures of FSW joints. The dotted lines indicate a boundary

—
SZ TMAZ 500pm

from SZ and TMAZ. (Without offset. d=0, V=10 mm/s.)
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Bottom of between SZ Bottm of between SZ

and TMAZ at RS and TMAZ at AS
(etr) (el1a)
2
=
&
0 £
o &

SZ TMAZ

(f1)5mm/s

3mm

(91)5mm/s

4mm

TMAZ SZ

Fig. 6.12 Microstructures of FSW joints. The dotted lines indicate a boundary

SZ TMAZ

from SZ and TMAZ.(With offset. d =RS1, V= 5mm/s.)
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Bottom of between SZ Bottm of between SZ
and TMAZ at RS and TMAZ at AS

(e2r) (e2a)

(e2)10mm/s
2.5mm

(f2a)

(f2)10mm/s
3mm

(g2)10mm/s

dimm

TMAZ S7

-]

SZ TMAZ
9500m

A:Root flaw —

Fig. 6.13 Microstructures of FSW joints. The dotted lines indicate a boundary from
SZ and TMAZ. (With offset. d=RS1, V=10 mm/s.)
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6.5.4 3BI5RAER

A Y — MR & BRI O BIFR & Fig. 6.14 1279, #25EE Smm/s 128
WX, A7ty M LOSEMHIEA v — MIERKE B 100k FRh %
BLOHMORIIE T 5. ETFHRTA P — ME3S5mm £ TEHEIZNTH 5
2, 4dmm D RESARTT 5. HOFRZA P — M 3 mm SR FAKRE <
8%, A7y MG XEEMEE, MEDRIIA 7By MR LOSM L FRRIZA
Y — Mg 3.5 mm F TIEIZWCTH 7223, 3.5 mm x5 & RE KT
5. HOSEEA ¥ — MiE 3 mm (T E TEEIXNTH 523, 3.5 mm M HKRE
SIERTFT5. 78y hOFETHET S L, A — ME3mm 28X 5 &M
S & BT, UKL BICTKESIKTL, 78y &5 TZEKMEOH R
R IERE V. A % — bME3mm £ TOFFTIHRZERENS 78y N b X
&R TMIEmL R 5.

PEAHE 10 mm/s IZBWCHFFRIRITA 72y NOFRIZH b LA
— ME3Smm 22 5L REETTLH. MO F 78y NOFEIZHIDDL
FTAY—ME3Imm Z# 25 EIKTT 5.

PR L RO M E O BfR & Fig. 6.15 1<, iR L 1T D2 AW TEE
L7=. Fig. 6.15@IRTHEREE 5 mm/s DS, 471 v e Lo Tl
FRhRITHHE R 350 mm, HOSRIZ 40 mm %2 FED LK FAKREL 25, 47
v MGG, TSI R 80mm, MOERIE 140mm % FE[2 &K
THREL RS, Fig 6. 15OICRTHEEHEE 10mm/s D&E, A 7k&y 72 LD
FAETITAET 2D RITIEEE R 170 mm, OERIE 200 mm & FEID &fEIIRE <K
TL, 77ty b5 T, FRRITHERE 40 mm, OEIE 70 mm
HTEDERELSIETTD. 2o bt 78y ba5252 818D
BHREDO/NSWRME L R DEDIENA I — M EEARESTH Y, SEO
FIERERICB W CIEA 7y bE& RS1 52252 L2 XV #AEE Smm/s 1
3.2mm % 2.5mm (2, $EAHE 10mm/s (BTl 3.2mm % 3.0mm DA > H— k
MIEZHEH L CHMPNRB LI OMOENMETT 52 L R0 EEREITIND.
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d=0 d=RS1
Joint efficiency —O—
100 EIongatlon rate -D". -\/--
o0k V—5mm/s |
= 80 4100_
> 70__ . S
2 of 60 &
% 400 -
€ 30r 140 S
o 20+ \ 1. ®
10k \D 1202
[ | | | | . 5
0— 3 4 0 w
Insert metal breadth, B / mm
(a) V=5mm/s
d=0 d=RS1
Joint efficiency —O— —4—
EIon atlon rate --[}-- --xz--
100 J B .
— 90'_V—10mm/s
O\O L
= 38? 4100
> oAb 1. T
S 60f {80 &
g o l6o &
© 40r | e
€ 30 140 5
S 2 120 G
10_— \g . c
0 ' - ' . [] 0 S
2 3 4 L

Insert metal breadth, B/ mm
(b) V=10mm/s
Fig. 6.14 Dependence of joint efficiency and elongation rate on the insert metal
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_ Joint efficienc
V=5mm/s Elongation ratB(/a -+ S
100——————7— —— 100
= 0180 ¥
~ 4 g =
9 o 7 leo 2
Q0 Ly ] ©
£ g
c
S 120 §
I ] w
Z I I I I
GO 100 200 300 400 50%
Stirring stroke, L / mm
(a) V=bmm/s
ff" d=0 32381
_ Joint efficiency —-(O-—

V=10mm/s Elongation rat)(/a -0- -7
100————— 17— —— 100
= gol lgo &
> 1 o
e 160 ®
Q0 : c

(@)

= 3
T 140 5
- ] o
= / c
S 201/ 120 8

OY . ! ! ] ! -
0 50 100 150 200 25(())
Stirring stroke, L / mm
(b) V=10mm/s
Fig. 6.15 Dependence of joint efficiency and elongation rate on the stirring

stroke.
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gliRsAERZ OFRER A % Fig. 6.16 ("7 . GHEIIEES OBWEICH -5 I7m
5 OBRE T, Ml TR0 D RICH Ao THEE L, KON RS, H23AS THS.
Fig. 6.16(a) 134 7 v b7 LOSAE, Fig. 6.16(b) XA 7 ¥ v N &5 2 7254407,
Fig. 6.16(al), 6.16(@2)ILLEEDT=DITA P — MS72 LOBEEHE 5 mm/s B &
O 10 mm/s T, ZDOENDOFHEITENENHEGEE LA o — MiEZ NI
FE LT 5. Fig 6.16(b1), 6.16(b2), 6.16(cl), 6.16(e2)iL7|ERERDFEF LV
TR L OO BAF 722 450F, Fig. 6.16(cl), 6.16(c2), 6.16(f1), 6.16(f2)IZ,
HFNRILBAF Tod 2 M ORIME T 5 544, Fig. 6.16(d1), 6.16(d2), 6.16(gl),
6.16(2)I Tk FRNEIL LR L IR T T 254 Th 5. MkFRhHEL L OYH
O BAF 2 55T O SRR 7 OMEWHIE, AS £72I1X RS &6 570 HAZ THEWT
T5. —Ji, MFRITBA Th 2B ORI T 2 54, TR LU
O L HIERORBR T IX TMAZ & SZ OB T L, RSO FE
1L SZ ORI O & 9 7ol IRk (Fig. 6.16(c1), 6.16(d1) L 725, ZiLb DKM
TIEHLPENE Y THRES AR, b L < IIREAT COBBEEN /NS <
HAZ X0 HFENMRNZD Z O K9 R LE R L OETRR E > Tnd &
E25.

A Y= M2 AW FSWkFTiIm b RFE o7/ RITA 7Y M LD
PR 10mm/s, A % — MiE 2mm Th 0 fkF2h3RIT 84%, MU 77%& 72
5. BATETOA Y — M EE A TOZROIFZERE R Crx T A REHE5 1000 rpm
L1400 rpm, FEEEEE 10 mm/s D54 THET 2D 82%, HONIRH 2 2
HiEETR L. FEREHKT D L, MFPDRITIEFFEL 2D, MOTRAM 2 H
ZDRER LIRS R ST b DD, 84 FETHER L o B 0Y10.1%)
THEZTN5.

BEOEE Smm/s TIEA 7y MR LOSKMETIEA > — ME 2.5mm, 4 7%
v MG AT METIE 32 mm, #EEEE 10 mmy/s TIEA 7y FRLOSKMET
X3.2mm, 7%y &5 XTKETEA Y — ME3OmMm 252 L TR
72k RN LM R BIRIZN D .
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Welding direction @

RS AS RS AS

(a1)5mm/s, No insert metal (a2)10mm/s, No insert metal

(b1)5mm/s, 3.0mm

IR n

(c1)5mm/s, 3.5mm

(d1)5mm/s, 4mm (d2)10mm/s, 4mm

(a)Without offset. (d=0)

Welding direction (X)
RS AS RS AS

3.5m

(92)10mm/s, 4mm 10mm

(b)With offset. (d=RS1)

(91)

Fig. 6.16 Macrostructure of a fractured tensile testpiece.
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6.6 #E:m
A6061 A ¥ — M a W BRI L7 ACACH 7V =0 L5 T

PR S 21TV, 15 DALk T OB E 2 5t L, LT OfTRE b

7-.

(1) A Y= MEBIOA Ty FOFEIC L DMFIBUSE IR, E£TZ,
A Y= M ERAWRNE O LR L TH A ki, BEHEIC L 521k
I35 4 EORRLFAKRTH .

(2) FEHRERIE, A V= IR RATERME TS 4 EOERELR Wb O L L,
A6061 23EA L CIBIROMBEANBIZRZ S D . RERTIR TG E DRV G

TIEA Y — M EPt L KELRY, BAHEOSWERETIINEL 5.
A7y Mehbx b, HIMOEITHEGEEICRERR < ZEETIES 2L
N—hTr—btBhoiLd SZ & TMAZ OFEFIL 4+ 78y MM LOFEMHT
X, BEAHE Smm/s B L 10mm/s DA > Y — b 3mm DO T RS EH
2, A7ty MG R M TIESHE 10 mm/s DA > — MF 4 mm O
ST AS - RSIEEFICHIZIND.

3) A ¥ —MtE W FSW #ifFTlImR b RFTE ST/ RITA 72y ML
OEEGHE 10 mm/s, A > — M2 mm TH 0 fEFRIRIT 84%, HU=RIL
77%CTh 5. MTPERE L OMORDO BRIFREN RN DA P — Mg
PEAHE Smm/s TIEA 7 v MM LOEKMAFTIL2.5mm (L=440mm), 47
Yy bEEZ AT 3.2mm (L=140mm), BAHE 10mm/s TixA 7+
> e LOEMHTIE3.0mm (L=200mm), F7t&> h&5 27254 Tix3.2
mm (L=70mm) T®H5.

@ HHEZEHT LT U= MRS LA 7y b2 55X 52 LT
O FSW fkF ORI ASHABRIZ 22 0, 172 A > — MR A 8 E T & L FRAE
LD EBH BN T
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S &3
6-1) FHEIE NP  EEIBIRHES -FSW O 7§~ T-, FEZEHIIR.(2006), 160-
162.
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1.1 AHREDOFER

AWFFETITHER R AOY L 72 ACACH D FRIFER, A6061 & AHLEH 72 Bl L O
A6061 Z A ¥ — MpF & U L7236 O ACACH IZBEEBHE S 21TV, &
EO SRR X OO EE IC B JIE T B2 it LU T O 2157,

(D) BEIV Uy REEZAWET VI =0 LEE&EEWIITE 2 & %705, ARUF5E TR
LIz AT o L ABIOMEEHENZ2 AW TR L-E Ly b THRIREERE LT
AC4ACH b BBEBEEEAZHEATHZ ENANTHY, BRIFRHENE LN
5.

(2) FIAAEIE L7- ACACH [FIfEFT O FSW fEFICHBW T, #EEHEDRINE X
O T BB ORI T ORA RTINS Y, REMERIZRG &7
% . PRI AR R ORLIR o-Al 235VEBR LI L9 5. Si b
FEERICAHL, a-Al CIRE LAk E 70 5. A E O, F/oIXTEMH
BREE D BENMC L > TR E NI OMBKITE B EN D X Hek 5.
TMAZ #H#&1% o-Al 23 BVEGRE) D58 2 52 1T THRERICI 5 T Tol ST S
NHEICERL, BEEEEORIC LV ERITREL s, TERERKIC
(RS, BEEENEENT 2 OIS EOETOREEI SRR 5. ik
ESORE S A IS HEICED L TIRIE B L 2D, TR L O OER
1T, BAHEREMT L0t TEATS. i THTDER 2% 0355
A, O A BElS.

(3) FIMEE L= AC4CH & A6061 Siffff O FSW ik FZ3 T, AC4CH [Flf#
B & [FARIZEE G OFEINTEVNT Y ORAERIT/NS <720, REMERIZE
I 70%. SZ 1%, ACACH | HIRETEAM e A ORLIK o-Al 25 HIR LISHEAL
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“)

ST 4. Hefh Si b FEERICHEI LB L, a-Al LIRA LIk E 70D, B2
B EE DA > T SZNEBOARRRI T — 2B S D £ 91875 . A6061
b [FERICHAI L L, ACACH CIRA L7k e 72 5. TMAZ Mk
ACA4CH 1T a-Al 3EVEREY DB Z 21T T SZ 1T D X THIZ X EN D &
WAL, #8HEOERBIC E-> T, ZREIIREARY, TMAZ bk
K$5. A6061 b itidh ZIBHRBI OB AT T SZITIR O B TH ST S
N5 X IICERT 5. BEEE R HINT D OIZEWET ORLEIA 1 XK
5. SZ DS HAIFHAEEICEDLLTIRE—E LD, MFEHRBLID
RORIT, EEHEREINT 2 DI~ TERT S, AS, RS O EHLEIC
L DHEMRIIMEE DZEITIE E A E T2, MPEELEICHIFI T A\, fers TRk
TFTZh=R(AC4ACH) 85%, {HOE|T AC4CH D 90% 3 fF 515,

REMZERICB W TR RMTLE LN A6061 &1 P — Mf& LTH
W CRERLERIE L7z ACACH #10 FSW M FIZHR N TA v — MRk L0
7ty NOFEIZ L DMFABLUIEITRN. £, AP — MR L E L
LT AR, A K 2 2MIEA v — M2 Lo REM B S
(55 4 %) MREFERTHDH. SZ I, A v — M2 A 7250 ClERRE
MEatERrnb oLz L, A6061 2MEAS L TREIROMBIBE SN D, B
PREIE I T Al B DRV TlEA v — MM A L RE L Y, B4
EOBWRETIINEL 25, A7y Ve b 25 &, oI E
FEICRR RS BETTIEL S = T7u—¢:h bbb SZ L TMAZ D5
REBIE A7y R LOSFMETIE, BEHE Smm/s 8L 10mm/s DA >
Y— LA 3 mm OFMET RS KIS, 7%y N Eb 2 2o CldEs HE
10 mm/s DA % — Mt 4 mm OFMETAS - RS IEHTHIZIND. £z,

A Y — PMIERRE < 72 51E EREH TOFFEORLEN NS 72V SZE
FOTMAZ /N EL 2% A ¥ — M &AW FSW #kF Clddm b BAF72
STRERIFA 7'y M LOBESEE 10 mm/s, A > % — FME2 mm THY
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HET2N1T 84%, MORIL 7% L 72 5. fETRhE L O OSSR D B 72l )3
Rz DA ¥ — MEE, BEEEE 5 mm/s TiXA7Ey M LOSEMETIE
2.5mm (L=440mm), # 7% v &5 2 725FCTl%3.2mm (L=140mm),
AL 10 mm/s TIEA 7 v Ma LOKMAFTIEL 3.0 mm (L=200mm), #~7
ty N5 225X 32mm (L=70mm) TH5D.

1.2 #&¥E

LI EDFERN G, AREBRFPIN T ORI L7 ACACH DO FRIFELS, A6061
& DTN, A6061 %A W — M & L THWRFERM O FSW IZE1T 2t 72
AN DN E T T,

PURELERTE L7- AC4CH O[RIFEM FSW 1X, #EEHENEMEE HAZ O1L
PWNEL 720, BOMTRMGOND. (AL, THREREEMEOGM (RER
TIE 600rpm) (ZEWTHEEFHED S WRMETT 0 —7 058, T EBEEED S
WM ORZEBRTIE 1800 rpm) 238U THEAHE O W e CHEA BR AA AR T
WP BIZEIND., ZNHDZ L2 n, #MU)7R TR (RERIZHBW T
1000~1400 rpm) D " TAFEER D e mnd B T o 285 10 mm/s (2B WV THETF
N 82%, ORI 2 ERIAERNF LN D.

FSW it IE#24 Se -t 03 A <, ACACH DRI A3V A6061 & ACACH
O FFESF FSW 1%, #EAEENEVIZE HAZ OIEA/NEL< 72D, &V TR)
PELND. L, HEAEE 15 mm/s (2B W THEABIE ISR K R ElgE &
5. FSW X AS, RS THEIOGRENIE, AB\, HEHEHRNS R D Z &6 B
M OMEHZ O W TIIBLEIZ DWW T ORET DL & 72 5 728, ACACH DELIE Z AS
ELTEHA L RS & LIEHA O OFEBRAEIT > 1203, IO E OZIZH b
IR TTZOM B Z EH HIZBWTHEARAIRE TH D Efim O D2 LN TE
% . I b BRI E DY B o T2 41 RS 12 AC4CH Z L L C T ER#REL 1400
pm, FEEIHE 15Smm/s DFRMT, #HEFHIRAC4CH) 85%, HTERIT AC4CH @
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0% BFHID.

A6061 & A U — FF & L THWZ AC4CH @ FSW i, AS, RS TOHiI#REE
AR D0 F 78y M LOGEITA U — M OEORN S D % R 72
KEND. AZETTORS BREFRFERIIA 7> b7 LOEEHE 10 mm/s,
A ¥ — MIE 2 mm OFMTHRFLIRIL 84%, ORI TT% THDH. #HFH
BB L MR BAFRENRIZN DA P — MEX, BA8HE Smm/s TiEA
7% v MM LOSKMTIE 2.5mm (L=440mm), 4 7% v N &5 2 7250 TiE 3.2
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