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Fundamental research on Friction stir weldability of Al alloy
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B Ao AHEE Ao 3tz =4S Tabled o YelUUY & A5E 2% 72 140mm, A
2 70mm, 77 dmmE AHEstA e HEL QW £Ee Wioez HIE PP e 3
71 A AlBE acetone o] €39 AL 3 F milling machineS MZEF HeANE ol &3l HI
stuztsles AEE APZE 1T F ASE olFAIE WHeRE HIES P AHEe 3¢+
AR HAE” gt E o] &3ty wAR o|n A& #Fst AAHQA HFAHS Fdotstdon, [A
ZAL FAEHe £2A dE FIAAE o] gat HPE WY vAzAE Fsdn E=g
BAE ANES T3 vARAR Ao AAE dolrntrh 7IAA SH4APL 3 23ANPL 58
AgAY 2% F5F& s en, AZANEE &8l AAZEAS LotEsdrh AFAHES & £

AWML SEME o]&3te A wWshE 2 MAEY JEEMS FsAh

AE Si Fe Cu | Mn | Mg Cr Zr Zn Ti Pb Bi Al
6005(T6)| 0.799 | 0.514 | 0.001 | 0.031 | 0459 | 0.006 - 0.005 | 0.007 - - Bal.
7005(T5)] 0.185 | 0.151 | 0.022 | 0.410 | 1.349 | 0.104 | 0.132 | 4506 | 0.011 - - Bal.

Table 1 Chemical conﬂposition of joints specimens
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Fig. 1 Macro and micro structure of FS welds on the cross section a) 6005 alloy, 1600 rpm
and 342 mm/min b) 7005 alloy, 1600rpm and 267 mm/min
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Fig.2 hardness distribution of FS welds at near interface a) 6005 b) 7005
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