7187483 Al-Mn A 25959 w2 P a8 A7
The study of friction stir weldability of work hardenable Al-Mn Al alloy
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1. A&
o2 dt8 4% (Friction Stir Welding) & 1991 d 9= TWIA &4Fvs =9
Butt-Welding 22 7H&=o] &HF U 71, ¥¢, A8H 5 3T Ll fle 4=
HAERE 4¢ & U=E FAt. FvFE GEAY S 71E9 LAY E &5
g AL E4E 4 F e Bavk doh 2Ed &8s HYe ¥ AY

zA vl wfg 2dHAW oS- FHkd Frxo] JHHE A
o] it} ey wAwWHRG HFAY LFuE FFG00ANS F WS HAHAA
£H2T Qe $7T FHEANE 2g & UM SF&H wa ALY SHF 7
AzAE 4& ¢ A3 HZF wE LEPEEANE §50] 7hsdta] 4PHY SFHAME
sttt A7 238 4 F A wHA obF Ba HA &2 A3003 ¢FHE @
Foll vty g ol gt FES HAste FFAEE Lotraz ok

2. 4% 9y
B Ago AL E ARE 4FuE ¢EAQ A3003-HII2E Al&3lgos g 383

z4 2 7143 54L& table 1o JEFHAT.
Table 1 Chemical composition and mechanical properties of A3003-H112

Si Fe Cu Zn Mg Mn Al U.T.S. YS.

0166 | 0364 | 011 0.015 } 0252 | 1114 | Bal. |109.8MPa | 48.1MPa

Adxez da o&=HE A3003 ¢F¥ES Zo| 140mm, W¥ 70, ¥4 dmm=E 783t
o Age ANSAT. AP o8B A= 7129 BY FUE oghHor SEsA
HAD tool (shoulder+pin)e Azsld Hgstdh vlZadtyddd 24 7189 4udy
S 53 9 AHE o] 83lo] table 2 & 2 P2 HES YA h

Table 2 FSW parameters

parameters | Tool material| Angle of tool|rotation speed|welding speed

condition SKD11 3° 1600rpm 87-720mm/min
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Z4Zkol HEzAANA FEd AlHE Az E #FE A EFYF FAA e A
At FetdAn A S ol &3t BAE Ao SHEEI JAF Y 71AH 3 '
T 9GS dolr7] A S§HEFA QA wFer AFAAE AFE F Instron RHE
AF71E o] €359 10 mm/min 9 cross-head speedZ AFAIHS sttt

3. 49 4%

£H4EEE 87 mm/min-720 mm/minZ2 WEAIA HEEL 3 F £HKEY B HAAE 3
A%E Fig.ldl Jeldidor. £3589 ¢ H(top surface), o}l (rear surface) &5 T go

5 LGS vz 8-S & 4 A a2y dE AFd) 8lE $¥(top
surface)®ll burr HH%O] Asty £& pind AWrEAS UEde B2 22 34 e A
A Yepy S A F F ATk 2 o]eldt burrd] wWiE 2 AR BFE ¥YLS
R wzm FEAE A% 99E oA 1A eret. |

Fig2 dAe §3&x9 ¥l e AZFZE, F57Z=9e] #AE Jebd agxojr)
A SHAAA s 5 71AAHA EYFE eI USS ¢ F 3 =
7t F7 gl wet ke JAFB =V FUkste AFE YEL o ®
£ 720mm/min ¢! A¥E 7MY B JdFAERS Ui on 2Aje 90401"‘4
FAEFS GEIHIL JSS AT 5 Yo o= i FHAA ujf FHF =
dolgt & & Utk FEAEE A £H AN BAY FEAEYG A FAG e o
B s & F Utk = g dXe EF L3 FNA d do BAA

——
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Figure 1 : Photos of as FSWelded specimens;
(a), (b):87 mm/min, (c), (d):342 mm/min, (e), (£):720 mm/min
[(a), (c), (e) top surface, (b), (d), (e) rear surfacel
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Figure 2: Relation between welding speed and
ultimate strength , yield strength
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