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Effects of welding parameters on the friction stir weldability of Al-Si casting aluminum
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Table 1 Chemical composition of AC4C-H

Al Si Fe | Cu | Zn | Mg | Mn Ni Pb Ti Sn | Cr | UTS. | YS.

92.02|7.006 | 0.126 | 0.096 | 0.05 | 0.252 | 0.002 | 0.007 | 0.009 | 0.154 | 0.004 | 0.008 | 188MPa |10.7MPa
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Table 2 FSW parameters

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

condition SKD11 3° 1600rpm 87-267mm/min
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Figure 1 : Microstructure of FSWelded specimen
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Figure 2: Relation beween welding speed Figure 3. Relation between welding speed

and ultimate tensile and yield strength and elongation
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