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Friction Stir Welding of dissimilar formed Mg alloys (AZ31/AZ91)
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Table 1. Chemical composition of AZ31B and
AZ91D Mg alloy

Al {Zn |Mn| Si |Cu | Ni| Fe [Ca |Mg

AZ|25-10.7- 0.00|0.00
0.2 {0.05{0.05 0.04|Bal.
31B{3.5 |13 515

AZ < (0.00]0.00(0.00| <
9.110.64{0.17 Bal.
91D 001( 1 {1 | 5 |0.01

Table 2. Experimental Conditions

Variable Range
Tool to work piece (") 3
Tool rotating speed (rpm) 1250, 2500
Pin inserting depth (mm) 3.92 ~3.95
Plate travel speed (mm/min.) ; 32, 61, 87,127
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Fig. 1 External shape of FSWelded joint with
the plate travel speed a) 32mm/min., b)

61mm/min., ¢) 87mm/ min.

Fig. 2 Cross-sectioned structures of the joints

with welding speed a)32mm/min.

b)6lmm/min. ¢)87mm/min.
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Fig. 3 Microstructures of FSWelded joint at the 4. A =
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Fig. 4 Hardness distribution with welding speed
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