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Dissimilar friction stir spot welding of low carbon steel and AA5]32
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Table 1. Chemical composition of Fe and Al
alloy used in this study

Fe |Elem.| C Si {Mn| P S Fe

alloy | wt% | 0.03 |0.006 [0.214/0.013)0.004| Bal.

Al |Elem.| Si Fe | Cu | Ti | Mg | Al

alloy | Wt% | 0.03 | 0.07 | 0.32 | 0.03 | 5.54 | Bal.

AgE 100mm x 30 mme AV|E2 7HEFEHA,
A8 HEAE Fe, Al o] &zt 0.6, Imm ot
AA7 A $HE AN A3 Al FFE A
Bo 9x]A17]a oF 30mm AXA I F, AT
g o]lg3led @ 1A A A HEE
AANBET E JAEEE 2500rpm, AHEEE
10mm/min,, & AAH £EE 60mm/min, 44
B SAAE 1522 dQon, B9 AAZe
0°5 34k B9 Aol @ HE 54L
zZAVEL7] 98] 015, 0.2, 0.3, 04, 0.5mm & A4t ¢]
Zolg WEAIAAN HESHS ZAEIES A

- 115 -



0064 FA s

WEOS| YHE=F, 200644 108, F4

KWS 2006-Autumn

TS A3 AHEE ELS FFARE o83 AR
3} 3, shoulder 3 Z7Z 12.5mm, 3}gd] A
Smm, ¥°} 0.5mme] AFE7)7} FASH Y=
Fejojtt.

A3 ¥ 3EYu| 7 (OM:Optical Microscope)}
FAIH A8 U7 (SEM: Scanning Electron Micro
scope)& AH-dte] HAG HIH- wAZAE
R[S SHF U A €4S Y
EDS(Energy Dispersive Spectro scopy)& A}-43
At

AR 1A 54
AlE dde BZxE

& Yohis) sl g
i‘?és}‘}it}. o W a3

100gf, ZAAHS 1028 Yt =3 AP
UFEHE FA3}nA AFAGA RS HAEA

31 cross head speed= 1mm/min. 0. g 3} ¢t}

3 A8 &

ENUACN0.15 | EHAUW0L02 | HNU003 | HENRIN0I04

#EOHRI2101:0.5

RS

Fig. 1 External shape after friction stir spot
welding with pin insertion depth
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Fig. 2 Cross-sectional macro image of friction
stir spot weld joint and hardness distribution
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