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Table 1 Chemical composition of A6005-T5
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Fig. 1 Typical weld tool and process parameters used in the FSW process
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Table 3 FSW lap joint conditions of A6005

Pressing ‘Welding

Al Mg Si Fe Cu Mn Cr /n  Ti etc
A6005- 0.4- 0.5-
Ts 07 0.9 035 030 050 030 020 0.10

Table 3.4 Mechanical properties of material

. Tensile Yield Elongation Hardness
Aluminum strength strength %) (Hv)
(MPa) (MPa) ’
A6005-T5 270.45 2435 17 104

Tool type depth Rotation ;111:1:2%) speed S(p “:ﬁ;e
(mm) < (mn/min) P
Threaded 1600
cylindrical
02 Sowmer s 600 1800
clockwise
Quadrangular E—
pyramid 2380
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| |
(a) Threaded cylindrical (b)Quadrangular pyramid
Fig. 2 FSW pin tool profiles 225
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Fig. 3 The Dimensions of specimen and tensile specimen
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Fig. 4 T, Q tool tensile strength comparison
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Fig. 5 T, Q tool elongation comparison

Al A dA g
EA L AFAHEE
Aoz TEo] oA

743}8 A6061-T62] vlznvkg-3 9]
YeRd A3} 22 A6006-T52)]
H 4845 S YeElUSioh

o i

ol ont
g

4. 9B

At de Akﬂ‘ﬂ A= A
J—ELZHOL A6005-T50] M=Z oh2 73] A 374
S A i e T L @A]s}ﬁiﬁ o=
de F I

, AAE 3RS "1050 Al 2HA o] 9 v
ol o3k A3 A A d=mrtd A A Y o] Y 53] 2006‘51
F718= 3=, pp. 71 ~72, 2006
8|4}, o] g &, F Y5, a15H1“A Study on the Effect that Pin
Shape and Welding Speed have an Influence on Mechanical
Strength in Friction Stir Welding A16061-T6” ¢t=-3-2}7] 7] & 3]
=3 Vol.17 No.4, pp. 22~28, 2008
3. 9FGNL A, T E G FUE A6005 o= 9 2 o] mhEk gk
3 Al12A #A4Z, pp.

op of

LT s

4 54 A7 ATARY =
512~517, 2009

226





