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Introduction of the Friction Stir Welding and Its Application

2 4HtA o 2 Friction Welding(vl 283 ¥)o| &
Aste EA a2E & o] &8 e A
o) gttt A F74R 9 vhFEHY S HEskn
ste T el 2AE AFEANA 1 % &
13 EE 2 A G E Lo
A3 7 e dFe udFd ez B4
el Fhg ZAFEARNA de ol &5
v Weld. wetx A g7AA Y wpagHH e
F2A Y obd BA e Ll §3 T &
¥l o] gk}, o] o) H]&f Friction Stir Welding (2}3]
A FSW)2 x| F7hx] o] npa-g3 i ol AdelA &
B ate] 2ol ol FEolSue] At A
o] A g WAk Ao BE H foll &40] 7HF
AR NP whE g el o] WL g F
o ALdEEHA ] gl TWICEF - A F2)d
A 1991 AT S5 v EHEoEA &
A TWIZF S A58 & z2tude &8l o] &
HAEe] HAL dEGA = vb EHHTCE B
At ot fevEtdg e o9 &oirt o}
FE=Eo AR gk 28y o] E¥H U TR
E o vlFuvtgsd oz B R TS O
2 25 ARTE oo BStingH U oE &
Agto] AZE Aoz st

oo b

ﬁ_ﬁir‘r

O

24
Y-S Kim

s AEH YN wg

A o) WY Hige £871 EAREFE A
o2 1 ¢8AF7r F43) FisEa Joy oy
A= %, ntadlg, g, old F vz fdd
B4 Ex olEY clFE&olYU FEAEY HE
7 Zet2gFo FIE e Aoz dEAn
lth =g HIde AAMEY HP/MeHE 8
23 ol M2 AFS N, 2L Fofe
AARN 712 2 A E HY Nz e A=
& 3ot A o] & el B B4l Al
ARoZ FotA 3 AAA vl 2] Z$ 20008 %
nl =87 83 (AWS)o| A 713 £ 2% Technical
sessiono 2 ThF o] Tho] AFE=Fol HRHH
Azy, dEANNE 24E IdEA H, AE
Az, Algha e 9543, dete ey
2] &8% thakgt ol $8o] AxHT 3l
M2, JELHEE R o o] £ #H EJE
£ 20009 = 109 S ol A &3ke v} ok E3
20013 49 TEAHYQA QB GH ) 2AAZTE
o] A& o] &4 ol| 3 Organized session
< vt Ak 2y FU e oFF o4
#3 A FANIV S8l 2R vk glon, tig
£33 Aol AM7IALE 2 dele S8 B
27hE e YE H 2ol

o)XY MA Aoz FSWol| #at A7) 1 34
Wb gatgel el dwdr)| g AT DE A

(273)



44 WBI ARSI, B258 F2 5, 2001

98 71 A FE9 M2 YTl E 2 7}
F40l BobAIA Q7] W&ol Fle] 2H71A4A
APA M E o] M2 S4B T BT A
TAE=H] s 7ATGn F2Eh

Inge) &miet g

FSWZH & o} ¢ d3liME E53 33 o
2A AR &3 FHToo)E 4 3t 3 AA
Aoz vt#GE DA, AN 2, A7} A3
HE JEgde we £HIFTE ol FAA FF
2R deje 23 o3 JPo] o FHAE
£ 3te 3ol gk AN E dad] 23
AN7E 3, 379 84, 374E, 37FIAS,
TTY o)FEET dEAY HH 20 E& 54
71= Aol FEe] AR E A3t et & 3
ot =3 ZAzte] AAzAL Y F5F, oFA,
ATy dol el 34 da2xy, dutg ez &
(Extrusion)o) 41 & AB8YFTE T2 38
Tt godn & ook A HEgEde o] 7

Sufficient downward force to
maintain registered contact

Advancing side {
of weld

Trailing edge of

the rotating tool Retreating side of weld

Rotating tool.

>
Welding gap

Fig. 1 Principle of Friction Stir Welding
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Fig. 2 Result of tensile test of A5083 welded part with various welding methods

Fig. 3 Impact Test Result
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Fig. 4 Comparison of Deformation of FSW, MIG, YAG Laser Welding
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Table 1 Various industrial applications of FSW

Fig. 6 Application of FSW to Cylindrical Tube and
Comparision of Manufacturing Process of
MIG welding and FSW
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Fig. 7 Appearance of FSW part in Cylindrical Tube
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