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Friction Stir Welded of SSM Cast 356 Aluminium Alloys with T6 Heat Treatment

Worapong Boonchouytan " Thanate Ratanawilai” Prapas Muangjunburee*a) and Kanit Tapasa K

Abstract

The butt joints of semi solid 356 were produced in as cast conditions by friction stir welding process
(FSW). This experiment studied in pre/post heat treatment (T6) using the welding speed 160 mm / min with tilt
angle tool at 3 degree and straight cylindrical tool pin. The factors of welding were rotating speed rates at
1320, 1750 rpm and heat treatment conditions. They were divided into (1) As welded (AW) joints, (2) T6 Weld
(TW) joints, (3) Weld T6 (WT) joints, (4) T6 Weld T6 (TWT) joints, (5) Solution treated Weld Atrtificially aged
(SWA) joints and (6) Weld Artificially aged (WA) joints. Non Destructive Inspection (NDT) using Phased Arrays
Ultrasonic inspection was applied after welding. Rotating speed and heat treatment (T6) condition were an
important factor to micro, macro structure of metal and mechanical properties of the weld. Increasing rotating
speed and different heat treatment condition impacted onto tensile strength due to the defects on joints.
Therefore the optimum welding parameter on joint was a rotating speed 1320 rpm, the welding speed 160
mm/min, heat treatment condition of Weld T6 (WT) which obtained the highest tensile strength 228.92 MPa In
addition, the rotation speed 1,750 rpm, welding speed 160 mm / min and the condition of heat treatment
before and after welding (TWT) indicated the depth of weld defect 0.93 mm from surface.

Keywords: friction stir welding, semi—solid metal 356, heat treatment T6, phased arrays ultrasonic testing
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HT Pre Weld HT Post Weld HT
Joints T6 ST T6 A
AW - - - -
™ N - - -
WT - _ N _
TWT N - N -
SWA - N R N
WA - . . N

* AW: As welded joints, TW: T6 Weld joints, WT: Weld T6 joints,
TWT: T6 Weld T6 joints, SWA: Solution treated Weld Atrtificially
aged joints Weld, WA: Artificially aged joints, HT: Heat treatment
ST: Solution treated and A: Artificially aged.
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Condition

AW

WT

1,320 rpm,160 mm/min

SWA

WA

AW: As welded joints, TW: T6 Weld joints, WT: Weld T6 joints, TWT: T6 Weld T6 joints, SWA: Solution treated Weld Artificially aged

joints Weld and WA: Artificially aged joints

1,750 rpm,160 mm/min
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1
=

\TANTBIANIFIUNUIBIT IR U AN DI IR I TANT
N319N419081 T NIBIANNNTINY UIBITIRUA 1
A ¥ A L o o X a o '
WasnnanAnfaununndinliileargiilienag
Tugniaznargmniduudionndnendnnisdendae
AMNLFINYULBIINUAY (Ma et al, 2006) u
g e A 4 A Y
YULLALTUNIBENTANTN LN TZUIUNITN AR
UAINITTAN (WT WAy TWT) azisngreauan
(Crack) uaneAegil 6 U3nseedanduiiioaniann

ANBNALBINTZUIUNINIIAINTRY (Chen et al,

2005) @nMsuaNTasUUITaNAATWluIEUd19N9

2
=1

517 6 uanslassaFrameqaniazeLnasiialanzian (a) Wnoaidslansiauiniuaninzniepanian 16 (b)

TUEN YA TUADUN L LIUNNTAL AT AN (Solution
Treatment) annadanALasasEanfia1NL5
NYUVBIEINUGS (1,750 rpm) ATHANHULIDELANTIA
mﬂm"]sﬂﬂL%uﬁmmﬁqmgummﬁqﬁuﬁﬁ (1,320
rpm) ﬁut.ﬁmmmm@m%uﬁmmL?famgummﬁqﬁu
44 (1,750 rpm) ﬁm’mLL%QMQ?@HL%N%@QLL@”Q dia
lilEnunszuaunimeanuiauasinlfsesidand

@ X = a A o o =
ﬂ"ﬂﬁJLL“]NLLﬁ‘\i@\ﬁluiﬂﬂﬂ@uLﬂuﬂlﬂ@’mﬂLL@:ﬁLﬂﬂﬂ’ﬁ‘

a

wand v lunge

51N 6 WAAININNLNFAUDIWUILTANLREIAN WL L

U

o a Py
NAUNNATALILLEINTIY

i =

Ty "i’ o £:
> ‘:":.: .I'-f o & ;g- .

uay Uanauilalansiinninuaniaeniemanudeu Artificially aged (c)
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3.2.2 laseaiamneqania UinnnialanziAnuay

snnuilalanzinfiduanngneensien Lansfagyl

fio Imm%qmq«g@nqmmu??mml,ﬁﬂiwuﬁuLmu
PaUNA OL-Al meﬁqgﬂﬁ 6 (a) \uANHUZARUNAN
siaifiasifudling Si, Fe and Mg Sungusauina O-A
TA39a519n199801A8N 192N 9ANNTRY T6 NauLAL
wdamsdentiinuilelanzian insuseaa oAl
Wusnezfeunausaiflasiufiivia s ARICRIEARINIER
nannszdanszaeldifluszidauseuiva o-Al {inng
WNIIBITANAUDBNANINGELNARNTANDULAATANE
ingozgRitlesinsand (Aknhter et al., 2007; Moller et
al., n.d) uansagldl 6 (b) lAseairanisqanimaes
annaznnden Arificially aged udanaiden 1iiam
HelanziAuinsuzaaa oAl Wnibelanziaud

gulseldiilumsanan wansdsgld 6 (o) lad@anaulu

Do &

1 '
a o

TUUNEUNNT Aging tiinnsnszanefaetneiane
(Alan et al., 2001)
TAseaf1anieqaniAgeuIonMIesLTan
argiilanvaanauds 356 NANITITEL 1,320 WAz
1,750 rpm A832lUNTARLLATAN 160 mm/min
WATANIITATTUIUNIININAINNTAY (TB) NFNGAY
waneiagln 7-8 wudnddnwuziasaiieiazigun
wndelsznevlldanaynin Si nanluezgiifian
Wendnszanefaatasanaiousnuignnou
(Elangovan and Balasubramanian , 2007 ; Ma et al.,
2006 ; Kim et al., 2005) §13158481A1NNTLRLANY
e A o oA e ey s
seudnadiaiiuiuiieargiidaninliiianisunn
a v v
azigunaaslaseairinsunuufeunanuazina
Eutectic AMNNN9ANALTIMIRITANTIANITINY
o a o A =
ADIUINUGY (1,750 rpm) ATHANH UL NALIDELALAY
FEuNINNGNsaeTanNANLIT U UTBIRI LA

A
x
2

(1,320 rpm) anties SueaNIaInANFaUNIAATY

o a

neluilaaese sgliflaufinonuianyuaasiafiuga

a

o-

(1,750 rpm) HxAnN31AiANEMYUAIBIRIRUA

(1,320 rpm) aenlEifinlAsaaF19ntnas sz@niudn

v e T TN
soeufuatininreciilonzglilanvivansdu (Lee et
al., 2003) 1e9a1NN1INIULBIINULAT LTI NAN 1A
AnAnfauieargiianagluaninznarafniin
nsiAdeuAlTadLilaarglilansaufionauy a1nnng
manaaaylinudaunnsesls o) luseeden Inaaniz
13100 TANNHIUNTTLIUNIIN AN UABUNNT
4 44, Coa e o4
TONUAYIRNTONTN NI UNNTUINLNNAINTTRN (AW,
TW, SWA waz WA) daulnsad51ansinaiiunidany
HIUNTZLIUNINIAMNFRUNAINITTRN (WT WAz
TWT) aziinsaakAnda (Crack) usailaaniann
ANTNATRINTIZTLIUNINIAINTAU (Chen et al,,
2005) @nMsuaANTasUUITaNAATWluIE 19N
TusnraeandumaunIzUIuNIaLazang (Solution
Treatment) NgauugH 540°C AMNN19dUNALIIMUIDE
AN AINIFINYUIITINUGS (1,750 rpm) Azl
ANHOIZIBIULANFIININNINTBULTANT ANHLFINY Y
20959 UAN (1,320 rpm) ULEIN1RNTRELTRNT
ANNIEMHNUIBTIR UGS (1,750 rpm) HAduudeaas
FRELTANNINAGT ATAINLTILUILTONLAAIF
d en i Y
AAeuan A et ldeunszuaun1mIeANFey
Y o o § v = = = X =
wazguUNTIun axinldseamandanuudegeaullan
- y 0 A s Aduse o a
auianisuanFialuiign usonnlafuaninaann
ANNNFRUNNINATRIiIR LT AauLL I T AN LAN AN
Auatnaiulidn f1u Retreating Side azifinAanu
wansinspaslassairailalavziiuuasisinniignnou
WudneozaeslaseadranAaud19azidaanazway
@ o o A @ ) ) Na
AANENLYNAALUAIAINATY  Retreating Side NNA

¥ o a

m\imﬂﬁuu,mL%umwmﬂummmqm‘muumm

a

Tool WAZLIFNMN IFEUANTNAIN AN NFAUNIINAGNL

Advancing Side fansuzlasaa¥isuuug1andnaiu

=

anasiduuFiaund1endnfnu Retreating Side

TasaaF1ansuazlansuzan ANAANI9N1TNINTeY

a

Advancing Side L1l UATUN

1
v a A

AU WWadanau

a

#AN19N19UYUARS Tool AAANIGBAUALRANIS

AFAULLTAN
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g7l 7 me‘im\m%”mmwan’]mmu?mmmmmm%mz@ﬁLﬁﬂuu@'ﬂﬁmﬁq 356 fiArnaiGazan 1,320 rpm
m’mﬁﬂunﬂﬂﬁuuuqﬁﬂu 160 mm/min LAZEN1IZNIZUIUNITNINAMNTRY (Te) ﬁﬁiﬁﬂﬁu (a) As welded (AW)
joints, (b) T6 Weld (TW) joints, (c) Weld T6 (WT) joints, (d) T6 Weld T6 (TWT) joints, (e) Solution treated Weld
Artificially aged (SWA) joints and (f) Weld Artificially aged (WA) joints.

51l 8 uanslaseairannaaniaTesEinnuresseeianas gRiianraanauds 356 NAMNIFI0L 1,750 rpm

m’mﬁﬂumilﬁuuuqﬁﬂu 160 mm/min LL@$@JW’]"J$ﬂi‘ZU’Juﬂ'}?VINﬂ’]’]ll%"ﬂu (T6) ﬁﬁiﬁﬂﬁu (a) As welded (AW)
joints, (b) T6 Weld (TW) joints, (c) Weld T6 (WT) joints, (d) T6 Weld T6 (TWT) joints, (e) Solution treated Weld
Artificially aged (SWA) joints and (f) Weld Artificially aged (WA) joints.
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1 [ =
3.3 ANANMNLLUAGLLTIANG

AINARALANITHNINAAI WA N LTILTeRe TaeR
NILETENTUIIUNARBUATNNIATFIY ASTM-ESM

=

waneAagld 9 uaA1ANLdussRuduARATATN
o = X a Ay

Faetne IneinarevilalanziAudladdunszuaunig
neAnian WalanzAuiiIunIzLIuN1ImMINAIN

5 < oo X o o
791 (T6) WATTAELTANUDIGUIALU LAANANAITINN 3

1K

- = I‘I n |

FUN 9 UAAITUIIUNARBLAINLTIUIIAIAIN

NIMTFI ASTM-ESM

AN 3 LAAIAIAINLIILINANTIRITAELTAN
argiilanvaaniuds 356 NANITITEL 1,320 WAz
1,750 rpm A832lUNTIARLLATAN 160 mm/min
LATANIIZNTLUIUNIINIIANNFAUNLANFANIA U
lsznavulifiaar Yield Strength A1 Tensile Strength
F1 Elongation kazilefiduslsz@nsninaesuunizen
P ~ 1 a X a A
WanguiutialansiannastialansiaNNnY

Y 4 dad
NITUIUNINNAMNTAU T6 ANINUUITANNANEA
49N1INAABINABEN19E WT  (1,320/160) i@

. ~ 1 a o a a ~ X
Wrauneunuiielansa AU @nTA 1NN U
35.7% waztlTeuinaudutdelansiAunlnw

A2LUAUNIINNAINFAU T6 HUTqNTAIWIUAD

[
a o a A

77.4% ZQ'QuZQﬂ’WWLLW]L%@NV]WW]Z&WH@QH’]SV]ﬁ@@\iuﬂ’ﬂ

be

gn1ay WT (1,750/160) HawlFeuiiauiuilalany
WAHLAIHIZANTANIIAS 63.8% waziFeLLnefiy
X a A o =
WalanzlANNNIUNTZUAUANINI9ANNTAY T6 &
1se@ANTn1Wuan 36.4% taenlss@nsniniuaiday
AN LIAAINNNTENNAAN AN LT LTI AU DI WU LT D

s RN AR AN LT LI PNTRaLe T s LR

TensileWelding
JointEfficiency = —— (1)
BM

A15199 3 LAAIANANLTIUIIAT (MPa) 18430850

TUNTTANLALANIULLLNY SSM 356

Yield |Tensile Joint Joint
J StrengthiStrength|Elongation| Efficiency | Efficiency
oint
(MPa) | (MPa) (%) (BM) (BM T6)
(%) (%)
BM 134.9 | 168.7 53 - -
T6 236.5 | 295.6 4.8 - -
AW | 133.3 | 166.7 3.3 98.8 56.4
TW 94.8 | 118.5 3.0 70.2 40.1
WT | 183.1 | 228.9 2.6 135.7 77.4
1,320/160
TWT | 109.4 | 136.8 3.3 81.1 46.3
SWA | 170.3 | 212.9 3.5 126.2 72.0
WA | 120.5 | 150.6 3.9 89.3 50.9
AW | 138.8 | 173.5 3.1 102.8 58.7
TW | 138.3 | 172.9 4.5 102.5 58.5
WT 86.1 | 107.6 1.3 63.8 36.4
1,750/160
TWT | 114.7 | 1434 1.5 85.0 48.5
SWA | 1354 | 169.3 24 100.4 57.3
WA | 120.4 | 150.5 2.9 89.2 50.9

HAANAIN NI USRI R IUL T A8 AN UL
N9t SSM 356 Tugn1nzacuaAnuwaLEes Ae 160
mm/min ANIEIELIRdLATRaEle 1,320 waz 1,750
rpm AN NN EFauia UL T EInTlE ey AW,

TW, WT, TWT, SWA 4az WA WLFIAMNITIMH UL

'
o a o

FARUAT (1,320 rpm) @N1EN19AINFaUNAINIT
\Tan (WT) HA1AMNLTIUsaAININTIgn Aa 228.92
MPa usifiaansiauyuaaeiaiugs (1,750 rpm) lu
P o o = =2 9 A
anaziagaiy ndulAtanwdsussasiaafiganes
A19NAABY A8 107.59 MPa LHa4N1a1NNTTLILANT
n1eAuFaundInIndon (WT) azinlilsngses
- 4o 4
WAN (Crack) TUUTIUIRELTAN ULLAINNAINTRE
\THANTAHTINYUABIHINUES (1,750 rpm) HAIN
wisa89308LTaNNINNIINARINITINY W BTN WA

(1,320 rpm) ArANLTTuRtTe Nt Nen ldsnu
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NITUAUNITN A NF LA UL UA azinliisan
= = = k1 = a ¥ ~ =
dendanuudiganllanauianisuaninluign
Tuan19eN AT ULRTARUES (1,750 rpm) Az
U1ngseeunnNINNINan1EiANLTmME B ia iy
1,320 rpm A MFRAIUIAIAINGN daufdaniash
ANNLTINHULBININ UGS (1,750 rpm) AN19ENY
P . = I o =
ANFauNaUNITaN (TW) HA1ANLI9LIeRaRe
172.93 MPa ¥NN3MA1ANIISUIaR T ANLTIMH Y
o a 9 P
20999 UAN (1,320 rpm) Tuan1aziReniu 3adlan
ANNNULIILIIRY A 11846 MPa LHaIn1aIn

v o 14 = 3
NIZUIUNTNNAINNTAU (T6) N AT U UH AN T

'
a

WNNINTY IHaFUNATUANI9EI09AINITINHUTD
WA (1,320 rpm) M lFANFaUAINN1TRANIY
AN AAINARAAILINAY WA TUAN1TUBIANNLTY
UNULIHINUG (1,750 rpm) N1 lANTaUAINNS
al ﬂ’l a a U o val
@eanuuaznamyuIutasileavgiiiandAulea
denaliAAnnudansanegely wanaliiiudngueun
. Y R
HAUNTEUIUNITNINAINETRU (TE) ALFABILTaNT
ANNIEIMHUTIBNIIRUAS (1,750 rpm) ReazldAnnau

= = aa , X PRy P . v o
LLﬂQLL?Qﬂ\?ﬂW@‘ﬂ @"Ju‘ﬂu\irluwm'ﬂ\?LcﬂﬂNﬂﬂuLL@Quqiﬂ

=

1 % v
HIUNTZUIUNITININAINNTAU (T6) AZADILTAN

=)

'
v a

AINLTIMHUBATINUAN (1,320 rpm) Rsazléian
@ =2 aa P ,

AHLINLSANATIgN Bnvialudauaadan1nzn1anay

FAUNDULAZNAINDTAN (TWT) HATAH WL I9F

TnAAeeiuLazAIndnluan19zn19A N FaUNAINI S

@an (WT) L1He9a1nsngseauanuiinniuuaden

1 o =
atTARULaTHLTNINAN

3.3 NM9AFINVDLWNTRALNNS DI
NIMIIAADLNNIDLUNNIAS TULUILT AN FQEILATA
fq@m%‘l}nﬁﬂLmuma‘fémLWm:mfmmunﬂ%umuﬁﬂu
e A e o dd
mimmLmeuLWfau'fLﬂmmmmuumm\m Tuniay
. 4 dgw
HNAIDLNNUBINITATIAAAL I UBUIT AN LA AIAIIN
WieusaRNgARaTIANNITITRL 1,750 rpm ALYl
AFLALWULTAN 160 mm/min LAZANIITNILUIUNNT

NNANMNFDUNAULAZUAUTAN (TWT) Lila9anaziiii

a

saaLnnsaslidaaungn

HANN9AIAARLIRLLINNIBY NIARNHL5a luN31Y Y
2895 U 1,750 rom Anmda lunnsiAuwuILEaN 160
mm/min LAANI9ENITUIUNITNNAINNTAUNDULAY

v o o 4 v o o~
NaLIAN (TWT) meaagavsaeipsasganinlafiauuy

~ =2 o o N R A o
NN ATIAN HEUZARITINTIAF A LA HNANLTENFD
funneluianmagan N liARLLAENN AN NN

=3 ] 1 v < $%
nanuazdannsaanlisianinuiia a1u1308590 N
. o ane . 4
Ana09708A MR LS Wud1resunwias L daNLly

v
o o

P oA e =
MNANT UL LAULNIRADLUAINY LATH

o

UNUARLNAL
(Peak) Nnszdnnsvareliadane wansdagii 10

\HagudayaaIniAsadnqndLaenLd19e s uNNaad

=

ANNANAINRNUAUARTaaatUlssunns 0.93
a a P A o 2 o

Naauns Weaidunstudunanisnsmaganldninig
fim (Section) WUILTANATALIIUANLIDEUNNIDY
WAANANIUN 11 AnnInaziud1seunnsagll
ansouzifuiuuanuanaunalunnasslulldannas

IS <3 4 1 = =
HNMTUANLANTATNATUNWNLUUILTAN T3 Wunaniann

ANENANTZLIUNNINIAMNFDUNAIN TR

BEAM 51.0 | PA* -4.09mm{5EAM |_|
AR 20mmj DA* 5! 0.93mm b

|JUNAELIE HEADER MEMO REPOR

517 10 LAAIIDEILNNIDIUDILUITDNNATIANL ARSI

U

wisasgani lailauuunisFaawain (1,750/160 TWT)

517 11 ULAAIRELNNTBITBUUITONAILNITA ALY

=

TaNd (1,750/160 TWT)
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4. ﬂgﬂwamﬁﬁ'ﬂLtam’l"amu'auuz

4.1 agluanisisn
1. IA29a519N19qan1AaN19ENNAINTeU T6

AaukazndInNTaNLInaslalanziAn nsurana

O-Al WudnwusdaunanAaiiaaiuiling Si anwnse

a o 1 1 =
azidaanseannszanaadneladidussidausauina

O-Al Hinsunsaesdanauaanainiaginaindana

' a

uazazanadingazaililasiumand

a a

1
4 a A

2. Taeai1anneqaniaLuse e NNz
Tasea¥reiaziduaunnlsznaudazeynia i nanlu
azgiidanwssndnszatsfatsaiianeaiosianm
gnnau AuliesnnaInnIs@aaniussud o fiuiy
dg/ o a a % v
\adagiansusnazidangesiassa¥iansuunuion
nanuaziva Eutectic wrdsngsesunnluaninmis
pMFeU T6 AN TaNmty WT, TWT dailu

a

ansnaniaInanIeneaniauluseudnanisguly

©

°

UIMAIRAINNTLLIUNTALAZANE

&

3. A1ANLIIUIIRgegaRe 2289 MPa i
AT TN IUURATIRY 1,320 rpm A NLTA T
NSAWKLALTEN 160 mm/min WATANIIENITUIUNIS

P o ' o =
NNANHNFRUNANTEN (WT) WAL ANANLTILIIAY
ANgAAe 107.6 MPa iAaaalunisuyuaesiony
1,750 rpm AN NIRRT 160 mm/min
WATANIIZNITLIUNIN AN FOUNAUTAN (WT)

4. HANNIATIAABLIOULNNIDINAINYNFBIUAT
wingn NAandaluniavyuaesioin 1,750 rpm
AHIETATUNNTAULLALTAN 160 mm/min UATANI9Y
NFLUIUNIININAINNFAUADULATUALTAN (TWT)

] oA = = y A
WudseaLNNIRIHANANAINEI AN RgIaasly

1gzannd 0.93 NaaLumg

4.2 TALRUARUTNUINE
1. NM3EAAUTUIUTONLIUAN AT uAng LU
o = = o - {
INITTDIENNITRNAEHUNN AUAZ NN SR AT LTI B U

wnang lluunaaiaazyinliduauinisiaaeuls

' o

2. NOUNINIITONTUIIUATY AITHNITNAAEY
4 X A g . .
\denTuIunAaesian Mellinaidunsgugaginend

wanliiannewianld

nnAnssNUsznA

2
a v A

UARsRTAFUNUATUARUNIINNFITY A1NNTH

q q

ANLAIANFLING NN AansuazaTulad

va o

WAZEAEIRUBLAN NNATTNIAINITNEAAINNST
nrAfTadAansIN LU asusuarTan Ay
FANITNAARNT NUINEAEAITATUATUNS LATATN
FFAINITNYARNNNT ATUSTAINITNANARNT NU1AINLAE]

walulatisnanapadsdde S9ndngaan Alvmaanu

E

ayaziflunisldinsasiiouazainsallunimaaas

a

auanuddaidFaganilldsanm
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