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Abstract

The research aims to study friction stir spot welding (FSSW) of semi-solid metal 6061 aluminum alloy.
For parameters in experimental such as rotation speed at 380, 760, 1240 and 2500 rpm, holding time 30, 45
and 60 second and depth of plunge 2.4 millimeter. The experiments show that the physical characteristics of
the specimen from FSSW are complete; there was no distortion or cracking in of the specimen. Which the

specimens after FSSW process are likely to produce a very good weld. The maximum shear strength average
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was 251.5 MPa from rotational speed of 1240 rpm and holding time 30 second. On the other hand, from
rotational speed of 2500 rpm and holding time 60 second gives minimum shear strength average was 132.07
MPa respectively. The results shown that a have increase hardness in stir zone, when maximum hardness was
59.95 HV and hardness of base materials was 54.38 HV. Characteristics of microstructure in the stir zone are
changed in a favorable direction, as a result mechanical properties of the specimen well. The analysis of the
data retrieval shears strength by statistical confidence level of 95 percent shows that the coefficient of
determination (R?) was 98.42 percent, which comes from controllable and coefficient of determination was

1.58 percent from uncontrollable in experimental.

Keywords: Friction Stir Spot Welding, SSM 6061 Aluminium Alloy, Microstructure, Coefficient of determination
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uazvadeutunufsLsRadeu iudoyaludiuvesdusaiudeugean omanuuansswestoys waylddmsy
fstuad1 Minimum Effect (D) ndsanduthadsnaniunuszananadielusunsulssananansadn ol Estimate

LAYIUIABIRIBE1 (N) Naglamnuan1snnasdasemaly

A999 2 fﬂia@ﬂLL‘U‘ULLN‘LJﬂ']iVIﬂaaQL%@M%UQWULLUU?jN

StdOrder RunOrder PtType Blocks Rotation Speed Time StdOrder

24 1 1 1 2500 60 24
26 2 1 1 380 45 26
30 3 1 1 760 60 30
3 4 1 1 380 60 3
20 5 1 1 1240 45 20
23 6 1 1 2500 45 23
35 7 1 1 2500 45 35
19 8 1 1 1240 30 19
13 9 1 1 380 30 13
11 10 1 1 2500 45 11
25 11 1 1 380 30 25
28 12 1 1 760 30 28
8 13 1 1 1240 45 8
17 14 1 1 760 45 17
18 15 1 1 760 60 18
10 16 1 1 2500 30 10
5 17 1 1 760 45 5
32 18 1 1 1240 45 32
34 19 1 1 2500 30 34
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M19199 2 NTBDNUUULKHUNITNARDAYDUTUNURUUH (51B)

StdOrder RunOrder PtType Blocks Rotation Speed Time StdOrder

14 20 1 1 380 45 14
24 1 1 1 2500 60 24
26 2 1 1 380 45 26
30 3 1 1 760 60 30
3 4 1 1 380 60 3
20 5 1 1 1240 45 20
23 6 1 1 2500 45 23
35 7 1 1 2500 45 35
19 8 1 1 1240 30 19
13 9 1 1 380 30 13
11 10 1 1 2500 45 11
25 11 1 1 380 30 25
28 12 1 1 760 30 28
8 13 1 1 1240 45 8
17 14 1 1 760 45 17
18 15 1 1 760 60 18
10 16 1 1 2500 30 10
5 17 1 1 760 45 5
32 18 1 1 1240 45 32
34 19 1 1 2500 30 34
14 20 1 1 380 45 14
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P
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Snuueiindne q M wazanudeuaraniiinlussnitnmsdonfliunnsiesiugne dmdunatlunisnauy 60 3wt e
mnuudsussiadoundoazedil 178.33, 190.53, 135.83 wag 132.07 MPa 91nAMLS¥ 380, 760, 1240 LAy 2500
U/l audu Snammddyfidmademanuuiusiadeuindunnanmuinanuniessesden (6] Tasses
Weudindrsanunsasuusaialdd lumandutusesdendilewafidnuazunuazdmanenissuusaieiilld sgnslsiny
wInvetIdeufinannsassesdlszneuresnudeulunisidey Fanannismaaedlundasfudsiuaneaiu
dmunadendaruuuugn nsainnufewdelideagiAanisseusududesddy (7] iszazdmadenisie

A uarilnadoauTRivnemuLIRweTUNUMAINSWeNeE 1 TnY Auandluun 4

Journal of Manufacturing and Management Technology UMMT) Vol 2, No. 1, 2023 (January - June)



T MAINALULAENISHAALAZNITINATS

pr— | ,

,~ LR U9 2 aduil 1 unsrAn - dguiey 2566
SHEAR STRENGTH

Rotation Speed (RPM) [ 380 rpm 760 rpm
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4.2. NaNTIATIZANIADH
MNnmsnaassdeuidsanunuunvesergiiiuvaeisuesuds SSM 6061 G‘?qamﬁgmmwmaauﬁaﬁﬁmm
finansenundn (Main Effects) uagnansenusau (nteraction Effects) 7 2 Jade iilemanuduiusvosiudsiilily
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N915041 Main Effect
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T),T5,73, T4 fio Mui3250U08nIsuisideaniunuugn
H:t =1,=1, =7, =0 dwiunnsziv vnavesnudiseuliunnsieiu
H, 1 #1, #7, #7, # 0 dwiuuieszau vdnavesanuiiiseuunnsneiu
- NNADUANNAFIUBYTNAVDITTELIAINITNALY
B, By, By o sveznannisnaud
H,: B, =B, = B, =0 dwSunnsziv vdwavesszoziiainisnaudldunnsieiu
H,:p, #p, # B, 20 dwmSuursszdu dvdnavessveziiainisnaudunnsaiy
ﬁmmm‘ﬁ 2 Factor Interaction Effect
- VIAFOUSUATN3BNTENINANEITO LA UM T ALY
H, (rﬂ)l] =0 Nnseau i j liiiBvEnavesdunsisen (1 =1,2,3,4; j =1,2,3)

H, (Tﬂ)l] # 0 fune i, j f8vewavesdunsisen (1=1,2,3,4; j =1,2,3)
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2) finsunnszaneiindeyafunuunisnszanesuuulnd Wesendeyaiiuinda 36 ¢ Jsfinrsunan

Histogram of the Residuals 91n3UT 5(c) axifiuinteyaiidnuaslndiAsanisnszanefuuy Normal Distribution 39

annsaagUlaidayaiinsnsyatednduiuuing

3) fansandeyasoudiguidnvarnisnszatsfeglunuiisifuiianuduul sasiiaueseuAgudann

(Model Adequacy Checking) ﬁmamlugﬂﬁ 5(b) dnwazdaya Residuals Versus the Fitted Values filgsiunnd

nszaemisaninanngagudnandliasiauevinlilisulaluruudsusiuvesteulalunismaass dnsveaeuainy
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Residual Plots for Shear strength
( a)ﬁ Normal F Plot of the 7 (b) Versus the Fitted Values
90 -~ oLk
£ ¢ T 51 o -
g 50 // g ool 2 o3
-1 > e gl °s
10 > 1
. 1 -0
-10 -5 o 5 10 150 200 250
Residual Fitted Value L
Histogram of the Residuals Residuals Versus the Order of the Data
(@) ; (d); T
8 104 f!
s ‘
Foe ¥ 5 1
H 2 A e her A
ga H v v i
£ 2 Ll Jy ™ \/ Syt
2 i \ If
H
0 | - I — .
-10 5 o s 10 1 5 10 15 20 25 30 %
Residual Observation Order

JUN 5 N17LATIENANUYNABIVEIFMLUUNITNARDY

VegeuANLAgIY Nseautludfty = 0.05

371 Bartlett’s Test HaN15AWINAIAAIUN 6 BauTU LHosaINAT P-Value = 0.771 FadlAunnindewiieuiu

A1 = 0.05 Fsaunsaasulidmanuuysusiuvenmeasia 12 a3 Iawiiu wislidunnsiuesielifided Ay

Test for Equal Variances for Shear strength
Rotation Speed ~ Time

304 B Bartlet's Test
380 454 Test Statistc ~ 15.51
60 P-Value 0.160
Levene's Test
304 +— Test Statistic 0.65
760 45 P-Value 0771
60- »—

1240 454 »—

2500 454 w—m—

50 100 150 200 250
95% Bonferroni Confidence Intervals for StDevs
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MNMIInzideyavesnuudusiideunudadeii q uanddunsed 3 laaduuszdnsmsdndula R

Wiy 98.42 Wedidud nanfe AuAuLUTA 9 vean1smaaesiatansaauauld (Controllable) 1y Fauusiildly
msvaaes n3esdlelden gunsainsedadusing q Aldnlumsmeasaudendeamunuugauazgnimusliaiilunns
nnaes Tumnanssiududniimieuszana 1.58 Wesldud iAnanntadesing g Aldamnsaruauls (Uncontrollable)
Wy anwemiefivaans guvndiauiouwindon uiemnudulumaden Fulunautainnismaass (8] dwiuanin
pIMATvnaes gumvninufoulinden vionnutulunsdemduthfofliannsaniuauld lnethadomariazdea
son1siasuuamesguyiiluvazidondsamunuugn 3938n1sfanarniuiBnisdenluanizveauds msiiaaina
SouluvausBonfntuein dosendodnuugnisdesmumena felumafianmsgapdsanufeuainanudu anmauio
Turasdouniernnerunniuvasdon fdwmadennudsunamesanundusdadou agslsinuniseonuuuns

neasddeudoauiuuynvesesgiidouvidenuods SSM 6061 a5l egluszauiivousuls

A15199 3 ANOVA Tun1simsngimanuduiusseninannuisiseunaziialunisnaug

Analysis of Variance for Shear Strength, using Adjusted SS for Tests

Source DF Seq SS Adj SS Adj MS F P
Rotation speed 3 11759.5 11759.5 3919.8 132.38 0.000
Holding time 2 4702.5 4702.5 23513 79.41 0.000
Rotation speed*Holding time 6 27860.8 27860.8 4643.5 156.82 0.000
Error 24 710.6 710.6 29.6

Total 35 45033.5

S = 5.44151 R-Sg = 98.42% R-Sqg(ad)) = 97.70%

4.3. NANIVIAFBUAULTY

nan1svaaeuALLdslunndulsresnismaaes laun AN550U 380, 760, 1240 wag 2500 50U/UN7
LaLLIANUNITNALY 30, 45 LAy 60 IWNT MUAIRY MIneassuandlidfiuinusnusesdeniidanuudannninie
Tonzidufisndntos anufeuiiintuszrianadeututuegfuanuiiseunasnarlunisnaud Suduiladeddalu
mMadsuuasnnuudaestuny Weunatlumanaudiiuuliihlimamiuudainusesdeufindu luhues
Fenfumaiiiuarusiseuiigaduffuuliuiviilfeuudoinusesdeufindufe uifeuiiseu 2500 sou/unil
nduiidnanuudafinfisadnies LﬁaqmiLﬁmﬂ’liqzylﬁﬂmm%'aus[,umimgu (Heat Loss) insnzaziumniiuuds
n¥snnsdeniinaunananudouiiiaturaside [91 lummssiudnuiuusiidendsamunuugauwdiviiliany
Youlusgminmsidentes Tuunliuiivildenuudadesse nglasaiieganinziinnsiadsuuvasiseded
waunszduuilierneuinnisiadoud suinnsSosialuifidulassairsuuulmifdsulundanisides [10]
ogdlsfinuanundeigannilbidemafiunin waedanudeedieshlitunuune werenatlugmainsesunnin
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