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ABSTRACT

Friction stir welding in tailor weld blanks of dissimilar joint, semi-solid castings, suitable for
applications in the aerospace industry. Due to weight loss and lower production costs. This
research uses materials made of aluminum semi-solid cast 2024, thickness 4 mm and
aluminum semi-solid cast 7075, thickness 6 mm under rotation speed 1320-2200 rpm and
welding speed 80-160 mm/min in to study the welding factors affecting macrostructures,
microstructure, tensile strength and hardness. The results showed that increasing the rotation
speed increases the tensile strength to be reduced and increasing the welding speed faster
will result in lower tensile strength values. The stir zone grain area is fined with the increase
in heat and plastic deformation. The maximum tensile strength is 215.52 MPa at the rotation
speed of 1750 rpm, welding speed at 160 mm/min and the maximum hardness of the SZ
area obtained from the experiment is 135.0 HVO0.1 at the rotation speed of 1320 rpm and
welding speed of 120 mm/min.

KEYWORDS: Friction Stir Welding, Tailor Weld Blanks, Aluminum Casting Semi-Solid

Metal, Dissimilar Joint
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Elements SSM 2024 SSM 7075
Si 0.50 0.40
Fe 0.50 0.50
Cu 3.80 1.50
Mn 0.30 0.30
Mg 1.20 2.50
Zn 0.25 5.50
Ti 0.15 0.20
Cr 0.10 0.23
Al Bal. Bal.
Tensile Strength (MPa) 255 222
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Welding
TMAZ SSM 2024 Stir Zone TMAZ SSM 7075
Speed
Advancing Side (AS) (S2) Retreating Side (RS)
(mm/min)
160

sUfie  lassadugamavassasonii 2200 sausawii (do)

' A < A A o Y a Y A X o
atsnaanInAnlaluzlf 7-9 vim Sz gavhliazidsadianmainduvasnnuian
wazmadsugthiBawanadn lunandsaiuildifianisUioudansuniiim Sz wanani
gaflundaawiwaninuinmeu AS uutaunituinadin RS wnzanaves
a { J a U 1 a v 1 § Q' 1 3
pumnANgIiuvaILTmdn AS inniinaeu RS luszwivnsiden [5] Salundsu
lassa9v09u5I TMAZ azanansaadina latantasluunswunluuSiim SZ ialwuany
v ! Q Qs g Q J o Qs 1 =
Founndwazlusnanauiaizgundudmiumuwinizneveiaidlsznaudanaseuas
139831928905 TMAZ 2zNadt R lattasad [6]
tﬂl 1 Y A dl a = ] dl
nadiay FSW dsnaliian1sifougtianaadnanoguiasen g nsnyuiiauuas
LI REANIUITRINLATBINDLTaNA LT U ﬂﬁ)ﬁ'ﬂﬂ”ﬂaaaﬁﬁﬁvl,ﬂgimﬂﬁuqm%gﬁmaluua:
a v Qo 1 =1 a &/ =3 v a v 4 dl
3909 USm SZ dadunanuifamnndgeiuindesluniiimdiu AS vassandonn
Arnmannaasanussnaa dugwaoinuneasanus lddania (5] fenadu
v dl 1! a U =4 d‘ a a J =4 =3 U Qs
sungliizafiagluuTiondiu AS imauddsugiBawaadninniuuszlignngiiginitiag
UINWMEU RS [17]
ﬁhﬂﬂidﬁﬁaqamﬂmamﬁnm TMAZ 3L ha 1% AS LasUIIUWAY RS V83708
anauiay agwiuluuTmiinmuiisnsuznyyu uazdaaanadnsfifoddny Hasen
1 v dl a a 1 s 1 1 vV Aa A/ a dQI dl =
agmuldmadfsuglifowaiadn udnsdsuudansulildifaduluninatiiesnninmg
wWasuduuuanaaioa liiniwe [5] uazlasiaisaaniavasuTinm HAZ luuSiiudd
QI J a =3 v o v v
naRvduresgmnniiiioadndas virldnnsanazneu wazaurazasinsuliinig
n:i = v 1 s 1 I3 3 a n:i 1 =
wWisnulaaindasisuiyu adelsinnuanuiauluuinuleg figindt 250 aseonfos
sz lfifanansznuidaydanisanazneu uazswavaani AfeananuIiam HAZ
lildsunmadsugtianaadnlas (5, 8]

UM 10(n) uaz 10(1) AWEIAL Lﬂﬂﬂi{lﬁ%dﬁ;amﬂI@ﬂl’ﬁﬂﬁaaqamiﬂﬁﬁlﬁnmau
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FUAFDINTIA (Scanning Electron Microscope: SEM) LLamlﬁLﬁummﬁz&aaﬂunstﬁﬁgﬂ
m:ﬁﬂ@ﬂmwL%W&;%L%awaam%aaﬁm%‘au Mliinsuifiaansuziinaannadan
NITUIRMIL TN a:é’ammﬁuvl,ﬁmﬂgﬂﬁ 10(n) MIMWIUVLIBRNA intermetallic Fannin
gﬂ‘ﬁ' 10() luﬁﬁu%quﬁalﬁahm Retreating Side (RS) LLa:ﬁmﬁguﬁuLﬁahm Advancing
Side (AS) Feivlwdanuuand1efdAyaesnnuudusfivesonidon [18-20] ez

nannsluaIudall

sU 10 Taseas19 SEM (n) uStamarwnsnhiitalane Retreating Side (RS) uaz

() UStimawnsuawibalans Advancing Side (AS)

uanmnf:nwﬁmwﬁmﬁﬂs:na‘l_l"maLﬂﬁ@T’Jf_lLﬂ%a\‘i Energy Dispersive X-ray Analyzer
(EDX) WU U3t SZ LL&@NI‘LLE}J‘?]. 11(n) ms"immzvﬁ‘a‘qu,mﬂsluu’%nmf:lmmgﬂﬁ 11(2-2)
waasltiininddandsznovaes AlduwWananvassanden uaziilg §9nzd (zn)
LNNHLTLL (Mg) NaILad (Cu) waInI%a (Mn) waz Tanaw (Si) ﬂi:ﬁi‘@nsza'magjﬁ;’m%nm
iam%aumugﬂiﬁwaasam%au daugﬂﬁ 11(7) UEAINITATIINOUNTIATIEHNLT
Y3010 (Quantitative Analysis) wuinidTunmsinazadibon (Al) 92.4% UIumq Zn
3.7% YSummquuniiiGay (Mg) 1.8% UTu1ms19 Cu 1.8% UTu1m519 Mn 0.1% uaz

Y3unusq Si 0.1%
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51U 11 Tas9a319 SEM uaz EDX US1ams081%iaa (6a)
[~ = A
3.3 @NLTILSIAIVDITOULTAN
T NI NAAa AN ULTILTIAIVDIT0 LT aNNITLToNLRYANIULUUNIUADTUAS

A A & a ' o o {
ﬂ')’]ll‘n‘l«lfﬁlﬂﬁﬂzﬁllLﬁUNNﬂll‘lﬂaaﬂG?JE]GLL?J\‘l@l'N"ﬁ%@ﬁZﬁTN 2024 ny 7075 LLﬁ@N@]G@I']TNﬁ 2

:i < = a
AN 2 ANNLDILINAIVBDIIDYLDDN

Rotation Speed | Welding Speed | Tensile Strength | Yield Strength | Elongation
(rpm) (mm/min) (MPa) (MPa) (%)
1320 80 188.31 150.65 4.20

120 210.89 168.71 5.20

160 212.03 169.62 5.60

1750 80 157.23 125.78 4.80
120 166.81 133.45 3.56

160 215.52 172.42 6.10

2200 80 170.20 136.16 3.08
120 182.60 146.08 4.96

160 200.23 160.18 5.80

Base SSM 2024 255.14 204.11 9.43
Base SSM 7075 222.27 177.81 1417
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A & = = A A a A oA A
ATIZRANMVLTILITINIVBITaULTON LU UIUNEUNTNARBINLLN NRANNZNTTaN
Lﬁmmmmumum%mmL%mgm%a&lﬁ 1750 SaUAUIN ANLTILAULTANN 160
JafuaTaauIn ﬁmmuiumﬁamnﬁq@ fa 215.52 MPa mummuimsaﬁamﬁq@ fa
157.23 MPa ﬁmmﬁamgm%aw 1750 S0UGaUIT ANNLTAULTANN 80 JARLNATAOWIN
HAMINARDIANNIZU Y uaadaagdil 12 iuismihdina lugavesnaidanudazannui
A ' A A A & a A & ° ) = a X o
WywTaN WU LN N AN A WLTAN NNV WAL AN NUTILTIA SN VD UAN A28
A o & a A A ° o & Aa v o v
sunqiiasnnnilfanuiudugenngs ildikalanziiomslnasudhiuldd
nNILUINAT FSW ﬁ]zv‘i’lmsa%”’mﬂ's’mﬁ”ammzl,ﬁumamivlﬁamaaa”aqi@ﬂmsLﬂﬁmugﬂ
a a 1 |J 1 dll A di R o o 1 a a 6
VEIWRNRAN mulmymuagﬂmﬂiaauamauﬂma@; [21, 22] 8a5EIwUaIUSNATawAng
@iamwL%%guﬂaﬁmadquum%aaﬁaL%am:ﬁmu@Lﬁumamsvlmmaﬁa@ﬂmmm‘s
n:i a a 1 di lﬂl A di d'd s
WasuztFIwanadn El,mzmwmslmamLLa:Lmawamjaw“nmamwmw&;ugammmmm
L™ 4 =) = o &/ o 1 LP—% { é/ v
mvﬂﬂmmnﬂﬁwgﬂL‘mwmamnmmumnmumvlﬂqawmmanaﬁﬁmu [22-24] N3&374
v til &’ o 1 Qs ™ tﬁl a a
mwmawnmﬂmummmmvl,ﬂqmsﬂiuﬂ;dmﬂ%amanaqimUmil,ﬂaﬂu;ml,mwma@mlu
JerIIMdan [23]

250 25

T 200 20

2

N

& 3
g 150 15 &
& c
< 2
[9] ©
> &
T 100 10 §
© w
[

2

g 50 5

80 120 160 80 120 160 80 120 160

1320 1750 2200

Parameter for Welding

B Tensile Strength (MPa) &l Yield Strength (MPa) [ Elongation (%)

: = :
Ellﬁ 12 naauDY LL‘SGﬁG?.IE]\‘]‘SE]EIL%'élNL%EIGWI'I%LL?JTJ?’I'J%V!H'&HTJ&
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< o
3.4 ANNLLUIVDITDEULDAN

HANNINAFOUANLTIVBILUTON FSW dnIuauudszaInanuiingwion
1320 1750 WAz 2200 Y0UABIT UFAIAIFLN 13-15 AWE16L

1) AANULTIVBITOULTANT 1320 TaUABWIN ATNLSILABLTaNN 80 120 uaz 160
a A 1 =) s n:i 1 I3 g d' a = ~
fadluasdouwn uaedaazln 13 wud enuudvesiunageunuiiam SZ danuudgige
AANNSUAWTaN 120 TaFNaTaawf Januudstszanmh 135.0 HV, , §3uUSIIh SZ N
anuudsinga Aa Anuiudugan 160 Safwasdauwdl lasdanuudalszanm 105.4 HY,

BM 110 HV,,
150

120

—6— 80 mm/min
—B— 120 mm/min

—A— 160 mm/min
Sz SSM 7075

90

60 BM 87 HV,,

30 SSM 2024

Microhardness (HV 0.1)

-12-10 -8 6 4 -2 0 2 4 6 8 10 12

Distance from Weld Center (mm)

4 ® A [ %) 4
31113 nﬁ‘mlmwu,mﬁm'mLi'ﬂ%ﬂﬁﬁ&lq%ﬁ';ﬁ%ﬁ 1320 rpm

2) ANNLTIVBITaLLTANN 1750 SaUAaWITI AANULIILAWLTANN 80 120 LAz 160
fadluasdouw? uaedaagln 14 wud enuudsvesdunageunuiiam SZ danuudgige
AANNSUABTaN 120 Tafiuasaauwf Januudstszanmh 129.0 HV, , 834U SZ Ndl

anuudeinga Aa Anuiuangan 160 Safiwasdauwdl lasdanuudalszanm 123.1 HY,

BM 110 HV, ,

150

120
90

-9— 80 mm/min

60

BM 87 HV, , —8B— 120 mm/min

30 —2A— 160 mm/min

Sz SSM 7075

SSM 2024

Microhardness (HV 0.1)

-12-10 8 6 4 -2 0 2 4 6 8 10 12

Distance from Weld Center (mm)

{ & < o a A
311 14 ni'mlm'lNLmaﬁm’mLs'ﬂumimgumwuﬁ 1750 rpm
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3) ANLTIVBITRHLTaNT 2200 TOUGEUTT AANNLSILAULTENN 80 120 LAz 160

A A

JaaNaIAawIN l,l,amﬁ'agﬂﬁ 15 WU ANVLTIVBITUNARDUNUIIT SZ ﬁmmm‘aqaq@

D

[~

AN uAwTaN 120 Tafiwasdauf Januudedszunm 129.4 HV, , SIuUII SZ Nil

ANNLdIdga Ae anuiuGuTaw 80 Hadluasdawi Tasfanuudstszanm 125.9 HV,,

BM 110 HV,,
150

120

0 PElE
60 BM 87 HV,,
30

SSM 2024 SSM 7075

Microhardness (HV 0.1)

-12-10 8 6 4 -2 0 2 4 6 8 10 12

Distance from Weld Center (mm)

4 & A (3 o A 1
sUf 15 asanaudeiiananSluniswawiafini 2200 rpm

A A Y A a wa
asannadasuudadlasiainsganiaiiieannizuiuns FSW aud@niinazas
JOUTOUURAIANNUANGIINRAEIININ 3INFUA 13-15 urasldiAuisnnuudsuuylal
s ‘d a 1 v Qs 3
FUNAINUTUAANNANNUANANNLATIFTIIVBITHGNANBINIFDY (83.7 HV 4 UAZ 110.8
HV, , 81%30 SSM 2024 uaz SSM 7075 aa&1aL) e Ui SZ wazusinm TMAZ &
« a & a & a A o \ @
anaudaindn Faaannefungldlasnafouudamelasiaiinana wunsnad
A A A al a A v '
yaanIwndInnIsanwanuullawdngidiAuduazvauvasiniwilngnitdaniae
a . A a X a g = a AN o
U310y vwdsenunwuwiuiidniuluuTimd (5, 15, 16] Anuudigigauiiam SZ fld
NMINAR AB 135.0 HVo, NAMUTIMYILTEY 1320 SaUdDUIT UAzANULTLALITEY
120 dafiwasdauwfl druanuudidrgauiiam sz Aldannimanas Aa 105.4 HV,, N
= A \ a & a A A a \ a
ANUIIMY TN 1320 JoUADWII UAZANULTAALTON 160 dafiuaIdau

a ¢ v [ =) v aa aa
3.5 ﬂ']i')l,ﬂi'lzﬁ'ﬂaﬂaﬂ'l']&lll?l\‘l LLIIAIAIYIDNIINIFE DR

NIILATIZHN mj”agaéh g5 INIanaazlTaNNudInsIa TN TN BRI BN

0@ LFAINIANTINN 3
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A1519N 3 11519 ANOVA 2a9n15LBNLRUANIBLULNIN

General Linear Model: Tensile Test versus Rotation Speed, Welding Speed

Factor Type Levels | Values
Rotation Speed fixed 3 1320 1750 2200
Welding Speed fixed 3 80 120 160

Analysis of Variance for Tensile Test, using Adjusted SS for Tests

Source DF |SeqSS | AdjSS | AdiMS | F P
Rotation Speed 2 | 28357 | 28357 | 1417.9 | 315.71 | 0.000
Welding Speed 2 | 72119 | 7211.9 | 3605.9 |802.92 | 0.000

Rotation Speed*Welding Speed 4 1758.4 | 1758.4 439.6 97.88 | 0.000

Error 18 80.8 80.8 4.5

Total 26 11886.8

S=211921 R-Sq=99.32% R-Sq(adj) = 99.02%

ANNNIATEATYAT89ANUTILTIGIA N TTBEANN 9 UAAIAIN1T197 3 Tadn
Q a Qf o« A 1 Qs ' L= ] {
fulszAndnsaadula R? 1WAy 99.32% wungauin ANUKBLLTE19 9 289n1TNaaadn
§13130A7UQ |6 (Controllable) 134 taTadda aunIninIaifaddieg Afnualdasnlums

naany AALYNNY 99.32% d@ruNinaslszunm 0.68% tiaanasndns g Nlaiaunsn

v ¥
e A

muquvl@i” (Uncontrollable) @9%1%N1380NLLUNITNARIATIH ﬁadwag}'lmzé’uﬁmau%’ﬂﬁ
Waganan R? annnin 70%

1) BnBwareInMUTMYWTaN UazaNUTIAWTaN TNadonNUTILTIfITaITaE
A a A a o @ A
Fan aunInaAusiRaLaN | uaaiaiun 16

= A & a A o daa a \ < =<

ANNLTIMYBLTN LazAanuawdan udanianiwadaanuudinsics 9ng
{ = 1 4 t&l = { l§/ o v 3 1 v v 1
1 16 zAwiulaiuanuTmywdanundwzildanuudssdldiasasdis dau

=3 a 4 1 v CAI =3 a 4 v é/ o v ~ a v

ANuSAARTannL I RNaNSTLawTan i Iwsin lRanauudiusifelanaaiauas

e
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Main Effects Plot for Tensile Test
Data Means
Rotation Speed Welding Speed

210+

200
=
<
[}
= 190

180

1704

1320 1750 2200 80 120 160

A o o ¢ 1 [ S o [ 2] S A
Ell'ﬂ 16 ANMNANNWDILHINIAINLYILIIAY ﬂﬂﬂ']']NLi')ﬁ&!%tﬁa“tlaz@]ﬁﬂ&lli%lﬂ%

o

2) antwatinszninadvanuimywieunuaNuTLawToN diadannuudingg

= A a a a v a A
AJVDIIDULTDY mmmanmmwmw‘lﬂ LLEWN(?‘IGE?J‘Y] 17

Interaction Plot for Tensile Test
Data Means
220 Rotation
Speed
2104 —— 1320
—— 1750
—-- 2200
200+
c 190+
@
]
= 180-
1704
160
1504 . . .
80 120 160
Welding Speed

c: o aa [ = 1 [ o o ® A 2]
E‘.IJ‘YI 17 BNAINIYIAINUYILIIAITEHINIAIN li')‘lﬂ&g%l‘!ia&lﬂﬂﬂ')']%ui') LAWLDaN
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mﬂgﬂﬁ 17 mwlLLama”umﬁ%mmwLL°11':\1Lmﬁai:%dwmmL%W&lqm%auﬁummﬁa
’~ 4 a A 4 ' ' A X
LWL TANNITLANANNLS TN A UL WL Ta Y wmﬁmmLL°17<1LLsaﬁaﬁmemunﬂama:

= A A A a & a A &
mwmmmgumau LUAUNIILANNANULIIABLDDNNINV

4. agﬂ

o Aa ' A a ' P A

98 NINaGanI ST UL FIANIULIUNIBAIAN UYL RDUNFUNADN
~ 1 a 1 L QI =1 4 l&/ o v ~
PYBIWDIFITRATERING 2024 N 7075 mnwummmﬁquﬁaumnmm:m%mmLmLL‘N
a v 1 £ L:I =1 a { v l&’ o v ' a v

fadidntanad sawmtRNaNSawTan RS Rz lRaNNLTILIIRIN A A TR AIAY

£ ~ a l-:‘ t&’ (=1 4 { = CAI = a
ey LLa:mwmmu:mﬁmmwaunﬂama:mmLsamul,%aw WAl MIIANANNLSILAR
4 l;’ a 4 tﬁl =% 1 a ‘;/ Qs 4 = L™ %]
WaNNINY mnmiaﬂL%awgﬂmuvlmmaunmaﬂ@e] NeURNUIULTaN ANITFAUNK
szwinabelansidnvasnsmasriaidunig Lﬁaammﬂmmnwﬁmmu"lmmﬁmﬂ@mmim‘gu

A A oA ' A a ° o a o a £

nIwadILAIaIa el uIzRININITWay USIme SZ mmgﬂmimuammmmnwmumaa
mwi”auuazmﬂﬂﬁwgﬂL%awmaaﬂ PYUIALNTUUIIMAN Y AS BUHaLNIUTIMAIY RS

a { g a v 1 a v 1
wwnzavaasgunningiduyas TaguSI @I AS NNNNTUSIMAH RS Iz ning
AILTaN LLazmiuluU%nmﬁﬁé’nwquu Waziaaan NILTANLRIANIWLUUNINN LT

= A A ' a & a A A A a ' A A

AMULTIMYULTaNN 1750 Teudawfl ANLTLAULTaNT 160 HadluaTdauInl dadw
LLﬁaLmﬁamﬂﬁq@ A8 215.52 MPa mumwuiumﬁa@hﬁqﬂ A9 157.23 MPa 19213157
%guvﬁau 1750 JaUABUNN ANULTUAUTaNN 80 UadluATAaUN LA NULTIFIFALSIIL

SZ AladnmInaaad fa 135.0 HV,, NANUTIMYIITN 1320 TOUABINT WazAMUTUGY

'
a

ey 120 Aaduasdauwd ahumwmvﬁwhq@u‘%nm SZ N lednmInaaas Aa 105.4 HV,, 7l

mmﬁmqwﬁau 1320 JaUGAUNN WAZANNULINAUTAN 160 UaRLNATAIUIN

naansIsndsend
a o 2{' s = a v o a o =
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