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ABSTRACT

This research aimed to design and make double-sided friction stir welding equipment and to
study friction stir welding using the double-sided friction stir welding equipment. The double-
sided friction welding equipment consisted of 5 major parts, i.e. drive shaft, gear train, engine
compartment, rotary shaft, and friction stir welding head. AA7075-T651 aluminum alloy was
used with 50 x 300 x 6 mm (width x length x thickness) under 3 levels of stir rotation speed,
i.e. 710, 1,000, and 1,400 rpm and 3 levels of welding speed, i.e. 14, 20, and 40 mm/min.
The findings from the experiment showed that there were wider holes in welds at the
retreating side due to the friction between the stir welding head and materials that did not
absorb enough heat during the welding process. Friction stir welding at the rotation speed
of 710 rpm and welding speed of 14 mm/min produced the highest tensile strength of 360.58
MPa. The highest hardness was produced at the rotation speed of 710 rpm and welding
speed of 40 mm/min. The highest bending strength at the face bend, 40.26 N, was produced
at rotation speed of 710 rpm and welding speed of 14 mm/min. The highest bending strength
at the root bend, 26.10 N, was produced at the rotation speed of 710 rpm and welding speed
of 14 mm/min.

KEYWORDS: Friction Stir Welding, Double-Sided, Equipment
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F89319 (Hole) usanidaunisunndu Sadudniwaiisonuainanmsszauvasnnuanlu
LLmL%auﬁ‘l&immm%’ﬂmu,a:a:aumﬂaﬁauvl,ﬁmﬂﬁfﬂlummzﬁﬁ'amuﬁaw‘hmwuﬁm%aw
ama@iaLﬁaﬁaﬁﬂﬁtﬁﬂﬂmngmszﬁé’ana'n nwsameslaniaounmaldiauai ui
@19 9 vasTeuLBaniiuSiimAanuuazdatitosn 1w USiaMIaENIU (Stir Zone: SZ)
VS S UNanIzNLNIIANaTanaINIng (Thermo-Mechanical Affected Zone: TMAZ)
U%L’Jmﬁvlﬁﬁ'uwaﬂs:ﬂumw%au (Heat Affected Zone: HAZ) LLazLﬁaIamLﬁu (Base Metal:
BM) 7] uaziduivinaulaluvsinmsasnin wudisesdeuiiioinszauanusidndoy
ANTUITWUTE9319 (Hole) Aidd1uaunireninduludin Retreating Side sutitasnnann
mnﬁmmm:wﬁww’”ﬁmuﬁuLﬁafaqﬁﬁﬂawu§aua:auleimﬂwammn%au Waisuduumwn

A & Aa A o o o & o % A A A a .
mjaummmwmﬁL@uﬂmuuﬂmlmua’m@;m"l,um@mﬂﬂaﬂugﬂmema@ﬂ (Plastic
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Deformation) fiazvilwiitadag maludininaedns 9 ldauanuimywdaunisinua (8]

m'mlg'magw,%aad ﬂ')’]&ltg')l,a%léa&l « o
a nﬂszﬂsa #3941 NA

(rpm) (mm/min)
14
710 20
40
14
1000 20
40
14
1400 20
40

31 6 Tassas9nnnInDITa DN

ACUI3AINSSUANAQOS UK13NY1AYINBUUIUAQ
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3.2 '[maa%"waaqamﬂmaaiam%au

321 lassadwgamavadiialanzifa

il huUNEY AA7075-T651 UAAIAIILIN 7 lassadrovaansnea O-Al (Wud212) §
anwaziduurie (Rod) Nasdaifasnuiilaseaisginadn zn Mg uaz Cu (vaufich) 4u

najmam%la Ol-Al

Zn,:Mg, Cu

e

sUn7 '[maa%'wqan'mwaw'%nmtﬁafavizLauazgﬁLﬁﬂuwau AA 7075-T651

3.2.2 Tmaa%’wqanmwaosam%au

Imaaﬁ”wqamﬂmaﬁam%auﬁmwﬁam‘;m%au wazANUSIEwSanfd19ie e
mwﬁmqm%au‘ﬁ' 710 1000 waz 1400 rpm l,l,am@"'agﬂﬁ 8-10 MNRIAL WU USLITH SZ
2995081 TN Lwalﬁtﬁﬂmaai"\amiuﬁauﬁfmLLamuqaﬁ'mﬁaamnmmnNﬁﬂlﬁ&iLLuu
lawnHnszninenszuaumItdouFoaniuuuunau §aunsuluusinos TMAZ Advancing
Side (AS) uaz TMAZ Retreating Side (RS) e lwifindslassairefidadvaagnaninvas

a a a eaa A o ' o A a A a X a &
az@muamumﬂfﬁﬂwmimmamamnlummaumaammﬂmwLﬂmﬂmﬂ@‘nﬂumnmu

TERINNIZUIBN D DNLFIAMIBULLNI [9]
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A5
a4 TMAZ Stir Zone TMAZ
LA

Advancing Side (AS) (S2) Retreating Side (RS)
(mm/min)

14

20

40

, . - ,
5 8 '[moa%"loqamﬂmaaiam%auﬁm'lmﬁmgm%au 710 rpm

Lﬁaaaa’imﬁ:ﬁﬁﬂmaa%”’mqamﬂmaﬁam%auﬁmmﬁ’mqm%au 710 rpm WL7N
U3 SZ insuiinnuaziduauazizwiadnuinnituiiom TMAZ wdgddnngliiduisey
LANI? (Crack) VMIALANIUIBLTEN BULEBININNANNTDUNFLENNIINNTREANIUV DI
Wadsgiuiatasiladenazavanniinldauiannuaivadinalviiataqinsesuanin
@4N&T7 [10] HaNINRUTIIH TMAZ 119614 AS Uaz RS Vl,xiwmammn%”nl,wiazl,ﬁugﬂs"m

Aa & ' ~ ! Aa & 2 A
vasnsundadedliduadaann insudUimdaseanndangndsdudunainainnis
wywutasnIasiladaunsinalasasidaiiaiaquazlasaaiinuday
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A5
a4 TMAZ Stir Zone TMAZ
LAKLT DN
Advancing Side (AS) (S2) Retreating Side (RS)
(mm/min)

14

20

40

. . - .
3 9 '[maa%"mqamﬂmaoiama"jauﬁmwLi'magw,%au 1000 rpm

v o o A A A = A A &
mammmmnimam’m;amﬂmaaiaﬂL“ﬁauluama:‘ﬂquﬂa’lmimqumam,wmu
(1000 — 1400 rpm) WU LNIBUTIIBE SZ HANUALDUALALLANNTIANUTINYWLTDUNGN
1 > 4 o A A o v § di s 4 J o v
n31 (710 rpm) amﬁaamﬁnﬂmwummv\mﬁv&:qmusl,maﬂmaugmljoﬂ@a@ﬁgwu il
& o a P o A X a =2 A i
Whadaquilam Sz fauTeusraunuinduifianisanuanuuulawrin (Dynamic
. . o v a = a £ ' 4
Recrystallization ; DRX) auvinldifianisanuanluaigaiadulusznitenszuiwnsibou
a d'd @ A 094/ ‘&’ di a = a eq; v
\WwoanunuumwndnIRwduaungiuies wenaniilaNansanisuiinn TMAZ e
= v A Aa g A & = voe X A =
AS WAz RS AzLiwbaINnIwndatdeinaziasn10anuINT LAz AR laTaUWLE AN
A s < A A A
WNWLTONDITUFA (1400 rpm) mm@gLuaammnlum:mumsmauLammmmumu
u-ﬁaoﬁaL%aué'w”aﬁ'm,ﬁai'a@ﬂ@Ummanﬁ@mwgmmﬁslLmm?mmnmmﬁam&m%au
n:i s ' 1 o s d' > eq; d' Ai A A Qs n:i A‘ ¢§/ =3 o Q/A’
AlATURIADRIRINIANLATIINALWIA maLmawaLmawvl,muLL‘smag‘umwmum:m‘lmua

Qs

A a A o a o 8 wal % & o 4
a@magluamazwmmnmaau‘ﬂvl,ﬂmuﬂﬂmom aausmqmum’lﬁsﬂﬂsmiwmadmma@;ﬂ

1
3
ZJ‘Y]?I‘YI”IGVL‘]_I@HN‘YI?I‘Y]’]\‘]L@]f;l".]ﬂ‘]_lﬂ'ﬁ%&‘!%“lladLﬂiﬂd&laL’ﬁa&l@nEl
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AN L%’J
TMAZ Stir Zone TMAZ

Advancing Side (AS) (S2) Retreating Side (RS)

a 4
ALlDad

(mm/min)

14

20

40

. . - .
319110 '[maa%"mqamﬂmaoiama"jauﬁmwLi'magw,%au 1400 rpm

sanaulavaslasiainiganindnatne wodr anuanlosveslasiainsunnia
datflanndilasainganiaiude J89v00209FIUNNIBlULLILTONNIINTY (Voice) HiB
1 1 IAI é dl ] =3 v Y Qs = v =3
1843719 (Holes) waF9nilen llonanasdnldmaluszauunniade saouaninnananusa
%ym%auﬁ@‘h (710 rpm) vl,ﬂﬁaizuﬁga (1400 rpm) WU11 Asa8UansIUSII SZ N

A X ' = Y o { = A & a 4

AN NYNINUUBLILAW bATR 0FINANANUTIYWITAN 710 rpm ANUTUAULTOY
20 mm/min {ABUAY ANULTIRYBITAY 1000 rpm ANULTUAAWLTEN 40 mm/min LABLAL
mmﬁmgm%aw 1400 rpm ANILTUAKLTEN 14 mm/min ILLARINANNLNIVBITOLUANTII
A a X \ = v A ' v = 2 A L& . = a
MANVURDENIAWIATA TILDNRING LALATIGaAIAMNLTILIIAINAzNaDIda b ae19bIna
ﬂswngms:ﬁ@”\mdnﬁmm@;mmnmmnwﬁﬂLLuu"lmmﬁﬂ (Dynamic Recrystallization; DRX)
a a o v Aa =1 n:i a A’ > a a
FurninwldanrilwinansannanvasnswngzauluuSiim sz LAzt HaIRQLABANULATLA
annifinldawfasasuanlufiga [11]

Iﬂsaai”wmaﬁgamﬂﬁmnaauﬁazJnﬁaagamiﬂﬁﬁL§nmammu&iaamm (Scanning

Electron Microscopy; SEM) 2843881523 10210L5MwiTau7 710 rpm ANULLAULTEN

14 mm/min UEAIAIZUN 11(n) USNMUWILTEN SZ LNamTuaninuadwe O nzIanIzany
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ﬁ’au‘%nmﬁgﬂmu insufianuazifoaunnnitusnmidnansznusuitasanananuson
TMAZ Lﬁaammnu%nmumL%angnmmuﬁaw”aﬁuimnmﬁaﬁﬂﬁmmu’%nmf:ﬁm'm
a21BANINNIN waNIMNANMTILAT=R 98 UszNa LA 81A389 Energy Dispersive X-
ray Analyzer (EDX) Wu730 mﬁmﬁ:ﬁm}n’m‘luﬁnmftuamgﬂﬁ 11(2-2) baalAAWING
gulsznonaas Al Jwnananvessesifon uwasdina &9nsd (zn) wwniion (Mg) uas
NadIuas (Cu) ﬂi:ﬁ‘i’ﬂﬂi:muag’vﬁu’%nmsam%iaumugﬂs'wﬂnaaiam%au z&augﬂﬁ' 11()

a 6 a a . . . 1_a a
LLﬂ@]\‘lﬂ’]i(ﬂi’J‘ﬂﬁa‘Uﬂ’ﬁ’lLﬂ'i’]z‘lﬁﬁ’]@qtf’ﬁdﬂi&l’]m (Quantitative Analysis) WU'J’]&H.]?&J']E%FWJ

a:gﬁl,ﬁsm (Al) 91.3% 130119 Zn 5.2% U3Wm119 Mg 2.0% uazl3unmsa Cu 1.5%
RPgtast]

T710-14

f 100pm !

Mg Kol_2 Al Kol

(9)

100pum ' T100pm '

311 11 Ta39&379 SEM waz EDX UStimwsaasas
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Cu Kal

()

H
=

|
{&]

cpsfeV
5
S
| I I R

w
=1
1

Mg

W T710-14
Witk o

Al 913

Zn 5

Mg 2 0

Cu 15 01

0 2 4

R R L o R R Lo e e L R EREEZEEzozoosssesiny

] 10 12 14 kel

51U 11 Tas9a319 SEM uaz EDX US1aesagiion (6a)

< = o
3.3 ANMNLYILIIAIUDITDYLB DN

NRTBIANANNLTILIIAIVBITO L TaNLN LT UL A BN TNARAINLIN NRANZNTTaY

FuamMuuUUNIUNLTANATIMYWTaNN 710 rpm AMATIAUTENT 14 mm/min GA1aaa

LL%GLLsaﬁdmﬂﬁq@ fa 360.58 MPa ﬁ'suﬂ'nmvﬁal,l,saﬁw’hﬁq@ fa 120.51 MPa 197113152

4 s a4 4 . 4 o
%Q%L‘Bﬂﬂ\l 1400 rpm ANVLILAULDANY 20 mm/min NANIINARDIRNIZAY ¢ LRAININII

7 2 1 WRINUIRILNAL LD NIITUWINAVIAIAIN LT ILTIAILRINUIN LﬁaLﬁwm'\m%mgu

A £ o v & =2 1 = ' I =3 o 1 )
Lﬁa“uﬁﬂ“ﬂ%ﬁlz“{lﬁlﬂﬂ"lﬂ’ﬂwLLTGLL?G@\‘]@E’JU f AANY DINRITNATAITULYILIINIAINATIN

S‘YI%WEQ%J'HT‘IﬂT,ﬂi\‘i m?nmaqamaﬁﬁu"lﬁfmﬁLﬁma EJLL(?'IT’I%"]’JI%?BEIL%?J&IQE]'N“I?@ LauLile

- y &
LW&Iﬂ’J’]ﬁJ%&!%L%a&I&I’]ﬂT%

UNADIUIYY
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P> < = -
AN 2 ANNLVILIIAIVDITIDYLDAN

Rotation Speed | Welding Speed | Tensile Strength | Yield Strength | Elongation

(rpm) (mm/min) (MPa) (MPa) (%)
710 14 360.58 288.46 3.27

20 142.78 114.22 2.87

40 216.53 173.22 2.47

1000 14 153.86 123.09 3.10
20 132.50 106.00 2.33

40 225.33 180.26 3.10

1400 14 149.08 119.26 2.37

20 120.51 96.41 1.90

40 145.65 116.52 2.67

Base Metal AA7075-T651 538.70 430.96 13.86

gﬂﬁ 12 LLamﬂﬂwmm’mLLiaLLioﬁwaaiaUL%auLﬁmmmmumunﬂama: q@ﬁm
FI9NA Ad am’szn’m%a11Lﬁmmmmumum‘fmmL%’maglmﬂﬁawﬁ 710 rpm ANNLIAY
A A L A& A = A A o o ' =
Vrayf 14 mm/min mumm’mtmLLsoﬁamanﬂ f9 360.58 MPa @3411398@9na1Li%
ﬂafﬁ'ﬂﬁagﬁﬂﬁq@mmmsmamﬁdﬂﬁ nanfa Lﬂuﬂaﬁ‘i’ﬂﬁlﬁhmmL%%gm%awﬁ@‘hqmaa
NNINA8aI (710 rpm) LA 1°ﬁmmL%qLﬁul,%auﬁ@‘hqmaamsmaaa (14 mm/min) WANAL
"L@TwammmmwLLﬁaLLsaﬁamﬂﬁq@ sngLitasnnanadunaiiaunaugasuInaing

U d' =1 = d' o v a Qs ]
mwmau'ﬂmm:auLLa:uUsmmmnwam]zwﬂﬂmmﬂ@ﬂﬁvlmmad’sa@;amammmu [12, 13]
a & = ' a s A o A P A
gnaTin1sanwinvadinsuadiiwaddliifiasesuanilusanidenauiduingliiian
ANULDILTING le amidunwlaasRarsan ldfsandesidudninuia (Elongation) 3
wud dedannidalaiiv 5 wWesidudlunn 9 anizmmasess nafduiasnnanus

E Aa o . A ' @ @ @ A P
maamsmammaunwsaﬂmamﬂjamaumnmn ﬂs:ﬂaunuﬁwﬂmsmammvmauqmaﬂ

RINAYN IANANIINAFAUAINET?
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450 35

400 —A— Tensile Strength 30
E 350 —o— Yield Strength
S 300 —&— Elongation 25 —
< X
< ~
é’ 250 20 5
g *a
& 200 15 2
2 150 i
2 10
£ 100

%0 E*W °

0 0

14 20 40 14 20 40 14 20 40
710 1000 1400

Condition of Weld

nl ' < = A
E']J‘n 12 @@L Llﬁ\?ﬂ\ﬁ]aﬂiaElL‘ﬁa&llaﬂlﬁﬂ'l%uﬂﬂﬂ')%“qﬂﬁﬂ']')z

3.4 anaudsvassauidon
wamaa@hmmwﬁwaasauL%au"l,ﬁuammm‘im”ummﬁmqw,%au 710 1000 L&z 1400
rpm LLam@”agﬂﬁ 13-15
1) m’mLLﬁwaaiam%auﬁ'mmﬁmgm%au 710 rpm ANSEWEoNT 14 20 uaz
40 mm/min LLam@Tagﬂﬁ 13 WU anuudsestunasaufivsiim Sz fanuudigage 7
aSawdon 40 mm/min Sanuudetszanm 156.4 HV §nuStaoe SZ Mdaauds

dga fa ANSUAWLTAN 14 mm/min lagdanuudalszunos 106.8 HV

200
i 150
?
[0}
t 100
(%]
2 —F— 14 mm/min
©
£ 50 —=©—20 mm/min

—&—40 mm/min

7 6|5 4 3]|-2 -1 0 1 2 3 4 5 6 7

BM TMAZ (RS) sz TMAZ (AS) BM

Distance from Weld Centerline (mm)

a & A < A
gﬂ‘n 13 ﬂi"l‘lhlﬂ']'l&lLL‘J.IGYI@I’)"INLT)%&!%L%QN 710 rpm

UnAIUIY ACUI3AINSSUANAQOS UK13NY1AYINBUUIUAQ
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2) enuudivassesitannanuiImyuian 1000 rpm ANUTUAKITINN 14 20 UAz
40 mm/min LLam@ngﬂﬁ 14 WU ANULTIVAITUNARBUNUILIDH SZ ﬁmmwﬁagaqﬂ 7
AMULINLAWLTAN 14 mm/min FANVLTIUTZNIH 138.9 HV &§I1USLI0h SZ NAANNLTY

dga fia ANLSULAWLTAN 40 mm/min lagdanuudalszunos 101.6 HV

200
dz; 150
L]
o
., 100
3
5 == 14 mm/min
:ch 50 —©—20 mm/min
0 —@— 40 mm/min
7 6| -5 -4 -3 -2 -1 0 1 2 3 4 5 6 7
BM TMAZ (RS) KY4 TMAZ (AS) BM

Distance from Weld Centerline (mm)

P & A < §
Ell‘n 14 n‘mﬂmwumﬁmwLi'amgm%a:u 1000 rpm

3) enuudiveIsesiTaunaNuIIMYuLTan 1400 rpm ANUTUAWITANT 14 20 UAz
40 mm/min LLam@”\‘lgﬂﬁ 15 WU AN DIVBITWNARBUNLI I DL SZ ﬁmwuﬁagaqﬂ 7
AMNLIILAULTAN 14 mm/min AN DIUTENE 130.2 HV §3%USII 0 SZ NTANNLD

dga fa ANLSUAWLTAN 40 mm/min lagdanuudalszunos 111.1 HV

200
3>£ 150
b
o
» 100
]
= =814 mm/min
% 50 —©—20 mm/min
0 —®— 40 mm/min
7 6|5 4 3]-2 -1 0 1 2 3 4 5 6 7
BM TMAZ (RS) Sz TMAZ (AS) BM

Distance from Weld Centerline (mm)

P & A < 2]
Ell‘n 15 ﬂi’lﬂﬂ'a’mu“].l\‘i‘i(lﬂ')'mLi’)ﬂ&g%t“ﬁau 1400 rpm
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FUUDDMILEAINATDIANUUTITBIToUTRNMBANUITINY W TBULAT AN N T TONN

1 Qs 5| til 1 Q 1 1 ' 1 1 & 1 til 1 o A C!I v A Qs 1 dﬂ/
wandani iunihdinadidanuudsdsulngidudninengunuddflndifoaiudnia
lanzidn snungiiiosnnainiagluuiiim Sz desrirunimauninisaasass viliany
v v v g v ‘VQ/ v 1 Qs H L3
vintuasnsfauanuiawazaindu dsmgkdannisszinsanuiauisinninizgnls
H1uduaawide [6] danudranaudiusigigasasnimanadluaiofiviniy 156.4 HV 1
ANULTINYWLTAN 710 rpm AMULTAAULTON 40 mm/min UAzAIANWUTILTIAIFAVRINT

nanadluaTiikyinny 101.6 HV AaMuTIvywTaa 1000 rpm ANWTAALTaN 40 mm/min
[=3 ¥ Y
3.5 ANNUTILIIANVDITBYLTDN
NANIINAFAUANNBTILTINAVDITOLLTON ﬁ’m%’uﬁm’lm%’mqm%au 710 1000 W&

1400 rpm UFAIAINIINT 3

: < o :
M3190 3 ANMAUTILTIAAVDITO LT DN

Rotation Speed Welding Speed Bending Strength (MPa)

(rpm) (mm/min) Face Bend Root Bend

710 14 40.26 26.10

20 20.86 18.00

40 29.17 10.45

1000 14 19.58 6.60

20 16.68 8.06

40 17.68 10.34

1400 14 17.46 6.27

20 17.47 8.62

40 12.51 7.10

NNTBYAHANINATEUANUUTILTIAAVDITOIL TN TN TIANULLLNIRLILRINIL
@;’Lumﬁaﬁ 3 mminu,amwa"léfﬁa;sﬂﬁ 16 HANNINARDUAIANNLTILIIAAVITAULTANANT
L%auLﬁmmmmumuazgmﬁwwﬁm AA7075-T651 LLuuﬁ'amu@; WU ANANNLTILITING

(Bending Strength) N1t (Face Bend) g4gafianuliamawiaian 710 rpm ANUTAGUToN
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14 mm/min ¥iNNU 40.26 MPa a"suﬂl’]ﬂ’ﬂml,idLLN@T@G%WEE@“?IIWJ’]NL%JM&J%L%Q&J 1400 rpm
AMuLS AL Tan 40 mm/min léAanuudousssa windy 12.51 MPa laRansanfean
AMULTILIIAR A1WAAI (Root Bend) qaq@ﬁmnm%nmﬁmﬁau 710 rpm ANNS AU ToN
14 mm/min tYiNNU 26.10 MPa ﬁhumm’muﬁaLLia@T@@‘%ﬁq@ﬁﬂ’s’mL%’mqm%au 1400 rpm
aNuSNAwTeN 14 mmmin lddrenuudsussaa iy 6.27 MPa
Wadamsinaniimasasnudn LfiaﬁaLﬁ'ummL%’mgm%auLLazmmL%’;L@m%ama
MINAFOUANNUTILTIFADIRARINITIURIUN LATEIUNEST Lﬁaqmmnmuﬂﬁﬂugﬂ
L"Bawmaaﬂvl,u'auHsm‘imzwj’mmzmumﬂ%au ilasanniseennuauanmaiuanu

laiwnnzaw [14] mauAtymdaaiuaNu AR Tz aaa VTN LTOY [15]

45
40 k3 Face Bend P Root Bend
A35
§30
£ 2
i= ] q
73 ) ¥ ) N N
“ 10 7 A AN NS N N N
/ NN, NN N N
/ N N NA N NA N
; Z VM YV X N XY W
; % N N2 N N NI N7
14 20 40 14 20 40 14 20 40
710 1000 1400

Condition of Weld

cﬂ ' < Y o a o '
Eﬂﬂ 16 @AIAINLYS Llidﬂﬂ?.ladiladiam‘ﬁa&lwa&lLaﬂﬂ‘l’l’l%uﬂﬂﬂ'}%uﬂuw}ﬂ?%@'

4. @3

q

1) aUNIiNITLTaULFIANIBULUNIBLULRINIUG Tdaudsznounan 5 Tusn

a

U32nau@a8 hnLNANUL qﬂLﬁaa #aILnTad LAWY LRZHINIW LO8NRINIBIZHNIRAIN

LRSLINIW

A 4 A o & a A & a . ' dao 1% &
2) 3041 TRULNALNNILALANULIIILABLTANNINYBILLNADEIINN NUIBIBNIMTNINYLLL

12

@4 Retreating Side 8WiiasunnmaiuamuszninviInuiuiaisgniianuisuscau

lannnwarsitay
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3) sapuanyawiaidnlusesidon tinananufouiiszguu1annIsFoanIuY e
Lftm"'a@;ﬁ'um%adﬁaL‘%"amumnLﬁu"l,ﬂl,ﬁ@mmLﬂ%ﬂﬂdmalﬁl,ﬁai'a@pﬁmamwmﬁ?n

4) insuiidardsauaziasnnluusion TMAZ ¥adnu AS uas RS 1Anannszuiuwmsidan
LﬁmmuuuumuméaaﬁaL%a:ué'uN"'aﬁ'uLf:ai'aqimmaLLa:LﬁﬂmimgimuéTwLmm"?lm

5) ama:mm’}'auLﬁmmmmumuﬁllﬂﬁmmL%ﬁﬂyuL%auﬁ 710 rpm ANNSEwdan
# 14 mm/min sfaﬁﬁﬂﬂawuLLﬁdLLsaﬁamﬂﬁq@ fa 360.58 MPa

6) mmwufz"ial,l,saqaqmaam‘:maaﬂuﬂ%ﬁmﬁu 156.4 HV ﬁﬂ’awﬁ’amul,%au 710
rpm ANNLSIAWTON 40 mm/min

7) AANNUDILIING @T’]Wﬁwgaqﬂﬁﬂ'nuﬁ'amgm%aw 710 rpm ANUSAAWToN 14
mm/min \YiNNU 40.26 MPa u,a:@i”m%é‘dqoq@ﬁmmSmgul,%au 710 rpm ANNSEU TN
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