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Abstract - The objective of this research was to
investigsate the effect of parameters on the
microstructure and mechanical properties with butt
joints by using friction stir welded between Semi-
Solid Metal (SSM) grade 356 and 7075. The base

metal of grade 356 was located on the retreating
side and grade 7075 on the advancing side which
used the cylindrical pin. The two-variable used in
this experiment consists of tool rotation speed; 710
1,000 and 1,400 rpm and welding speed; 80, 112
and 160 mm/min. From the experiment the
rotation speed of friction stir and the welding
speed had a direct effect on the microstructure
and mechanical of welding. The result revealed
that the main factor had an effect upon tensile
strength which was the rotation speed, the welded
speed and cofactor between the rotation speed
and the welded speed. The trend showed that the
tensile strength increased with high rotation speed.
The results of rotation speed 1,400 rpm and
welded speed 112 mm/min were the highest tensile
strength average 213 MPa. Metallurgical of the
welding joint showed that the combined two types
of aluminum observed finer grain than the older

materials.

Keywords - Friction Stir Welding Dissimilar Joints,
Aluminum Semi-Solid Metal (SSM) 356, Aluminum
Semi-Solid Metal (SSM) 7075, Design of Experiment
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Si 75 0.4
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Cu 0.2 2
Mn 0.1 0.3
Mg 0.45 29
Zn 0.1 6.1
Ti 0.2 0.2
Cr 0.02 0.28
Ni 0.01
Al Bal. Bal.
Tensile Strength (MPa) 182 228

Naresuan University Engineering Journal, Vol.10, No.1, January - June 2015, pp. 21-30 23



Retreating Side

A
SSM 356
£
Shoulder £
Pin 2
A 4
A
Tool Rotation £
E
Material Movement - 2
SSM 7075
v

Advancing Side
100 mm.

- a
« >

JUN 4 mawensievulunisWesidenniuwuuniu [13]

Tumsneaesazldfaniugunssnszuenivihannmanndd
\n3esilainsn SKD 11 Tneflvunamaladiafiu 3.2 uu. Ay
817 5 43, 4azA11ulnei Shoulder 20 uy. fidnwyay
sUsrauanads gU7 5 n1snaapstarideudaeiaioain
wwadta TneBessanau 3 o3 uazazgnaondmsanateves
sevifonlanvinannuaudusu 10 uu. aunsedisldaudn
LLasﬂwmﬁ’gmué’uﬁaﬁ’uﬂ’a%umué’amu%muasﬁuﬁ u
gadusudune 45 Jurdt iedunisnszareniuiouls
Taduaunnany uazBuiudenuuiununaaeuniud
wlsidvualaesalui@ Wefsasuundeusniufiaysu
ogfuiiuszana 10 3uil feuszenfniusoninuuiLden
Tagduuslumsviaass uansisnsad 2

3U# 5 fnugunseinszuenildlummaaes

= 9 9
7157199 2 Mudsuazseiulunimaaes

. o ‘ JEhU
Gl’!LLUiIUﬂ']‘SL‘UEJJJ N3y
1 2 3
Rotation Speed rpm 710 1,000 1,400
Welding Speed mm/min 80 112 160
Tool Tilt Angle degree 3 - -
Down Force kN 4.5 - -

91015197 2 WWunisinuadindswazszaulunis
neaes lnedadelunisneassUsenausie 2 Jadeundn Ao
mmﬁa%gm%am (Rotation Speed) il 3 5AU A® 710
1,000 LAz 1,400 seudould wazA s niudon

(Welding Speed) & 3 szu fio 80 112 160 wy./u1f ¥4
sysuvesiadonisnaaesiildensdeannisneaswes Kim.
et al. [12] way Worapong. et al. [13] Fedenndaafu
puansaveesesdnsildlunisvaass wanduaiesin
WU ﬁa%’aﬁmuamﬁa N15.08999ANTBIAINIU 3 BIAN
(Tool Tilt Angle) YUIAYDIAINIU (Pin Dimensions) Way
1L39NAYBIAINIU (Down Force)

2.3 lassasromalaneine,

‘wé“qmﬂL%aw“gmmmaam%w%améu%umaamsgﬂ
Fadaaniusuaden antuiludadionseaiunsie f
dnnatauazinluiansa (Etching) AeaIsazalIulinans
Keller's Reagent waztlUdaslassasnsriendesqanssad
WUUALES (Optical Microscopes) Lﬁa@é’ﬂwmﬂﬂiqa%ﬁam
WNNIAKALIANIA mmﬁqgﬂiwLLammmmmsuﬁU?nm
WU T BNV WU ST UIUNS T B E A TULUUAY

2.4 MINNEOUAIIUUTIUTI

Funuihlunadeuruudause Wemaudinanaves
wuadou Iﬂﬂ‘ﬁuﬁuﬂfﬂﬁ@u%%gﬂﬁﬂéfﬁmﬂﬁULLu’JL%EJN uag
sLﬁiEJ‘&JL%EJ@JEJEJG]NH&WWEN%HW@&EJU Tun1snadaualy
wiussazlddnsndalunisiedt 1.67 X 102 un.Aud @
mummz‘gﬂ’immm%umﬁau LLamé'fqgﬂ‘f/'i 6 lnyH1989nY
119951 ASTM-ESM

) 14
C « L > e | L

JUN 6 JUNUNARDULTIAINUNINTTIU ASTM-EBM

2.5 MTUATISYNANNTIH

iAdeilunsinwdvdnavessiudslumsidenden
vuezgiiieunasieudewinsiingzning ins 356 fu
7075 Tneuszgndldadfiiovhnsiiunusudeya senuuy
mMannaed uazdnszinaeradussuu Tolusunsufitumd
$U 16 (Minitab version 16) 1uiedasiiolunsiinsivina
meadd Tnefuuamdumseonuuunmsvaaes feil

1) MIMUUINERIDE1 (Sample Size) #30NITH VU
98411591191 (Replicate) lun1smaaes 8oNLUUNITNAADS
Tngldlusunsuddund u 16 Tnwadadldlunisiesies
foyafio fisziunnaderiu 95% fAsziududdy 5%

2) aeldauyfgiundn (Ho fA31Uadendn (Main
Effects) Fausznaudie Anuifmyudon uazamiiufu

24 Naresuan University Engineering Journal, Vol.10, No.1, January - June 2015, pp. 21-30



@

Jou samfeUfduius (nteraction Effects) laifiwansgny
sonanauauss Fefremuuduss §idelduszondldns
2RNLUUNMIMARBILUULIAVBSBaLUY 2 Uade 3 seau (3°
Factorial Design) fatus uaunisnaaesiidululdfedu
WINAU 36 N15NAADY LAYAITILATIERAINLUTUSIU
(Analysis of Variance : ANOVA) 9z duisnsndndildlunns
Jinsneidenalunuideiifisysuaudesty 95% daean

R
v o w

SyAutudAy 5%

o

3. WANITIILUATNITIATIZNG
MnnsneasadeumenszuIunsdesdsaniuLuy
nuvestanaieiafu lnsnisiiadestauuinan
Uszondltifuinioademdsaviuuuuniu see1douilld
ey el Fennudnvasideuiildzasuniaduny
fuusililundaztoulvveanisiden uagnaiildainnis
yaaesansTonanndulssiuded

3.1 wWaveslasiainlaneine,
dnwariivnuuuvsuden uansisudl 7 Tngwuin
LﬁaLﬁummﬁwgm%ﬁuﬁiaa 9 91 710-1,400 59URO
Wit dnwaizRnduuuvesuuieuasiinune ULt u
AUAIRU waziinASUUT AL UL TaNTiE U nmsRdlesun
Funuadu SnvariiintusziindioAusanaieatu us
Audmyudongs dsavinlviarudeuiuiilunuadoud
Usunainaduly [12] vildilelansiinnsseuslusasd
wIosdioniudouiidelanzasiinisinaiu uazgniy
sonufuniuuinalaeumeaadasiioniu

Tassasamaumniaveauu denesgiitdounaudnsia
Tnemsdindunaaoulufiemsfainfuiundon wasliu
Fousgnsanandunaaeuiduifertuuinaiendldsy
uansEvUINAMISouenauaz T delaveiiu fusas
FuUsiBen uansfsguil 8 annnanisnaassnuiIile
AmSudouifistu uundenazvrsianiatu tne
annsaIeuiiisuldainanudmyuiden 710 fu 1,400
sousounfl inszarSmyuideniigitutuasdawalif
aufeunnmadeamuluifetandeniutuse uuadeu
finswanufuresergiidenauiaesiin fnsAnasuiui
UinnteuveuaTon Snimuinuinuilsesdougnnau
Lifidounnsesle 9 Watuiusesiden seodouildnvayi
Uszanudndetuduegsivesiadesiu armiouasiin
nsazanlusesidenegluanznanadinifnnsinaiusou o
smudleazgiionfnnisudvilassairsudnusesidon
sefidnwngsiufuadefuimoniisinmusngdalau su
eswnainusanauazanuouitlinisinaiuveade
ozgfidouduuvuBounasiiiananisinasuludnwasi
wiuouseushnau Snfanuitsesidonvesanuiimiuves
hilugsazddnvazsesideniinisninses denveanimiga
wyuvesiug Suownainaruoudiinnniniiliide
ozgiifonogluannznaradniduuinanininnsidey
ST mguesTfius [14]

Tassaamsganmiavesuuiiouesgiionnauinin

Y
'
a a

wamaR a7 3 wmfﬂmaa%wamﬂwmnml,ﬁal,%auﬁm
muau:umssmmﬂuﬂuanammaawumamwmLw Imaauu
maBsahaduiuvesTagians uaeiinsinanaiodoufiile
Sanguinsidledegfudnazduuuariiovesian
Fruwonudsled [15] WesnnifleTaggniuuluvaeniu
Uinudutendudded (AS) vewundounuirfiietan
vosogiliounauvdefisvaauds nsm 7075 nauoglneiilo
fanfienuasBoaunniuiioningnuauasvanszunniy
wwseafloluvaizniu nsuvesegiiounaundenavosuds
159 356 axfidnvazoniFeiesnniinisdeguida
wanadniesanndniuuinauuiniy (52) ulasaia
voudotanszninsaesinlaninsuazdanuazdoauasd
yudnninielanzifn insuaziinnuazideauin
Tnstomzegiifounauvasiswaauds tnsa 7075 Fssuuu
yosuTnamunuaziifelanselindnaueg dusuoumn
iesannmsianilurzniu uazuinaiudnnsadled
(RS) wosuwanmulasiilotandrulngasdudotanvedlany
fignimualiegduinmsiales uaniietanundiuasd

Naresuan University Engineering Journal, Vol.10, No.1, January - June 2015, pp. 21-30 25



n1seamaduiulyseninvegliflounaunasiavouds
1A 356 AU 7075 [16-17]

(A) AT UTEN 1,400 SaURBUNT

3UN 8 lassafaneuvnIAveLLon

3.2 HAYIAIAINLTIUTIA
wamsmaaummLLsﬁmiaLLamﬁqgﬂﬁ 9 nuAfiusiIa
wdesmesianieiinazdanuudussiaimniniede
ﬁuuﬁdamLﬁumaqaqﬁLﬁauwau%daﬁq%aqLL‘?]’Q NSA 7075
uiazgenindntosfleifisuiulanziiu 1nsn 356 fidn
mwm%mm%u 710 sousowf Wiaienudniudon
vilAnauudussiafiudy suismnauteuiiiinen
MaLdennIuazaogunme dlofuanuduiudeuiasl
dwarilianudeuiiavanluiuiniutuiias uindutae
dwalidanfnunniu Seildaanuudussdafivduly

¢ [18] Fednwagdinarimiloutuauimyudond
1,000 wa 1,400 sousioundl Inedidnannuudaussiiegegn
213.55 MPa inui§avyuidend 1,400 soudouni
AnFIAuTen 112 uu/uil eglsAmudiaesidud
M38a (% Elongation) fiFnasii nafessdAnUesidudnis
Bomosmavnaesiunoglutn 510 %

Snwmgn1svinvesdunaaouaziinty 2 U Ao
u‘%nm‘ﬁalamLamaqazqﬁLﬁamﬁa?’iwmlﬁq N3N 356
(Base Metal of SSM 356) wazuinaiunilldsunanseny
NnANuounsnavesergiifouvaenswods tnsa 356
(TMAZ of SSM 356) Lilaaainuiaauite 2 1uudimien
AL sz IEnadY

250.00 25.00
E=Tensile Strength

=== Y% Elongation

200.00 20.00

- 15.00

Elongation

- 10.00

Tensile Test

- 5.00

- 0.00

JUT 9 Amnuudausafisvesiuiiiion

26 Naresuan University Engineering Journal, Vol.10, No.1, January - June 2015, pp. 21-30



M13199 3 dnvaurlasaiiamnegania

Rotation

TMAZ (RS)

Speed
(rpm)

710

1,000

1,400

3.3 WAYDINITNATICNNEGIA
HANNTNAADINIERRBNINAITTITUINEITI9E Tne
Aadanlddmiviinneideyade fissduanuidesiu 95%
Tngnisifivdayavinnisveaaes 1 % IunﬂaﬂﬂazﬂwsL%au
nduinmisiuruaddunisnaassudaysydulaeld
TUsunsufifuny u 16 16winfu 4 feehs uansdaguil 10
Fawan1snnassazuseandu 2 diufie n1smsivdeu
AuYAgINYBITRYR LATNITIATIENANLUTUTIULAY
nansevuvestladendniifinadenisiouidavnuLuuniu

3.3.1 N139TAOUAUYATINVITOYA
lunsasiaaevanyigiuvesioyalaeniserdensily
nsATendesyalaglienyinn1snsivaey 3 du na1ife
N13953980UNIINTLAILAILUVLINKIIUNGA N1505Id0U
W@tiesnMYeInNLUIUTIUY kagn15aTIvdauauly
Sasvvnatoyadsil
NIATIAABUNIINTEAYAIUUULINLAIUNG Nutoya
fianvazrliidwdunss dursganszatefsonuandu 3.
nagounIMNIsLaInuatALIaziluuuuln@ (Normal

Probability) i O wirifu 0.05 9annslee P-value Wi

Y4 TMAZ (AS)

LY

0.095 fiauansluzui 11 Fsliteyaatiu auuldd

Y
o w

£ I3 a ] a v
AszAwmILTULUUUNABE 19U EALY

o

1

v a

UDUAUNTT

Y

1.0

Power Curve for One-way ANOVA

g
an
081 It

0.6

Power
<
~

0.4 -

0.2 1

0.0

0 10 20 30 40 50 60
Maximum Difference

70 80

Sample

size
—_— 2
-— 3
4
5

Assumptions
Alpha  0.05
StDev  8.96
# Levels 3

3UN 10 Sunuastlunsnnaesfivazas

Naresuan University Engineering Journal, Vol.10, No.1, January - June 2015, pp. 21-30

27



Probability Plot of Tensile Strength
Normal - 95% CI
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Interaction Plot for Tensile Strength
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