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A msudeniuaniaiu fie 710 1,000 uag 1,400 soUsowl uazANIAALToN Fo 80 112 uay 160 fadumsse
uft vinnuuadeulasiarsganiafinruuaneisiu 3 viu Ao vinaidelansiiy Uinuuundey uasuiniia
wansznusudonnineuieu Fildsudninalngnsmnanauimudeuvesiifiu seadeuderuluadsdaut
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Abstract

Friction Stir Welding (FSW) is the new welding process applied in this research to join dissimilar grades of
aluminum alloy sheets Semi-Solid Metal (SSM) 356 and 7075 with dimensions of 50 mm x 100 mm x 4 mm. The
effect of tool rotational speed on metallurgy and mechanical properties of welding was investigated. Dissimilar
butt joints were produced using cylindrical pin with conditions of different tool rotation speed (710, 1,000 and
1,400 rpm) and welding speed (80, 112 and 160 mm/min). The welding microstructures showed 3 different areas
including base metal, stir zone and thermo mechanically affected zone, which are directly affected by the rotation
speed of tool pin. The butt joint rotation speeds 1,000 rpm provided the average maximum tensile strength 198.67
MPa. Rotation speed of tool pin served pushing the material flow from front to back of tool pin for generating the

thermal from friction to change the grain.
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nsanduifisinge deuldiunstugUergfiden (1] 3
Wldlansuiifiidnvasidutounaudainfuiduuwn
sorilestumuaunirmeaielans vhlddaudinenai
Anlassadrnuuaulasafiinannss uIunas Uy
fadu (2] dethTandnanundeslasnssuisnisiden

wuuuasuazane (Fusion Welding) nnsudesaeslans
azafiflonainnisnasuibiinsudeunaumeluiiniu
Tnssadranulasdduuilml vhldAannuuansesewing
Tnssadraveadelansiuiuiouwuaidon dwwalwauds
nanamaninautinnaveuilelaniiuiidudnumy
Aounau [2] wenaniinisidenuvuvasyazanedsinnely
HAANULAURNATY (Residual Stress) n13Umee (Distortion)
froudranntunudouiiloniaunniings (Welding

Naresuan University Engineering Journal, Vol.11, No.2, July — December 2016, pp 21-30

21



22

Crack) wazitgyninisiinlnssennie (Porosity) TuBuen
\Foudhe Fedwalautinisnavesturudenlifdy ns
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n1vdeuideaniunuunaY (Friction Stir Welding;
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AsTUIUNISTenkuUasNazats [3-6] WunszuIuns
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wavansndouldiatanuiaierfusassneia el
unanilgffihnmeasadendevutanorgiifivundon
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SPUHILPTC I et Lﬂuﬂﬁaﬁ’]ﬁmﬁﬁmaﬁmﬁdam way
auUAnIenavessosion nio SSM 356 way SSM 6061
9] Taseadamalangineusnamuadoufiauazden
niielaneihn S1uLenudde uazaUININAT Hanis
Gmlﬁmmauﬂiuhjlﬂugﬂiw \eannnisnyuvesiaiiu
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LEauss wazauwda) Tnsawizvonieiden (Weld
Metal) U3Laauuuaidou (Stir Zone; SZ) wazusiaauiid
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2. WBnsanliuauide

2.1 Januazgunsal

ozgilliounaunaniswaauds SSM 356 fu SSM 7075
fiun1IMaouUUSR (Squeeze Casting) faENTzUIUNTS
naBLUU GISS [1] Tdiunauniuaiiuazaudfining uans
Fan15197 1 wag 2 awdduiildacaeiadesdes
AENIULUIUBU JU CS - 230 AnduiinsuFuruig
FusuidosudaeLAIaatawuaRe (Vertical Milling
Machine) 8%e HELLER §u 25 l¥flvurnainuvnun 4
faduns (mm) lnglviduuinaauning x anue fAe 50
x 100 mm udhusutanisaosdnUsznouilusessony
wagBauuuuugUnsaifudauuaion (Fixture) igninis
vuwiuAIeafpiuRe nefidusuasindouiilunase
AMNEvBaLULTeN dnwarn1ssldiinuali SsM
356 DgAUIVINAY (Retreating Side; RS) Uag SSM 7075
9g#1uLenI1UFTa (Advancing Side; AS) Ll 931911
Az e lavinnnsAnuneumiuaInuIIgd1 SSM 7075
awﬁnmmmﬂ%amg‘jﬁm Retreating Side ag¥inl9ipn
AuUdaussinineganu Advancing Side d4nn5idion
deamunuuniuazimunalsiiafiueginalsesidon
uaziBoununne ety neflaziBon uansdegui
1

Retreating Side (SSM 356)

Direction of

Tool Rotation Speed

Advancing Side (SSM 7075)

e——

Direction of Tool Welding Speed

UM 1 MInehuiiunuionse vl Taniiln

Snwazvesiiiuiituldlunisneass fe wuu
N359n38UBN (Cylindrical Pin) auavesU v uIALEUNIY
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M19°9% 1 drunaunaaiivesiagmaaes (Sevazlaginmnin)

Elements SSM 356 SSM 7075

Si 7.5 0.4

Fe 0.2 0.5

Cu 0.2 2

Mn 0.1 0.3

Mg 0.45 2.9

Zn 0.1 6.1

Ti 0.2 0.2

Cr 0.02 0.28

Ni 0.01 -

Al Balance Balance

A1579i 2 f’hmmLL%GLLsﬁwaﬁaﬂmmaad

Base Material SSM 356 SSM 7075
Tensile Strength (MPa) 182 228
Yield Strength (MPa) 145 181
Percentage Elongation (%) 11 14
Hardness (Hv) 67 107

JUN 2 hiunldlunsiwesideanuiuuniu

2.2 mseSenpieshsiaitandua
nsuduanusalunsvguindiu Wunsusuiianin
AIUAITNAADY 3 SEAU AB 710 1000 Lay 1400 rpm N9
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5¥AU AD 80 112 waz 160 mm/min
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ypandesilorliinanudeunnusudonniy andusi
AsuLLdsNssau S lunsRuLu L deufif v
(3) hfiufeziudeumunnudlunsiiuswdon uas
Wunnafidivun Lﬁﬂﬂﬁiwﬁa‘uaﬂ*ﬁaqﬁ”’ﬂaméu (4)
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dielmAnanudouarauusaUaswundoy Jostuns
Aadounwsadlunundon Wusuduannszuiunaifon
FEANIULUUNIUYRIYNANTIIENITNARBS LABNITNAREY
Tuusazaninzazvihsiuay 3 61 sy 27 Junisvaaes
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wd N @eumufulsituuaudafithdunuanans
LUy wansagudt 5 Taeldiadeaidosansniunuiueusin
\efastindaulsununnasdldnsivaeudnuarnig
TavgAnen uazauUAanIana TuUNAaDIRERARINYNeTY
wuadou Tneusa (n) Judwh wazieendudiud
Faialu usaas (1) daudlazinnisdatiiotrluviinag
NAFDUANNLTINTS VSl (A) 1 lUnsiaaeudnuae g
Taveingl kavn1SNARBUAINLYY
2.4 msipTyuvaaeunslans g muasauignNna

Tnssadramddanginer Wethdununaasddsdnn
miammmﬂgﬂﬁ 5 @91 (A) 9ntuthdusunnaosld
waslsduluvdoniivawndoull i ludadenssae
NSBLUBS 300 — 1200 MU feantunudIEn1sin
indnvainldnadnorgiiuivuin 5 1 waz 0.3 lulasiuns
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Retreating Side n Rl fl Kl fl U n

1 °

Rotation Speed

Advancing Side <
Welding Speed

Tensile Test
Hardness Test

Macro-Micro Structure

Ul 5 msanauuuTueastefatunuideudmiunisasaasy

nsnAEUALLT e Tunuddldannisinud
dw () ﬁlfmg‘uﬁ 5 QﬂﬁwmLLUigU%umumummgmmﬁ
§1989 ASTM-EBM #aeiadeafiauuina et lunagey
anuufaussesuundeon Inslvisen donngnsanatsves
FUIIU WATNAFOURIELATEMAdEULBUNYTE AN
(Universal Testing Machine) #ae8ns1157lun sindewd
203%3ui 1.00 mm/min

nsnaaouAuuds Fusudiu (a) mag"dﬁ 5 111
naaeuAINLdevesuuTou 1din3omnasuuuy
Lulasinnesnausnaiiuiinidnvecuanion Saauin
nFuvusestdonasn 2 mm ieliunsmaasuey
Uinnsinassesdouned wazsiluiunuaiauuds
vasuuaden Tagn1snaazisunasudnssnalsuuiey
ponlUugAsTIzYRILTeN SrUEINIRITENAURAL YN
1.0 mm uazvsnIngagudnansuudonsenludneas 14
mm Tneusainafild 100 n$u (g) waziiatlunisn 10 s
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3.1 dhvalasiairlans neveuiolansiiu

Tassadramisganinvesuinmuielansifuves SSM
356 Wansfaguil 6(n) insuvoana o-AlHudnuaziou
naurelesuiing Si Fe uay Mg Junguseulua Ol-Al
[12] Tassadremagamavesuinauielanzifiuves SSM
7075 uanadsgUTl 6(v) insuveaa -Al LTuSnunz oy
nauseliiostudna zn, Mg uag Cu Jungusauwla a-Al
(13]

(n) SSM 356

() SSM 7075
sU#l 6 lassasneqaninvesuiiauiielanzify

3.2 gnwaelnssasilans nerveuyanion

1A59a519M19lanEIN 11U TOIATIEIRANITNAR D
sonifu 3 dnwae Ao Avduvusesdou Tasadianis
unnA wazlasaainevnaganma wansiaguil 7-9 Taorady
wonoonifuseiumnuimuudon duunruiuiudon
Tufnafvioufiu

Ranthiuuuyessesifey wanadsguil 7-9 (n) 10y
seevuTElitey ﬁé’wmuﬂﬁwmé‘mﬂm FaAnduaan
saamﬁmumaqmmmLﬂsaquamau mmﬂsaumaummu
mmmmmumau ‘W‘U’J’] mmmmuuwamm (710 rpm) &
mwmsaumanm Weanananudeuainusadenniud
GE auasﬂmﬁaa vaiiifloudadnumunzau Lﬁmmﬂwmu
suaaLuaa“auLuawaa‘luaﬂ’mwmamﬁm waziledia
m’mmmuuwamawu ﬂ’liLﬂﬂiElEl“Ui‘Ui“’TuLLu’JL“UE]lJmJ
mmmuaammnmmsawmmmﬂmﬂaammulﬁuﬂﬂ
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Tanegluanignaradniinnisinaluseus Wafiu [14]
LﬁaumvﬁamLéuﬁq%ﬁé’ﬂwmzmwiwLﬁu%u’uﬂ adunu
sevifioorgiiloniaansuin deazfiulddn (e
orgiiion SSM 356 azddnluduvos SM 7075
11nn31 wlddaau auiiemianisniuesiafiu [14-16]
\leasnainnisnsiuanisiden Jag SSM 356 oglu
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RS
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#1u Retreating Side Vilihfiumuiuiioergiienileg
Tuanngnanafnfousamissannanandmyuidensnil
M98 Advancing Side Fafufinadumisvesian SsM
7075 ﬁmﬁﬂﬁim%’uL’f‘jai’aqmnismeLLazLﬁﬂﬂﬁﬁuLﬁa

Fanuea SSM 356 3EaeU SSM 7075 [14-18]

AS

U 7 Tassaddlavednevesuadeniinnuidmyudon 710 rpm auidiviyuidion 80 mm/min

é’ﬂwmviﬂiﬂa%ﬁwamﬂ LLamﬁquﬁ 7-9.(P) YDIUIIA
LLu’JLmauumiiaumﬂummLua’aammaawumuamamu
ladn lneay ?,Jﬂ'l3L§EJWI’Jﬂﬁ'Uﬂu‘uaﬂ’iﬁfﬂ‘mﬁ@ﬂ‘ﬂuﬂ i
vinuasinarniloden SZ)ImsJLumaQummauLaam
\leannngnuauarluanszunndusniulusazniu insu
Y09 SSM 356 aflidnuazeider Insinanweaulion
sewiaileYanuesaesuianiuazdauazidoauasd
surmdnninielanziiy tnsuiinuavidenun
Tagtanig SSM 7075 FefnuuuresusinuuIniuaziiie
Tangaiindnanegiduduuunidesininnvesianay
Tuyaiznau [17] Msduiasenina@aguausuuuiuu
maaﬁamuﬁ]ﬂﬂﬁﬂdﬁmdw dawa’lﬁmsuﬁmmau@m
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UiULUa&Jum’mmiaumn 710 rpm W 1000 rpm N3
El@]&l’nLLa”‘UfﬂLUEI’J‘HEJWJ’]EJTHLLNLWJJN’]HSUH UBNNHs
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ilovagila SSM 356 i naunatuuiieTanis ssM
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\Bouuntu

uaﬂmﬂﬁimqa%ﬁqﬁugmmaqmsumaﬁa@ﬁy’q 2 windl
Snuwaiziduteunan (A) asdunaldirluudnawuiden
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Todatau druuiinaaiudisuesuiiim SZ As USn
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(n)

RS

()

RS

572 AS

U7 8 lassaddlavginevesuuidoniinudimguden 1000 rpm aaansmudey 112 mm/min

5Z AS

U7 9 Tassaddlavgivevesuwadoniinnudmguden 1400 rpm aaansmgudeu 160 mm/min

Tasaai1amagania SEM vessesidon finsndmu
Weudl 1000 rpm masuRwdeN 112 mm/min ks
U 10 iinsuaniinueala o nszdanszaneiauiiom
fignniu Uuundey 7 insuiianuazidenuinnin
vinadiinansenusuiiesuiainaiiuieu TMAZ

LﬁaammnﬁnmumL%amsgnwgmuﬁaaﬁaﬂuimama
soilinsuusnaifamesidoaunnnit wasdaumdn
andloifisuiuinsuusnanielansiiy swieawnan
mndmyudon uazauiuiudousisvinalagnss
[19-20]
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TMAZ (RS)

5Z

TMAZ (AS)

3UN 10 laseasne SEM USauiuaiiien

wa & =

3.3 GUUAAIIULIIUTIYBIUYATOU

HANIINARBIAIIURTINTY WAAIAIFUT 11 Wudn
AN MY UTBNITNaNwaz AUl Tag Inalundumi
lUiundseasoaifioasnsnnuiounnusadenniu
Lodanansenuden1siUasusladvensuLagnis
HAUNE VDL TETAR AUTEUINUIAAEAI UL A
agihlugnisnaunauvenioTannia 1iu faduiangu
d" | 2 < a P
\ou 1000 rpm denalyiAiauudeusiadogegn Ao
198.67 MPa 1Juiidsnnainuiiinyuidonveniosile
geluAnNIsaseAUTouIINLIUEAN UL WiNGU

Pilgnsnisseuiganueutianiludeuninvennsuls

ﬁmu,avmmmﬁamammmmﬁu [21-22] mwﬂmmmm
wdausas dauinuimudesveaniesiioainli
mmmswammwﬂaaLuma@wlummzaumlﬂqmiamaq
gaIrAuLdus esnniiaanudouninusadenniu
fish [18]

nswannauvosiotanfiiulddaainguil 7-9 fu
wandlidudsandimanasueuuduswesuundondia
nTudlodisuudinnuudusaenielanzifuves
SSM 356 msﬁﬂLﬁmﬁummsuﬁlﬁmmﬂLLiwuqum%"wm
wdaainnuaddinunfuniesiedonfiduiy duwald
mmmwuqLLﬁqummmJuLuaiJimiJawmmmaavmm
Fu Fugunanisneassildiiauet nuinsleusudey
AILEI58U1N 710 rpm U 1000 rpm FUT19vBUNTY
AansOnbeaegrann dwaliranuudusaiintuly
e

dlawleuArnnuudeuseiuilolansiiiu ssm 7075
Wi UsEIn 12 Wedidud udasganindlefieudu
SSM 356 Uszand 9 WWesidud fidanuivyuiden
1000 rpm TAnAuLTsusadegean 198.67 MPa day
Aruudsussiadoniandl 187.03 MPa inasisansu
WJoudl 1400 rpm agnelsAnuAndesiduinisia (%
Eloneation) fiffilndiAesiuuin fe sxiinndesidusing
Bnvesnismanosiamunoglutag 5-10 %
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205.00

25.00
Tensile Strength

el % Elongation
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/ —
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4
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15.00

190.00
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185.00

Y,

N

1400

180.00 T T
710 1000

0.00

Rotation Speed (rpm)

JUT 11 A1AUuTasIvenuwIbon

3.4 auifianuudweuuniou

HAN1INAADIAINLLDS NUTAIALT RN
Sang1u SSM 356 fienuudenndn SSM 7075 wansaguil
12 Aranuudeisnazusingegluvinaildsunanseny
21AA21U5DUNIINE (Thermo-Mechanically Affected
Zone; TMAZ) vesvisdefuuesuundon nsseufives
anuuddluvinaidifannmsmuviswonnsuiimely
mqa'aul*’dwauaaﬂuu’%nmumﬁau (Stir Zone; SZ) fin
wlulneiwihliusnasudeniinruudaiiniudes
5 #UNMAINAIU SSM 356 auudasursutunnnninie
Tonzidn FaAnannsmuiurenielanesu SsM 7075
wauiiu lumanduiiu du SSM 7075 nduidndnaases
9 LﬁaLﬁ&JUﬁ'ULﬁaiamLﬁuL‘W'ﬁwLﬁmmﬂmiﬁﬁaqﬁﬁmm
aaumwmwamuumm [20) JodunnAInuLg 18
mmLsmuumamaamimuaw 1000 soUU1 7 Tu SZ uae
TMAZ qqmwmaaammmiau AsiiaduvesUTum
insufinnauluwundonduinnin weufunisudes
Tugnsifnanmenanadniiasiniwilideannuuded
Ana1 [20, 23] Imammﬂﬁqmmmwmamﬁ agjﬁ 119.00
Hv fiAn1aS v uidiey 1000 rpm @IuAANERBgT 55.00
Hv finnandavsuden 710 rpm
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130.00

120.00 -

110.00

100.00 -

BM
(SSM 356)

TMAZ
90.00

80.00

70.00

Hardness Test (Hv)

60.00 -

50.00 -

40.00

Shoulder Diameter

Pin Diameter

(SSM 7075)

—©—710 rpm
—A—1000 rpm
—6— 1400 rpm

3000 1 1T 1 1 1 1 1T T
14 13 12 1110 9 8 7 6 5 4 3

2

T T T T T T T T T

2 -3 4 -5 -6 -7 -8 -9-10-11-12-13-14

T T T 1

1 0 -1

Distance from Weld Center (mm)

JUT 12 Arpnuudavesuunidon

4. dyuna

SnSnavesAmnfinesfdinaselasiaiianazauta
nnaveanaidomdsaniunuuniutaniuingening
SSM 356 U SSM 7075 ansnsnaguaalédad

A myuideudulafoddyiidimaliiinnis
naunautuve o Tanisansda aufeuninusuden
nusziinnsazaslusesideslvegluaninznarainiia
nsluaiuseu o Wiy azﬁé’nwmxmws’mﬂu%q adunu
iwdwlﬁfaasqmﬁw SSM 356 AU SSM 7075 d4uas®
lasasneganialaense

Tassadaganmiaudnnuuunden fnsuaunauesian
aoswiln (Mixing) 1in9nnsvunuvesiaiesievhliia
nadeguluanmgwanainludnuagnsdauagnsiude
Saniaossialinaunaudifeiu Tnsangluio
wuaTey (52) "’J’am??qaawﬁm Lﬁmamwwmaaﬂmié’m
LLaumimLumammamamnmamaa

anusmyuidenveaiosiieazndnuazfuliian
Ivasuansumilusundsweansesileriieasnannuiou
Mnusadsaniu Iidmansznuiensiudsuulawounsy
warnIsHaNHaTeLtotan Auiouatnusdeaniu
wanganazinlugnisnaunatuvoaiiotandia 1y 4
AN myuBen 1000 5U/und dsraliiAinnuuduss
WABINNTign Ao 198.67 MPa dhuAnnuudsusaadssgn

Naresuan University Engineering Journal, Vol.11, No.2, July —

7l 187.03 MPa fimsiSamyuldond 1400 rpm Andesidus
nsea (% Elongatlon) maam'ﬁwmamaﬂumﬁ 5-10 %

nuunTeutunAAILldfidez Usingedlu
Usaiildsunanse wumﬂmwmaumﬂﬂa (Thermo-
Mechamcatly Affected Zone; TMAZ) Guaqmaaqmwaa
wueon Iﬂammﬂmamaamimaaw oyl 119.00 Hv ‘1/1
AN myuTen 1000 rpm @auAwdAE 55.00 Hy 7
A muden 710 rpm

5. AnAnssuUsEAA

AT dlEsunuatvayunisiiide ansulssanm
iUy Uszdnteuusennns 2557 uminendemaluladsy
WIAAATITY LAHIT8VDVRUAMAIVIIYNIAINTTUONA
MN1S AMEIAINTTUAENT WnInedemalulagsvueng
Aty fldenueyiaszilunisliiedesiiowazgunsallu
nsmeaes aunuATetdSagaasllffed
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