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np A (Friction Stir Welding, 013} FSW) 7142 %=1-2] TWI(The Welding Institute) ol 4] 725 |2
AR ST AL EAJo] wjS- oshn 14 223} LA 0] 7PsE AR A Q) 1A 7|47 3
Qe mgh A F7hA] FEAA AR ERE 9 Al 3, Mg 3, Ti 35 59 Aol 758 |
FSW 71&9] 2 27 5] shuelch™. 22y, FSW 7] 9] A3 A 57-ele A8 vir-= 4
<+ ol&¥k pino] WEA] Do spe o) 2 <l g} kel 34 pino] whAWRE £241 ]2 ¥} key—hole
E+ pin—holeo] A7 W, o] Aol wieh A2 A Ao = A-geA) At w3 wd)7] ke A3
7} ek AAell= FSW 7= A8-8ke Zo] SolshA] o2 o= A gl

o|2d FSW 71&9] gAA e #etste] FA7L g 55 S ATE 4+ v 2HrPEA T (Surface
Friction Joining, ©]8} SFJ) 7]<0] ARk k. SFJ 7)ol A= A3 WF-2 A4)= pinol $le 93 ¥
e B3 AR T2 RSk Zo] FSW 71e3t o2 Aolot. wbA, whak2 A3he 37k A9l A
Sl A dojupar, g $ A0 Frikele A AR 2450 WA W= ARete AdEe
Aol S4olet @A7IA] SFT 71e-E wel 7] Aghent ohdzl 21407] A3 4R 5 kst Fee Aol 7k
g Ao g FH ™. g, SFI 7149 A3EE 2eoh ookt S-871eS A 5 ok A
AEH Q) AT A v d gl 7 el me 54 ARA ) M2 AT o] mAstE e 5 mAlchs
o vAEAS 714 545 7 " o] F gehd SAF 19 vl A g 7 A1A EA4S AAE

Zel| 2af el = WA = glow, o] 5 Bgshd vpkdt S-S YA 5 Yk

2 o)A SFI 7149 7H8, SFI 71*-% Agsto A3 Al A4 54, 281 S871e 24 A4
7418 AL 7Fs 4, e A ol Beto] Au R A} g
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A% A7) wpee] WA, o2 clal 45 $olo) AR ARt BA T A0 o) A45E 7}
Frele] e}, £44-50] A UHE ARA ARLTAG) 5] AT A2 £ HH, 3
4 279 ool ek Ao 0|01 Hrk 13 164 6 o2 BAR H-e Ao 945 249
Ueie, o] g} e 22 A5 Aol ol Leilek
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1. BROMEE B0l Bt 22).
12 B, 3 MBS BT, 4 HEE
5: MR, 6 24FY

w2k, SFJ 7]&2 MIG, TIG, GMAW, #lo]A &4, Axk $4 53} 22 7129 A3rledhs 28 e
< (heat source), &3¢, &7 (filler), flux o] &2 837 A3} Aol iAoy ez o] wiE=]
A 947] el A oA = A sHA Q] A3l gelnt. 27 2= SFI 7 43t A3 w453AE2)

o1 Uehdl el
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3. %= M 24999 2ol

1o A & wle} 2ko] AgtAlet AS sl AL 572 153

2 7}‘:‘ A A3l 7] wiitel FolAl AN 24999 2
273} Back—up plate A%, A1) 77, ARG 579 A5 2 FAGE, APEE S0l 2499 deol W
oll AR A Q] Y= A W=t

ZL"% % back—up plate 4| &] “4~— 24999 dolE F74ste] vhehdl Zlolet. 27 3914 back—up plate
AR dFrlas AHstss A 2499 2H[ 227, ceramic?] A% Zof
A9, iE]"]\“/}iﬂi} ceramic®] -0l 249 Aot fAke & 4 vk A3 Tk A i) v
I 247kl <f ) AR 2o dF= AIA wil A5l 3= back—up plates &3k] 2F-2 A=
°] o back—up plate A|5°} @AEFo] Fomd do] o -2 A== AEI} ol e 2 249 Y Yo Xt
W2 o] Aol AL 5 ik ojel met A3 ek AA SRR wizbA ] 2z 2ol A]
7 = el E—D} HE QA7 2ol Loid = A =k o] o] = 28| Q12 A7} ceramics back—up
plate A 22 ARE3E3E 75- 24 G ol 7}

FU

1.0

5052 Al, 1.5 mmt
Tool: 5 mmed»
os | 1600 RPM, 100 mm/min.

Plastic zone depth (mm)

00
Aluminum  Carbon  Stainless Ceramic
Steel Steel

12 3. Back—up plate {20 (2 AHHA Z10]

2% 4 QRS TP ABR AASE, AYSE, AU F 59 PAEA BE 2499 Zols] W
52 273fel vhehal eleh. 19 4o, 379 A%} HA%EA Fh5 24 ee] Ao)E Fhshe
(33 4@, b)), BULES} BAke] FoA} Z715ba 24999 Zo} Aok 22 2
(@), A=A w2 2499 Zole) Make A HAoAe w1 9 e
o] o o) ol sk eb] shol WAL, AY Ao DA Uik Hi} A
AR Sl <lal A}, Bl e g sAe] o) AR A4 4E0

A A AR A 4 2100 505} B A 27k w}aw, 279 4
o] Z711AL BT} S7hsk 24 es] 2ol Sk He (0 da), (1) 203, A3E T
g3 HASE AR o AU EA F75bE AR BAIANE T Bash Azl gtk o

u:
T
)
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A8 45 2 A% AU 3P Babohe B2 ek 49 90l bl 22 4 gele] 20 9 2
o =
=

2opA| ek (27 4() 38, v 24 -l 23l iy 4-& A Ak 238 57, back—up plate S &3
A 232 ST e 7o back—up plates] AR FEETAH 26|27 AR L 27t of
45W/mKet 15W/mK= 05| A== (oF 170W/mK) & E} oo r e 2 AIAHE FlA ol W
FA0D B 4 9k WA, A T S5 Qo) W 4 9k s} S weel 249
Zhol= a3 "k (29 4(d)
(a) h 5052 Al 1.5 mmt ( b ) . ;:iﬂ;:‘;:ag:lainless steel
2L Back-up plate: stainless steel Tool: 5 mmvn
1600 RPM, 100 mmimin. S8 1 200 mmimin.
E 06
§ ¥
s 04
3
B
pm— St Al | AR O'EM 1400 1600 1800 2000 2200
Tool rotating speed (RPM)
(C) gﬁiﬂ;imainhss steel (d) g::iﬂp plate: stainless steel
Tool: 5 mmd Tool: § mmeD
M 1400 RPM %01 1600 RPM, 100 mmvimin.
H H
g g W
3 3
§ os B ul
B g2 B g2
' ! Weid;:; speed 1n::fmin,l m " " * She::rhiclmes:t.:lm] ” "
I8 4.5052 F0[5 g3 B2 SFYZRU| THE A9FY 210(2 H3t
(@) ST X E, () 372 IHEE, () WL, (d) HE £
) L EERERERE SF
2% 5% A5 Smme| A3 T7-5 AHE-ste] A3 7| 1.0mm 5052 ¢F]E 3 wAe] D s AA)1A

o2 vepd Zojr}. Abzle] fFo] - 3t Akl YA|sh advancing sideo]™ £E%0] 3
9] 3| AHkeka) A sgakeko] w7} B+ retreating side©] i, W AFAl Fofof] v woko 2 veh= o] A
A B9 249 olet AAle] ZHel A= 29999 i°] 79 A A dA s W2 S0l 7bHA
Azl ZolEr), v wnkgAd FSW) E Ao+ H3E FHY 9-7]A413 4982 (thermo—mechanically
affected zone, TMAZ) T+ 9934 (heat affected zone, HAZ) S A I 5 oy a7 5efA=
TMAZY HAZ7} B218HA] = A de=) Aol maje] AA= 37]8 EBSD(electron back—scattered
diffraction) B2 &A% A1} v Ao AA= F37]= ok 30mel vhH A3HoA= HrAo g ok 5 1

- —
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S o 5 ook FSWe] A3 A gel ARel vl AL A3 ARl A%
A9 743 AR} nle i Thpee) ojs) A AAR el Als) w02 A sl SFIS)
4 =

8 5. 5052 ¥FAE gs HEMe HH 25

23 59 AP dhstel A2 Ao AL AR 3 6ol Verglesl, 432
B2 A% T0Hy A2 LA fAslh b, A ek wA) AAGG ) Amo) ek ke Se B 4 9
£, o] Fto] TMAZ =& HAZ & 7o = siek=inh 5062 Al 324 22 715438 39 45 TMAZ &
& HAZAAE IS 24999 49 932 §4) 5% (dynamic recovery) o A8} wo] ZAV 3
e} e S vepick gl A e,

Hardness(Hv)
® &8 8 8 3 8 8

Oistance fromweld center (nm)

03 6. 5052 4T 0l 2= Fael Hatel /X0 UE 2

I 72 ARE = AL T S =] Hslel whE A A AAE AEste] Uehd Zlow 5
1.0mme] 5052 ¢FvlF 35 HAE 2—pass A3 F A A7 Aot A2 gage - Ao 25mm,
gage- & 6.3mme] VAR AREste] AAetgltt BAlE F574% 174MPa, 137 % 232MPa, A4S
11%2) 17 A4S Ueblgle. 131 7() oA AE =l fAIgle] A 7 es ZA9} frAkekn, &

HES QAL AR I3 S 150MPask 0% A9 S22 el 29 TO A 41837
140459 374l el 3L ) ob AT A8 B 4 s1ov) 449 Ar) 29] 24 gre
(L AL Aol | SOORPAL o189 Z01 2Aje Bk ol8) S22 YA ¥ 4 5ck oA, 2

¥ AYEAL) A9E AN AL 0 AR BAG} ST 4L etk @ 5 glew, o)z
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SFI ARAVE Sele] S840 Hat Aurt 453 $59 A A4S TblE AS FAF 5 g
1-pass &gt 57 0.5mm A&} 2—-pass A FE FA 1.5mm FFA A 17 73 FAR 235 vhehd
ek
{a) i 5052-H32 Al 1.0mm thick. ur—
00 [ 2253 weding T
240 . a0
g 00 ;G§
% L — P [ E‘
ﬁ 100
B —iigesms o g e ma 10
4 100 ‘Ivﬂ 200 %50 0
Welding speed (mm/min.)
(b) Bii 5052-H32 Al, 1.0mm thick. —#— Yield strength i
al o ey L LB
% B 20 %
B 2% | g
@ o
. .
- ‘-H““*--__h__
1200 1400 e rn;:':g smEd ";:j‘“ 2000
T8l 7.5052 ¥R0|E &2 HEAM HErd oE gy

5.3 ZR/NAS o] $ B AR T

A7\ A5 2L ARAA A 5 B2 AgAels 2A
9 7V A3 e B o f‘l—“:L d Zo 7 A=} 4
g QYA SRl oY) witell SAsIA 2] AdefellA] st of sl o]o whe} A T A& A Jerﬂ
A o] AE shgAd o] wi- =k ub, A3 e Y 3o X 284 o) wlwel W
ol As}A] okom F7HA Q] dA 2] wE= A 5 ok 2y, 7k e A AR A1 484
o] v geotslet. wieha], ARgAlel & QA A4=]7] A A AAS] AYAE S A AY A
25 53l FF AP 1Y SEo] AT ] 4 AFAE T Ale] B sl

A e} o] A= A5 A sk Ak g a) vl | kel wE 54 AR ez AR
Hol rlAstE = 5 EZHS’J% R wA 2R T} 741 EAE 7R A) Sk o] F Ee-sh SA e o] w4z
A AR 545 AT 270 o3 SFAo® AAE 4 Qlok o]2gh 4 /A (locally surface—
modification, ©]3} LSM) - thekst $ 52 884 5 o=, 53] A AFA Fioll 2 a7} i)

=

Bste] HHo® dFnlw e, 59 500074]
33 359 Aol AR AdeelA 3
of

o.EL e
_l—‘ Oﬁ:
lo

rlo
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AAE o3 2 El=| . o]of 2 Fol| A= SF] AL E o83t T A AAle] AFA
ol tiste] 27hsarat g

A3 7ok v gl o3l = 5-A ' A zA o] sk = R WA Ao} B Akl (as—
received, ©]3} AR) ZHAo| tfsle] tE Al Zha] A FA Hr1 vy 29] s}u-<¢l LDH (limited dome height) A€
< % 19 27102 AT AP A= 5052 ¢FrF g S ARl e, Zo] 210mm, &
120mm, 57 1.5mme] A[H-& A9 ohdndakat Alw o] Aojuteko] Y|t w = 7lg-sfaict =4 /A &
9+ ekl A1 59 35 ARgste] 3 AEE 1,600RPM, A4 100mm/min. 2702 AJH ] 7 o]ulgk}
sl A1) FARA G, T 35 ERNA 29104 gaged 2] 25mm, gage’ F 6.3mm, T
7 1.5mme] VA E S A, A= skl 2A| 919 A v wekgl.

H1.LDHAIE =A

Punch dia. (mm) Punch rate (mm/min.) | Blank holding force (kN) Lubrication

100 2 60 no

1% 89 LDH A% 4318 Aelste] vhehiglch. 19 8914 50LSMS] 71 A% 5mme] A3 278 4
§3}o] 3 BV BAS ek, ol thE 3 BRI BAGE FUsPl 2 gHeh LSM BAE)
LDH gre] AR B} 3.0, Ewlhdo) A48 379 AFo] 37R14-5 LDH ghe 37K st
7% 8] A1 SET AYALE o143 53 TRV SJ3 4ol FAHGLL Arlele, oS Bestol
Tl 4] St Weo] AFHE 2AS A Aol AshA 23 BN shekel AL olAlsEA &

ol 4 4 985 o] Fe.

5052 Al, 1.5mm thick
30 |- RR specimen
1600RPM, 100mm/min.

'Ezu-
E
I15—
(=)
e |
10 |
5
0

50 LSM 8 LSM 100 LSM

7 8.5052 ¥FAIE 24 & =7 BHIWA EHS| LDH &t

% 9= 2% 89 72 LSM A =5 /A Fojol| A AF gk AlaS A8l dojzl 3A-ed -y
% (engineering stress—engineering strain) 24 #-5-2 — 71" 8% (true stress—true strain) 3410 % H3ke}
AoZ BAl &, AR A9} v ate Yehd Fojc) 7] 9ol A LSM AlH9] dhE-3-2 3} 158 L=
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o o # AP EL A ST 53], LAl 7ol A LSM Alde] AR APHR T WS Sl

400
§052 Al, 1.5mm thick.
300 |-
= AR 5¢LSM 80 LSM
g |
=
@
2 o0} 100 LSM
[
- o
2
=
100
o 1 1 1 1
0.00 0.05 0.10 0.15 020 025
True strain
J8 9. AR Y LSM AIES| S -2HE S B4

E 2= 19 99 oA o 2 RE AR AJHZ} LSM A)H %A AR} AAS A5} A
t} ® 264 LSM A|HE0] AR Al v]3)] 8- 3} QA5 o] Wk b #UH &} 7343 A 2
2
b |

A 2ok, 28, - AN AHER AT 27 AT 210 el G5 gl g
+ Al LR EH AR e S, A H Y A AR FESH Y e A A 2 RS
g 4 gick whebal, 29 99} E 29] Arhe T3 B LM BASL 9123 S2jo] A8A v =
B 2 o] mAluch e Wg e 8% 4 glom o2 sl 4F40) FAL 5 e 2ol £}
B2 NSHY ANHYSE HalE 5052 L2015 B (AR) & =5 EHNE(LSM) B9 QI F4E.

Specimen Yie(l;iﬂg';r)ess Tenzi\l/tlapigress Uniform Strain Stggglﬁég:nring

AR 174.3 261.4 0.096 0.140

5¢ LSM 148.1 256.0 0.153 0.194

8@ LSM 112.6 248.8 0.178 0.257

109 LSM 102.8 244.8 0.184 0.269

2% 108 B0
A ek 50% o4 =5
o

F

34 (SFled) 9] 484& A (AR) <} w2 2122 SFled A159] 434o] AR

vehdck, 18 89 S muiANA shA)e] He-rh YA date] sl oS 2
7] Y=g, o] 2elA o7 g3l on|E At &2n)E 2 IS F 7 A8l v)E)d] ARs A}
ofe} 525717 AWk 0 2 £ wf) F-59] o] oAl 5o o] 714 o] 2 WAIE A F REE A
Halolof & Lo} 5 9le Ao oAbt 4= glrk. Tl S84 E A4 AT AT Sl =
Aol v3l FA A Do 2|7 wltoll AFAo] A} Aelsiu), 18] 102 SFI #H o2 A3 A3l A

[0

fo o

T
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20
5052 Al, 0.5mm thick
Tool dia. : 5@
15 L 1600RPM, 100mm/min. 15.3
3
E
o
-
5L
0
AR SFJed

T2 10. 5052 Y=0)g 2 X HEAHS| LDH &4

FE B AR A fstd w4 BAE sk A AR 8 A T8 aresteiof sl=

B 5 A AAe] Aol 213 3] (spring—back) °] st]—— Aolet. o3 T 3|52 A5 Ao &
AT oS FEAE Ee 7S Ee S A BT 4 ok HEol T Ee | &
Frlw 3 AL A A s A8 DA AL 3, 54 A 3 ms) Aol wek A8 A
A B35 Ao s f3tell 3 8% obAl L Qe B Ee] A AY F i B Zﬂer At

7} 3m, o) & 93] A Bo] x4 1A, 9] SA T3} A E u]go] 212 wbAElA| B A BEo] A%}
AN E A 7}A| o] EA S o] wEA| Hot webA, B35S S3tsle 2 A Aol 9}01 - 58
& 3 23kA) 52 shpolck, H2 AAEL SFI AT S 243 33 Eads) o] Aol 4FA P o]

2 3] 0] dsfoll e H7} Qg Slspslel
F7 1.5mm¢Ql 5052 &F714 3 BAE ©]8-5te] V-bending A ¥< &3l 2At =5 ErNA DA o] &
A E5 vlawsgiet. Zojet o] A7F 100mmel AEE 90° 4= V A 333 941 90" A=) 4719 =
Hﬁf} l;—%—ﬂrﬁ I 3 4%46}711 "7

A% olg5tol 2] gkl

o
—?—%M Ax=g Ak
o
=

J& 11. V—bending Al 9| 1
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100mm/min, 2702 A ] ghelulaka} 3 3)s}
HAE vepd Aelet

27 12+ 57 1.5mm 5052 ¢57)5 3 2Aeh =4 /A s o] e 315 3wk Zlelek
2 120014 ZF Al el tfgk 27) w4
Fhol ZAIQl ARR T} 22 218 & 4= itk o] SFJ A3sle)E Z43le] =4 mulv)
B35S 33 5 ol Rl &

11

5052 Al, 1.5mmt
RR pecimen

g 1600RPM, 100mm/min.

5.0
2

Jlll

50 LSM 8d LSM 100 LSM

Spring-Back (degrees)

18 12,5052 EFAlE 20 H =7 EHEINE EAYQf BHdel S 4t

= o
5% A0 7 AR AY /1402 S Falshsich B3 AW Y AY F A A2, 43 A
G4, A, BRI, G P59 Ao AHL AUD Qo] T T A LoplA F8 A

APAARIES) 21A)7]) ZEE| o ATl EAkgl o] gkl ApAd) 2447 71 AR 9] A
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