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F1E #

BLEME W

1.1 BESRESOTR

VTEE, HENESOMIZERE, BB & W o TRk RREEES BT RV T, BREER
B~ORLOEED & & bIT, B - E o MRk T, A&,
B XN RDOENTWD, T, ‘BRI OBLANS, S E
L0 HBETHREDNEHOME~ORENED LN TWD. L2L, ®mVMEE
P @mmE, IKa XA M EDA Y v EhBEE@IM BB IKAR L L TIR b it
TW5. ZD7, [Al—HBAEE N TR B & S E bk 2 A T 12 9 |
Whpb v LF<T7 U T R A LN TEY, BEERESOFENEGE -
TW5. ZOREBMEIOFTH, 7V =7 AANSSIT LRSS O 3
D1 EBETHY, RECM AN HEN TV DO TRED LB REIEY ~
OEHNED I TWD.

INET, BAELOZITIREIEEN BRI HN SN TE R, Al 54[F
T ORI TR O RALLZAMIR K Ba 2 22 LR W2 DI S B L
WEWSTERENRH Y, EREBEIZIIRMEOMEE SLTWS. F72, S
SROMAEETIEL, ENENOMEIORADEND GIEMEERRNETH D,
BRI ARICA L 2 miREBIREICB VT, #ARmIclWE&BRILEY
(IMC : Intermetallic Compound) 234 Lod Wi EiREEN L 02> 7. Ll
AR, 2D OREZ FRT 5 72D O 7o IR B GIEN RS « Ak T
ENGAVS

FRO X972 HOb &, 1991 FI2A XY AN OWRE: - 25 W JEHT(The
Welding Institute : TWIIZ 35U TRAFE S 4L 72 BRI #PHES (Friction Stir Welding :
FSW)HATZIHEE DMEE > T D, FSW TR L I3 B2 2 EMEATH D
ZENRETH Y, Al BRI T ORBERFICA L 57 v —h— Lo R e
PE7p &, fEx ORIEE R 2 FTREMEN S D[1]. 72, FSW T Al 54 & 8k
FORMERESICHMTED LW OFEOLA L, BEARFOIRE LF MRV
b, GREMEEYOAEREMEIT L Z ENTRETHD. S5, ZoHME A
Wy MEAITEH Lo BEER IR A R > NS (Friction Stir Spot Welding : FSSW)
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OM B O UE 2 B & U7 BEEHE#E 7" 1 & X (Friction Stir Processing : FSP)

EV S TZIRIEW B TOIRHZ M SN TV D HEIN CTh 2[2]. BIFE, HAREN
IZBWTIEEE B M RLE I FE R S i, BRINGEETIEMZE, FH, Ehi i
fEHINTWS. LaL, FERITERLEDRL, 2% O 2R IR R S
nTWA[3].

1.2 @RBRESHMITERT 5 FAEmaHM O BEEME

Btk - EEH O~ N TF~T U TR ED LD Z LIk - T, BRESEM
B2 A1 2 TRRITEEREE Z2HH - T 5. i - #Ew o stk ok
2L, MPOBHARRELWEE o TETWVD. £, BEMICKT 24
FBELOEmEV EH D, %AHODT%%EEO)EWE ITMLEARTR ET2>TND.
W, i - BE EZRET 25E, (FHT 20103 OMELOFRIRE 2 T
@éii’#%-%hﬁ&méﬂé LU, SeRAMIS ISR & 1455
TES>TWTS, 20380 IR UAEHT D &Mk - S BSEICE S, 72
OO THIET 2580805, EBICX, BRERE, FRILN, UIRE, &6

[CE WAL TR 8L ORT-OFBENRERD Z LD [4], 5 IEIIm D TH
MBS THD.

AL, TN E COBEFRBICBWTHEDRS L 72D Z L NEHE S
TS, BB K DR OREIEDBAAE ST S H) 0D 1942 05 1946 20T
THIS5000 2D 5 5, 1000 ELL EORRMI T ABA T, 10 BRI W PEEE N
BELEEFANFRESINTND. IO OO W IEREIL, BT O
TREIR & EWE & EEERI 7 E OWHERMG, F7o13MEE EoJs IR E T A R
MELT, ATz CIRBERBIC NS L TAE LT E o ST 5[5].
Z D HERIN &2 MR oA RS L & o 7 ORI N AE U726, 7]. 1980
3 H, AX Y Al E TRAE U KA A R E RSy 7 v o
VH— e =T U RENRAORTIEE L, 123 40 Lizsi, KEXx
N%f@m$ﬁi%#ﬁ~%75y9ﬁﬁﬁﬁﬁwﬁﬁﬁk%#%%ébkﬁ

SRVIFKTH - 72[8,9]. THFAEIBEIDAML SN &ns, i
$@%ﬁﬂ%§_iofép%@&ﬁb WOBEZZ TV D D BICE RN E
L, M1 ARDM L CHsfE LTz,



F1E #

I EDFEBIINSED0 D X 9IS, EEERNZT DI G564 DA, (S
ZWENLT D Z &I, B - IEM OLEMEOHERFOIZ DI THEHETH 5.

1.3 BEER#HPESORE L /KK

FSW TiZ Fig .1 XD 12 1TR-T Lo 7%, BOREWT a LF— LW T7m
—7 b RLMRTE (Y—) ZEE THERS R0 5 7 v — 7 2k
IZHAL, va v F—idgsEeM e 5. 2o/%E, Y—rovan
S —ER L BPEHE A U 2 BB X » T B SR s, @b+ %. 7
=7 K> TEAEEEICBWTHIL LIS LW RE 24T, £0
fak, #em (EaEm) BHERL, #EAHNE —IMESELHETH L. v
2 VA T L DB L, WPERENT DB O LA D&EEN 2 FFo 6
DT, RENIETMEE 72> TWDIEFENRZ. £, To—T7REITITHR
Uzl o, BFEOMEHI LTRSS MO A7 53 BN S BHRE) O
BREN S5 5- %, EHERENZAEC L2 LRBEINTWD., ZOWMMERENL, #
BN T DAL OIG Y g & iyt - pi S, £7o, BEmOEEN
T A L CTEBEREEZR T EZEZILNTNA[3]. £z, Al-Steel DX
S IR RFEEIBEITO FSW DA, YV — /L & S OSKEM EHI IR AT 5 &
THEHBLIORBNKELS R, V— L OERECHIENEAET S, 22T,
Al-Steel O FFE4JE D FSW #2454 TlX, Figl2 (IR T L9107 v —7%% Al
IZOBFFEANL, Y —/LOEEE & FEEEC LV Al B4 2 WMYERE) S8, Sk
DFEAHICEA SEDL T L TEEEZITI FELBREINATNSD.

Al BNy — NV Z2FH A LTZBRD Al-Steel EAE4JE FSW fEFNICA U D42
Al OfEAk 2 BT Fig 1.3 1R 7. REfhao Al 54133 LWig# 207
TEBY, Zox U 7% B (Stirzone : SZ) | & FEEN, — BRI 1
m F2 B O TR 22 S e hins & 722 2Rk A B9 5. ZhuX, MBS RV
MR 22 T e RN ORI CTHERT 5, Wb 2BIRHER BB L D
Rt &8 2 5T . SZ OFMANZIE, BIMEITZ T 5 b OO FAEGEN
BTN, KRS SRR B 5 [ AR N2 20K & 72 2 TEVIN 1 5 28835
(Thermo-Mechanically Affected Zone : TMAZ) |, & O4MANZIX, BMEEAE O
BITFRD GINRWA, BEBAOEELZIT T D BB (Heat Affected



Zone : HAZ) | WNFAET 5. % L C HAZ OFMAIAS THAES (Base Metal Zone :
BM) | 12725 TWAB[10]. —f%IZ, > — v D[Ells A & 1T 5N —Ed 54
I TAdvancing side : A-side], 272 Hli% [Retreating side : R-side] & FEIZAL
5[10]. £/, #EY —ADBEAI LI Top I, 75 L Bottom M & FEIIL
%3], BfEeEEEE ORIE, A-side IZERBAELE, R-side 1T Al B & BLET 5
ZEN—ETHY, WORE TIIEGRENE LK T T2 LRMmbnT
WAH[11,12]. #BICEAT 537 A —21%

1) YL DEHRHEEE

2) VLDV

3) Y—iAF Tk

4) V=M LIALE

5)  YV—ILOHEMA

R ENFET O, BASEND LEDIIZHT O 5 RIRE R Iz Al
O 7R EICRESEEN TS, TBEMESICEL UL, HEEMDOE
SROMBIRE R EHNRTA—=FITEENDLZ IR, X —EEaEt» E
Mk 5.

(A-side) Retreating side

(R-side)

Weld zone

Fig.1.1 Schematic illustration of FSW process.
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Plunge depth

E z Probe
“Stgel\ 4 Al

Fig.1.2 Schematic illustration of Al-Steel FSW joint in which tool is inserted into

Al side.
Top side SZ T™™AZ HAZ BM
1
i
i
\\\ i
|
Sgeel \ i\\
Weld center
Bottom side

Fig.1.3 Schematic illustration of weld structure of dissimilar joint between Al and

Steel.
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1.4 EESBEEAICET HHEEIM

TR, HEEOMEI A5 2 & TRE(SCHERE, MAem E 2 KT
HIMELOBEM AT ORI (v F~T VT k) BiED LTS, BAREN
IZRWWTIE, #EMElo mtERRl, BELE O S L, RFEEE, NEF,
R FEANENZNHE LR O 2D TR Y, K BB # A
O BRI T HEER BHE I ZEL S (ISMA) & WD PERE 2NEHE L CRE S
B, 7AI=U L, FH, T Fx UL, CFRP 2 EOEMFIHEZNL
D=NF =T VT MU RIE RGN E DM ERE N ED 5T 5
[13].

HEIEORLE TR THWOLN TV D BHEATEICIE, WREEIC L D5
Ry MERESS MIG 582, L—V =180z, 7L D& D SPR (Self Pierce
Riveting) <CE @I UIEHED FDS (Flow Drill Screw), [BIFH#E A1k O EEER A2
& (FSW) 2 ERNFIHEN TV BD[14-16]. 720> Th, FSWITEEEEEC L 5 AE
IREDEEM OBUSITE L2V 2D, Bl - BEZ DR WEREEETH S
72, BAREOEEN/ NS S EERMB DR NFLERS D Z Enb, Al &4 L
BRI Bt OB DB T2, 8, ~ 7 xT UL, FZ, CFRP R EOMGYE
TEMZEET DR LIS S TWDH[17].

FRlZ, FSW IZ XD Al &4 & 8RR B O/ A S DRICBE T 2050511 % <
HD. BIZITEA - ZHOHIE, Al 54 L8O FSW 2 X 2R EG A
WL TRY, Y—nA Ty h&EiEOBASEERELT L, To5]
AR DN Al B4 L SO R T/ <, Al BEORMUITRAET 572 EfEa
PRREFERINAIRECTH D Z & & R L7Z[11,18]. Tkeuchi &%, FEBIFEHEZ V-
il Al & BRI MEA IR L, RIS SN2 BHIAMEDREE L L
ICHEAHREME T2 EME L TWADI19]. AR 51E, Al &4 L SioEs
FENERMIEEYRBIE S CBEAMREIZE 2 DB OWTHFIEL, BABOD
EA R CIIERBILAYEIE S BRETH 5 72 DA TRE~D BN D220
0, ABENPINT 2 & & RE A MIEIE S AL, £Uls U T
BMENZMIIE T T2 L 2MELTWD. T8 BREAMREA =X
LE LT, FSW ICK DA CTHD Z L 2RB LT D, b OfERIT,
Al G4 & SO B S TR TR SN D@ REIEMRESITRT 5
X—T 77X —ThHDHI L, HEBEISREILEDEOES LEWHERENH



F1E #

HZEEWAGMNZ L, £, FSW TER LT A I =0 A 8o T —F —
R7'Z o 7 MBI 2 AEM ORIEMEICEE T 2 Fa & Y, LDR1.8 (Limiting
Drawing Ratio (SRS Y k) DL EORIEMEZ A L TWD Z B LT 5T
W5[20]. BB KA DI, Al &4 & 86 O TIG a4z, BHA R v MNaE,
PEBARHR TS TOANBDIEWZ L 5 & BMIEEY DOIEREEIC OV TRHRE L,
TIG FEHE L U BIRFLA R v MEEER T OBERIAEAO TN, SEMLEY
DIEREN V7L, METIRENEWZ 285 LTV 5H[21]. EH S, A3003
& SUS304 O EE AR ERIPPHE T ORI & 9 57 = ZERFENZ OV TR
ATLTWD. ZORERMEENMEE KL, M L0 2D 2 &, FSW
FOW 57 & GHEREE da/dN 1ZERAN e X ZHEREPIZ 2 TWH Z e & L
< L72[22].

1.5 AR D B BIR X OERK

AR & 512, Al-Steel FFE4JE FSW kT OB A S il b -Ooff i R B 12 B
THMIUTEA TS, L LD, SR T2 s EY & L TR
WCHWD5GE, MOk UATE FICR T 2R ENEIC e 5. £72, Al-Steel
B4R T O FEE T 2RENIIEE A CBEOONRBURTH L. 2
TAFR LD BB, Al-Steel FAH 4 FSW kT2 35 1T DHRAORAETS 1T T2 <,
I RER K O 2 R 5 2 L Th D, £ T, WED R D Al 54K
E AT UL ASUSR DT — T — R 7T v 7 BEEIR RS T OBk ) R
IZOWTHRETZIT 9. IRWT, Al-Steel EEEEIEFPHEA M F DS HE FCP (Fatigue
Crack Propagation) 2815 L OHEEMAEIC DWW TG 5. £/, TR
ok 2 KRERBER LD, BEISTHZONTHLRFT 5.

AFSLORERE L OEAE 2 NFIZLLTOEY Th D, H 1 EOMim T,
BRSSO R, BRESEEAMICBT D R0 BN, R
B OFH L HHICONWTRRS & &b, BB ESICET DREROMFERL
BAEFldlz. 612, AWEO BB L ORIz W TR 7=,

W2ETIE, T—F— K7 T 7 Al-Steel BFEE BT D FSW #2551 & k%
AR D FEAL IOV TRETT 5.

% 3FTIX, Al-Steel RFES BT OIS NEHTIZ OV TIRETT 5.



%A TIL, Al-Steel BfE4E FSW kT4 HWT, CT & B & A= fm
N7 & R (FCP) RBRA1TH. ZORRICE ST, FCP &)< & 24t E
ZENZ KT T RS E FSW #5 FH OBIZ O W TRFTT 5.

EBHEDOMmMm TIL, H2~4FBETOREERIET DL EBIT, koL
[ZOW TS 5.
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WO T —5— N7 57 Al-Steel ZFEL BHET D
FSWHEE & & B H R D B Ef b

2.1 &

[l

AR, “BRE(” OBLEND, SREEEF L D bR E TR 2 m VA B~ DR
BREOHNTEY, BNk > TREREM 2N~ LT T U TV
LR BTV D [23]. flix DEBMEIOFTHE 7 LI =04 (AD) 541
BHRREMEICHY, BEHE 1 5H-0 OFHAENMELXHEINL WD, Fh
2R, Al AERIE720 TR, Al A & 8RS o R B A~ D B ) 1Y
ZTEY, e RPENRE - EFRlbshooH%. F1ETERZLHIZ,
R PEE A (Friction Stir Welding: FSW) 71, kN OIEENRNETH -
7= Al 5&RL, H2WIE Al G4 L SEE0 RESBRES Z TRRICL, 2 Offk
FOMBIIRENMEN TS & LT, SEFEM - A BN HESOMEE~SHIZEA
(A TS . BRZBMBESIZOWTIE, FSW 2 ARy MMESIZISH L-EE
B AR » F82A (Friction Stir Spot Welding: FSSW) &5 &, Al &4
BRE DA [24-32]1D A T <, Al &4 & CFRP[33-36]7¢ &, Al &4 % &R
FHZBM ST 2RI ME SN TS, BA - L2 51E, Al 54 L 8o FSW
12K DGR EATEAICRILTRY, Y=Lt Ty NEREOEASLEE
AL TR, FOBIE VAR Al A4 L BB Rm T, Al &4
ORI TRAET L 70 EEEMEFERNRETH D Z L 2R LT2[24-25]. %
WO OMIETIE, Al G@& SO nTny, JBES Smm OFETESEZ1T> T
W5, ZO%E, Al e LBMONWTNOREICE FSW Y — /LD g L4 —
HRET HRREICH Y, VWb LR Al A4 T ERIIfThh TN Y —L v
NV E =IO LIABREIT D &, S~y — L EZW LA Z LicRY, Y—b
PREDHN &L 72 5.

FZITARETIE, WEDOELRD Al G&8KREAT VLV AFIRDREEEHSE %
FSW TIT\, SIR VD SERMEZFME L CT7—F— K7 7 v 7 MOz S &M
DOFEFIEIT . TR, Algetkzdiikl v 6ES L, Y—Ibi g L& —HnH



F2ow T—5—F77 7 Al-Steel RFELGEAMTF D FSW 5 5 & bR O fciii{

Al BEIIZBRBAT I RHBRIITMBA LR NWSRMAEE L, Y — L OEFEE .
Fo—fRIZ, HEIELIZ AW S5 BB O 6000 5% Al 5420 T6 #f % FSW £
Abtﬁm,%éﬁ@ﬂﬁCiof%“bfbi?~&ﬂﬂ6ﬂf“é.;@
£ 0 72 I T R R L L TR A RIE T3, BEVLEIZ K-> Th H %
ERIENAARELE ZEZ2 b5, LavL, Al-Steel O X 9 72 Bfi4 & FSW kT DR
BRI RAE TR EBGLBL D B OV TR 72w, 22 C, REEs
FUERELNT%, BEVLEFFOLIRY SRR A FEhE L, BELELOREIZD
WTHRRETT 5.

22 R F5 &

2.2.1 HERH

HEEAM L, A4 A6061-T6/EIER (HRJE6mm) 72O KNI A—AT F A FRA
7 v L AGHSUS304/E4ER, (BESmm) T 5. Wi ek Db kA A % Table 2.1,
B MER % Table 2.210RT. F£72, ZNENOMBEG EZFig2. 11737,
FAIUH WIS 3 T DRRRBLE G TH 523, A6061-TOIM ILEIEIC L - TR /e
FEABL & 70> TR Y, £ ORI EE AT 5 A1 80wm, L HE (B 5 [A)
25umTh - 7=, *TjSUS304i JEIEIT K 2 AR T PRI D & 72 WKL T
HY, FEIFEERRIT20umTH 5.

Table 2.1 Chemical composition (wt.%).

Material  Fe Si Mn Cu Mg Zn Cr Ti Al

A6061-T6 0.3 0.68 0.05 0.29 1.0 0.03 018 002  Bal

Material C Si Mn P S Ni Cr Fe
SUS304 0.06 0.62 1.16 0.03 0.007 8.03 18.24  Bal.

10
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Table 2.2 Mechanical properties.

0.2% proof Tensile strength Elongation

Material stress
Ono o o
(MPa) (MPa) (%)
A6061-T6 286 326 19
SUS304 332 658 52

Fig.2.1 Microstructures of base metals:

(a)A6061-T6, (b)SUS304.

222 BEEEEMR X OBESEM:

75X 150mm®DA6061-T6 (F/F6mm) & SUS304 (B/ESmm) % ZE4+H, 150X
150mmDJZIRIZ L, ZORETHEIZEERIES 2 L7z, Fig22llrmd L9
(ZA M B O I S 1A & BEA AR U CTH 5. SUS304 0D vk ik | XA HIALER 2 Jig L
TERICHEETTH D, —F, A6061-TOMIZZEAT I CTREIND 79D, S
BMIITOTINREBICB T 2 AWM Lo EEH Lz, B0, V—
JL DAL T A & 250 JF A A — 9 25 A-sidefll (Advancing side: A-side) (ZSUS304
ZBLiE L, Y — VORI JG[A) &2k D A3 A & O R-side (Retreating side: R-side)
IZIZA6061-T6 % Bl L7z, W OBLE CIEBAREA DMTHOIL 29 TIZH
HENTEY[24,26], AHFFETITA-sidelZSUS304 % BLE T D 5Dt L=,

A6061-TO6HK & SUS304MK DZEAHHEA X, B BNEERERE ((BF) B SLRfif—
=7 U v 748, SHH204-718%!) (ZFSWY — V&Y i CTir-72. AL
72 — VIR & Fig2 312~k 7. MEIESKD61, ¥ a /¥ —#dldmm, 7o —7

11



B2 T—7— K777 Al-Steel L BT D FSW 86 50 & MR D fifb

Zoomm, 7o —7 B IF4TmmTH Y, Fu— T EHIITBEEREE KX < T 5
72O UNT - TH D, T, vaFX—iixk, 7v—7 % imid
Lo TWND. Y — VIR OFEM & Fig. 2412777,

i ORMAEE KT 5REeEES TIE, Zatme Ve —7hRpn—
HT DL —AEHAL TEAT L0, Al-Steel 24 B I2BV T,
YV — VBB O ZE A I AT 5 & ERSEAEHII T o THRBLE L OB K
L, Vo LOBERENBLL 2D, BEICLoTUIBET2Z2L28H0 9 5.
% ZCARRFZETIE, Fig2512R T L 927 2 —7%A6061-T6M| D24 A L,
Y — /)L D[ElE & BEEENC L0 IVESREIREE & 72 o 7o AlS 4 % Sin CERAIELR
FZHP LA, BEESEDZETHEEEITY. T2 TCHEARNFO—DE LT,
AR T H HSUS304TRE /B 7 v — 7l £ COREEEZ Y — 147 & v b
BELTERLE. £, Al-Steelffk FTITEMIREIZPACIAD H 72012, v 3
W= ERERETIEDAIG SIS LIAATHESEITH. Zhae Yy —L
Vand—HMiALEL LTERTS.

BB S & Table 2312783, AR TIEEWEIIEY ME 25 LN D RiEES
FEERET DD, V=LA 7ty bEZ0E X 002mm, [AHEE%E 100rpmiE
12500~1000rpm D S CHER AT o 72, Y — v a VX —H O LiAL B
0.8mm & BXE L7c/e s, ¥ a /L& —fiF i & SUS304H D FIZ130.2mm oD FR[H 23
EAEL, ¥ a /b X —3SUS304ICEEMNIL 5 2 & 17w, FRMI7R F2BRAE SR132.3.1
BRI 2%, Uk RdEsEA SRy — A7y Fomm, Y —/ LDz
HEET00rpm & L, 5188 0 3R LIS O FEBRIZ Vv T Al-Steel ik T 1342 T 2 O i 12
B THEA L.

FLEEAEEEOREBOLDIIINZ, BARICELEZ i L 72 REBIZOVWTH
FRAE T -T2 233 THLBRDD, #EERFOABIZ L - TAMI TR L2
HEUTTDBRBIEE AT b DO TH D, HBEAVLE XA DR E L, 180°CEH:
T CI0hfRFFZIZZE M Lz, LIk, Fig2.613 3 L 512, Z4uH % Asweldbf, Post
Aged (PA) M &S,

12
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Rolling Direction
A6061-T6 «— >

Fig. 2.2 Appearance of Al-Steel joint sheet.

(a)

(b)

10ﬁm

Fig.2.3 Appearance of FSW tool.
(a)All, (b)Head.

13
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9 5
®20 \/:/—\/
- |
3 e |
: I R1
| \ : \xf o
o | o
J0 s : N
(el N\ oo
N A ¢ i
< M6~‘e~'
@1 Detail A
Fig.2.4 Configuration of FSW tool.
Table 2.3 Welding conditions.
Al/Steel joint
Tool shoulder diameter(mm) ¢l4
Tool probe diameter(mm) @6
Tool pin length(mm) 4.7
Rotating speed(rpm) 500 - 1000
Travelling speed(mm/min) 100
Tool offset(mm) 0,0.2
Tool plunge depth(mm) 0.8
Tilt angel(deg.) 3

End face treatment

Steel: Grinding
Al: As-received

14



EBoE T—F— 7T 7 Al-Steel BALBMT O FSW #:4 5M & MR o ik

Tool plunge depth

>
"\E
%P
SUS304 S A6061-T6
Tool offset :

Fig.2.5 Schematic illustration of FSW process between Al and Steel.

Post
heat treatment
Al FSW
» Asweld » PA Aging ; 180°C X 10h
Steel

Fig.2.6 Post heat treatment condition.

15
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223 RBABRE L ORBR5E

FSWIZ L » TZHEAEHA S NT-Al-Steelfk T (Fig2.2) 75, Fig2.81Zx7 5]

g 0 RRER A (JIS Z 2241 13BE-#BR A L) 2 FRL L 72, Y — v o Rl Tlidie <,
A6061-T6 £ SUS304DEEE FH N7 —VEOF L ER D X H5EV AR 2D
AY—Fy MZTEERELVEIOVH L., v, 7—F7—RT7 707 FFED5|
R0 R ATz, %A WZHRAET DT T vy a BIROZESE T THRA
T O AREMED B D RO ELZ RIS D7D, 774 ZAMLITL>TTZ
v o B R Lf:aitfﬁﬁﬁ%){”ﬁﬁz L7z, 20356, BB TIRITFig2. 712”7 &
INTHEAmm & 72 5 .

FliR D BRBRIZIIA E100kN O HRgakipik (R BERERT, AG-IS 100kN)
ZRV, BIEED #EESmm/mink L7=. F 7z, MHEREE I JOWE S HE o5k A
X, AW ZBIEEA U CHFE 2 i L7=. B S O miHlc i~ 7 e e
v — AR S RBREE (K7 78, HM-125%) % vy, fFE0.98N, 105D[H
REEOEMTAT VLV ABOWRIEF L E025mmE vy FCTHIE L., £ &0

AR EHANC L, B Ehl SFBE LA A R L7 2 ()48, Dura Scan-70 G5)
RV, fE0.49N, HEE » F0.15mmé L CAIGAA O TEHAI L=, #A#Hk
BIRIIEAHMmEZ = A U —#KT2000%% £ CTIARMIE L= b, NT7HEL
L, 5% 7 v BRI AW C o v F 2 7 &ITV, HRIEMEE AV CEZ LT,
51T, XBRCTHRBIZ L DM EHREVFFEN FIRECTH DT, v~ /a7 +—h
Xﬁ%ﬁ%%(ﬁ%ﬁﬂykm~wvz?b(%ﬁﬂTU%M@KQ%UHD
12 & WgEBE L, AIGER~DO8F OSBRI EBE LT,
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Steel Al
TOp |
= B A
= 0.1mm E g
Lo N R v <
Bottom
Fig.2.7 Sampling of specimen from FSW joint.
150
60
SUS304 ~— - — " AB06T | _
________________________________________ ,ﬁ' -Q
_—
SUS304/A6061
interface St|r zone of A6061

Fig.2.8 Configuration of tensile specimen.
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23 EBRE R

2.3.1 BIE RBRICE S EEAEREL

FETHEZ7 A AMLIZE>TEREL, BWEZ4mmE LIZABR BT 5,

SR RE LY — A7y b &, B — V[E5EE O B4R % Fig. 2.9(27R
9. E£7-, Fig2.10l25R Y Rz OB A HEHAZ R, 27 &y F0.2mmis X
A 7% v Fomm, FEHEIFEEEC500, 900, 1000rpm|(Z-DWV TIEFEATREE MK L,
TSR MK Lz, —JF, £ 7%y bomm, T#liEI#E:%600, 700, 800rpm
TOHI5E Y 58 S 1TF 24200, 201, 202MPaTH V), 2 CTAIRAHI CTHE T L 7=.
Fig.2. 9%, AR TR L7=T —Z 12O\ TIE, *HEIZRfTLTHD. AR
THEWT L 72k & A6061-TORI AR D55 D R S Z L35 &, #kTF ORI
38%{K F L CW 5. Fig. 2.111%, R0 CREWT L 7-fk T2 R85 00 HEIER L 7=
Thsn. WHIRBRAERITHET 20, I DREHRE KT LBV TR
(Thermo-mechanically affected zone: TMAZ) (Z{h > T2 LT\ D Z &8
binsd. ek, ZHoog[ik0 B RICKSE, KT CTITRA N4 T
HEEAEEMEOTNG, 7%y Fomm, FHEIEEE700rpm A BEEA SIS L
7.

WRIZ, AR CHEWT L 7282650 (A7t > FOomm, E#h[EIHEE40700rpm)
IZBWT, 774 AMTLIC L pRAREEZITOLT, FSWTFr—7—R7 77 F
FOBIEVREBRAEIT o7, FORE, AUNOBEEES (Stir zone: SZ) 2B 5 &
NWTEIFE S DR L72518E 0 9 X13201MPat 72 V), 7 T A AL CEERE L
TAETF LR UENSG O, UL, Fig 21212 L7zl 2 L L v
BRI R ZRT, 55E D IEIZAIRM OTMAZ TldZe < A R ¢4
U72. Fig. 2.131%, SUS304HI D1 2 SEMBIZR L= fE B TH 5 A%, Webr i ik
PERS i CHBIRY 72 5T ¢+ 7 L T DL TV .
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[ 1 1 1 1 1 | 1 i

300 5 A6061-T6 Tool offset ‘:

— - O'B =326MPa O Omm ]
- - O 0.2mm -
> - % Fracture at -
~ - Al-side TMAZ -
& 200F o *o *O .
g I ]
bD = -
= - © O .
g [ o :
Z - O ] ]
2L 100F —
7 N .
5] - ]
= - §
: 1 1 1 1 1 | 1 :

Z?OO 600 800 1000 1200
Rotation speed (rpm)

Fig.2.9 Tensile test results of Al-Steel joints.

Fig.2.10 Fractured specimens.

(a) Fracture at Al side. (b) Fracture at interface.

(joined at 700rpm-offsetOmm) (joined at 1000rpm-offsetOmm)
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interface

Fig.2.11 Side view of tensile-fractured Al-Steel joint without welding flash.

Weld flash

SUS304

Interface 10mm
failure —_

Fig. 2.12 Macroscopic top view of tensile-fractured tailored blank.

kT ISR o

e 3N R en =

; ‘?iq'g-ﬁ s
pro

TPy

“’..t‘u"-i'lft.f#ﬁ’c’a- .

Fig. 2.13  Fracture surface observed on SUS304 side.
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2.3.2 HHBBIE

B G CHEA LMo W m ARk X O (SZ) , BUn L2
(TMAZ) , EAZZES (Heat affected zone: HAZ) , BEAf (Base metal: BM) Ol
k5 B % Fig. 2.141Z7~7 7. Fig. 2.14) O ERREREN B o025 X 912, AlGEik
& SUSHR CIIARIEN R 72 2 72 DI m 2> B AU~ R 2 ITHRIES L T\ 5.
ZHUC XY, TMAZTOIGNIREHE Y b/hE< b, ZOFERATED X5
W2, 7—7— K777 FFEO5RV AR CIIRmMENELZEEL LN,
Fig. 2.14(b)~(g)l%, Fig. 2.14() P OF B DOYLKK TH ¥, SZ (Fig. 2.14(b)~(c))
IZBWT, RAITC/RT L 9 IZEI0umfEE O K& S 283 284 MBS Fm T2 5y
BLTWDORED BT, £, A6061-T6REM##E (BM: Fig. 2.14(g)) &Lt
X, SZH L O TMAZ (Fig. 2.14(d)~(e)) (TN THE SR ORI L 23R T & 7=
HAZ (Fig. 2.14(f) OfARIIBMEIFIER L THH. SZ, TMAZ, HAZ, BMD
WERIRE R E N E N 9um, 30um, 57um, 63umTH -7z,

RIEPEA M T ClE, Fig. 2.14(b) T/ L7z X D ICBEA R w28k v 43k
WO BT, £ T, RE#HEGFELUSIOMRFLZD, X#Ru CTIZTAIGS
NI 1T D MkF N OARAE & FERLEERYICBIZE L7z, Fig. 2.150%, MkFRmats
IZBT DX u CTREZRE GO RO THY, WTINOXE S EEI Y —
JAR A (Top side) T, TEINZEY THI (Bottomside) ThDH. XHRIFAIZTE
WL, BEANBRIERRINTND. IRV MBI 2MELS, Skl L7z 5&ET
bDHA 78> F0.2mm, EilEHEE800rpm (Fig. 2.15 (a)) B L U4 7+~ FO0mm,
Tl [A#5%2500rpm  (Fig. 2.15 (b)) TlX, FEITBFIZEEAT OGEBMNEEAERD
Niphole, — 05, Il A4t & EFR L, AR TR L7247 %~ FOmm,
FHhEIHE£700rpm  (Fig.2.15(c)) Tl, HEEEH D OIREHIZ DT > TR 235
HLTNDZENMERTE. L2 LEEEN I LIZEWES, ThbbAd T
> Fomm, FHEEREL1000rpm TR w23 L, SRV RS HIRW. 2
D & & OBERERNFig. 215 () TH DN, SRR ODMIAE—THY, B X
OEE AT TR VRS S DAIRMAICEAL TS, F#EASEETIE, 2o
LR34 % E U5 XD 72 AlOBIEREIN AL, SRV MIMET L
EEbhD., 2D &b, FSWY —/UZ X Sk O Z=Edm %z HT
ZHl> THIARZZEHIED 2 L, B XOAWITORMEREN DS RE 517 T 5
XY/ MT D L0, BERKFER/LTOIITEELEZOND.
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2E

T—7— K757 Al-Steel RFESBHKT D FSW BEAF1F & M REE O fi (b

FSW tool

interface

Fig.2.14 Microstructures of near weld zone of Al-Steel joint.
(a) Macroscopic view.
(b) Magnified view of SZ near Interface. (x20)
(¢) Magnified view of SZ at tool center. (x20)
(d) Magnified view of TMAZ. (x10)
(e) Magnified view of TMAZ. (x20)
(f)  Magnified view of SZ near Interface.  (x20)
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F2®E T—TF7—RFT7T T Al-Steel BFEAEMT O FSW #2550 & AUEHE O KL

(2) | f{I‘op sid‘e (b)

“Bottom side

(c) (d) ‘

Fig. 2.15 X-ray puCT cross section of Al-Steel joint. (a) 800rpm-offset 0.2mm,
(b) 500rpm-offset 0Omm, (c) 700rpm-offset Omm, (d) 1000rpm-offset Omm.
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233 XA

SUS304tJEF A BHt L L, #5 F s 230 T0.25mmfH bR T = 7340
ZIE LT R 2 Fig2. 1683, E7286, AIRM O S 02T 2. Bl
fif) 1 XZEAEmE (BEERE) Zx=0& L, R-side (AI&4M) #1EE LTRLT
BY, ZIUTKIET HFSWHEA O & HFC L7z, SUS304RI D St fHZ B0
T, HELWHS O ERBALNZ. BEARTIONR TS ImEH CREROM S E5F-23
R TE 2 &b, BARIOmmIHILEIC K - TRATAIIZSUSU304 530 1.
L7 E 2D, A6061-TOMINE, EEBHEIIC K > THEA R EH 5 17mm
REFETHILLTEY, FFICTMAZOM S MRV, ZIUIEAREO ABIZ X -
TTOEZ L DT A EEIR L2 LB 265, FRICTMAZ T/ ME % 7~
L72HBE LTE, FrHSoEEECZ TREBREOEENEZ OND.
TMAZ CIISZ & RERICHT D O F BRI E U TV DY, SZIE EBE 72 i b i
AL TELT, HAHNISZE VD RS EREN RE WD, R—~y FHND
IVHESIEISZE VKL, R/ ERLEZEEZOND. HAZD L RBFIZID DI
ONTHE ST R L, B OMIZHEE LT e, B S o 5y E R R % Fig.
21707, MR EmB AR m TH Y, SUSIOHMAOHEIXIT > TRV, Al
BIOTMAZIZE W THAERAE LTS Z ENbDd. Fig. 211 TRLEZX IS,
7T A AL CTREFRE LUIZEFIZITMAZ W L7228, RIS & Seek{bas1E
B~ L TWA. Fiz, FmEEHZIZRATHINC Bk o @il Rk A3 5340 LT
WAD, ZAUFAMINZ B L 728k it LT 5.
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Vickers hardness HV

R

T—7— K7 F 7 Al-Steel BFESBMT D FSW BEE G & bR O i {l

300

o
oo
<

SUS side | Al side

—~ 700fpm—<§)ffset0mm
----! Post aged(180°C, 10h) |

SUS
Al BM
—— =t ——
100- NYUNTYVE
P ;
i N ]
< : N
N Do
- Z
0 ] 1 1 L f HE | i ]
-5 0 5 10 15

Distance from weld mterface (mm)

Fig.2.16 Hardness profiles of Al-Steel joint.

130
116
102
88
73

59
45
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r T s e

2 4 6 8 10 12 14 16 18 20

Distance from interface between SUS304 and A6061

Fig. 2.17 Hardness map of Al-Steel joint measured on Al side.
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2.3.4 HEBEOHEOEE

AIE TR LT L 91T, #EAEREOABIZ X > TAMICIERE T, £ 2T,
BAMIZ ﬂbf%ﬁkﬁ%mbt HEVLEL I N TRZh & L, 180°CSFFC10
RFFIPRFE L7, 2 2 CFSWHFFICIEMLALER 21T 9 &, SZTHRFRIKENEL
HZEMAMBILTWDTZ[37,38], #HREVLEL IR RGO 22 W IR ALER,
b HTSFEE L7z, Fig2.16W121%, PAMOIE S H 0" LTV 578, #%EVL
HICE-oTHENEFLTWDEZ 8D, L, WIRMELHE Z by
REZh DI TlE, B SRR &[RRI & 70 5 F TIEEIE Lo 7. $£72, PAM
DRE S [ 53 A7 I E 765 & Fig.2.1812 77§, Fig2.17& il L TSZ, TAMZ, HAZ

BEETH IR LR LTS Z Enbnsd. iz, FuEtHcsiT 5 R
RS EHEE LTCEA OO bR TE 5. Fig2.191%, PAMICE T HHkF
R T LR S L ONSZ E TMAZIZ BT DR CTH 5. IIR(LALEE 21T > T
RNT2 8, G ERPRLA RS K DM LITER O b o T2, £ 72 Fig.2.19(b)

T3 XL, fmbfF CoBEERERBEIAMEORKRE S 7\, Fig2.20,
F@%H;%h%h,AwﬂWﬁﬂi@Aﬁ@ﬁEﬁb@ﬁﬁWh_ BT HEDX
INTRERZ /RS, TNENSEME, Fe~v v, Al~ v, {KfH5R% FHELE
(BSE : Back Scattered Electron) &, mi{53RBSE£% /R L T\ %. BSEE Ti3H]
LV EREDER N ENEN, FelAlZR LTS, ZHIZXY, Asweldbt
BLUOPAMICIEBWTALE SO R iH TR LW E NI R S 7o
o, 2, REo@BRELEMBORINY 7 I/ u o THY, HREWEIE
FEMBFRID180°C & L KIR 72 » 72720, BB LA W8 O RE B FRAE L)
STlEEZLND.

WIZ, Z77ARCEVEE 7T v az2RELERBRA KXY T—7— K7
Y7 EFORBRFEHNT, SRV RBREZIT o 72, BB EVLEMIZOW T,
REBRAABIIIARTH D, TOME, 7T 4 ATEmKRE LR IX3AT?2
APTMAZ T L, 222MPa®5|ik V) 58 S 235G b vz, IARIT S i T L7z
2%, BIEV IR S IE TRV OD212MPat 7> 7=. 2 TE YT 5 L 218MPa
D, BEVLEIZ X > THIIRV BRI ITHISS N EH L2 &k s, —FT—
T7—R7 707 FEORBAIE, & THE THEr L, KRB & [FER DR
RRLpolz. LavL, BEMWEM OGRY B III3AFEETITOMPaTH Y, 7
T A AT U7k X0 b 3R AR S RALEIAS & B2 5. BEVLEEM T
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I%, Bottom[f Z ImmFf2EFRE L7 2 & THIRV R I A3212MPa¥ T B9 5 2 &
735, BottomEIZ KA FEMEL TWZ ENBZOND. BB LT —7
— K77 07 FFEORBRA T 5515k 0 iklri% OFR-FH % Fig. 2.22127~7 7. Fig.
2.22(a) £2.22(b)73, FAVEASUS3I04MRI DRI & Al i &2 EARRIICEBIZE L7263 Th
0, BTSRRI CETEZ ER LTS, F72, Fig. 2.22(c)iE2.22(b)H D
AREEIR A TER L2 b D TH 573, Bottomfil]i20.6~0.7mmFRE D AREEE KKaH
WO LIV, T OFEEKIEFig. 2.22(a) D KA TR Y 3 5. Bottom/fl| D
0.7mmMA KRS ERE L THIEV M 2 HEHE T 5 L 20IMPal 725 Z L in b,
Fig. 2.22(c) T/ LT RBEEHOHFEEN, T—F7— K777 £ 0RBRA TIK
WRIEIZ o FEREEBZOND. 0B, ZORESWMIIBEVLEIZ L > TAD
=0 TIEAR V. 338 51 XRTER[31]TSS400 & A6061-T6 DFSWIT J % Hpf a4 fik
FrHWTEITRRZIT o700, HEEXM) D OR T ZHBENRDO L.
A CTIEE & SmmOSUS3048MK &2 F 7228, R CEEASIETH- TH, RUOH
# & % BB, TBottom{liliZ 35 1T & REEA RMOFWITHENH Y, BMEEE
TIHEADORLOZIIEENRLETHL I L E2RELTWAS. L LKRMEEH %
7T A AL DB BRIE, BELERIISEE R RICE S TH D Z L AVHIB LT,
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2% T—F—RT 77 Al-Steel BFEBEMT O FSW BE 1 & WA O fom{k

0 2 4 6 8 10 12 14 16 18 20
Distance from interface between SUS304 and A6061

Fig. 2.18 Hardness map of post aged Al-Steel joint measured on Al side.

Fig. 2.19 Microstructure of post aged Al-Steel joint: (a) Macroscopic appearance,
(b) SZ, (c) TMAZ.
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A\
Fig. 2.20 Microstructures of the Asweld specimen near the interface at the

mid-thickness: (a) SEM image, (b) Fe map (c) Al map, (d) BSE image at low

magnification, (¢) BSE image at high magnification.

Rils Bom 5 0KV x50 0k 100m

Fig. 2.21 Microstructures of the PA specimen near the interface at the mid-thickness:
(a) SEM image, (b) Fe map (c) Al map, (d) BSE image at low magnification, (¢) BSE

image at high magnification.
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Bottom side

Fig. 2.22 Tensile fracture surfaces of post aged Al-Steel joint: (a) Side view, (b)
Fracture surface observed on SUS304 side, (c) Magnified view of the rectangular area

in Fig. (b).
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24 % £

Al B4R+ FSW [AIfE& Bk T ORI R EIL, FA & RRED, BEIC
Ko TIT40%RREE TR T T2 2 EBMBITUVD[39]. —MRAICEMILERR Al
AA R T, FSWHEFOM 1% SZ B8 XN TMAZ, HAZ THYL L, 5138V
RERAAT O &, WALE 0 BRI~ 5 2 & 23S STV 5 [40,41]. ARBFTEIC
BWTYH, REEASRE K7y b 0mm, E#EHESEL 700rpm) (28T,
Al &M TMAZ BEE DS e b b L, R IREE & b~ BEE 3003 38% 1K F L
. ZOBAERMHIZBWT, FSW 7T —7—R7 707 £ 05R 0 RBREZ1T-
el 2 A, REiE SuRKT L=, SUS304 {0k % SEM #1282 L 7= =i,
AT I M T CHUVR R 2R 55T ¢ LT LN TR Y, & BTl 24
JBD EDX THMr L= & 24 Fig22l IR T X912, Al OAR BB Sz, &
bbb, EARMIZIE Fig. 212 TR LU LY ICREBETIEH 2 00, ffimi
Al GE&TEDLN TS Z LD, FIIGR Y OEIEREITRmITEE 0 Al B4
WL EZDZENTED. 7T —RT7 T 7 FXORELHED Al R A,
7T A AMTAC L A EREFRERT O TMAZ HEOWTILE BIS ) L~L
TIEF CBBE CTH o722, MBI TR LI LOIE, 7—F7—FR7 727 Tk
TMAZ CTOMIEDRE TR, FHREICHREDOE N mIEE T Al B
Bl B2 N5, RKFICZIE, BEEMICET 2 miE, L
TMAZ ERIREEDOREZHG L TWDH I EERBL TN 5.

Fig.2.21  Fracture surface observed of EDX(AI) on SUS304 side.
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Fow T—F— KT T Al-Steel BHGBEMT O FSW B25 54 & WA RHE O St (b

2.5 #5

il

ARETIIEEBTES (FSW) 12XV, WED R 5 A6061-T6MK & SUS304
WEREEEA LT —T7— 7 707 B, #8005 B4 @
L Tl AR BEA S OWTHREI L., 518, 7—F—R7 I 2712 LT
BEHE 2 i L, BREWHELKETEREIZOVWTHRE L. FonFER
fEEIILL T B ThHD.

(HAIGESHRDOEZ 28K LD HELS L, S by —ZAfll~F 7k > T
L2LT,7u—7, va =L BITHRNRALBRWERETES Z1To 7.
7' — 7 i T AN SRR S T VAR E AT DR RB ISR B, s EIER £ A 600, 700,
800rpm & L 72358 IS M EE DMk FE 213G b7z,

Q) BoNEMTFOBRET T v a7 74 AMILIZL->THREL, WEE
AR & #if TlE T L72slR A TIESI8E D i & 201 MPal 72> 72, 519k D filksE
[FAIRH OTMAZ THRAL, mWHRERENGONTZ. /2774 ZMLL T
WRWT— T — K77 7 ZAMIRIEW -8, FiE CRENE U728, 5lED
MSNIT7TAAMLLTEMFELERCTCH- .

(3) EEGFEUETERLZMHFETY, J19RY M S I1XA6061-TOM AL & Lk
L CTHIB8WIE T L7z, ZAUFHEA RO ABIC X - TH L DS i EE L, SZ
NIB L PTMAZIZIR > TefAE D E U722 Th 5.

@ X uCTIZX Y, SRR BAMNZ L TWD 2 ERMR SN, Bif/es

BHETTIE, AN T D28 O BIRIE F ¥ —CTh 7=, @O TR
FEEEDITIE, $ROEmEN DTN THAERPBEN T2 & &, MR
FRREF M TRHLRE—THLIENEETHD LRI,

(5) BAE ZHidZ & T, IO X LR L. 774 AL L7=5]
RO EBR A TIE, BEAEIZ L > THIEY M EB3K8S5%M Lz, 7—F— R
77 7 FEFRBRA TIL, BottomlIZHEA K NRH b7 Z £, JE S 5mm
DR Z A ITH WA BRI, KEOEBICEET HILERD S.
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%3 3 Al-Steel BFHEJR FSW HEF DI IG iRt

# 3 F Al-Steel ZfES B FSWHETE DB B i 11T

31 %

il

Btk - MEW O T, SRR & B EAM B A WAE T IV T D v LT
TUTIUERRALNTEY, BEHESOTFENEE>TWVD. 2P ThH, B
EIRHE S (Friction Stir Welding: FSW)  £2ifrid, RfEGEESGFIEO—DLE
ZHITWA. FSW ILEMESIETH Y, B 5EMABEOMEI 28456795
FEELTHHENTVWD. 2 E TORMBRETIEIC X 2 REEEEA T,
WEHSRTIh - TR - BEIZR Y, BREEICES WIS IR ET S, —
U7, RO IR, RIS OREZ RELSZIT LT ERMbENTEY
[42,43], JEITRRFHOBLEN D, MFOREICFHMEIZERELRETH L. £ 2
T, FSWIZBIT2BAIET bW OO FETIHME SN TWAD. FilziE, ek
O X #REIHTE (X-ray diffraction : XRD) [43], HMEF[EIHri4[44-46], OT B~
—VEAIEAT R ERANLER TS, —RIIZ, FSW IXEHEAETH D12
W, BEERHRES OREICINL, BREEOREIS N E 0 IR 25 2 &3 m
HILTWAH[48]. UL, Al-Steel EZFESJE FSW TliX, Al &4 & SREilbI k02
RN R DD, BRI TN EAET DA REEN D D .
A7075/A2024[49], A5083/A6082[50]F & Y A6061/A2024[511D FFE Al A4 FSW
2B W T, ZREE IS 115046 1 A-side fll (Advancing side : A-side) & R-side (Retreating
side : R-side) THTNIELD Z ENHE STV 5. Zhan & Shirzadi 513,
Al-Cu O EFfis )& FSW (21T DR IS I AT DWW TR L TV A [52]. Lo
L, Al-Steel #£Ff 8 FSW OEE IS T HBFHITIZ E A SRV ODBK
Thb.

FITARETIEL, WEDORRD AlG4 L ATV L AR OZEAETIT L 5 BfE
&8 FSW #EFIZ oW T, #EES OEBISNIREBIZOWTHRE 21T . £z,
HENHC UV S0 5 BULER 6000 52 Al 54 % FSW B4 L1254, BE O A
BUZ X > THILT 2 Z &M BN TS, 2D K 9 2R LI I Rk L
TEREL RITTH, BB L > THIRERENAELEE X LMD -0,
BBV D FRE IS N RIET B DN T HIRFTT 5.
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% 3% Al-Steel ®FHAJE FSW kT OFR B I AT

32 E B 5 &

321 #HEMB XS

AT, £ &200mm, §875mm®DAlA 4:A6061-T6/EALRS (B/E6mm) &,
G A XDOF—ATFTF A FBAT L ZHSUSI4EIEA (BRESmm) Th 5.
ZNZENOEMRAOMEE % Table 3.11278 3. A6061-T6 J5 3 515K V) i FECAEME )
KL 72> TV DD, BZIRRENIZ DUV TIESUS304 & tE36% & VY. FSWY —
L, FREIZTHWES EORIEROY — & H 2. Figl IR d L 912
Y — VDRI A & XD H A —ET D A-sidelZSUS304 2 BliE L, ¥ —/LD[H]
His 7 1] & 26 0 J7 1A 28 Wi 6] & DOR-sidelZ1ZA6061-T6 & BLE L=, 7' 1 —7 DOEEFE
ZPH<TEOIC, AIBEOAITHA LT, B67 m Th HSUS3045sm A6 7 1 —
THEE CORMAEY — ATy FEELTERL, Y— 478y FEIT
OmmIZFXE L, 71 —7 OMlEIXSUS304wmE (T Izt TN s, Y —ry
2 /L E — LU O FFA A E130.8mm & LT, YV — /L ORiEMA &3 HAE S, %
Y E A 100mm/min, E#HEIEREL700rpm DS THEA L7z, FSWD ABZ X -
TAVITHAL A UTe T2 &, R 12 1BV A i L 72 IRFBIC DWW T h fREF L7z,
BEVLBR XN TR & L, 180°CSAF T CTI0hRFFZICZEm L72[53]. AEILE
TG SRMT, ATETORBE#EASRIETHY, BB LETE L FREETH
5.

Table 3.1 Mechanical properties.

. 0.2% proof stress | Tensile strength | Elongation Thermal expansion
Material o coefficient
00.2 (MPa) OB (MPa) 1) (A)) a (X 10_6/K)
A6061-T6 286 326 19 23.6
SUS304 332 658 52 17.3
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® Shoulder

Plunge depth:
(A-side) . 0.8mm

g Prob Retreating side
24 obe 4+ (R-side)
4 A6061-T6

Tool c;ffset :0 mm

Fig.3.1 Schematic illustration of joining process.
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3.2.2 EEISHBEFE

PRI I OREICIE, cosalhiz WD 7L RAT » 7 TR OXKRFE RIS

W E 2L E N-X360s 2 H 2 (Fig.3.2) . HIESME LT, X : Cr-Koff, fi#
Brid : Al (311) , E®EHE : 30kV, EEH : 1.5mAL L7z, £, RHFHEAR v
NMEIXG2mm TH 5. FREIE N OWPETIEE LT, XFREYTZ F 7osin®yiE D3 i
H— KA BN TWS, LavL, ZOE CTlicosali[54,55] %A L TR
v, ZOEEIIE, B, (L S5I2 K> TIITEICIHRES N H D TH H[56].
EIBMED X 9 2GR OEA, ARHXERE 0T, 360° JFIEICET L7z R
XU T (THAAR) KT 5700, TAABREIG L, 53084 3
HICHERBOT ASABRE D% (OTH) ZRDDHZ LT, HBEICHERLT
HFETHDH. ZOFEZHWTEREICNREEBEE L TRV RAT v 7 T
FNZ L > Tp-X360s DR S NTHEETH S,

Fig.3.2 Aspects of residual stress measurement.
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33 EBHER

FEBIBHRE B ONY 2R FY =TV RELESH L, FREFELH % b
SRNWT, 77— T 7 FFEFORBAICL VRIS ZRE L. 515k
D BT AR TR AE L7272 0, BB IS D ITALG @Al 0 2 8I7E L 72 Fig.3.3(a)
~@)%, Sz km, TP L ORME CHIE L Alf) 727 A BRZ/R LTV
L. TNHDTANAERD, cosoadEIZIBIT RIS NBEICHEH IS, SZITIE
SEEIRE AR 1 1 um D PRI 7255 SRL S & 5 72 8D, SZIZHARE/R T S A B MG BTz
EEZBND. —RIT, XBEAR Y MERmmNIZE < OFERRL 3B D54,
BREE DL O DX DN/NS VR T NA NPT OND. —TF, BMEOT SAERT
X, SZOTARABRED LMEOIEL DI N KREL otz UL, AlIG4&RH
DOIFYIFERRIE0UM TH VY, XFRAR v MENOKL - HNSZE v b7
W, BESHOWMENKRELS RoTcEZIOND.

Fig.3.4() DB R L 512, BABm s OB I 2> H AlE 4 & SUS304
DA T UEFITIH - T, 25mmilfR CA~GROERR IS N ZHE LT, DR
DI 13 % Fig 3.5l 7. 2 2 C, #E 5 L AT HROERE I % 0w,
A Hmicxt U CRE S M OKREIG N & onl EFR L TWD. — I, 55
M HEE 7R IR RG] 00y, A OWE TR R ES EEL 525 &2 06N
5. BICART LI, onldBIBRVERRIGIITH D DIZH L, ol IEMEEHEIG T
THY, SN TEABFEN LK TETIRE-EDETHL Z R bho Tz,
Oxr& 0D EHEILZF N FH36MPa & -29MPa T ¥, FEREIS T OHHEN S
REMETTHIEINWZ EZ2R LTV, oL, A~GEOME CEAMERE)IGT
Lo TS, Ak, HEGRRITEER 0,05 AILH OO & 72 5 O3 E BRRY
ThY, AR > TETEMIZRD Z L3y, T7abb, HBARKBAL
TR ATHIEY BRBEIGHIN AL T D, b LIIWEF I b RIS
DAY, BIEFREATT TR FRAIS I DBHFIEL TS LRI S.
L22L, AFETIEIWRES MA~OERBIC ) AR ETH Y, B O P
AT DIRFEIZ DWW TS B OMFTRETH 5.

WIZ, Fig34bIALRMITRT L 91, BERENOXBRAR v ML H—
O2mmEFI R IC 1 2 BIE L, $EE TR U CRE G M OEE IS )5
DOWTFHI 21T > 72, Fig3. 4N -3 HEMEEIE, #a R Mmoo OIS T
TI ENOFEKICDEL TS, 22T, Y— O A=K (Topside) &
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LTW5. Fig3.6(a~b)IZ, ThZnRmflofEE I X TRIE S vk
It oz m LT 5. Figl3.6()IZRd & 912, A~GDi=1~5 (FEk 1)
THEEIENIIFE—ETH o720, Ik OO TSR Y IS A EE N
L CW7= (Fig.3.6(b)) . Fig3.6(c)~ (I3 L 9 I EHE{A DOFEREIG 1554 12D
WTHFEI L LS R ThH o7, RIS OMIHE & LCiE, FEmlo 55
BVMEZ R LTV, SHIT, BEISITEGK TR THRZ IZHED L
Tz (Fig3.6(c)) . G HMNTKR U CPAT 225 BE G 115340 OfE A 2 BRAR L0
T T DD, Ai~GURHOFREIC T &2 b L, #2650~ & o FREfE 2 X
LLTE &OfE R E2Fig3 R T . RRICIE L LBEDIE 55 & I2o0n
THRILLTWD. A FIATREREIC ) ould, RwMIE Y EEM DS
MEL 72> T 5. BIIEV RIS L, REWEANZB O TES R HD 510~
2mm?D R CHRARMEA A LTV 5. Rl CIE, SRMEICZR AT IS A
— W LT e, E72, BRSO REKMEITK120MPaThH - 7=.
Fig.3.8(a)~(b)i%, FEHMOMEE I B IO THIE L=, A FBICK L THE
@%Wmﬁ@%ﬁbfué Fig.3.8(c)~(d)i%, HEMDOKE IS 2T . o
DHEFHEIL, BB TSR 2 12 oD IR IS T E NS W b o T2, o
kH%L,%%mﬁ%ﬁ@@m%%%_ﬁétw,m~&@$wﬁ%mﬁ:o
WTHARE»L OB Zxfi e LT & DR 2Fig3.912Rr7 . KEMMA D
PEA AL CIXERE R RIS DA KB TH 0, #6 Fmh 54 ~8mmiZ B\
TRHEICErIcE oW, FHEE LTI/ SWn, £ 8E Fm )
HHI10~20mm DAL & THAMEFR IS I DAL T T\ e, Figl 7T o i L Y
b, oA D I NFRE & i & OFREIS A OIS L 7o T,
Fig.3.10(a)~ (b} B U 72 3URHZ DWW T, BRI EIC ) owds KX Woy 2 2
ARENSOHEEORRE L TrT. T40bb, %AYLERTOFig3.78 L O
Fig3.9IZkHET 2D TH S, 7ok, FREICHE LW o 7 VIR O 2L
HATERI L OEHWE, F2E TR L D1, SZOM XL, HEAVLEIZ X
S THEMUEN, MEBEEIIZe o7, Fig3.10DE IS S5m0 T
Fig.3.736 X UFig.3.90 55340 L Al LM 2R~ L7c. 372bb, HBEWMBIZ L > T
PRI I~ DB TN T LV L7
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Fig.3.3 Debye-Scherrer rings measured on Al side: (a) Top side of SZ, (b) Bottom side
of SZ, (c) Base metal.

Type 304 (a)

Weld zone

: ;
Start " End
ro-xr |
Oyr
A6061-T6
Type 304 b
) 5 ) (b)
D Weld line E
D, E,
218D 55 &
D Area 1 E
N 3
D, i=1~6 E,
: X-ray spot
D, (02 mm) E,
Area 11
s i=7~12
Dy ® Ey
Diz A6061-T6 Eio

Fig.3.4 Schematic illustration showing the locations of residual stress measurements:

(a) Along the weld line, (b) Perpendicular to the weld line.
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]
j =)

- O o, Parallel to the weld line .

D
(=]
T

O oy,: Perpendicular to the weld line 1

N
(=]
T
1

[}
=}
T
1

Residual stress o, (MPa)
(=]
T

—20t ] o ]
[m|
L O O i
—40F O O i
—60F i
_80 1 1 1
0 50 100 150 200

Distance from plate edge (mm)

Fig.3.5 Residual stress distributions along the weld interface on Al side.
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Al-Steel FLAE4 B FSW kT 0 7 81 I JfifAT

" (a) Top side: Area I o=l o =4 1
150: A=2 v iES ]
< 0 =3 1=
a [ 1 &
s | 12
6’2100_ i b;
17} B 1 »
17,) - 4 @
et 18
@7 50F {1 @
= [ g & g o 1=
s [ v o © 8 8 135
3 ° ¥ 0 1%
S of g 2
- v v ]
*50: A, B, G D, E,; F; G; ]
0 50 100 150 200
Distance from plate edge (mm)
200 T T ! ;
[ (c) Bottomside: Areal ~ O =1 =4
i A=2 v S ]
<. T v 0i=3 Xi=6 { =
e 150F 1 %
\E./ - X ¥ X 4 <
= - N - ;
S v 1 ©
100 & & -

o oo, | 2
E o, 288 5 1%
I ]

3 2 2 o 6 ¢ 8 1 %
S [ o °° S =
5 | 1 8
B Q- 22
—50: A, B, G D E F G; ]

0 50 100 150 200

Distance from plate edge (mm)

" (b) Top side: Area II O =7 < i=10 4

Lsol A=8 vi=ll]

L 09 Xi=12 |

100}~ O h

i < ]

i A il ]

501 O e} o

i v < g

o ° 8]

e 6]

I i

L O ]

-sor A B G D E F G4
0 50 100 150 200

Distance from plate edge (mm)
200 T T I .

[ (d) Bottom side: Areall ~ O =7 <& =10 1

i o A =8 v =l

- 0=9 X i=12 A

150F o i

L o i

- D .

100 S .

i g MV ]

[ A ¢ a Vv j

i N v K i

sof g g 8 ]

—50} A B G Dy E F G ]
0 50 100 150 200

Distance from plate edge (mm)

Fig.3.6 Residual stress, oy, distributions from the weld line: (a) Top side, Area I, (b)

Top side, Area II, (c) Bottom side, Area I, (d) Bottom side, Area II.
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T T T T T
~200[ ®Topside ]
E [ O Bottom side ]
1500 :
2 I 09 ]
% 100¢ PO o }
- O L@ ]
a2 [ . a0 e O ]
.g sol L@ L + i
& cI) o ? P ® ]
o [ L ¢ ]
-3 ¢ 1
A + """""""""""""" §
< I ]

— -I 1 1 1 1 ]

>0 0 5 10 15 20

Distance from weld interface (mm)

Fig.3.7 Average residual stresses, oy, as a function of the distance from the weld

interface.

42



% 3% Al-Steel B4R FSW kT D sk 81 S fiEAT
100 : : e 100 : : -,
- (a) Top side: Area I = =% 4 - (b) Top side: Area II = =10 4
-() P A=2 v iES A -() P A =8 v =11 A
;«? - O =3 l><1i:6-;'<§ - 0i=9 X i=12 1
. s0f 1 2 50 .
= B v v 7 = B T
SO o 18 1
L & O i L [ i
1] L O a & <& \v4 v N 1 2 L A i
) N = T ) I~
£ or AR o ] £ or ; - o ST
= - o v o4 = - @) O .
A
5[ w5 5 e 18 I o § oz ]
7 G) o ©O 1z L B & v M
~ =50+ o) 6 1 & =50+ 1
Lo 4 L i
i . B G D; E F; G i A, B, G D; E F; G
~100 : - : ~100 - : :
0 50 100 150 200 0 50 100 150 200
Distance from plate edge (mm) Distance from plate edge (mm)
100 : : —— 100 : : ——
- (c) Bottomside: Areal O =l O =4 4 - (d) Bottom side: Area Il O =7 < =10 4
i Ai=2 v =5 a Ai=8 v i=ll
E - 0 =3 l><1i=6-;'c§ - 0i=9 X i=12 1
& sof M 1 = sof o :
g L Do {1 L v i
>~ | \V4 i > | i
° 1 g © 2 191 S B ]
2 | A O 12 | n ¢ R X ]
% 0_""§'""D""D’""D """""""""""" % 0_ """"" v""&""Q """"" § """"""
— i \v/ A2 i o A
< - O o &> 1 < - 0] R R
I A : '
Z A § 7 Z 0 = |
~ =50r A 1 ¢ =50r 1
L N 4 L i
L i L <& ]
i A, B G D; E F; G, i A, B G D; E F; G
~100 - - - -100 - : :
0 50 100 150 200 0 50 100 150 200

Distance from plate edge (mm)

Distance from plate edge (mm)

Fig.3.8 Residual stress, oy, distributions from the weld line: (a) Top side, Area I, (b)
Top side, Area II, (c) Bottom side, Area I, (d) Bottom side, Area II.
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Al-Steel FAH 4 JE FSW HkF D58 s T

Average residual stress o, (MPa)

7100 |

B Top side

O Bottom side |

0 5

Distance from weld interface (mm)

10 15

20

Fig.3.9 Average residual stresses, oy, as a function of the distance from the weld

interface.
200 T T T 100 — T
@ 1800 (a) ® Top side = gl ® B Top side
8160: O Bottom side | By L 00 Bottom side |
% 1401 P x .
- 120 v Cp HE : o 40
B 100 N SO N 2 20l : | -
% gof P AR B ol-ol.l. T $ _______
g of i © & i EI -
3 e0r ol = :
-y B O T : '6720' I . H
§40-% L + ¢ 7t o : |
[ 3 - 40! : T
o 20t - P
ERARTTIREE, 5
0 0-_ ---------- - - r0---"" 'l- ---------------- . Bﬂ_
Z 20l = g0l
_40-I 1 1 1 1 7100_I 1 1 1
0 5 10 15 20 o 5 15 20

Distance from weld interface (mm)

Fig.3.10 Average residual stresses of the post-aged plate as a function of the distance

from the weld interface: (a) o, (b) Oyr.
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34 & £

A6061 / A6061 [FIFE 4 & O BB RS TFIZB 1T D BEIS IOV T, W
<OPHEINTWD. filz1E, Feng HIFE X 6.5 mm D A6061-T6 # FSW #k
FIZOWT, FMEHREICL AT &, PHETEINEIC L > THE S -5%
IS D 24T > 12[57]. & OfEE, IMEH MIEE IS T o, 134 150 MPa (5]
D) ThdEfmfTTTWa. Liu i, EZ 4mm @O FSW fkFZ2H, %
ERIEIC L > TREREIS M AENE L-. 0%, &Ko, 135 150 MPa (5]
V) THY, JEZ 4 mm OROFHOE S THE Lz &fEamft i Ty 5[58].
He 513, R&OITEC L VRIS Zd L, &Ko, 1£129 MPa TH D Z L%
R LT2[59]. RIRFIC, WESRICEE RIS o, ZHEE L, WHEMRARTER
25MPa 725 33 MPa CTEET L Z L2 LI L. 2RO DAL F 2
HZEE, TRTOHEICEBNT, B NOMITARMFERICKIT 5 RESE
FSW M FOREIENEEHELE LD NS 2 Ths. bz Enb,
A6061 / SUS 304 HEffi® @50 OEEIS T, Al &4 & S B0 572 2 Bl
REREIZ B0 5T, A6061 / A6061 [FIFE FSW ik F D 5L T & IFIX R T
HHZELaERLTVND. FSW XFMHESETH Y, #aTOWRE ERITERD
R EE LD BT IRV, ZORER, BUZRBREPNRE SRR D55 T,
RIS S b B2 bND.
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1-Steel FEAH4 R FSW HEF DI G it

3.5

.

il

=]
AREETIL, BEREES (FSW) |
ELT-

F7o, BEVLEO
ToOLtBHThHA.

WEEETEE LT —T— 7707 Z/ER L, cos EIZ L D571 %2 1
BT

(2) A M

2k, WREDOEZ:DHA6061-T6H & SUS304
OWNWTHEFT L7z, &
() BEH I L CHTE X O EmE S M ORI L, e, #ER

AT CEIZSIR Y RIS B L OE
RIS s <, #am

4
N

bivo FEeibmiE, LA
l
ARG & T T
TIEIE—
“C‘?I%ED%‘%”EEﬁ@Wﬁ%%/T L7z
T A

FE—ETh T
)
D LT

A R o5k
, AR CEMEREIS I TH Y, RS OIEEES N 5120
(3) HBELFIL, ISR
LT EF
AHFSWIC

7-

—

F U CPAT 7258 BEG01E, #26 RmH 5810~ 12 mmBEi 7247
=, —JF, EAFIICK L CERE R RN

s
ERIZETH - T-. BEREITALE S TR 53,

; [=2]
ZENANEREEH X T
(4) Al -Steel £ FE & JBFSWHkTF D e KEEE IS 1%, Al / AllRIFE& RFSWHkF O

[EFHEE S TH
B LEERHEE LR TIX, REREEICHZFGT D L1320 -
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waz  Al-Steel BFESBFSWHEE O REEY X 2ER

4.1 %

Tl

RERPTEE & R B 2 WAE T I T D~v T~ T U TR R B
TRV, BEESOFBENEE > TND. ERND, WRVEEER — B H W
SNTE720, Al B4R T OFREIERE TR O HLRALCZERIR K a2 £ LT
W DI EEBEDRHE LW E WS RERH 0, IWENEEEIZIIAR R X Ok
ENTWb. F, BESREOMEATTIE, TNZTNOMEORESOE NN
RRNAENREECTH Y, FFICEARICA L 2 EIERERBIREICB W T, AR m
e & e b &% (Intermetallic Compound : IMC) 23 ERR L0977 U
N, EOX DY ROT, EEEEEES (Friction Stir Welding: FSW) £y
XEMEEAETH Y, B DE/AREOME 283G 2 Fike LTHIfF S
TwWab.

%2 EIZB T, Al-Steel FAHAJE FSW kT O824 S fci L LR FIBREE |2
B4+ 2mMata o7, L L2 s, RfeRikTF 2 msdy & L THEERIC
Wb 5E, B U E FICB T 28 7R ER IS 72 5. FSW BRI AT L
WEIRT T 575, AR M E I B9~ 2 98I IN R, A CI3E T
HEHAEICRET 2R b 2 < A6 5. Bl IXPEH 5L, A3003 & SUS304 O
TR BRI Ok T D BRI ME & 9 57 & SRR EN I OV TR L T2 [22].
L2rL, Al-Steel FFiEJEZEA T QR ITEIZRET D REHITIT L A LI
WONBIRTH 5.

I TCARETIE, WEDRRD Al G4& L ATV U AR D ZEERIT X % BfE
) FSW Mk F22 B L 72 CT 3B A 2 -\ T, 97 & #EE  (Fatigue Crack
Propagation : FCP) ZE@d5 L OMBHEERE I OV TRETZ1T 9. ZORRICES
W, FCP BSOS 12 T MG JE FSW 826 i O 2RI >V TR
AT 5. ZolE, FE2ETHRE L7 Asweld M, PA B L& 1T Al B4{ANZHE S
DR DR B, KEDODHRTH D FCP R0 2 SLERKRKICEE LT 525 L
BEZoNDHT20, Al GO I 28 —b3 572 OITF T6 B ZAT - 7ok k}
® FCP ZEENCHOW T HFT 5.
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45 Al-Steel FoFE4 B FSW LT 0 iy o7 X 25 R

4.2 FHE D FTFIZ DOV T[60-69]

5 97 & SLERIZ DOV T, Elber (2 X - THEE SR 95 < 2R E 0BG TH
L&A D BGNELS b TWA[70]. ik, ERHAHFICL > TEDN
SIZTERE S AL M & S R ER 5 2 LT, Rtk A A mERm
IR RETEAFR Y, T E Y ORI R S D Z L TEAPANOKIC
RIS N E L, SO OPEE, BIOEHOBYHONEE
HBG L LTHLNTWS. LnL, B2 O S -8 E M OISk
RV, RIS EmICISONER L, REOBENRM IV 55720,
FUEIZIR S THER A URT V. 20720, FEIER ST 5 & D ofklE
TN EE TH 5.

BFEME 2 A U7 i o 2 ZUCBE3 2281, Williams[60]1C & > T & 456
ST 5 DI ) O HRENVRFE 23 F5 4 S 41, Erdogan[61], England[62], Rice[63]7% &
(2 & o THE 2 OB SATx 2 i & KO R Sz,

Fig 4.1 lZ7R 3 — 4R L D & RS O FE O S 135 3 TIIERFFEL K12 X

K
o - K
T om 4.1)

ERIND., T TOxIZEZRNOOHEEZER L TRV, &emiciiroD
<& (x—0) ISIIDIERKIZHET D o0 & ) BRI 2D, — DD
R DH MBI RS SN m EO X R EE 2D, Figd2 ITRT L 2I2FEN
ZOMEL O WA ER, AT Y ez, v (=1, 2) £95. ZOHAE
=0 DS EDJS S AmITRA L 70D,

L’ i L _ Ki+LK2(r)w
y wlg—g ~ N
V2m \l 4.2)

TITHIXZIEX, I XBUEN S OERE, d3ME1, 2 O A b Tk
FAONRLTIUALEETHY, LUFOLICEREIND

a, b

Eziln H Ho

2r | X2, 1
Hy H 4.3)

xi (IHFBAEEIS IR, IO R ZR L, ThTh
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3-v,
Xi= l

o s ikg) (4.4)
x.=3-4v, . e
! CEm O 2R 08) 4.5)

E o TN D . KKy 135 & HOBERISTIEREE L FHEh T 5. K (4.2)
ITRENRF M2 A L, Figd3 ([T X o (C & Uil CIREi4 2 2 & 23
5.
REEHOFEEZ L TICE LD .
1) Sl & 2500 TIIs ) OIRENFE M (oscillation singularity) 723Elioil, &
B D CIXEM DA — =T TREL L Z ERMBILTNS.
2) REEHUDOBEHRIGIIEREE K, & K 1% Mode I, 1T OZJE (Fig4d.4) 12k
JSTIPERAREL Ky & Ky & *EIS L7,
3) & ZUT—#h5RO L 5 B AR OLA THIRAGE—NERD.
U bEXY, Rl RHOIRTIY « IS TIIERBEIIER O — o2 &4 < R
HHOLRY, ISR EMOFNIER R b DO TH S.

i:

n — K
Material1 I S
E1 4,V

crack >J;- " — — X

Fig.4.1 Stress field near crack tip.
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*

Material1 oy
EI 1A, Yy

Interface
crack (.0

Material2
EZU“Z! Vo

¥

Fig.4.2 Schematic illustration of interfacial crack and coordinate system.
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T Lt

3
10
LY
Material 1 \ IS |
B1|| N V2
én s (Homogeneous)
] . _KibiKa [ r )
QOverlapping O'y’l'lz'xv—m—z [271]
4 {Interface)
Interface Crack — X
L B

Oscillation

I -5
5 | <10

Maierial 2

Fig.4.3 Interface crack model with oscillation singularity.

Fig.4.4 Mode of crack surface displacement.
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4.3 EBHIE

43.1 HEMBIOEEEL:

AL, £ & 200mm, 1 75mm D Al A4 A6061-T6 [EIER (B/E 6mm)
&, YA XDF—RATF A bR AT LA SUS304 [EEM (BRJE 5mm) T
b5, REIIBITLH2EAEEME, FH2ETCOREEAFMELEAKRTHD. T2
bbb, V~wﬁ7kng%MM1V~wy5w&~%%%®ﬁk i
0.8mm & LT, V—/LOFEM % 3 &+, D 3 % 100mm/min, TEHH[E]
HREL 700rpm DS THEA Lz, $%BEVLERIZ DWW CIE, BIZE TO 180°C10h DA
THFALEE D A2 % i L 7= b DITHNZ, 530°C2h OIRIALALERT, K4 L 180°C10h
DN THZNLH Z 0 7= 6 D, 530°C24h OEERAVALE, /K% L 180°C10h
N TREZhLER 2 Jifi L 7= & O 0 3 FifE 2 AV o, BEVUER 3R Rl T

ATV, N LRFLER R 132 CTZem Lz, Bitk, Figd SR d X210, Zhb
% Asweld #4, Post Aged (PA) #4, Post Solution2h Aged (PS,A) #4, Post Solution24h
Aged (PSyiA) Bt & FESS.

Post
heat treatment
PA Aging ; 180°C X 10h
FSW &
Al Solution
7 530°C X 2h

» Asweld ‘ PS P A treatment
Aging ; 180°C X 10h
Solution 530°C X 24h

PSZ4 A treatment ’

Aging ; 180°C X 10h

Fig.4.5 Post heat treatment condition.
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432 BBRAHRE LUORBRTIE

FSW (2 & » TS &7z Al-Steel ffF225 ASTM E647 (255 < CT il
FERL L 72, R A Figd.6 (IR T . W1 AR ESmIZH O £ 9 I/ER
Liz. £72, #BRF OWEIT Figd7 (r~T XL 912, FSW #EE8%ICFE (Top
I FSW KDY — L4 AR ZHl> THRIEZ 49mm & L, & HIZEH (Bottom
A1) ZHl> THRAEMIC 4.0mm IZ L2, 2L, $FICEBICA UL RBERE S D
KMGDMFAET D728, SEEEERE R SHFHNC L > TR ELZ PRI 572
OTHDH.

CT #BRTIE, SHERmITHh - CGERSED Z L&MW, A KT r—7
ERTTHD OSHETFREK=3). 1 K7 A—7 DOEEZ1X0.5mm TH Y Top
mfil, Bottom MEAIDOMHANIEXIT TH D70, 442 Hio 4.7) THEHTLIA
ROV A KT NV—TEONE ByI1L3mm ThHD. S5, 2o EL
RHZT D7D, A4 RITNA—TEE T AU —HT 2000 F £ THAEKRMEL, S
DI/ T WFEE % i L C FCP #RBRIZfit L 7=,

M SBRERIC T~ A 7 v By — A0 SR A LV, RBRATE 0.98N, fRFF
M) 10sec CHITEZ4T>7-. F S OmEoMAaHINCIE, BB <3R5 % H
VY, fafEE 0.49N, HIEE >~ F 0.15mm & LT Al B&RO ARG L=, &L
AT EERE IS (SEM) W TKHEF (BSE) THIEL,
AEFEATIZ T A U —HKT 2000 & F TIARAEE L, NT7HEI LA 41 7
RLER % Jifs L C s B B #1214 (EBSD) 15 TiTo7-.

FCP &R L5 & 19.6kN O EXGHER Y — RN sl 42 <, #inrE T,
FIRKEH, Mk U#EHEE £~10Hz, S5 R=0.05 D5 TiTo7z. ERHE XX
FeAI BEMEECHIE Lz, R E e EbE Tl W EHOT Ay —
R\ o 7T A 7 o AEIC L Y, AR 0238 A IE L. FCP
RERTE O mBIZE SEM %, ikl S |E I L — Y —BEfREE 2 .
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StE i
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et a Tttt
eiresialte ettty
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Fig.4.6 Configuration of CT specimen.
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Fig.4.7 Sampling of specimen from FSW joint.

54

-—ﬁ—-—---—_- ~
o | T ES
Bottom

byt %)
L G
T




%4 % Al-Steel Rff4 B FSW HE T D S i 77 & R

4.4 EBHER

441 HBRELLHE (BTOALHE) T X 56

SUS304 #)E LA L L, 826 FmirfH 20 T 0.25mm IR TE S 4340
ZRE LA R % Figd 8 1T, 728, Asweld MBI O PAMIZHOWNTIE, F
QETHRARAER LR UL TH D, Asweld MIZFF T6 B Z 1T 572 PSHA M5 X
Y PSosA BT ARAICHE S 3D L7223, B S DR 72 < 220, —{k L7,
Fig.4.9 IZ PSYA MO Al &ML~ » &0 7 ZoRd . il S XAz LT
W55, BT (SZ) SBEUNTLEZEET (TMAZ) OZERTIE, O T IITEIVED
DS TS, AL LT-ER & LT, SZX° TMAZ 7217 T2 < Al A4al4eT
THHMOBFEENSE b EEZBND.

Wiz, kG oaBiiiba® %, RHE T (Back Scattered Electron : BSE)
Z T, SEM #l£2 L7=. Fig4.10 | PSHA #f, PSuA M OMREFINZEBIT D
SEM B EZ/RT. PSA MIZENTH, Asweld M3 X PA #4 L [FEIEEIZ, 1um
U bo& R bEmE IR SN o7, L L PSuA M TIZEE 1lum O
GEMEEWE DR S L7z, PSA M OWERILALERZ, 10h, 48h 35 KT 168h
i L7z Al-Steel ffFIZHOWTHFEIEROBIZE A L7z, fR%E Figd 1l [T-7. &
B YEIE S TR LR & & Il Tz, 2ozoe R
AWBIE S L RG] OBfR 2, R ZHAG Y72 FSW gD
BHEFOBELERORER[71]1E & BT Figd 12 IRT. 728, 168h OEHIE
HIETIC AR EEWT L C LE 572, Fig4.12 1BV TARNFFERE R & 5% SCikhs R
W —E L CTH Y, IR CALBRIR ] 48 RER & CIXBIRRICH 5 Z L B3bhb.
L2 L 48h LR D 168h D FIC B W CIX e BRLEYEOKRERH Y R oh
o lo. ZHXERFEEMEOMKIIZ L > T Fe 7 & Al i1 OH AR
B Sz & 2 b, A& Al-Steel FORKEBELAYEIE S
25um FEE L HERI SN D . INZ T, PSuA MO&BRMLEYIE %2 = 3 Ly 5ok
X #o3Hr (EDX) 12 & > TIndm#r L7-#F % Table 4.1 (27”7, Fe & Al OJ
T 138 FRE L5 TEY, Fe b A DEBBLEMIIZEAFET D,
ZODOHTH FeAl; X° FeAl; AR L TWH EEZHND.

Asweld #4, PA K, PS,A B, PSuA B OEAFHEIZIUVT EBSD 1T &L 2l
FTLFRAT 24T > T2 AR TREAT L 72/ R % Figd.13-16 [Z/RT. B AT
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o TENIEER 200 50 & &, 3um, 1000 fFD & X 0.6um THDH. THZHNXKD
Y —AAE A TdH D Top i, FElHS Bottom ffi, Sk Y E7S Steel, 47
N Al BEE R LTINS, &2TITEBWT, B X 25RO S D& RO
SR OBHIM LA LS5 28, HBEVLELIC X D HEIIMER SN T, 4k
seRIfElE Asweld 1, PA #4, PS,A #4, PSuA TZALEAL 1lum, 1lum, 1lum,
10um, Toho7o. —KHIIZ, FSW kP CIXAEMRILAAERIZ X - THHESE b i
RISHLRALT D, Whwwd BERIRENELD. LrL, ARo RS EMkKT
TIEHRO LN oTc. T, SIS DB L TWD), =7
RN L o TR EE T ORI EDN E Lo E 2B LD.

' ' i ' T . '
Steck side | Alside | [
300 ' IR IR SO
—-I PSA
% —-1 PSuA
x , 1
3
£ 200f~ Steel i
& BM Al BM
s | 1
=4
=
~ 100}
0— ' ' |

-5 0 5 10 15
Distance from weld interface (mm)
Fig.4.8 Hardness distribution.
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O = N W A W

%54 % Al-Steel A4 E FSW ik F 0 R g J7 & 2R

0 2 4 6 8 10 12 14 16 18 20
Distance from interface between SUS304 and A6061

Fig.4.9 Hardness map of PS;A.

57

130
116
102
88
73
59
45



5545 Al-Steel E A& B FSW AT 0 R X 258 R

Fig.4.10 BSE images at interface.
(a) PS,A (x1,000)

(b) PS>A (x10,000)

(c) PS24A (x1,000)

(h)

30um

Fig.4.11 BSE images of interface.
(a) Solution for 10h. (x1,000)
(b) Solution for 24h. (x1,000)
(¢) Solution for 168h. (x200)
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30— - . - . . :
()
g
— 20r ° -
5
>
=
2
£
o]
= °
% 10F .
— ® this study
v reference [62]
w
0_’ L 1 L 1 L 1
0 50 100 150

solution time (h)

Fig.4.12 Relationships between IMC thickness and solution time.

Table 4.1 EDX analysis of IMC layer.

Element Mass concentration Atomic ratio
(%0) (%)
Fe 33.33 19.00
Al 61.35 72.41
Si 2.36 268
O 2.97 591
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& )

== : .
Fig.4.13 EBSD analysis of Asweld.
(a) SEM image at x200. (b) IPF map at x200.

(c) SEM image at x1000. (d) IPF map at x1000.

Fig.4.14 EBSD analysis of PA.
(a) SEM image at x200. (b) IPF map at x200.
(c) SEM image at x1000. (d) IPF map at x1000.
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1 by ————
| e— 5 - e

Fig.4.15 EBSD analysis of PS,A. DX
(a) SEM image at x200. (b) IPF map at x200.
(c) SEM image at x1000. (d) IPF map at x1000. 001 101

Fig.4.16 EBSD analysis of PS;4A.
(a) SEM image at x200. (b) IPF map at x200.
(c) SEM image at x1000. (d) IPF map at x1000.
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%A% Al-Steel BFHE)E FSW AT 0 S i f 57 & iR

4.4.2 R X R REEE)

Al-Steel fikTFToH 5 Asweld #, PA#F, PS,A M, PSyuA M LU &
L T A6061-T6 REFIZ- DWW T FCP kB 1T >7-. ASTM E647 (ZH:-5< CT &
Bk OIS DYERIFEHFFHAK 1L FTOXTH 2 B 5.

K= AP(2 + o) (0.886 + 4.64a — 13.32a? + 14.72a> — 5.6a*)

BVW (1 — a)3/2 (4.6)
ZIT, a=a/w (Wi RBRAME, o SHES), AP WEHM, B: BRI
JECHDH. R TIEY A K7 —T (& CT R 2V CGRERZ 1T > T
L=, A (4.6) ORBARE B VA KT NV—TEONE By &% W T30
Bl Be (=\/BxBy) & L7 (4.7) AW TW5[72].

= AP + a) (0.886 + 4.64a — 13.32a? + 14.72a® — 5.6a%)

BANW(1 — a)3/2 (4.7)

X (4.7) OIEFEMEEHERT D720, A6061-T6 £:44 T Fig.4.6 & IR TH A
N7 N—T %5 T T2 CT B f 2F R L, FCP B x1T>7-. FCP il
TREbN - EAhERINER (a-N dhfR) 2, 5 Sl k- CEaOEREE

(da/dN) Z#HH LT, fER% Figd 17 R TR A R LV—TOHFEED L
T L, X 47) OEEERERINE.

ZOR (4.6) BIOX 4.7) X ALEERM () IZBWTIEE25ERE
Rl D /8T A —H & LTHNWD Z ENTE 50, Al-Steel fkF Tl 4.2 fi Tk~
T IS ORE RN — M L e 0, ZoRXEHOWEFHMEIXTE 2. #
T CHATHIFE[73]CTlE, Al &R 3 LY Al-Steel kT iE 5T (4.7) DI
NPERFFEK E =V FIRIEE G 22 ENHW TRBRORBRZ T L T 5.
— MR, TRFRHER G IS IERBREK E FRRICBEE DN T A —2 & LT
EI<HOWO, =X VFREHEE GITRAET— FOSE THOEMR fim A2 H
—PDRFTA =R ELTIMETE 5L SN TWD. AT OFESR, Itk
KERELK & = RIVXIRICE G ZNENOFHMIIC L 2 ZZBITR o o7, &
DI-OARE TIL Al 54RH8 & Al-Steel kT OFERE T 57 OIHH L,
Al-Steel fEFIZH A (4.7) ZHOW TR IIIERBREGEFHAKEZ B L.

FEERORBR TII T E R EAR, AKHEEAER (AK decreasing procedure) (Z &
0 TR S TR RIRECHL P AK % RO 72 1%, AKHH 5 (AK increasing
procedure) %1772, Fig.4.18 |Z FCP #IRIZ L > TH b 472 da/dN-AK #hi#f % 7R~
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7.

FCP RER% D Asweld #4, PS,A #f, PSuA M CT Bk 0 BRI %
Fig.4.19 |27~ Asweld ML AR CTHRA L7o%, AKHIEGEERH CI3ftim
TP 2 R U, AR GBS CRIEIC Al A4l ~JEfh L T TMAZ TRl L7-.
Z D= Figs.18 LICIFEMATOR DA ZRL TS, £72 PA M TIITE
HOEEMET ALAI~DJRHI2E U729, 3B Z W L7=. PS,A #4 Tl Fig4.19
O EARBEEFE TIZ R T L T D X DI 2 503, Fig4d20 (RIS &
SIMERE OBIEIC L 0 BRI ED Al A8 A RS X AN ER L WD L
ISHERR STz, PSuA M CIL FCP iR, & ZOERAIHBPE 2350 T Top mifil
T Al A&MJEdh & %, Bottom Ml THmE & HOERNHERE I N, Z0DHE,
HANZ BT Al A flE dh & &, & RO 2 DO XA DR I, KA
IR TR L2, — M Icf L C2 oD XZAHT A85E, X @7 A0
B2 EITTERVAIIT O FCP & & k3 272012, WO EZIx LTE
NENEDOZXRHOBNEET D EELT, K 4.7) ZH5 2 & T da/dN-AK
HifR 2 R L7z, Figd.21 (2 Al 54aMEih =&, S 28 L ORISR T
LENDDEHRESEHNTHEONI Y EHD da/dN-AK HifiZ 7. Zh
£V Al BefEd &, FmEd, FHEADOMIC FCP o AR IR 6N
otz FO® Figd 18 12T 2 b 2 REFE L CTOEHZROERZ R L TW
5.

Fig.4.18 72 H 0% X 912, Al-Steel i FTd 5 Asweld #4, PS,A #4, PSA
MATIZBWT FCP ZENERIZR LN o Toiod, %HEVLEX FCP ZH)
BT 5 270 EE 2 HND. L L Al-Steel fkT & Al 5444 Tl FCP
HENIRX SRR ->TEY, F—AK 2BV T Al-Steel kT FCP 3#HE 1T3E L
Z LR ENTZ. BRTIRAK I (AK<8 MPam'?) 12HW\T, ZOFEIIIEE
Thol.
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A6061-T6 o

—_—

e |
=)
T

W side groove
=] flat

[

e |
~
T

[
]

FCP rate da/dN (m/cycle)
=

107
k)
& |
10
E
11 "
- 1 1
10775 510 20
Stress intensity factor range
AK (MPam'”)

Fig.4.17 da/dN-AK curves for the effects of side grove.

decreasing increasing
A6061-T6 o .
Asweld Qo ()
PS,A < .
PS,,A A A
10 % .
o
SO
5 10 'F \ 4
g
= 10
3
<
2 107 o
£ i
=9 m
SADPRT o
~ 10 o o
11 .
- | I
107 5 10 20
Stress intensity factor range
1/2
AK (MPam ™)

Fig.4.18 da/dN-AK curves.
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Fig.4.19 CT specimens after FCP tests.
(a)Asweld (b)PS,A (c)PS24A (d)Crack curved toward Al side of PS;4A.

=

crack
2mm AK= 7.5

Fig.4.20 FCP route of PS,A.
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10—6:_ A Average of both cracks 10—6:_ A Average of both cracks
Vv Alside crack (Top-surface) :
;a X Interface crack (Bottom—surface) E a
&) i I3) L
& 107k 210’
R g
N [ N
% 10° 3 % 10° 3
3 | s |
= i o I
g 107 g 107
5| = !
- 107105— 10 105—
—11 | 1 —11 | 1
10 =77 510 20 10 777 510 20
Stress intensity factor range Stress intensity factor range
12 12
AK (MPam ) AK (MPam )

76: V Alside crack (Top—surface) —6: X Interface crack (Bottom-surface)

FCP rate da/dN (m/cycle)
=

FCP rate da/dN (m/cycle)
=

10 °F 10 ¢
1 0—10 _ 1 0—10 _
—11 | 1 —11 - | 1
10777 510 20 10777 510 20
Stress intensity factor range Stress intensity factor range
AK (MPam'?) AK (MPam'?)

Fig.4.21 da/dN-AK curves of PSyA.
(a) All, (b) Average of both crack,
(c) Al side crack, (d) Interface crack.
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443 ZHBAFARDZH)

Figd.22 I[CEmOT AT — V2 HWBRAEa 774 7 U AETHRIE L
72 Asweld £, PS,A #4, PSuA #F, A6061-T6 REbf O faf E-5| AL Bl 2 ok d .
FLREAMORKEOa L T T4 T AL FHE S aw OBIfR % Figd.23 1217
REALTIAT AL, OTHEZARMEAETRLIZOOTH Y, B A
OWENAY T 5. Al-Steel IkFDO L TAIEE&RM IV a7 T4 7 AN
K<, MIMERENZ ERHER SN, ZHUFS O r — 2 2 FRE O .o
HERF LTV D728, Al-Steel fEFTix Al B4 X0 HRIPEDE Y Steel DR
KSR TWENETHD.

F 7o -5 | FAALHHR LV SR 7o & R A IS IERERE Ko 2 VT, &2
BA PGS FTHEREBREL L Kop/Kimax & Wi TIPLRERELHLPHAK DEAR % Fig.4.24 1ZR7.
Fig.4.18 & FARICHRALERIC X 5 K& ZZEIT R G178, Al-Steel it =00 /5723
Al BB E D b Kop/Kna B E L Eo T2,

Z D Kop % T Fig4.22 % FHEE LU 72 da/dN-AKor BIFR % Fig.4.25 127
BN FEE A BB L2 L2 XD, Al-Steel i F & Al 54RO FCP ZH)
DFETELLNEL Y, EAK IR (AKg>3 MPam'?) ClZA—E#E ic &
otz FTARAK g fEI (AKg<3 MPam'?) Tid, #RE L THRK 30%FE D
EZRHDHHDD, Figd 18 IZHANT/NSLKRoTWDL T ENDND. ZORE
7> B [FIFEAE T & Al-Steel flkFC FCP D ZENE UL EK & LTI, ZHBAM
OXER LR THD EEZLND.
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%5 4% Al-Steel BFES R FSW K 0 S igE 97 = 2t e
é T T T T T T T T T T T b T T T T T
1000- & (@) AK- 1 1000F (b) AK |
i ® 69 ® 72
i 76 . - m 75 1
E, ¢ 8.1 i | ¢ 80 i
. A 85 A 86
| e%, 9.1 . - 9.0 .
[] y‘
QL | LIIEN 1 N A v 10.0 i
3 LI 2 ‘LN 110
S 500 . e 1 3 500f [e1,,* .
° *a ® eyt
i . . } S AV i
" * A o = ‘N =
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[ ] = * A
L .. - ¢ . a L .. l. Q‘ x ) M4 oo, i
I A n .. . A R | | .. -. 0‘ AA o] “W i
1 I.‘ 1 1 Il. 1 ‘I" IAA“I 1 \I .. 1 I’ 1 A‘ 1 1 1 1
0 5e-05 0.0001 0 5¢-05 0.0001
Subtructed displacement AS Subtructed displacement AS
é T T T T T T T T T T T T T T T T T T
1000} ¥ © AK 10 10005 (d) AK
4 e 72 ® 3.0
% m 75 T H 50 1
L ¢ 8.0 i ® 7.0 |
% A 85 A 90
- §; 9.0 ; 11| -
SIS v 101 | =~ v 140 |
3 °n., 111 3 M 17.0
S 500F | @ a0 15 > 207 1
o ATy < 243| |
B [ ] A 4] T
LIPS v
LR ",
L ° * a a E
o ", " a ¥ oM
L ° = R v | i
‘ TR ¥ 'S v e ?‘!4 -
L 4 . W » T
1 ‘ 1 ‘ IAA. 1 <N > 1 ’ > 1
0 5¢—05 0.0001 5e—05 0.0001

Subtructed displacement AS

Subtructed displacement Ad

Fig.4.22 P — Ad curves.
(a) Asweld (b) PS;A  (c) PSxuA  (d) A6061-T6
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[1x10 ‘]
3 T . . . ; . ; . .
| |
B A6061-T6 -
® Asweld .
= ol |4 PSyA .
~<
(0]
Q
=
=
=
2 -
@)
0 0.2 0.4 0.6

Ratio of crack length to specimen width  a/w

Fig.4.23 Relationship between compliance and ratio of crack length.

1— T T T T T T T T T

. m O A6061-T6 | -
& i ® O Asweld |
%Q ¢ O PSA

T A A PS,A y

o
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Stress intensity factor range

AK (MPam'"?)

Fig.4.24 Relationship between Kqp/Kmax and AK.
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10_6:_ O A6061-T6 s
i O Asweld i
O PS,A
S 1A ps,,A
10 7_ 24

FCP rate da/dN (m/cycle)
= S,

—
S

>
| —TTT
O
>

>

110, .1

10 510 20
Effective stress intensity factor range
12
AK (MPam ™)

Fig.4.25 da/dN-AK curves.
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4.4.4 THEBILE

FCP iABRTZ(Z Asweld #4, PS,A #F, PSuA B, A6061-T6 RERf 22 L DAl i
%, SEM THIZ L7=. Fig.4.26-4.29 |Z Asweld #4, PS,A #1, PSyA #, A6061-T6
R D% 55 X ZLERT O BRI G E %2, ST 5AK Z0fFE L TRT. Asweld
M L OPS,A #1% Steel ], Al B OREHICHEIZR SN2 hoT-. it
AT REEEo Al 82 /WP ER LD LB 55 PSuA
b Steel fll, AlA@ A OB ENITAHEIT L B3 72 02 o 7203, Asweld #4368 LTV PSA
FIZ AR THERRE D Th o 7.

Fig.4.30-4.33 |2 Asweld #, PS,A #1, PSuA b, A6061-T6 F:AF D[R —AK fElsk
TOMRAEE (1,000 %) Z57. Asweld #43 KOV PS,A B CI3BERL L 7= A i
HEFRSNT-2Y, PSuA M TCITEAR > TB YV ESARME L 7o -> TV -, Zhud
Asweld M5 LY PS,A MISFRITEED Al B4z AR HER L-olxf L,
PSuA MCIESE S LI BEIAEMENT 2 /WD ER LD EEZ D
b, Lo L, Asweld M36 KON PS,A B3RS D Al A4l & & D HER L
FICHBEDL LT, Al B8R EI3ma R > Tz, Zhuk, Asweld #35
K OVPSLA #F TIL FSW IZ X o THESE I E D E T TWA T2 LB X Hilbd.

[FIFER 7 OIS TIERARE Z L OH DOEWIZER LTHD E, PSHA MO
AK #8138 (AK=7.0, 8.0, 9.0, 10.0 MPa m"?) & EAK fHI% (AK=15.0 MPa m"?)
TIEHA SN AERFN R > T DO DN 5. ZIUIMEAK FEI CIIhi it
ZZLRNEHPBREL TWVDHDIZK L, EAK FEITIXRINEHOLNA T
TWhHTehEZx b D, R EH YR L-BHIE, PSA MO Al &&MI5R
TR SZ O F-HFE SRR 10um FRETH Y, O MRk & —E LT
WHMNHTHS.

PSuA MTIIfmE S LI REamENT 2 X N ER LB 26N
% 7=, SEM T BSE % T Steel (Il ORI EHEE 21T >72. Zh % Figd.34 2
Y. BTHOAK FEIRICEB VT, Steel (AWESY) &&BEELAEY (KEDHES
53) DHERTE 2720, W7 2RI BMAAEMNE CTlIe <, Steel & 4JEM
{bEYORmEERLI-Z ENbrole. FEAK (8T & O OEWVILR
SRV, S RELA WL Steel #HIC LA S 20l 2ok LTz,
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Fig.4.26 Fracture surface of Asweld after FCP test.
(a) Steel side (b) Al side

Fig.4.27 Fracture surface of PS,A after FCP test.
(a) Steel side (b) Al side
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%54 % Al-Steel A4 E FSW ik F 0 R g J7 & 2R

(a) AK= 7.0 7580 9.0 10.0 15.0

Fig.4.28 Fracture surface of PSy,A after FCP test.
(a) Steel side (b) Al side

Fig.4.29 Fracture surface of A6061-T6 after FCP test.
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Fig.4.30 Fracture surface at steel side of Asweld after FCP test.
(a) AK=7.0 (b) AK=8.0 (c) AK=9.0
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-... ’!

Fig.4.31 Fracture surface at steel of PS,A after FCP test.
(a) AK=7.0 (b) AK=8.0 (c) AK=9.0 (d) AK=10.0 (e) AK=15.0
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Fig.4.32 Fracture surface at steel of PSy4A after FCP test.
(a) AK=7.5 (b) AK=8.0 (c) AK=9.0 (d) AK=10.0 (e) AK=15.0
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Fig.4.33 Fracture surface of A6061-T6 after FCP test.
(a) AK=7.0 (b) AK=8.0 (c) AK=9.0 (d) AK=10.0 (e) AK=15.0
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ack — v v b8y
e e A B

(a) AK= 7.0 7580 9.0 100 15.0

Fig.4.34 Fracture surface at steel of PS,4A after FCP test by BSE.
(a) Macroscopic image
(b) AK=8.0 at x200 (c) AK=8.0 at x1000 (d) AK=10.0 at x200
(e) AK=10.0 at x1000 (f) AK=15.0 at x200 (g) AK=15.0 at x1000
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4.4.5 WEHHIAHE

4.43 HilZ/R LT X 91T Al-Steel fkTI1E Al B8R I3 LT, FH L 2L
OIS RARE L N o T2, ZOJRR E Uil L S 35 & BHEA O 75)71%‘/{
HIDHT2, Asweld M3 LT A6061-T6 BEF ORI & 2 L — W — ARSI
o THIE L7z, Table 42 (ZZNZNDIEIHERAREIC I T ‘éﬁﬁ‘iﬁ@%ffﬁﬂ?i’ﬂ*ﬂ
S R, T . [A—AK ETHI L7255, Asweld # L0 & A6061-T6 R4 D5
ISFETFELI S Ry 1T R E < AL 22> TV D T Asweld #7 TIiX FSW

IZE > TRESERLOBAIME N AE T CND 7 EE 2 BD. B S5 & 246
PA D CIE, B S VME E E NS S /B OMENE L D728, Z Of5HRIX FCP
AR COREREFERTHHOTHY, MRS OEETIT RN LRI
7=

Table 4.2 Roughness of fracture surface.

M 12
ean Material AK (MPa'm )
roughness 7 8 9
Al/Steel 10.4 6.5 8.8
R (um)
Al 20.6 23.0 21.3
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45 Al-Steel FoFE4 B FSW LT 0 iy o7 X 25 R

45 & B

451 FEIHBEORESE— FL ESRHAMNDEE

4.2 BT~ KOS, BFEEESMBHI MG R Y 20T Tb K DOENAR
T Mode 11272 53, MBI FRMARIDE D> 5 47 Mode 1+ Mode 11 DIRE
E—RERDTEDHMOBNTWD., FEITHISE[73]TlE, ABRESRVE (Finite
Element Method ; FEM) f## 2 H\\C, [FEIFTEIZ/AA DR 2RO CT &
BAIZBWT, KK IR L THEIZIS BEORE ST iims il L TR
D, RFFTROFMITBNTHIE I OMAIFRAT— N> TVD 2 E DR S
ni-.

ABFFECTlE Fig.4.24 | 2Rk L7z & 912, Al-Steel fkT- 0> & Z4BH O i J1 45 KA %Rt
Kop/Kmax [ZAIE@RA E 0 3 L <& <, [AFEAET O Al-Steel fifF12351F 5 FCP
HEOFEICE LT, =AM Df@bb)aﬁlkiﬁo’@\t %P”@%Tﬁﬁéﬁﬂz
LEEOARAK FEIRIZ 3T, & Z4BHPA N 2@ Lmk i S F5 i & 4BHEA N o 8
MRENZ EDRHHLNTWA[74]. Lol 445Eﬁcpruiot9 , B =
I% FSW (2 X B AEShiim iz & - T, Al-Steel #EFD 528 Al aééﬁot RS
INEL, EEER 7R S FA AL & ABARA N O EITE 2 b .

T ZCAREITI, REE A OIREGT— NIZX o TAEL 2w Sk &
HEAPAD BT 5. b2 bkmM SFHE =AM D & 1%, Figd.35 IR
TR T & 91T Stage 1 #RE— ROV 7 7RO & ZUT L > TEKR S
oM 2 ROk 25, WE AT 72, Mode I & Mode I DIRA A58 % 3
% Z LT, Mode U ZENIETIZ K> TEFNDEL, EHOMANELS 2584 T
BHDH[74]. TOT=H—fRIICIE, Stage 1 #ERET— NRFO & SR TR
THEICENDIBLETH Y, Mode | ZLD A Stage 11 TOFEER T & LTI
INE. L, R TIHAK (2B 63 F IS & JZFA ORAGE— R
AT TWDHI®D, BAK BTl SFHESHBEMAONELTWDE EEXD
5. DF Y, Fm & HTIIMBIOEMHRIE OE WD B4 T 5 Mode [+ Mode 11
DIRAGET— RIZL - T, BAK T SFRESHZEMONAET, Zhn
BREMEHEA TR mICRBIT D FCP &2 LR L T\ b B2 5.
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(@) (b) © @

%%
VW UNA N/
Q//VWV"WV * v AR

Fig.4.35 Schematic illustration of roughness-induced crack closure.

45.2 WHEREREK & & HaTg OB MR

42 I TR LD, WHEEER EZOWFEHAFIZL > TER SNz
X AT O VA I T E R BAR D & 5 . Fig.4.20 TR L72 K 9 12 PS,A BT,
W97 & ST FUEALEE O Al S 2R L T\ o7, & Saikaiitg & fm o
PREEZ A L7z, Fm T AR DR USSR T o (4.8)
ThHZ2bN5.

1 (AK)
wy© = —
2v5n<&w> (4.8)

oy IIMELDOBARIETITH VD, AREITIE Al G484 D 0.2%0it /1 (286MPa) (2
2.3.1 HiDOGIHRRERIZ L > TR ONTZMHEFRIER (63%) /0 OMEZL L7 180MPa
% Al-Steel fET 0.2%Ifit /) & LCZ ZIZH W=, Table 4.3 IZZNE DG IIE
RARBHIPHAK (Zxf4 5 R & S OERE d, R UM Eg B L OVER
St SR & S D BERE d-(w,°2) % R, E 72 Fig4.36 12 2 b ORI AR
T UM REICE L TE LT, Al OBRTFEL TV,

_Stiel ______ interface
Al
p d-(a12)
i) C
crack E % P
cyclic plastic zone

Fig.4.36 Schematic illustration of distance between interface and cyclic plastic zone.
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Table.4.3 Distance between interface and cyclic plastic zone.

AK d w," | d-(w,12)
(MPa:m'?) | (mm) (mm) (mm)
7.5 0.72 0.049 0.69
8.0 0.71 0.055 0.68
9.0 0.73 0.07 0.69
10.0 0.77 0.09 0.73
12.0 0.84 0.12 0.78
15.0 1.0 0.19 0.90
18.0 1.2 0.28 1.07
20.0 1.3 0.35 1.17

4.5.3 FRISR UBEMIER & fE SRR

443 §iT, ZHPAANZEELZET 5 & Al-Steel #fkF & Al HeF4F D FCP
EHOETE LNEL Y, BEAKp K (AKr>3 MPam'?) ClIEfF —#R -
ICEMRDZ EER LT, L UEAK ,Ei,jz (AKg<3 MPam'?) TiIfksRE LT
R 30%FEE DZEN B o T2 — RN & SR T R AU 5 D IKAK Efj/:f
FCP ZE) | IR R BN b 5 2 & 75>‘fn HITWD. FRZA MK L @
TE (0 akerr & FPBFORE SRR DOBR A AT 2 2 L1, FCP ZEEOZE(LD
BIRZ R T DA FE L STV A[75][76].

Wl O BRI BT DA 20k U BBPECTE (0 )akerr 1ZEL T O (4.9) T
G2 605[77].

() 1 (AKeff>
p AKeff 2\/_7T (49)

7283 (4.8) ERIERIZ, o 1Z1E Al-Steel fETF-D 0.2%Ifif 77 (180MPa) % iV 7-.
Table 4.4 |ZA2h#R UM (0 )aketr & Al-Steel #ETF S HE D Al SZ H oD
PEIHEARLES dgs (F9um) D ELIZKHIET 2 AKer & Al-Steel flk T2 A3 L T PS,A
MOAK DIEZ 77T . A0 UMM TED S EERE AL & — 80T 2 DI, AKer
=32MPam'? DL & THY, ZIT Fig4d.25 2B\ T Al-Steel #ikF & Al &4 F:
MOMICENREN L ES R EMR—E L T,

F7o, Ahguk UM &G SRR O BRI ARFE O 28k & & AH B
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W%, 2B HR[68] TIEA i UYBMEIEDY 1~2 FEdbRIFEEE D & R
i %, 3 fESRIARE O L R HE DR 47T P—HICERE L TV E,
ENU 2% 7T F—EOEIENEZ TN EIRRENTN D, ARIFSE
TH, Zh&RROBmERADOZL Figd3l IZR 6TV,

Table.4.4 Effective cyclic plastic zone size ratio for grain size.

(@, VAK opd o AK ¢ AK (PS,A)

(MPa- ml/z) (MPa- m' /2)
1 3.2 8
2 4.6 9
3 5.6 10
4 6.4 11
5 7.2 -
6 7.9 -
7 8.5 12
8 9.1 -
9 9.7 -
10 10.2 13
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46 ¥ B

ARE T, BEERES (FSW) 12XV, IRIZDOHER S5 A6061-T6 Hk & SUS304
WaEREAEHEASLET—T— 7T 7 2L, CT BB &2 AW #s
R O Sy & R (FCP) #BREZ4TV, £ O¥g 57 & ZE ROV TRt
L7, 61T, BRI L > TAEL DT S JER~OREBIZO VT HRE
L7c. ol ERM@mITLULTO LB THDS.

(1) EIRMVALER 2 N 2 - % BULEE (PS,A, PSpA) 1T K » TRk L,
SZ, TMAZ, HAZIZB T B X Do Aiid7e < v —{b L7,

(2) IHEF A2 HWTZSEMBIZ DORER, WA PR10REMU Lo & &, FifT
D4 @ L B DR DS HEFE S 40, PSuAM TIZE S 1lpymTH - 7=, Asweld
¥, PAM, PSAM TIIE S 1umll F O RBFLAY LR S o 7.

(3) Ty ELLERRBROFER, Al-SteelfkF DFCPHELITAIG @ RAF L 0 KR
L, FRITIRAKRER (AK<8 MPam'?) IZB W T ZDXEFHETH-T-.

(4) SREAMA R EE 2 A L72rE R, B 0SSR RERE L Kop/Kimax V2
Al-Steelift FO I NAIG SR LD LF LS @Eoote. ZRMANZEEEZEET
% &, Al-SteelffkF & AIG @R OFCPEE D £ITFE L < /ML 72D, HAKAH
BT L7, SZGER TRMBOLE CIHMEARE LTERDHL HLOD, =i
INEL T o TEY, TOENEKNDERR CIIA MK USSP TE & ik
Bn—% L.

(5) [RIFEAET & Al-Steelflt T CFCP& | ZFHIEN A U A HUAIE, SAKFEIK TR
AE— FIOMEHSHESRABEONEL 2D THY, SHICERERT
PR SR 83T 55 C i & S YR M & R SR R D BFR 7 &R HE 2R LA R A B R A
HELTWDHIEEZLND.

84



Gl

R
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EHEMNE A

PR - ST B SRO DD Z L n, SREbEE & BEAR 2 A E
FTZEN 1T 2~ TF <7 U T R ED S TR Y, BEMEHES DOFTFEN
BME o TVD. BMEA TIEOT TY, BEEIEIEA (Friction Stir Welding : FSW)
Bfrid, BEMERETHDL 2 EnDEEW ST COISHAHRESN TS Z L
B Uiz, UL, B - HE% 31T DR SRR O Ky 3 A4y A0
LIRAETDH 0D, RESEMKFELEEMED L L TEBRICHWISA, #
BRIEEPETS T T <, Mo LITE PSR DR T REE T35 2 & 03, HEM -
&Y D2 BVE B ORI W TRD TEE L 2 5.

Z 2T, KFXTIE, Al-Steel ZFEEJE FSW ik FIZI 1T D HEMAVRRETZ T T
7, PETTREERS L OIEME A R 5 Z L2 BN E Lz, WENEZR D Al
BAEREAT VAR OT —T7— K777 FSW kT ORI R 07 54
JEINZ DUV THRRET L 72, IR T, Al-Steel 225545 & FSW ik F @ FCP (Fatigue Crack
Propagation) Z$E)F L OHRIEMEME IC DWW TG L7z, ARBFFEIC X 0 5 5=k
imE LTI LD 5.

92 WTIE, AlA4 A6061-T6 (HE 6mm) & A —ATF A FRAT LR
£ SUS304 (BJE Smm) DZEAEHEA % FSW TITV, #MMREIZ05E Y Bz
EBLTT—T7— 77 I MOREBEAFHFICO VTR EZITo7-. &5
2, T = RT7 T U MICx L THEVLIR 20 L, HEVLER) RIF T 2T
DN THIRF L7z,

(HAIGESHRDOEZZHIK LD HELS L, S bIZY— L ZAI~F 7'y T
HZET, Ta—7, vand—EHIZHR~MRA LW THES 21T 7.
7' — 7 b 1 S SR e 1 2 IR I BT DRI R D, @RI & 600, 700,
800rpm & L 72358 IS MR EE Ok F 1 G b7z,

Q) GONTZMFORET T v a7 74 AMLICE > THREL, WEE
AR & Hib TR CIZ L7237 CTIXgIR Y M 201 MPal 72> 7. BIER D filik
FAIRF OTMAZ THRAL, mWRERENGONTZ. 2774 ZMLLT
WRWT—F — K7 7 7 IZAWIMNIE W=D, FUm CHEEN A U703, 53RV
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Rl
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MENIT7TAAMLLTEMTELERICTCHH- 2.

() BHEEARMCTER LT T, IRV 98 S1XA6061-TOI AR & Lk
L THRIBS%IE T L7z, ZAUTHEA RO ABUC X » CTHI B (LD A FHEE L, SZ
NB L OTMAZIZIR S 1oL E L2720 Th 5.

4) XFRuCTIZ LY, B DAL TWD Z ENfER SN, Bafehs
AT T, AU 288 O BBRIE S ICE —Th 72, BV Ak
R 5121%, SR OMSmRA LT NCHIN CTHAERNSE LT 52 L &, B
ERRE ST ETROERLLE—THHZENEETHD LRI,

(5) BBV A9 Z &, LMo I T ER L. 774 AT L5
IRV ERER A CIE, BEVLWEIZ L > CHEV S B3N 85% M L L. 7—F— K
777 £FERBNTIE, Bottom IICEAKRMEBRO N2 Enb, ES
Smm O Z A ITHWHERICIE, REOFEIZERT2O2LERHD.

W3 E T, Bomil T THES Lz, Al-Steel BAE4JE FSW Mk Tlzo>W
T, TABEH WD Cos a BT X o THAEY OFEEIS TIIRREIZ DUV TRt
L7z

(1) #EEFRIZXH L THTE LOmE S M OEREIN L, Theh, #5857
AT TEICHIRY RIS B L OEMREIC T & e oo, S8 Rl ok
BISTNINEL, AR TURE T ThHo7z.

Q) BEAF AR L AT 2RI 00, 828 R H 5 510~12 mmBfEi 7247
B THIRY BEIG I ORKEZ R LTz, —JF, #EEFRICx L CREREEIG
N, AR AL CIEMEEEINITH Y, oo OERENEINT 5120
TRGRITHA LT,

(3) HEVLELY, FREIG M E AV EEEE 5 2 e T,

(4) Al -Steel B AE B JRFSWilkTF D i KIERHEIC TI1E, Al / Al[RIFE € JRFSWilkTF D
RIS L IZERETH -0, BIIRBREITIAIE TR 223, EMRESTH
HFSWIZEIT 2 HARHEE LA ClE, RERERISNZFHITHZ L3 kho
7-.

% 4 BT, Al-Steel 4 )& FSW #kF % I\ T, CT (Compact Tension :
CT) BRI L0 Fumi 77 & R 2s s do L OBBEERE IZ DWW TRFT 21T > 72,
Z DRERIZHEESNT, FCP ZENR° & ORI KT R E R FSW #5507
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DB SN TR L=,

(1) ERACALER 2 N 2 7= BVLER  (PS,A, PSpuA) (2 X - TEEMIZEL L,
SZ, TMAZ, HAZIZEIT D X D347 < e ¥)—fb L7z,

(2) P& T &2 MW T-SEMBLE ORR, R A0 Lo & &, S
TO4REFLEWHORE PR S 4, PSyuAM TIIE Z11pmTH - 72, Asweld
B, PAM, PSAM TIHE S 1lumll F O BELEY LS S Lo 7z,

(3) e = ZLERRBRORE R, Al-Steelfk T OFCP#EE ITAIG &R L U 21K
BT , BRIARAKTEE (AK<8 MPam'?) TR W T Z DHEFIEETH - /.

(4) SR P ER 2 A LR, SR OIS T8 RERE L Ko/ Kmax 1
Al-Steelflk FO I NAIGERM LV bE L @hote. SAMMANEEEZT 5 &,
Al-SteelflkF & AIS @ RA OFCPEEI D 1T L /NS <R, mAKfEI Tl
—H U7, EER TR TIHRRE LTERS L bDOD, EiT/hE<
2o TERY, ZOENENDER S CTIIAMEGR LB A &SRR —
HL7-.

(5) [FIFE#ETF & Al-SteelfkF TFCP# EEIZAHIE DNV U DRI, BAKREHIK T
BAE— NEOMEH SFHESAHBANDNBEFICAELLTOTHD, IHICE
S e T BRSO 7 C I3 & SRR M Ik & A SR RL AR 0D BEAR e & HEME 2R R AL
MERNEE L TWNDLEEIOLND.

PLED X 51T, Kga X TH DIV BRI, IRE DN 72 5 Al-Steel #AE 4 & FSW
T OREES M2 L L, 86 RmoOEE)IE 7172 6 ONZ FCP 282D\ T
FHMICERBREREZRMEL VD E L BIT, FEMNICLEZLOH LWa A%
HRDRE BT, FSW &2 WA OB - H&E 02tk - FEEB IO
MAMEDOHERF - HERICEM T2 b O EHIfFSND. 5tk Eikias ORRE M
EoRREME Bl 8 b e, s E O~ LT ~T U TR —EinET %
ETHENTWDZ LD, BMBEANKLEERREL 8o TS, AR5
BT, FRIC SR FSW kIR 288G HESHI S L CEER MR TH L &
EROND. KFIRICENT, AlG@REfRERIRLEZR, v~ v F<T U7
IABIZE T D RFEA R O DEITIE, X M EHER-CRIRE A E 2 5
5. PIZIT AL B E T 68 Mg 6@ L Wo o BESEOES OI1E), CFRP
DIk IEEIR & BRMELE OBANHE L 7o TS, 5, 2D O/MAE
HEITK LT, FSW R0 L — % =158 82 DM OEE FIEIZ OV TREFT 55
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