ISSN 2186-5647
— HAK S A o TR S5 A8 Il A4 At i X a2 (2015-12-5) —

P-95
BREEIEIC £ 570 3 = 0 b B R
& & O B HEF R
ARAEET () O=fk the
HRAET GEFE) BRI Flz  BRAEET KA @i
1. 5 Table 1 Mechanical properties
TaHe - A IXE il b RAEEMIC of test materials.
EHHDOL ) OEEHEITH D V. - A5058 | ACTA
TR TS MEE LT T HIEREET, Tensile strength[MPal] 289 | 210<
MBHZ BN E WM 2 N 2 8869 % HiET 0.2% proof stress[MPal 147 110
by, ZHETHEHINLTNS. Longitudinal elastic
LA U TREICEZ X TV 5 2 & modulus[GPal 71| 678
O, MEHNIBERZZ TH LD, F
T % N2 5 Z A2 R0, MBFOBE AEER TR - AT, EAU T
HIPEEIZ bR E 52 5. 2TV, PSS TIG ¥ass & MIG VATV
Z DFBRTIIMEBERET O B B 2T M, L—YUEeE & FSW (BEEHB A 131
ZEaEME L, BRESRE(EM, S0 RIL L7=Td 5. Table 2 125477
?ﬁl‘_*ﬂ':@%%ﬁﬂﬁﬁ%f(ﬂﬁfi, i =, @5&)75‘&" Table 2 Welding condition.
CHELED X SIZELLIZDMIT DN TIG welding
THFT2ZENEHNTH S, BAEITR -
AR Cd 5 TIG % (Tungsten Inert Welding ) 1st 113
Gas welding), MIG 7#:(Metal Inert Gas speedmm/min] | 2nd 111
welding) , L — % & # (Laser beam Welding 1st 150
welding), &IFEER ST B ERES current[A] 2nd 170
T & B B H# Y B A (Friction Stir Shield gas([L/min]) Ar(10)
Welding) % FAV 7=, 7o/ P2 HH L MIG welding
BFRAHAE B W TR OFE VW, I Welding 1st 240
Rl R & EMES O MEE DFE VI speed[mm/min] 2nd 200
DNTHEDLE TR ZITo 2. Welding 1st 132
current[A] 2nd 132
2. 3%%; /i e o Shield gas([L/min]) Ar(10)
HT DT IV = AR »
44 (A5058, AI-Mg %) £ 7V =0 LG Weldi I:f[lser jvel d]l =
L8R (ACTA, Al-Mg ) &HH L7, = elding speedimm/min 4000
L5 ORSAIPETT & Table 1 1074 02, ft Laser output [W] 1590
WM OFIEE, ES  6lmml, B Shield gas Ar
200[mm], £ ; 100[mml T 5. FSW
Rotation speed[rpml] 2000 | 3000
Welding speed[mm/min] 250 300
Retention timel[s] 30.0 | 40.0

Dissimilar Joint Characteristics of wrought
and Cast Aluminum Alloys by Various Welding Methods

Yuki SAEGUSA, Toshiyuki HASEGAWA and Michinori OKUBO

— 839 —



TIG Wb G L7 ieebel, AlMg 5 250
7 A5183(¢ 3.2[mml), MIG ¥ TR L
oY A YiX, Al-Mg %D A5356
(6 0.8[mm)) TH 7. T b ORI
B 1% Table 3 (Z/~”3 3.

Table 3 Mechanical properties

a
A5183 | A5356 '
0.2% proof stress[MPal 280 240 0

[\
ol
o

[y
(o
]

—_
=
=)

Tensile stress[MPa]

Qt
o

of iller metals.
Tensile strength[MPal 330 290

=g . NgE - =0 By B TIG welding B MIG welding
. ?gl;iuitfﬁ i)i d 2;% ;%ZF?ii g Sﬁgﬁﬁf [ | LaselE welciing B FSW(2500)
S, ’ - FSW(3000
Smm/min T, fijE 49kN TIT-o7-. RER
ROk & ~HER Fig 1 10RT. B8 ES)R Fig. 3 Tensile test results (notch shape).
DEIRAIMEE Z 32 O BRI D720, 150
BIR & % it L7z 160 B TIG welding

Pal

WS BURIE, 0 — A S BB A b 110
ALY, RERfES 196.1IN(HV20) TfF - 2. 190 MIG welding
7=. WEEFT% Fig.2 (TR~ 100

PR V1, SBREE %2 3.0mm/min 80 m Laser
TITVY, BRI A Ak r RG] 5ERK = 60 welding
R A L7 ‘2‘8 B FSW(2000)
. 200 _ 0

Tensile stress|

3

= et — Fig.4 Tensile test results (smooth shape).

DNE 7Y "

— — o
Fig.1 Shape and size of 80 )Lt
tensile test piece(Unit : mm).
20,2 ,2 4 20,2 20
+ [T [ >
0 - - —. —_— =X — - X ._/I_x_4_x_,_x _____ —} -
Lo

-
o

* 200

Fig.2 Shape and size of
hardness test piece(Unit : mm).

Hardness/HV20
(o2}
(e}

at
(@)

3. EBERRUELR 0
3. 1 BIIEHBR

Bl 8RR BSR4 Fig 31077 e 0 s o a0 a0 e
L — PR J B B AR A2 O TR T Test point

;i% b/ha < ’ Eﬁ%ﬁ{jl&g%ﬁ el =@=—"TIG welding =@=—MIG welding

TR L7 oo n & ,

7B BIRIR S AR O T TN & U e e T (2600

HER-T-2EEZHND.
VRTIYARE b AR A A e LT D Fig.5 Hardness test results

&, HLTEMESTINZ E DD

— 840 —



. ASKEFEES ThH D BEERPES O
SRR S IR S RIERSE DA R 2
EMMZUN,

AREERTIX, BEEHOBIRO A7)
ER & 720 53R S DNARIARE & VK
{lpolebBZB2bN5.

Fig.4 133 A AR 872 b 0 D7 3R
R AEITOTRTHD Y. UIREZFFL
TR OGRS R LD &, 6
ICERFEIR DI 9 35 R Z 3RV 2
ERDND. RO E 2 72D
CEEMITTHRT L T D Z D, T
BN O OMEEI L A2 Z L
R, SIEREOEKTZ26H720LEH0
EEZD.

2 il SRR

1 X ERERE L A Figh IORT

FSW O S I XA L~ 5 2
IEVMETH D, 21 FSW OB R
T THDLZENBILND. EEAR
& EIUSN OB T VMETH
L2 ENBHLERD. WEEBEOY TRt
HIERWDOIZ L —VPEETh D, L—PRE
PRI EE M &t~V NE L, TR
Bt & FEN TR Z & BB N K
WIZENREZLND.

3 HTRER Y

Fig.6 1ZHh TR OAE S 2~ 7.

WL E LT CTEITH 5. FSW
DI LNERDMEZ R LTWDR, i
RO R DbDEEZ BN
5.

A [a] 00 SR IR TAR AR SR Bl e
FIOMEIFE N Z E BT o Iz LT
FRVNEEZ X HID.

.4 RFRE
IR 2 TP 4 A X VIRBL T
DHLDOTHD.
0% =%a¥v+<1—%>af
ok, ol FIME LGSR OSRIE X
H, W B84 RO, fHTE

— 841 —

500

400
300
200
100 I
0
QQ®

Fig.6 Bending test result.
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Fig.7 Joint strength (fusion bonding).
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Fig.8 Joint strength (solid-phase bonding).
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