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Fig.1 Schematic illustrations of three types of

grooves and each probe positions.

Table 1 Mechanical properties
of base materials.

Tensile Vickers
. Elongation
Materials | strength (%) hardness
(o]
(MPa) (HV0.05)
A1050 121 20 43
ABS 45 2.3 10

Table 2 Friction stir welding conditions.

Rotational speed N (rpm) 600~1500
Welding speed %4 (mm/s) 1~5
Tilt angle 0 (deg.) 3
Preheating time t () 10

Welding direction

(b) Scarf-AS

c)' caf—RS

Fig.2 Bead appearance of the joints.
Welded at N=1500rpm, V=1mm/s

Friction stir welding of 1050 aluminum and ABS resin plates
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Fig.3 Macrostructures of the joints.
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Fig.3 Microstructures of the joints.
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Fig.4 Results of tensile test.



