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Parameters Symbol (unit) Value

Welding speed v (mm/s) 5,10

Insert width B (mm) 0,2.0

2.7

(unit: mm)
Fig.1 The FSW tool used in the
present study.

R L7z, A ¥ — MFIZIX A6061-T6 B % i
2.0mm, £ & 150 mm ([ZHEEIN T L7= b DA ff
M L7, (38 o5 3R X 1%, ADCI2-F 23 310
MPa, A6061-T6 7} 317 MPa T 5. kD
{b57fHAk A Table 1 12789, #2513 Table 2 1T7R
TR TIT o 72, A8 TN OJEAE J7 ], . . !
BT & TE L, #2A K 110 mm O 1B 0 1 2 3
RIROEBA T o T, Y — M A& TAM Insert width, B / mm

SKD61 3 a A A 15mm, o = /LA 4°, Fig. 2 Dependence of joint tensile

100

Tensile strength, og/ MPa
(on)
=

(@]

strength on the insert width.

Effect of Insert Material and Width on Mechanical Properties of Friction Stir
Welded ADC12 Joints with Insert Material.
Ryo OKAZAKI, Masakatsu MAEDA

— 19—



Zu—7F M5, £ 2.7 mm ([ZEEOIN T L7
LM L7z, Fig. 112V — VO %R
9. Y — VEHE G R & L, [BlES
i) & 25 7710123 [F Ul Z Advancing side (AS),
Sl % Retreating side (RS) & #rd° 5.

53 5 TR O RN 2 L BRI EEIC L D W
rALAREIZE, IR, ﬂwiﬁﬁ%ﬁﬁﬁ)

W2 R D5 B A BRI K 1T o 7.

& %ﬁf%ﬁ;U%ﬁ

Fig. 21k TFHRE & 1 > — MIEORRZ
RY. A Y — MAIEB=0 mm Ik IR X
EAME 22 (LS TH AL L. B=20
mm Tl TFIREIIB=0mm XL » LK T L, #24
HE OB MK T &IN5 5.

Fig. 3ICHE A EEV=5, 10 mm/s THEA& L7k
FO5| RS O/ A R T R E— RO
& Td 5. V=5mmisD S TIiEB=0 mm& 2.0
mmOEE & SR TR L TRV, A
DA KMae— k7 0 —TORETII 720,
V=10 mm/sD 5 TiEB=0 mmiZ TIER /5
il L Cuy 523, B=2.0 mm CIISZUTfH TRk
WricZfb L TWab. i, k41— h7

—IZERTLMETH 0, 5IERBR THEN
KFLEERTHS.

Fig. 4\2V=10 mm/s, B=0, 2.0 mm®D 5t TH%
B L7k O BB D SZ(HTHRER) O f i HIAH
k2 Rd. TMAZIZEIN TR, HAZIZEY
B R LTS, SZOASEV IZBWT, B
FHICRTHEA RGO HERR S D . ZHUTiiED

DOREIFERIALE T D Z LS, MBS KIRE T

PR EY LY S 2202 S k0 AT D K
ThbH &?E{/EJ N5, Flg Zfﬁﬁmu\éhf:gﬁg
KFEZoEAXRMBIZLID LD EHERSNS.

Fig. 512 AR T 23R8 S 4172 V=10 mm/s,
B=2.0 mmI|Z ié%l%ﬁ*ﬂﬁﬁ@ﬁ&@@%@ﬁk
FOSEMTHEIZE U7t 2 7~ 9. ()IF5%510%, (b)
1501, @iw%uﬁﬁbt@ﬁf%é.t
HIZ B W THULEROIEMAR T & 1352 0, &<
SHPEIETE 2 > TN AR VWA 2 ELRR IR L S e 2R
INDH. ZHUIKHOBEERERT Th H/L—

F7o—EHEII SN, 7o —T ORI
KT WZ EMRRTH S,
4, #E

A Y — MIBIZ X 2B E ~ DR %

1%, V=10mm/s, B=2.0 mm®O At CTHHEITIL T

L, b= h7o—2RESE5 2 LI L.

SE 30

1) H.J. Liu et al.: International Journal of Machine
Tools & Manufacture 45 (2005) 1635-1639.

2) EAEIERA : AR S, AR

AEPE LS, (2022).

Welding interface.
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Fig. 3 Macrostructure of the fractured
tensile testpieces.
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Fig. 4 Microstructures at the AS half in SZ.
(V=10 mm/s)
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Fig. 5 Fractographgs after tensile test of a
joint welded at 10 mm/s using 2.0 mm
breadth insert.
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