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1.3.4 11+ 4 % 7 7%4% (Tungsten Inert Gas Arc Welding® TIG > or Gas Tungsten Arc
Welding © GTAW)

PAFHEEF M He - Ar SR B ME * A7 "B R L EFAF I }
e P EBBPAFE M S ARME R RAEBIFEF MTINMER 5 - KR
B r TIGthip * PR ia» 3 = i % 3 A (o HiZE A
T A (AR VR oq TNAS RILD BT R AZET MG

FoORENMINTRAF TN S @ AL R BT 4 A

6”3*

R TR A TAL T 4oW] 13 9957 o @ TIG 484 T & LA1» Taad

7



TR RGN B FH D G A PRGSO e
Toobdakd SBFELS CHRY CTRITES  FHERSRS F T E

fie T o F FI4RE P H[23,24]

FRHGEBT SRR BRA RS 2 B H B RS U B g
T2 REL[23-25] ()F Bt A BRI o HWREEES G EB S
BRBF P EREETETEME Aol dE o (b)Rg F DT 0 g7
hi CF o VEAFSBERST ot g FRAE G A A ATRR S R
G Bt (O ARG AL S ST F P ONSHA A3 chpdfd o
(RF &G TEGLS AT ()7 F Rl FE TR ER Y
FgR 3% o (f);%fsﬁia?] NEREAD RS B R Y e e § M ET
PhARL - i F b L D (a)$t g BLiKih 4 4o Pb~ Sn~ Zn ~ Cd
EovarEL s FHZEL FRMER MRS R REIBRSTRL (D)
GERFEIN AHHENERREE 2 REF T R o (OREIIEIBH 4
B PHBTAL AUERS §EAGE SRS (AET YL 1 AT

Tk HERUBRIETRS &

1.3.5 % %+ & 4% 3% (Electron Beam Welding, EBW)¥? ¥ &% & 4% 3% (Laser Beam
Welding, LBW)
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TA LML R EA T T 2 A EEREER - F_-(‘T}—,_gzb o= FARK
BRI R FTRA A Il 7 1 b RIROR
25 [18,19]° TF AR IF N EFAPBRE NG EFOHFRER o g
Wagsin X EBWH 2 4 0T 2 iREE[18,19,2527] ¢ (a)% F % & B (10'°~10"

wmﬁ,?@§%w41@ﬁo@ﬁﬁ B BRPER K BRAT

b

Bt o BEETE -QRLZTEF AAFLENES OHBAR - (D)
FERGEFF2HE  ofp B2 2 FHRRTT HIBE - OHFERES
BRMAE el B R (DBRFERF I BREAL 2 A5
S RE s T RS RS T REE G T S
(/A Ff - 2B H R B LGAE B BT 4 Ko (b Ak
Sl BREZECARGIZT R BB F R I o (O F K AL T

Flafp i f TE 0 TSR ERY R2HRKABE o (DR F L EXBEIT

ot 2P AL 1B NAFARIT R EFZTAVE S wE &
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B2HABAR ENBERAEE 10010 Wm'sr > B E R EHEE 2R A LA
IR Bt delr TF KRS G RGo Tl MR RS S TR
Brow RS R B AR R 1T @ilim 2 g B R ) ) 0
BB G 2 AR 0 2 AR E TP RA[19] AT
Bm P FFIAIRP L REHEZT A F 7 ERGE RT S
FoRFHEDFEEA VR FIAB  mEEGIFRAVRF REE ] T HAG R
§ ddARF B MBS TRE A o3 ET MR TR TR EL &
2o W KB e 2 7 R[20] -

FITETAE L - Rk G e RF)EF A R 1 & ERR L Rk T
TEERAEF F A B Tk NGRS B ERPL A TES eR e
APA NS AL A RIRZ 102 o g% LBWW 1% 48 RUR chjEdE - — AR 4
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T2 RSV ET c R HRF I AFEE L 0 AFHEBE S 2P E LA
B ¥PURERR LT Ma 5 0 BE VRGNS S kX RE PR ATRE > EdE
SE A ®R EEARREDL T aCOEHA Byt FlE A4 3
R SR RLREE b TR T S i seE ot 1 A T R BRI
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1.4 FE#EEi g4 & (Friction Stir Welding, FSW)

14,1 BEoTigaesis gy i

B g s 5 4 0 B W4 4247 7 “7(The Welding Institute, TWI)*+ 1991
EOF R R 2 ATV R2[2820] R - BB A WAR B AA AR DR B
EEF IR RERG PR AL 0 PR AR B
3 ndr s £ 0 4o 1707552024 % o TWI 3¢ & B &) 4 (Cambridge) i} i 5
Abington > & B Bk AT G BPGRE B B2 - o G A2iE 400 s | 2w R
Lyl ER - Ay B N o gk & e TWI L3 1) il
MR TEF{E- B2 F T ERFEN L ERAWERY -

PUAR B E R A AR B add ~ — g 1 £ Ep (rotating shoulder tool) 0 H w B A
A ¥R (shoulder) z£ # 31— L' (pin or probe) > dh# 2. & B > prsra 2
(workpiece)z. B & o 45 FEpF L HIE ~ IR F A E B R & Rl 0 &
BYE-e T A EIAIRGINI LG 5] I EFOREA S BEAA R
AIFIABERIPRE - EF L LGB e SR R RS
HHREE -4 FAIPE TS RPOBET R 2A 4R E a9k 0 4ol
15 467 [21,30-32] » S42i A2 0 A IS AT B A5 04 kBT - B
BAORRATT FLHRILEE P S ARFD YR - B G HE
B W1 EERA HE LR I1EER - fINNE L9 5MHEE2 28
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[33] - B e 4 4 - AR R & BT B R G * Biirildemi
TR IR Gm b o B BAR R E AR F R AR AAZIE R H e BE[34] -
AP RE £ RRRERY B FER NG 0.6-08 Ty 85 20 & )[30]
LRI RERY A BB T R AFREG B N EES o0
HER ik b & — Ayfrozen) b iF k LR [33] 0 2 1 B FF % S B2 i S o gp

IR R o 45 ¥ 4 5 488 ¥ (advancing side)#? 1% ) 18 (retreating side) » 4- @] 1-6

[30,33,35] - o1 EEpab i pF > S » e v AR RIALZ S HEH
PP - FT L3N E s Al E o R E S ERES e PR o

BEgLadarp it e 0gaar T F 72820k - &
Guerra ¥ 4 [33]¢2 Krishnan[36]4F 2 ¢ 45 1) > #158 & FSW i 42 @ 5d & f&° 5
FlEF M HE L pov @ o MR R R B BF I R e e
MASE o P HOPAEARF 2 FAE od BT dR i B R AR GRS
woird o e I A SEF L P R L AR AL R ST AT 2 A A g o

Lee % 4 [35] tdkid A356 2143 6061 488 £ R i L cnf sk M1 &5
P T (stir zone) sl w i d & B B i I f g ForiE S B R A
£ d FE @O Fend om0 Wi and TS gL B R T
285+ o Karlsson % 4 [37]% AA 5083 22 AA 6082 ~ Al-clad AA 2024 #2 AA
5083/Cu (n FSW R F4x & 9 %7 » S L BREF EF A2 80 Es
Fend e 3k o 4o 1-7 -

P SEY B KT ORI A i b Ay S - e Rk i
[33] 7 4o 1-8 i H . 5d L Il R 1 B p it pid D o F R L
IR R G AR A R T o AR e Tz A R ApR 2
Hoie v g 4 g o K 6 PR e % o B E L S R
b2 g4 > a 23 FHPEwEIEET PN BB AL LIAE A @

RARE N T 3 PR en3t Ok (pores) T = 0 @ L IR R F PEEL S g PR AR i R
FoHAEY e T LG RRHZEE B o ] 159 [38]97 7 2 ik B AALE
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BLEA S A 3 PR R g e A7) S DB PO
BEERRTLAG R (R2ER=Z A2 - ) Hdund < 54 R 5

SO H S RAFRSL T T P PR ARSI TR v FEY 0 h agEE T

Bz 2 2 ettt (T L2 B ERA[33] e MR 1 LR RIYTA

S MR E T OARAR B - 4id 2R i A2 [39] -

I BB s P aEE g R R YV 2 280 B 1-10 - (a)H =
;44 1 2 gE(fixed pin tool, FPT) 5 H - 3% » — g% = » £ 5 Fleda

B Ep

1'\1

FARETEBIFER > CEBRPFTEAFTFY PG S w2 e ir )
(one dimension)  (b)¥ # ;% L 1 E Ef (retractable tool or adjustable pin tool,
APT): 2 B N1 Eg > A A AMBE L AL > H LW ERT o r 2 b
% $#1(two dimension) > "$ TS e R T2yt e o FRLERIFRAY R
P AR AT RGOS e 2 T IV B 111 eI G
FHELIF - (c)p & F 1 £ g (self-reacting pin tool, SRPT) [40] : 5 = ;41 &
Fod Ao W esa Ao B A K ML AT A L Eihe 54
FIMT TSGR EBRMFIIIFEAF 2TEBRFAT RN
PAEVANL EEAAL LD £ Ry B 7% (NASA)Z NASA-Marshall
Space Flight Center #7#7 % 41 %k » # 324+ MTS Systems Corporation ¥ MCE

Technologies, Inc. (MCETEC)# #> @ % 1 @ig ~ 2 A F E B E o

1.4.2 BH g e ieit

A. 453 % ¥ & Tk (onion ring) =1 I

BB o g 4% 4R 4R G 0 LB < eﬁ#:gq&{;i E e FER A e B
(nugget) )k 82 KTk B4R § 5 BT IRAE R 310 253 T (stir zone) e 7
P RN E X PP Find @ o a fo g £d 00 Fadg en i
Foon A2 2T RA T4 AMPETF ORGSO LR BRE S H
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e B+ 8501 B Ep 4 - B P ene e pRaR[36] 0 @ & Tk T FEEAENE

:Si —Tﬂgzaﬁ m'—-—lﬁ—'];‘ﬁ\:") 9-&\—_"%] 1_120%1’7}"(;‘)/:"\_%‘% ;\A I{L‘E":A

g
;ﬂi

A etk g S N EAF R R R o R R S Y o REFE G D
ookt ] ez P R ER G B IR L A F o 4o B 1-13 R [41]e o 58
Pkt RO AL E ARV ED » RS A 4 FER
#i¢ ° Mahoney % + [42]sdF & 7 & P| » GEF DX LRBHELE T B H
b2 R B Tt YRR O S E B TR A F A RO U R L R
B bz T4 A LA RFURES 1 2R 50 B ARYTR o 1955
Lee % % [35] 248 & £ A356 &2 6061 ch FH42F % #F R LT T f /)

EREFAE LA g BT T AF L 7 e aud frid Firig 2 B 1-140

B. &8 % 2 HoL e
S B PR T 4 5 0 B 1-15 1 (a)* +(base metal, BM) ¢ T J 435 4%
2 PRt BA R X 4R R R AT o (b)) B F (heat affected zone,
HAZ): A0 HicB R TR 2 F > RPFF OH PR eR TG X 1 FSW i§
OB REPE TR ESERPT B A e e Hapin e - BB TR
Ff AR R W F TR T EARER M ] A E SRR F S
Rt sen BEL A HERPERT I FAAHREALPERE c OBRBPIER
(thermo mechanically affected zone, TMAZ): /i & i £ B H " 2P E®R 2 F >
ERR eSO RLPHAPE AL RUNTE T A I D RPH TG @
¥y Ak auigEtE o (DR & F £ % & % (dynamically recrystallized zone,

DXZ): =348 ¥ & > B 55 P11 B B

*

S RO G

_,E_’_’ﬁ £. ‘:E'ra“""’-:‘i-ﬁd1 KU il aa‘}_—a ﬁ_r—g R & o

BREESRTET LEORRET A RE PR BRI B AR B
FRET AR FOT S APV R A RR TN - AR R
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TR P LI ER e AR EE 4 I £ 45 1) R (precipitation free
zone, PFZ)% 42 &2 3 v 5 # 47 B 20 $[43] -
(£ FEINA - BT A G BRI GEEE T TR P SR

BWEBR2ZA - FAEL b L 2HF 3R 2TBRERTHR B D

C. 8 FHEF2LHEL SHIBH

[46,47] » i ¥ &dbif T emg R > BAEF B R R 0 17 8 0.6~0.8 Tpife
Bl i3t - B F R L SR EROST)RER N5 B RLLEHTA LT

i 5 As £ % % (discontinuous dynamic recrystallization) : & 5 d 1= £ § &
Bode Bendtihkem & K il 6 i £ % % (continuous dynamic recrystallization) :
MEREFR AR L HhERL I HhLGIAFEHARRIBI LD 2L
gl ggka T F ERLR
Jata ¥7 Semiatin[48: i # AL EH F7P B 2 RALN » A A5 MER S

T e 4 o ke F £ 2 0F 5 (dislocation glide)® 5 d i f egdgg m & o Su ¥ 4 [49]
F850 B 18 it o e BB IR S (F T %%r} t FSW i 47 ¢ #7735 2 en=t §y k45 d

ZPRAMBATT K R g ar S £ o 8 P 4ap & DXZ # i L 5 S B AR F (L A
- 51“’951? D Z A& 4 (dislocation introduction) » AA=dofrfc <~ £ enZ i d F M
%2422 0 PPEF FSW @&t 2 hg Bildefhf £ o & i 1k (dynamic
recovery) > i tiEARY CF LA P E M AR & & Lﬁﬁ ARl VR e N
A5 o sl 4 #s i £ 2 & (continuous dynamic recrystallization) @ fg | et & F 5
d e R AR I AR S RSB IZ LA U ERERARNZE
il S hhb o  EAATIRAF BMo v PHFV LR LY A2 FE
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AR AR ETR A 0 3N PR A2A TMAZ &ie®r DXZ ffe? 52 -

@ Rhode® A [50]4]* *d& 1 2 gpdd » 7 L i& 744 11 (plunge and extract)
T 4 fr e jie s R A BRI EAR Y 7050 48 & & i SR e
R o BRREd e REpdE o W2 0 F RN AL EFSW
FEF AR A1 B E n e S { B ERSER
P E IR N S EPORT A LW R R A A - B A iR
» 34 i (plunge hole) 2 /& 281535 G 427 2 R FSWiB AR jic7) §7) e ¢ o & 1

A7) 2R o g ER LA 0 %

Wi

LR BE N ME SRR SRS O
Mg AP AR A LS ARSI S NG PR R LT G b
F B R o BdE N IUF RITELETIE B £ R S iR f 42(50-100 nm)
F2EL Bk @ LA AT ok BB A 350-450°CT 1-4 A 4B 2 AT
50 2K I BFSWHl A28 48 & 449 I [42,51-53] « Fpt &7 423k 1) » &FSW
GRL AR R T T bk Bd BeY EARTEL S S L
1o @ ZEER R g heh= B @ A en[50] o

A Sato ¥ A [S1]% 3% J14P 002 T3k > $30 6063 48 & & BT Sk R
iR o gr R R OvR i ERBEE o R B RE >
REGH @ DS FFHAPVREFE FRESHIPAL - &1 L HdE
WO MEFFLRLFHET AR BRDLIFERY FESE o8 FL LS E

LIERSEAPE  AGR R PEFRRELY B AER S AR
InD= —Q/2RT + In (At)/2, [1]

HY DEARTOERER LA AZVE QL AP R2Z {uiEits R
P EFME RO TISHER iR

Bis SuB A[54]5 B AMEFNE S ISd 2P AFFAEEL LS
ko dagen B2 m Rk o N A B eRaEt 5 0 A FSW B
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ERETROELT S FFRDERREEFLARRAEOFRADEFEARLR
B F RS ABE TR EIPEA LRSI S st LA -
I Ko R R AR R R bR BT B4
FRBREDHLALE D o

FJpt o 7050 ~ 7075~ 6063 £ 48 L £ i L S T nE fhim bk — Uk

REAGd srhkbaPa s Ear @ AL SHEMRED o

D. £ L %8Hh®AR BN

WA Lt L B SR E T w2 £ 8k & Hall-Petch B #5% > &
BEFLEw AR EERAHEF A ;,%c* FIT A R >R N
[55] 22 52 R HERITIRE I FTR oM FAEE LEG7 A G751 &
Fpwit Ao mtr A it A4E s £ b OH R EX DT I s GREA A
AP P R A E £ NG RS A R BRI £ T
Hall-Petch B %3¢ % f2§% -

7 diag it A)4E & £4% 3 T¥E TP 0 4o D Rhodes ¥ 4 #2372 7075-T651
[42,52] ~ Jata% * #7 § 2. 7050-T7475[56] ~ Murr % + 2 3 2. 6061-T6[57,58] ~ Sato
% A F 2 6063-T5[59,60] » 47 4155 1 A48 & & t 5 BFSW IS chgs i R e
G (LT NP R F s A B A E s G R RPN > E Sk s AP B
PEEL o 15 I T B4R R G R B BEE T ASRPOPET i
WA Rt A o BRIk B chi b I R Ad L b (Mg,Si,
MgZny) st fepFanf sk y B fas &£ 0 @ - BT HEd Boagl ke
[61] -

mm o

‘Lﬂ

Bt AAEL LB FEE AR A G E 4o S083 488 £ o JE
Svensson% A [62]22Sato% 4 [63]6F7 3 ¥ 5 4RiE ® ekl R B A 44 o
AEZ R Ed ARBRE S A ] AlgMn,Fe) FF ak 8 Bk o] iy
Flo F- 25 > 21080454 e B EA G RA 3 > LIRS A
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AT AP T A VIR D4R 42 & £ AFSWR T B I& i o

SR WA RAR R ok RS £ BdE S

G
l=
¥

VR
RS- % o R4 & £AZ9IDE H © 4eAMS0 fAM60 £ Mg Alpts i 4+ o
Flot GFSWeRE § A B B M g NI o @ BT N4 2 AZ3] B4R B A R R

2 IR % 2 [46] o

E. B¥Eafgifidtinz S

PR RBOT NSRS BB 25 (A3 i gl )
IELHEE SROVEER CEARATIELGFHAERS o § B ARE BEARK
Pl g PR BARE 0 RIWBERIEAF 0 Sl R SpE 4 AR ol
fef AR o m BRDEF RN BT ABETREFET > A7 iR P
HREEORE BEF T ERFER TS A PER T SR A (T
AREEFRFRETAFETHIRE T R AT B W IR R EY
B TR EIEIEA[64] 0 S AT R A E I L AR XV REL L
FUEFL[65]) c MEERERT B HBT AFREOBEFRE VEEAY
RERPPEF R # FAY BAERER Y 5 ORF AP R R o FI Mg
W R TR R P & TV F AR 1L 8 [66,67] 0 fF 4R R gk ok
kg E B[R] HEEAHAR AP EEY L IfFOWEFTALY
Fogp R Do ff e < B 51] -

BRSSP 1ﬁzi§&’v$ TOE R e R TR £ 7
o rLROT e A R e B g (L 2 R LA e R R R K PR

s fo hmit 2R[54] - A &5 PR R F B RILHERS Pl

har

B o2 g St g ] AR R RE F69] 0 1 K ERe I i d i
B AL BEY R RS TR AR FApRE o q R el B EE R
T AR BB T L AR A5k 0 4oB] 1-16[70,71] o & Ma & A [72]5%F
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YR LA RS S T SRR P e R T A Sl
g

E T HI B AT E = B oy f (Triflute) & 3 W 2 AR R R

g > @ 1-17 -

1.4.3 BEaiggeengy

B i g g e T i) { ERBMA 04 cFSW 7 £ i HE
AR BLBRBREAEBETAIRGINR R FIRA A AL 2T
REGRREGA LR B % 2T o o FSW L e R g i £ {

Mo 2 B gaad ot FiTE Riv i FiRaEE > &8 R { AL & i o
(b) R 45 bt g2 5 o 1% EAREE & AT 4700 B FIG M 5 AT g s -

TEEAH RICHAZL 7 EEABEHESES XA R R LT FL 7

S

FURILEH A B F B LRI B ST AL E R A & .
i BRI TS 0 T R TR WM R E D AR e A
PEZE PZ-IBRBTV I BRURYAEBEFN RS LT 2
R LT B A AL e A BT A BN RAROPUR Y L4 R
FAEIGTT c BLFSW ABERSIEFRBLEET T - OHTARE R Ao
HRIEB FIT Ry OH 1 EEAF NG ABEE E-CFTT W

1-18 « FSW # fF 48 i chlm it Jysfe s R4 P (g A)50 4 > B 5eny mhéb i g sl

Pt
\@;
ik
3

PR R R A 3 P24 o2 FSW B BRI BT e LS
b F 2 FINE VAP IXXX S TXXX A FUAEL £ > T i % 4RI &

P2 B E > C PALRY & Al-Mg Cu~Ti# Fe % & £42 & 1 « (C)FSW

I

AR hFEAR VY AEP S R PR AT Ae T w0 T B R
BB QAT SRR PR D i o AAALA AL 2T G AR 2 5 e g TR
1T o 7 i * 3044k (butt) ~ F#(lap) ~ T 4142 & ~ B (edge)® & 7% 4% #(corner fillet
weld)® 5 A P Ak g & B 1-19-())FSW & 5 i 5 o g (T8 42 238 48
HREATHEP PP BAFL OSBRI VTS FER T T HE2E
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F(all position)igkfi= % > F]P 2 F AR (T3 E 8 A B D1 0 4R EREAR T
FEFARRRTEEFTAVE AR -AFELFHORRETREY 2 FEF
BRI deked g § V43 R 0 BT SRS G et
o dod 1-5 0

BEEE Tl a R TREE L FLREADCE AR RE AR
A AP HAPDEE G MY 9N R 2 T TWI BT854 - B ik
w TWIL #7748 1 i3 # L 1> @ FSW e g5 v § #_TWI & EWI B~{% - EW],

Edison Welding Institute, & 3t % R{2 5 48 02 TWI 2 4 &%%};ﬁ

1.4.4 BEoad e B

A, fELs 1 EeR AR
(a)#7 B (Aircraft) el i3
VRY AN Y (airframe) E2 LB A1 E iR * FSW RS
T W Lo 4 > F B R B * g (riveting)dT > 2458 2 4 o TG FSW
W B A TR B 1 ¥ TXXX A4S AEERPE T ETF R
B ET r FSW Sk B sngrin £ § 35 5 2 BB o it MRS &

BV AR T EBR D - B AR L ,’fgu DAREE X il JENEE

—_

i@l e om FSW E § SR SFH2 2 F vl > 2 A0 3 41°

g F gt E B 1S 0 X & b T4 47 AT B 4 Al 4L 2 S S Band

I

c M RRFEF LA ERG o hipk i BTG LA AP ER - FSW
EEU{ I BRERAEFT - B- B r 28R 7% & Idl s

AZRERCEGER AR ERE T TR i NENERED
P A BKEhAd > n R SESAE - M BRNS T EEERET FRE
Bim b A, LS aA 4 B F]Pt i * FSW v e plik 4 iy 4 # R S 4
Feryig 5 o FSWHREZ BE SFH > R RTRBUMEFR LG T 7 R EH
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Wehj o o Pt A RPBRR L R FSW e 27§ {2 mmft

¥ & ﬁﬂ?}-‘ui’%‘liﬁ & Ak K o

N~

ALy E o 2 FEREY BEFEEEEETFTEARE L ROz T L
B B (Airbus)i& * BAE system Airbus 2 A3XX ik 7| & @ d > B 1-20a - 3
R ik 3 & B(Boeing) ™ ¢ * ESAB2 2 #7 %% 2 ESAB Super Stir™j* 3 %]
i# Y% 0 B 1-20b - @ Eclipse Aviation Corp. @ 5 * MTS Systems Corp.*7#
2 FSW2 i &7 i e R 1 % - 2 % FSWHi4 & cn i 5 (Eclipse 500) » B
1-20c » & #-5E 18 £ BB 2nsny % (FAA)RFW F » &~ FHFRE o I 45 a4
Wg?P AR AEE AL M A BB R K R Y FSW L - bl4r
“Eclipse 500 en#lg @ BV F A2 2 L gg it £ 0 7 gk % & hig
) WE R TG BARTR L ok o
(b)t 4 ~ @ 4 - ] 1-21 -

§oaEr FSW 2 Hot S 2 A B
(external fuel tank) ~ Bt L % 4218 B ¥ w T F ik ¥ 4 (reuseable solid rocket)
Fhs s FhE3 G o 2B LF LS 7 2 7 (Lockheed Martin Co.)# *
i * 1 E 2 2 (General Tool Company, GTC)#7#k #2_ 3%k # » & NASA g~

g 5 T2 hINA PR 5 FE 2005 & 17 E A Bl 122

B. Qiiﬁﬁi%]l B3 ¥ et [73]

GTd 1Kt F TR AR N BB TRl P B

1-23 > «fr‘—l—ﬁév"ﬁ&\ s hrdE S AR AT F E R S BT E e ééﬁ«&%«@ﬁﬁl
Lo FRETHANE FRTEIAFHE DA BRI PR DR

BAIEIT PN - RIS RAGEE R AR B PN o B
124 ;Eﬂﬁﬁudlﬁééio%i@ﬁ%lipﬁ%ééﬁ/\wJ\g’*a ;J;&__\
KORFIIE - B Syripd b 2 - PR RE R EARERY -

B end Weofpked T ToNARER L TN G F e 4 E T
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BE TR BAERPFREE A PR E g RN AEFAKRT T 40

LA R LA F A2 AEEL > A 7 FSW ek iee g A sk B o

OGRS A T RN S A R e o P AR S £ Wl W BT
G FSW en £ o A f b end M E % & @ e oA Lot < 48

PP I"fedm 2 F BAFRRORDE 0 B 1-25 (bodyshell) -

1

3 O g B EHRGEH KLY A2 737 N8k sl F

o).

Brig s HRITI WEHREE - R FIH BB AR s £ 242 L 4
Th - iR EE T T A % FSWaTH e WazenE R g
Hite o FIGFSWE A0y ~ 2 GAF e i 450 2 SREF PH L

Bl AR i 4 o @ WATA R LR X E R R B dmiE g 1 e

~=h

TP AREF S S 0 FIFSWendjir, @ s v U 3rens £ v 8 E 2§
oM A Sdrle - RFE S £ B RS RE I R R o £ HE

PUE P fRT 2R RIS P B FSWR Y S TP M BN T ReE - B £

[«

© 5 1998 & 1 B % i# 48§ tEscheder? 2 1999 # & 4L % Ladbroke Grovesir

SRR LY S REES TR LR T E R

C. bz A1 ¥ ehfp
FSW ¥ # 2tz A gt cnft S § 2 F B enfe & - dReihies: ~ 4y

Harri@h Plede e £ 2 36~ AU PR EEH IR FTA A0E -

D. B i A kg B
0B ER AR A R E B R0 e ARG AU R
SR BERERE SRR L 2 R A PACR S SR R R I

BERBLEEITVEERIFTY > Aob N L £ F Y AT RAT G i
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Foom Pty TWI 4% g B ®id FSW APB R & TR F f MTS b g3

ESAB ~ GTC -~ Hitachi ~ MCETEC FPE & Gatwick Fusion Ltd, % -

].. 5 BBB 7}{.‘32.397 i {z'iﬂb—'

TEREE LS B MRS R E- HEF - 2 ’]‘ vATR A o degE E o F Lis
B ScSr% » Af#2 Y Nb~Zr~RE% > F- 25 f E@*% &46- =41
FedZ o VLR S TR e 0 I 2 A menf it o c HE AP AT o
it (top down)z_4v 1 e JBH I E T 5 > 322 B4 HE o - A )’%Lii ¥ oaldeir
%P3 0 R ® % (shock loading) ~ /& 4 7 iz f# (torsion under compression) ~ i %

A (cyclic extrusion) 2 /L 4g ## 4] (reciprocal extrusion) ~ % /& # & 3% 7] (equal
channel angular extrusion, ECAE) ~ & #3] +* -3/ (high extrusion ratio extrusion) -
% #% /& & (accumulative roll bonding, ARB) ~ ;& /& ;% # # 32 (rolling typed
thermomechanical treatment, R-TMT) ~ # % /> £ 4c #-73| (powder metallurgy plus
extrusion, PM/EX) ~ #-:i# /4 %F 4 % % ;o> £ (rapid solidification plus powder
metallurgy, RS/PM) ~ # #* & £ (mechanical alloying, MA)& - ¥ ¢t > = B 31d R
+ v B AR A F ds(bottom up)2. = A H gk > heATN F 472 (electrodeposition)
# 48 k& ##% /% (gas condensation) ~ #§ % = 3|/ (spray forming) » 12 2 % B §p o dm it B

e hedg 3§ 4% 3k 42 #F (ultrasonic shot peening, USSP) ~ 33 1 fe/% ~ §§ 540 842 &

[75] -
- BRAFET RS EH2 Bt D 0.1-03 pm 2 FF o HALEE P
10-100 = < 2 B > AP MALBF L L AP E R L EFHFLEE SR

) kw4 FR 42 Hall-Petch 3% i“ 225 Ap § PP & > ¥ e e 2§ > 2 =

S A B IR RS Thsel w0t H 1260 HE A @SRRI
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S FTRECR P o B e R 1 MR T A G it g 2 2

(s

TA4RAEFRER S HRAGR G R AT it 2 00-1 pme gt 7o
A B R ORI AR e R A RS R R Y B - 5
FLEEP AW 127 F - ERREHGE AR T - 72 6 P OHER X
NFA RSB R i) T - B 8 B KPR RS MR T
e AR AR LA B RS R TER S B B

B LM EE RS o Yeh & A[76]F @ * Finkt o p FREFAGRNEA S
Z o IR AL12%S1 0 AN 9 5 1001 0§ Ao EcE 6 R AR

AHAREIES o BT EL 08 um 2t 0 FERAEH A FEF YT ET
25% o

WA RS 53 R A Ap ey B RS 1 o oW 1280 B 5 R g
£3 90°& 120°% » B~ BB SHAPFHROE S 2T RY P £ A5 -
HEN HHREAER 0 LRI AEER O B - KR R F s
e 48 R RE X LR AR R A R ] SRE R TEF Bk

ABRFAS R IER2 20 417 - Berbon® A [77]% 1% pb - 4v 1 et e
Al-Mg-Li-Zr& £ %8 7 > e h4559 400 um2. S B % S 433 < 229 %

25371 P lumenimfyk o " REREP N RRIDT Ho T FRUEMTT
:x L o Mabuchi® 4 [78]% ™ 5 & ##74] 2 ;N 401 42 & £ AZ91(Mg-9Al-1Zn) »
@E] 1 pm2 ke A 3 B AR AR 1 & 200°C(~0.5 Ty) » ¥ & 5] 661%
B %R o Mukai® A [79]#% * £ /=8 & 37 4c 1 AZ31(Mg-3A1-1Zn)é% 2 4
A BRIEE R DG 1' ’}#’ BEEPLYEHRBINS0% FHEAKESLLEZE
A2 T gyt e
ERF R BRREEAHEMEE 20 R REITT A0 B4
FHAN AL D K A 401 1 100:1 > v (ks o 3TTd T4 & & RUEE e
BIERA A AT FEY 0 d - BFTAZAMZK

428 &0 B 300°CH T AREC - BB L B HEAT Y B A S



Aev gl A s T - g 10001 23] 0 A F RRAEEF TV A 2303

3

2P BHEEEET R ZERAF FELVES0% F FRERRE2 K
PR EATH ¥ ITL 100-300°C2 8 & &R %] & 25 (press forming or press
forging) " /% /& ¥ 41 = 2 (tube hydroforming)2. % 1
Lyt SR R A BT B McNelley £ 4 [80]43% % 42 Al-10Mg-0.1Zr2. §
Bt b EAe 3N BEL D RR P BFF T 3 300°CT ¥l e o
o BAR 25 mmB I 2mme EF RERE X N5 260 #2144 A 300CT F A&
i 1000%2 4+ 1 %758 o Pud 4 [81]2 Hsiao% 4 [82]+ # * & /B £ 4 AT H i »
#8090 Al-Li-Cu-Mg-Zr & 4 % S083 ALMgé & 'm i % 0.5 um2 % » B3 9 (8
A2 % 14 o SaitoF A [B3|R[E_i * R R/ Ap > #1100 H4p2. | mmAE &
WA R 117 200°Ce R R o B R E AN A L Mk L Ry > E4f
HID I o] 129 0 faded Rds 37 pmAt e B 0.67 pm - B 3R
B d ke 100 MPa 4c 3] 300 MPa » i & dechim (- $ 404 § 56 10 2 (5% o
Frimo4siE H AR 4oB) 1-30 0 T4 A5k - AR5 F & 42 F(Defect
Free) » dpf> % 10-50 nm + & » R EFA 2 g RG> AP £ h2 B i
WAgs - oo B A B B R AT i A e & H B
131 5 17 AW SR F- 80 50 120 um T i e fE R SR e L
A VR B A AR T c BB 2t A K heit L
W AeATF IR T L C FEHRMEE 0 BT U A4k 100-500 pm
R > AR ffe g 1 R o A RN o P B A L it g

A2 PTZSF & v A & 1-6[75]

1.6 A4 3@+ 4 42 (Friction Stir Process, FSP)

I B i AL R D F AP AR B PN AR S £ ) - AR RN
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2 5 BEOTERE AR BT BECEE RIS RS 4 B2 4 TR e
BAe ko BEori R e i - drofliediie 18 A H - B s b BT
HEE R R I HTE TR 2 e A A S AR P A B A D 2 R
% #R 2 ~ & o Mishra #3287 1 B A7 91[84,85] > & g * »+ & Heni i~ £
AAFEHP NPT HR2ZEFRERE - BEERELAET LY 3
Pl 3 plid - PORS T RLE S T A e B T % 0 £ R AL & HLen

WE - 25 R R 24 > 25 - TR DR i J

1.6.1 1% FSP 12 @& &k ficim &
50 ek dmit o AL * gcF] M %52 (severe plastic deformation, SPD) »

mp AR EREFL A Y AR EL OB R AP EFEEREL
foo 2@ % SPD 212 A s £ R LA HFE S - AFReiEAE > R LR
E4Am T 0 2R hieiT Ak ECAE M4 EF 2B &R &R il
o @ FSP &l X ch@lfed i5d 1 B epirig & e~ SR asg 7 5 0 3
F M phs TV ARILEAEY CAAEHLELRHT ST R ABLE LR
ARG v Rt H Ll i i 0 E ISkt ahp e

A Kwon % 4 [70,71]7% 1050 48 & & ~Su & A [54] & 7075 48 & £ 22 Charit ¥
A [86]7% 2024 484 £ v FSP @Az 7 pF » ¥ il A %42 2 hdmit B
532 10pm T2 3V EA A RoSu ¥ A [54] R 707545 & £} 2 (7 H Ap FSP

ZhERAHE R AR R BN AR

1-r:
%

WAz I 1 LEf
BREBRNG RS E B R EE S S F Ui 30~180 nm hE S A o T
B JEd i@ % PSP g peig 2 greng e bR L (7 5 & PSPy W gl X
TR K Kttt o

2 FSP # # & ficim fo ot en g8 1 ()FSP ¥ A ¥ S fllfzd *¥ (F1]8
FAADANE N Bk F FEBHRAA L HBTT LT LAt 2 B o (b)
v AT SR L e R B 1 R R o (O B R & R
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Vg 5 FSP WATE A R St o o (A WA T
Wt A A2 A S HERSE AT E L S TRY F BRI PERE
S R AT D R T e o

1.6.2 FSP ftdbif % cidg 4 1

Az % = A; > % (Superplastic forming, SPF)E $ i@ 3= 353 ;2 & g § chif
B e R AR £ L ARy MRFFEA0100 sy o Fpt s e
% % %@ 5 A% t2(high strain rate superplasticity, HSRSP) » 35 5 % :# 5 = 10
ST TR AR A v [86] ¢

Bt LR SR m A ERARPEE 0 FCEA DR I E AR
(thermo mechanical processing, TMP) ¢ % % i & @ 4% ~ = & 2 %% (composition
modification)¥? 7] % 1+ %252 & @ 2. b]4o> PatonE 4 [87]% B - B = [2 L TMP
o RR ARS8 14um B AT E F 7075 8 TATS 4R E £ o BT o
Jiang % « [88]#2 Xianggang & A [89]4%F>+ 7075 484 &£ 41— :x2TMP> ;¢ » H ¥
I FR I IR S B PEATRIE ~ § X enAURAE T OIR4F I 4L A 200-220°C 2 B e
£ d T o XA TMPH g fm e e AT fe 2 AL A > ot s 4 0 4R en
%%o&ﬂ’Jﬁﬁéﬁaﬁgﬁi;ﬁ@%ﬁﬁé1i1wm4¢’éﬁﬁﬁ

REEEA Y R F R KRR A AR R RS
L

BRI ARSI FEG107s)§F[90] -

A B WA A A e D T (T TMP #1718 F| enB 357 18 |4~ cfid oo (0
FSP#s » 7075 458 £ 2 F 2w (~38 um)? &5 8 BREF 2 L FPH
[85] » % 480°C# Jis % i & 3x107-3x107 s7'F 4 % 2% 1250%2 # £ & » H kit i

i AT TR 3 TXXX A S TMP#1 18 2 b it i B8 3 91— Bk

Boododk VB bR S N AR ET FER MRARLEYER 6T H
Feap ot > deh TATSEEL £ LY D TATS L A LB R T X AR A
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4 % jFSPIb ga‘f_,H‘JIL 2 3Mm, Ig F{ %«;,ﬁ Ei

Aé\-
z?‘\a
Fﬁ
EN
[
|
N
=

Fenfk > BFHRG LHEAL2Y T 5[91]° 7075 484 &

nu—
—
e

¥
1=

d 32 Pl e A A FeP B (dispersoids) &2 47 i oram 2 B R o A
ALMg-Zrsg & &9 § BZr3 A > F ALZrA §0% 393 hA F A i - # 2
£23 e g T o &t FSP* 2024 48 & £[86] ~ 2095 48 & £[68] »

Al-Mg-Zr 45 & £[90]% > % § 2y Faimn .

& FSP» ¥ @ #2224 w2 Sk * /] 48 & A 45 (high angle grain
boundary misorientation)[48,84,92,93] » iz 7* B AL & & AQH L e B B4 T
F o BECTEBEAAL 7 RMER Sl Sl F F S T B Y
G- R SR EAR R TR ER 8L £V i5d FSP 13

BRd TR -

1.6.3 FSP & & 7 4F & ##(Metal Matrix Composites, MMC) + i * &2 & 5 4}
B &

£ E A G dwALO; SICEBEM AL RS 8 1 o AR bt T
Boag i B 1 R e R B o Bl R P AR TR R R R
2RUEANG BT R B ARG R I g Hipt o d MBI s HAMg
EHFET B RAE BEE RS EA  FRoRF BT e TP
FaA Tt BB 1 E L R

BF SR FEAR Y ZAENIAE G BT IR F oo
PR Y bdos ST BB A AH ARG R A S S RE o
Bt e P2 koG RJEHE 0 oF it F S g 2 (high energy laser melt
treatment) ~ % it 7 + & §§ #+(high energy electron beam irradiation) ~ & %Ffé‘ %
(plasma spraying) ~ 45:% & 5 (cast sinter) &2 45:¢ & = 2 > U A3 B T ok ip WA
PR e B RIRT LB P EERAAME NG F AL T T AR
(detrimental phase) > F]* ® A2 ey 41 S Hc T L iF4F 3 LR HF 2%5@%%% o @m FSP
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- Fp A BRI ARER 0 WA BR8N 4L o & Mishra %
A(O4]E T AL s dp i R R R FEEFOFSPV Ak g Wi B G5
Fnz ARG A BT EEERT G VR T8 AT & R T AR - 2
FooRAt OB AR T LA B ERAT T v Rk g £
AAFE R FSP s 2b ¥ g o i@ o ftiplEy g (it o @ %
FSP ;2 22 #3558 ;% (hot isostatic pressing, HIP) k353 i* Al-Ti-Cu %2 X 45+ > & H
SNCRTT o 0L FSP W IS iR e R T g { ot g R ot
HIP ;% { i i F35F i Hf e p $5[95] -

T *MMCiE § chds & foiiey A 2 Ak > @ i F ik & HREY SR
Ha 2 A HER o B e T AMMCHE Y > T2 RER
FE AR R A RAE AT AR REAT Y PSRRI R PARS
BT e m Bl - ANKREER L AFAREF AFILE
BB BN AL o EURT Y R LB EBEA E MK 46001 4R E £
ALO; MMCH1 #1[96]1% AA2014 45 & £ 22 ALO; MMCH #L[97] » ¥ M FSW = # e

BELE -RALFHY RPIBw ik oG GFSWE R 24 A53 ahi & H3h

3}’%#" % o

1.6.4 1 & Ffen 4L s ife
o BT MR 4R 45 AT S 24 42 (non-consumable) 1 B EF 0 B
BRI &P RSP | SR A L - PradoR 4+ #6061 47
& £ 84 2000AL0s R AT & FF O ERT p > BUSH SORT B T D
AMEMRET > 1T Bl R g3 P A DEAF 2 o 2 260014556 £ BIILT E4S
IR A o 1 REE AR R enE L I F g &2 2 2 1000 rppmA b A
CEREFwEER A AT E[98] ¢
& 3 A359+20v01%SiC MMC¥ Al 6061+20vol% ALOsMMCFSPF 7 15 > 3
Pl EEp IR R e p oA A id (b IR (self-optimization) > F] (b LR
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B R R ORS¢ R T AN R Bl o & MMCH AL 1 € i@ M
B R B R g s B B 24 Ak [99] 0 4] 132 o

17 $HA 47

1.7.1 X sk 4542 (X-ray diffraction, XRD)

F1* X kR¥EsE kAT RS LG & o Rl ’ﬁd##ﬁap
EhHEFE HNARTR 0 A4 7 Al R RS Y o BT R
g ch X kst > APV HEREE SR - RO LB E
BRI BRRE - HEEFRAAL o P RRS R AT o

H_X sk $eb4k B 22 B~ & 1% I fie(orientation distribution function, ODF) o

1.7.2 # » 3654 A’?Eti‘%‘i ﬁév\ 17 ;% (Electron Backscattered Diffraction » EBSD)
MR RS S R TS - AR IR AT ¥ AL
d kR HEF(OM) ~ ' & F B (SEM) > M2 5 558 T 3 AR
(TEM) » £ fie 12 is 3 R(EDS) ehstip » kEEF LM [ A & A G % Hice
B e p - HEPHHE S FPFTR ;I}“A R ,%”ggé X sk g8+ & TEM
PR AT L R R TR AT oy LRI ERE
e EE 6 TAT Y AR OTFEL T o Ft o 31980 & R F e frs T S

Yotz i & 7w @ A[100] > d >+ H E A4 SEM £ A Tm“q‘x*#;‘«_ = S -3

BT L oM S T E R B e o E B e
B EEAMLSRLE L L o

EBSD # A &% ¥ 2 Hh4c®l 1-33 #7m » B RIL2 4% T3 L » 3250
WP > A 4 2L3E 4 505 (inelastic scattering) » @ H ¢ R b 23 M SE T F 2 H
SR LT e A4 F ¥ (Bragg diffraction) 0 F e 8 BB F] B K 4
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BAkm 2,35 BlgotFl4a - 4 F L F Ao - 48 pF a3 - T
T le,r{ ‘1) g 4 & (Kikuchi lines) o § S R e P § 5 e g W FH B
wmd 3 RPw bk TV EE? Fap R #(Kikuchi patterns) » %ﬁ g2t
PETLRG RGNS B R 2 B R BRI S B
[101]° P 3 » ABARE™ 1 > © i HHB P DF - BT A B S04 0 B 43
PR REA B e ARG BRI AR SR BB TR T EE
X BB SR P AL e

EBSD thd 37 (e sfid 1 L FRACHMY » & B &R AEAL R LR
F e ezl @i & @i it Bk 0 o TEM S84 459 > R i B8 [ R T
U] S fe X RS 0 A ERE - BB B MRS - B
A rEHE P F S G FF A R BREFRFLES PR R0
Bl K7 N TVEEA LR 0 TR AR TR S g AR

F2I[102]

1.8 23 #4853

HEFFT R EE T TERAERLASGIREFE LT FiE 7 v ol @
oA G RBFME AL B BIEH Pl E1 K R L R b2 A
Foo M FATHMOL R AR L EEEEHORY BN A E
EEBAEY LR NEEEEYREPEE VM ER G LT4 BT bR
PR EL AT L AZ KL £ S BV TFAEE S blAe i fr i ]
AZ91 &2 Fn 5 v 3 AZ314£ 8 & -

BRI 4 i - SRTOOBRE pRF IS NG Q- EER

AP R RS o ER Y - FRSREZ LG 2 ARDBARE - FIS R

e makla BH S S A R E MR ER R L] i 0 2 g
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P T G B A B OER R 2 R e L R B R e
BA e @A LR AL ﬁﬁﬁﬁﬁﬁ’iﬂ@%ﬁﬁﬁﬁﬁﬁﬁﬂmaé%o

BRCREA R AL £ AL BT HESE S RETRE T Lbn
B

L & 5 FSW 22 FSP 2 o » 22 % S 404 p g 308 425304 &
EoHPTEL DY R TES > REFHEELL S G BT O FRIL £ Y
AT B I E SR PR N ETE T RS P ARE R o Y R A s
BT EARL R > B Bt TEMHE B im0 A A 5 g
B AT R4S £ MR 0 5 FSP B AR BT g o R 2
ZHEEEEBERRNEAESRT 2 ARRPEET ST AR ik o

G BRG] e T
(1) % 7~20mm 5 4% £ £ AZ31B ~ AZ91D & fa+Hi » & (7 2 A B a4l
feoE b P S TR RS ST T R o 87 OM ~ HeH B W
A LER =
Q) A dKFARAN IR VPRI EFEEEETHEN RO AL
EEp AT e
() g WARE R - FP (D)2 BRI S RGEFTF FERT DB ER
FRA > AW 2L R SRR T BREERR AT REF 7
Fenflizif B> NhGmit St BRI 2 05 o d S AR IE T A R R

A BV N A B R R S S A B R
(4) $Had g Bh %o 1% X kst EBSD ¥ $ke > 178831 2 g

Fo AFT Y ARM R B EARR Ao B 1-34 2 SR AER] AT o

b
1y
s

Bk
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2.1 RHHFZ IL

MG AT F L A 5 AZ31IBE2AZIID » H & 4 3ok 2-1 41 o
AZ31 % X g 4533 2 (semi-continuous casting) @@ @ = » = 4 5 2 & 178 mm#
B B 300 mmenFl4ik o A S £ % ICDN D P o @ AZ91 s 5 4 = 1
Wig @ = dBer > TP R HENanjing Welbow Metals Corp. © ¥ 5 AZ31B#%
AT R e 2 v B R A 350°CT ~ #2001 0 - S AERT] AR
2. % 50 mm 5% 30 mm 2 $FA| B o

A EHA R R BN A g A2 Ak o4
# & 50x100x20 mm ;4% i 3 5 £ 50x100x7 mm 48 R iR oo R B S N
o) 2-1 975 o ¥ AR (AR SWA AR L E WAL HE
FRi Az B 10200 5% 400 SR AT A G o R FRE I NI EIAR

VAT R R REFES LB

2.2 B gae

AR 2 BTG G 2 N BB R KD & 0 of] 2-2
At o A B ER 54 SZAp3HP 21 EEpAN i T~20mmbB 4t £ &
AZ31 22 AZ91 i£i7 FSP> i¢ * 7 b enflfz S8t i H 2% - 4 & WAZ31 4z 44

(billet) ¥ # 4| + (extruded) # & % Fo A2 44418 7 7 b #i& (rpm) ~ & & R

(mm/min) % 7 b S8 8 (7 F AP R T FH T TP 5 G AR S SR 2
iE® o FSPA#Tid * 1 EEpi & 53RN B 6 B S EE Y 5 6 mm2[f]

R L LR R HIREES S 1.2 mmm K SRE S lSmmTF—révP\

W g AR T - A G S B H A - 2 TS5 3mme6
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mm2_ F]4675 0 2 4+ 3R RIFFEY 5 1.8 mma A RE L7 5 18 mmi § — w o

2kt e R M ABI BFIFL R A WUARR L LR EA- LR R

\

PP e A 304 23 ARHRSAUEHERAH AL S ORE LR
e SgB R R MY > WY A B r - Ktype# T BT 28 > B
2-30 AR HFHE SRR R MR ERR Y REF A v AR
B bl LFASER R EF SR Ao U REARTA S 2 S R P

EREPER LS L ERN Y EG EAc e o

2.3 PH RS

AR AT i B R B 5 SHIMADZU HMV-2000 oA B 325 48 - B3
R A B B4R B £ 5 (cross sectional plane) 0 B~k 2 N Ao B 2-4 AT o
BEAMHERFTHRF  FE5200g BFRREF L 104 £RFPEEE & 52 3
T I e PIEESERE R NI TNEES S RTHGI e PIERE R G
AR CBAREREBEEEL SR FES ORI R URE T P R 2T

R -

2.4 PR

NFE G TR hf @ 2RER K & 5 Instron 5582 § il RSk 0 RIS IR B 4

i 0 BEEV 0 BRE S (strainrate) 5 1x107sT o BB G o LB N

BEBEHELELHFZWD? p TR PR R AR 2-5 4 o

2.5 XEHMBALER
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R F BB ERR PRV RS LB AR S R RTR
B A 2-4 4T o de B e B T AR S B R 0 R R
£ 203 um £ 0.05 um hi CER ARG IR AT FE LA > L i
A AT FE > F 00 SgE ek - 100ml ¢ fF ~ Sml fEfE > 10 ml -k e
LSRR SRR £ T LAVER 03 SRS SR BN S

GPEEE AR B BAP RS TF AT R e RS g e o

2.6 e T RS LBE

AR BT R T S BMELR & 5 JEOL ISM-6400 - H (FH5¢

RS
F_L
o~
ix}
B
e

@ R 20kV > 1 1§ iF(working distance) 15~39 mm 2 F » & * = =t § F = i
(secondary electron image » SEI) o % SEM @L%® > #-2_ % & ® e OM 2 5 45 ¢
oI REBOR TR BRE OM K & &2 RE T G4 Bk .?T%“«EV’}‘?:'!?{;' ’
¢ * %t 12 EDS (energy dispersive X-ray spectrometry) & 5t - L% Z & 2 B2 H

A G A o
2.7 X L6t £ 47

X k454445 > 2 % Siemens D-5000 X-ray $5¢+ i% > f1 (£ & 40kV >
TR E 30mA T i@ 7 Xeray S5 A T 0 A TR P B A HBE R Y
BB B R SR PR 6L Xoray S J O RA AR RE RL LA

5] 0 F B BAe B 2-6 YT e
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2.8 FENT T HEELER

*F BT 0T AT S BAE K 5 JEOL200CM » i * TEM pL24%

lE T 2 Mk i 7}:'_;*% R ﬁ’ﬁxgl’ﬁ?\;ﬁaaa 7}:‘_“9‘1 b 2_ it i *f'—"‘ ’J‘ °

35



3
i
el
p 1
AR
<k
A=

3.1 B flastgtpaili

Biadb il G - SRl B M e R L - B®
PR e B ARy AQEMPE G S WABE R AR AL VT EL
PR AR IETA A 2 B Ao A B R o AR R MAZIIE L 4
&z (billet)s? 5 7] i 2. ¥ H (extruded plate):& (7 B gl y@ L B fe g sk o i * B 4%

1 E2Eg o wiEiE R 5 90 mm/minT - T dE# 15180 F| 2450 rpm (rotation per

min) © & W) iz 2 A e 7 WA G B R A AR (S 2 A ]
3-1e B 26 97R > FIA, i w1 B f(7m 2 5 — T A4EEY » Ay

Tk ™ - fl3t 5 @ BRSO LR LG TE T ot - R

d R TANGHI EEga s cMEFI B EE LA o 4o 320 THER
ik b ARG Bk B IRGR O R BE R TR o T A 2 o6 07
BEINOEEF R F R Bz B9850 Egs - BF S iy
FHERAPF LR OBE BT T o @B H e T ARRRT F F A
- Bl PEYEE > & P8 L o 2 A IREER S > B bR T o B 3-3
REERG B T R REE ROELRFR TR SRR A B P
TREFOHAA PHRNG CFIEGHEdd - BB AP RFR 6 38H &
G 7 KEEHRE G g d TS - EEBEBE - AFLE B FEAHR
Fe ¥ g Pl- Bha S 2 R P E 2l 2R S T BB
RX A ELELE LU I FELAFRLERERYS 0507 Ty (250-
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Bl3-4 5 AZ314% & 4 454 tddid 800 rpm P> % i 3¢ & % 200~400 mm/min
90 mm/min % 7 mm JE4F 2 SR AL F 4 ARtz 4RiE b B 3-5(a) s B
AZ91ID 4 & £ 5 FSP 2 53 « > B 3-5(b)-(d) 5 ¥ 7k 2 Fl4a251 B 5
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fRfsz gtk PRI LR Sl WAATESEHRY REFLE

EhEAREAR 2 S FA LT EF LR DR o & 800 rpm 400 mm/min $#T 2

FSP 423t 4 & B iy )% 2 283 A5k K B B G 2 S A7 IR - &
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BE R 43400 mm/min ¥ oA TR A S H4GE TR A o Tl E R #
WA R BRI RS Ry RO H R A PP TT

=B =l SN SR O o @ 3-6(b)¥ —%‘ 148751 B g5 & FSP 4 #735
Az EAGEE R 2 AR B H A1 AN Ap e g B B oEer

G AEAR > FIL S FSP @2 S F A a1 Bk B

3.2 Mch i EREAE

AZ31 4 & AR B FHAMR T LS AR el miE et Ao kg
BMACET 7 NP A SRR B2 L Ao W] 37 1 o S A H R
bt b2 S R 3 Bl 3-8 £R&R S 1 S 4] 75 uma FRAI* H k%) 10 um >
B G A R AR Er R 3-9-3-2-d BRLLHEFFES P T
F PR 2 el bR 2. 3-D B 0 B 3-230 AERVERIS] S
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B AR L M PR SR e 2 0k R BRI R T i
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>
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BRE R A 0 X5 1.8 mm e F4A5 0 1 EEEE S LW Kk
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BAA N T B E AT 4 5 0 RO AT L B F R
PR AT BB S %R T A 2 S R EE T BE[103]8 2145 & & 7 FSP
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ok

BIZZBREEFL L@ R A gitomn g b 2 pEE rpiE 2 8 BT
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WA 1 D e 2 BRI 4 ] o i e
HEHAL ORE 4 > URFFEMERZ A > g 2 1000 rpm Y
SHER G R F I o R R EBIY > VBRI H AW
AR TERIZERNEERFAM G K A AR EETHERZ LIERS P
TV A F] AR T AL R o
B 3-32 5 AZ314% & £ 800 rpm e o i & 5 200 mm/min £ 400 mm/min
ZEREPR G B3-33 5 AZI9ID 4% & £ £ 800 rpm @ iEiE & 90 mm/min 2§ &

ERlod 3347 50 AipFEET I Fehm @R K TERIDERS 3 S

e

Pred R GEA U R RIIER g 2L TL I B { B8 bk
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s

BYSEERET TN B R P A AR T
PRl P ehE o g o B PA o 44 i FSP ife @ jAcdn @ R A Tl
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% 90 mm/min S igE BT E R LTSRN 150 B ERFIELE B AT
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W AZ3 42 £ S ABTERE ARS8 H 2R s e (5 Hes

H )2 B G (4 3T TR - BN R E(HY)Z BB 4o B) 3-36~3-41 -
d BlE e 3 g A0 eRE 4 (HV~50) 2 331 4 (HV~65) 1T 5 # 41 2. 33 & » BT
BWEARCHEE RS TP 2R P2 245t gbdr— i 4ns 254 4
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3425
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m ii%y' E%ﬁﬁﬂﬁ ’ rﬂ \E%BBB?PBEB/;F_‘;‘_Q = £ o —:—d—ﬁg)ifﬁ_i :‘[—Létg%iﬁ/ﬁk‘é ’ ﬂi\‘”ﬁ
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g it A4 6 £ oxxx B Txxx 47T Rt AAEE AR S S I 1S
iTaHapitip o & FSP e iz iv® ¢ » Fl45 d1 4 3 220 & £ e it I R
et AR EOT Fo b bt gt A8 S HEEE TRt EH R

% r A ﬁ #& Hall-Petch B Ve

3.5 W RFEE%
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AHERE B RASE M B @ B REAR YL 50-100 MPat T o @ f W
Ry 95 210 MPaz + > #5280 (L MO R o BEARGFSPE
Ml fpfbmit PR E TR F 0 R AW R RV S M dp R 7
Pl R A GARRLE A SRR M od 1 B AT HEEMER
FARRRGARE BRI AARER A PP HLREURF T M
[45] » Bt - W 3 2 Rz Rl ~ 2T &+ (CRSS) 7 # % 2 Schmidt
factori¢ 2. 3 2 2 " R3g & (yield stress) » e iFwmh F|g £ i&- KT o AZ31
44 & £ L 5FSPiS > 5 RIFA A ML R R > A7 NF LT FEFSP
et d 41 o

R RLE L BTG 0 @ RS T AL R I AR AT

4

MAALF LER R R pdrd o > T 4oR 3-47 17 o d B
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3.6 X kst ir 5

Fiod Xk SESEA AT R W & R P RS 0 ] 3-48  3-49 A4 1
LAZ3 B FAM S RETEREA RS alph P EE AR LE F
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4.1 AZ31 &4 A FSP 2. £ &

S Mo A Mo sy 2 AZ31 458 MR R S FSP 15 H 2
FAsoplr i v dpe2 L8 @A Akt HIE L B orig 3 o 7548
g2 H 2 AR E(HV~50) 5353 # HA B B (HV~65) 1 » fdbgedt ¥ 2 4 Frinde e
bR L B A e 4 et < o @ 7 H A FSP At A 2
Y A4 R 2R R 0 A RS e AR A FSP Y or R 5
ZORR O FAIM R R G AN ERA 0 £ 350 RS- 4B o Tt B2
REELE A 1 8B R (~75 pm) R FHA# 4 &o(~10 um)* > A5 FSP {8 > 484a i &
FRmIb 2SR doBl 4-10 % Ft 4R A R @k oo & Hall-Petch
B3 R RARAIM S B -

4.2 BREFHER

wEE AR 2 R a1 BEE 2 A e B R
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TERERLE o 2 078 (A /A[I0S)RE L F d a2 VA A o HAN T -
Rp % 800 rpm (2 13.3 rps, rotation per second) * # rp~3 mm# Lp~6 mm > R|H £+

At 5 ~21s" A AZ31 4% £ £ 2 FSP#:# 180 rpm2 1800 rpm2_ 3% 5 > H & &

AL 45508 B42@) AEAFAIC-10°s BB BT TR S
L5 - BRATELEREFE A LOOH E B2 R

e R
e I P AR S R FH B RS AR Aok R R LR ELOY
B g AR T g o PSP iR 2 ik A B 4% 2 Lin% 4 [106]> Wang
% A [107]2 Huang % * [108] f® #-3] 4] #1192 R F (% 9 & 107 - 10"

y)

T2 ) et HE e E o AFSPiEARY EEHE A FT R ERAR L E A

250-450°C2. FF > B 4-2(b) > e B W PR A L LABR G TH2 MG o pL R R
A AT F RS 1504 0 B 4-3 0 28 B 48% 2 Lin ~ Wang ~ Huang

£ AR B UL ATBRAR 5 AR RARA PR E L T

S

4,3 Zener-Holloman $-#c¥ &+ -] 2. B
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S
|t
=
Rg
P
%
w
A
(=i
Ja

& %4 > ¥ 11 Zener-Holloman %% Z > k% 7

Z = exp(Q/RT), [4]

,aL

NP A BRES ORI FME R T EER > QEBE A c4ERT KBTS
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it QX% 135kJ/mol » o ptiE = AZ314% & & 7 FSP P¥2. Zener-Holloman %

Per Tap F Rk < o) (d, inpm)Z B RN AeB] 4-4(a) 0 EE VAT S

~
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FE dEZE2ZEFRF o A By AR L B o @ & Wang
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=

t A ERdE ZE o hoR 4-40) 0 2
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Sato % A [S1]7 4 41 6063 454 £ S FSP (4 H S % ] B0 8 B B2 BE 45 >
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v

BHe ASHH tSFFRF - a3 [5]7&h s

Ind~9-_In2é__Q_
t  4RT
Q

K, +InKt——— 8

1 A= eT [8]
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Tf@Eagitztdae > PLE AR > L HCP 44 £ SHRERSFL L 2

£ B B [109] e HAI MG FSP 2 - B F HH6 2§ B3 H 2R k2L B -
B 2 g T > 4o 800 rpm 0 B F i F 2 (0002)% fE o gt 4 T 4% £ 2 (0002)
BT ENBEREG ks S FSP (k2 %% o ¢ FSP @l + 2
P 5 4o 1400 & 1800 rpm > FIE R R E > A2 R 22 L L8 o 8 18 FSP 14
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11 MRS RS SRR v 1 [2)

i Eis Cast Mg Wrought Mg Cast lron |  Steel Cast Al Wrought Al Plastics(PC/ABS)
& & AZ91|AM50| AZ80-T5 |[AZ31-H24| Class-40 Galva 380 | A356-T6 | 6061-T6 |5182-H24| Dow Pulse 2000
nized

i Die | Die |Extrusion | Sheet |Sandcast| Sheet |Die cast| P/M cast | Extrusion | Sheet Injection
cast | cast

?r;fiz(g/cmS) 1.81| 1.77 1.80 1.77 7.15 7.80 2.68 2.76 2.70 27.0 1.13

B4 % B (GPa) 45 45 45 45 100 210 71 72 69 70 2.3

5K R 160 | 125 275 220 N/A 200 159 186 275 235 53

(MPa)

b R 240 | 210 380 290 293 320 324 262 310 310 55

(MPa)

W % (%) 3 10 7 15 0 40 3 5 12 8 5("% iX),125(%7)

B % % B (MPa) 85 | 85 - - 128 - 138 90 95 - -

U S 51 65 78 77 41 46 96 159 167 123 -

(W/m,K)

IR Bk 26 26 26 26 10.5 11.7 22 215 23.6 24.1 74

(mm/m.K)

7% BL(°C) 598 | 620 610 630 1175 1515 595 615 652 638 143(F VR B)




% 1-2

4 ek A IR g gl R 7]

Property Temperature Value Reference
in °C
Atomic number 12
Relative atomic mass 24.3050 Fluck and Heumann (1986)
Natural isotopes 79% 25Mg Fluck and Heumann (1986)
10% 33Mg
11% $Mg
Melting point (650.0+0.5)°C Massalski et al. (1990)
Boiling point 1090°C Massalski et al. (1990)
First ionization energy 7.646 eV Fluck and Heumann (1986)
Structure 25 hexagonal (hP2) Massalski et al. (1990)
a 0.32094 nm
c 0.52107 nm
c/a 1.6236
Density 25 1736 kg/m3 from structure data
Electrical resistivity 20 446x1078Qm Kirk-Othmer (1981)
(polycrystalline) 600 17.0x1078Qm
Elastic moduli C,, 25 593 GPa Landolt-Bérnstein (1979)
Cis 61.5 GPa
Cay 16.4 GPa
Cis 25.7GPa
Cis 21.4 GPa
Young’s modulus of polycrystalline Mg 25 45 GPa Kirk-Othmer (1981)
Poisson’s ratio of polycrystalline Mg 25 0.35 Kirk-Othmer (1981)
Coeff. of thermal expansion parallel to a 27 24.7x107%/K Touloukian et al. (1978)
527 298 x107¢/K
parallel to ¢ 27 25.7x107¢/K
527 30.5x 107 ¢/K
polycrystalline 27 250x1075/K
527 30.0x107¢/K
Linear contraction 650-20°C 1.9%
Volume contraction liquid—solid 650°C 42% Kirk-Othmer (1981)
Heat capacity C, 27 24.86 J/mol K Stull and Sinke (1956)
527 31.05 J/mol K
Entropy S 27 32.52 J/mol K Stull and Sinke (1956)
527 59.72 J/mol K
Enthalpy H-H 5o 527 14057 J/mol Stull and Sinke (1956)
Thermal conductivity 27 156 W/m K Touloukian et al. (1978)
527 146 W/m K
Thermal diffusivity 27 0.874 cm?/s Touloukian et al. (1978)
Electrochemical potential —-237V Froats et al. (1987)
(Normal hydrogen electrode)
Rel. machining power Mg alloy: Al alloy 1:1.8 Kirk-Othmer (1981)
Mg alloy:cast iron 1:3.5
Mg alloy:Ni alloy 1:10
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213 1

Alloying
element

Melting and casting behavior

Mechanical and technological
properties

Corrosion behavior I/M
produced

Ag

Al

Be

®]
IS

Cu

Fc

Li

Mn

Ni

Rare

earths

Si

Th

Zn

Zr

Improves castability, tendency
to microporosity

Significantly reduces oxidation
of melt surface at very low
concentrations (<30 ppm),
leads to coarse grains
Effective grain refining effect,
slight suppression of oxidation
of the molten metal

System with easily forming
metallic glasses, improves
castability

Magnesium hardly reacts with
mild steel crucibles

Increases evaporation and
burning behavior, melting only
in protected and sealed fur-
naces

Control of Fe content by pre-
cipitating Fe-Mn compound,
refinement of precipitates
System with easily forming
metallic glasses

Improve castability, reduce mi-
croporosity

Decreases castability, forms
stable silicide compounds with
many other alloying clements,
compatible with Al, Zn, and
Ag, weak grain refiner
Suppresses microporosity

Grain refining effect

Increases fluidity of the melt,
weak grain refiner, tcndency to
microscopy

Most effective grain refiner, in-
compatible with Si, Al, and
Mn, removes Fe, Al, and Si
from the melt

Improves elevated temperature
tensile and creep properties in
the presence of rare earths
Solid solution hardener, pre-
cipitation hardening at low
temperatures (<120 °C)

Improves creep properties

Solid solution hardener at am-
bient temperatures, reduces
density, enhances ductility

Increases creep resistivity

Solid solution and precipita-
tion hardening at ambient and
elevated temperatures; improve
elevated temperature tensile
and creep properties

Improves creep properties

Improves elevated temperature
tensile and creep properties,
improves ductility, most effi-
cient alloying element
Improves elevated temperature
tensile and creep properties
Precipitation hardening, im-
proves strength at ambient
temperatures, tendency to brit-
tleness and hot shortness un-
less Zr refined

Improves ambient temperature
tensile properties slightly

Detrimental influence on
corrosion behavior

Minor influence

Detrimental influence on
corrosion behavior

Detrimental influence on
corrosion behavior, limita-
tion necessary
Detrimental influence on
corrosion behavior, limita-
tion necessary

Decreases corrosion prop-
erties strongly, coating to
protect from humidity is
necessary

Improves corrosion behav-
ior due to iron control ef-
fect

Detrimental influence on
corrosion behavior, limita-
tion necessary

Imprve corrosion behav-
ior

Detrimental influence

Improves corrosion behav-
ior

Minor influence, sufficient
Zn content compensates
for the detrimental effect of
Cu
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%14 AZ x5\ E &1 %k ~F 2 Fe

e

% g TS BT 20 1[14,17]

Mg Al Zn Fe
Melting point Tr\(°C) 650 660 420 1535
Boiling point Ty(°C) 1107 2060 930 2730
Vapor pressure (Pa) at Tp, 360 10°® 23 2.3
Vapor pressure (Pa) 1.36x10° 1.2x10° 1.2x10* 0
at 727 °C
Viscosity (MPa s at T,) 1.25 1.3 3.5 6
Surface tension (N/m) 0.56 0.91 0.78 1.87
Thermal conductivity of 310 210 9 30
solid at T, (Wm™K™) 0.333 0.22 0.144 -
Specific heat (cal/g.°C) 0.245 0.215 0.0915 0.11
Heat of fusion (cal/g) 88 94.5 24.09 65.5
Cofficient of linear thermal 27.1 23.6 39.7 11.76
expansion
(Hin/in°C)
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% 1-6 & fhiwm i WAesE & ®1[75]
fWAe > 5 FEBE AN | mi R | B | A%
HAE =
otk B RER GRS FWH | ¢ )M 0.1 um v & %
B4 T L ¥4 | 0.2um 6 ®
76T L R A AR FA] ¢l 1um v ?
BB | ARFBAB - | FH - # 1 pum v #
£ 4e - ARFA) A B
B AR | FEEEHAE | 0 HBH | 02um v ?
FIEEARA | FEHELEI | FH 1| 05um v ¢
Ao SERA] | B - RANE | M E
B A0 Al - AR HRA BB 1um B 6
HFH
BB BB | - RIRR ¥+ 0.5 um B 6
AR ER - R R #H % [10nm~ 2 ", d
o~ Bt go
. OEY PR 15 ot 0.5 um % v
- ke E s | BBRE - F | FH B | 05um B ¢
£ e 3 e
WL 4 T B s oA~ | 0.1pm s v ®
# EN
F730 T AR TEAF F 5 S B 20 nm G %
F AP AR iz FARAFE kA e T 20 nm v %
R A2 R A LAIRE-" 5 pum 4 4
+
FRAECE | RS- | FH B 1um v ?
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% 2-1 4% & £ AZ31B ¥&r AZ91D it & = & e = (Wit%)

HHE | Mg Al Zn Mn Si Fe Cu Ni Be
AZ31B| Bal. 3.02 1.01 0.30 |0.0067 | 0.0028 | 0.0031 | 0.0001 -
AZ91D| Bal. 9.07 0.62 | 0.331 | 0.0172|0.0026 | 0.0006 | 0.0004 | 0.0002
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% 31 7 T2 e iRalit 2 FSP @Azt ff s o)
AZ31 Billet (75 um) Extruded (10 pm)
90 mm/min | Top | Middle | Bottom | Average | Top | Middle | Bottom | Average

600rpm | 35| 35 1.9 2.9 43| 43 3.0 3.9
um | pm um um um [ pm um um
800rpm | 3.7 | 3.6 2.1 3.1 34| 40 2.2 3.2
um | pm um um um [ pm um um
1000rpm | 4.2 | 45 2.2 3.6 3.8 5.0 2.6 3.8
um | pm um um um [ pm um um
1200rpm | 43 | 45 2.3 3.7 4.6 3.5 3.3 3.8
um | pm um um um [ pm um um
1400rpm | 4.7 | 3.8 2.6 3.7 8.1 5.3 4.8 6.1
um | pm um um um [ pm um um
1800rpm | 94 | 7.1 6.5 7.7 8.6 8.6 6.9 8.1
um | pm um um um [ pum um um
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% 3-2 1800 rpm BF A Ir 2§ W ikiE BT o £kedt FSP BARIS Skt o)

AZ31 Billet (75 um)
800 rpm -
P Top Middle Bottom Average
90 mm/min 3.7 um 3.6 um 2.1 um 3.1 um
200 mm/min 3.3 um 3.1um 1.5 um 2.6 um
400 mm/min 3.7 um 3.0 um 1.5 um 2.8 um
% 3-3 41751 L Ep e iRAI M 2 FSP WAt fk )
AZ31 Billet (75 um) Extruded (10 um)
90 mm/min -
Top | Middle | Bottom | Average | Top | Middle | Bottom | Average
(Cone shape tool)
800rpm | 3.6 2.7 2.6 3.0
um | pm um um
1000 rpm | 4.8 3.3 2.8 3.6 7.7 6.3 5.0 6.3
um | pm um um um um um um
# 3-4 7 A Era i TmmE st 2 FSP fARE Skt )
AZ31 800 rpm Billet (75 pum)
90 mm/min -
o Top Middle Bottom Average
7 mm in thickness
Air cooling 3.4 um 3.0 um 1.5 um 2.7 um
Liquid N3 cooling 2.1 um 2.1 um 0.6 um 1.6 um

68




# 35 AZl & aHmAl it P T 2 FSP {Az2 RS E R

AZ31 Billet (max. temp.) Extruded (max. temp.)
600 rpm, 90 mm/min 365 °C 364 °C
800 rpm, 90 mm/min 385 °C 384°C
1000 rpm, 90 mm/min 413°C 420°C
1400 rpm, 90 mm/min 422 °C 438 °C
1800 rpm, 90 mm/min 417 °C 428 °C
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Temperature °C

Temperature °C

Weight Percent Magnesium
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FPT (Fixed Pin Tool)

Fixed Pin | Tool Section of Friction Stir Weld

Welding
Direction

Pin Motion

@

1-10
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APT (Adjustable Pin Tool)

Adjustable Pin Tool Section of Friction Stir Weld

Welding <
Direction

Pin Motion

(b)



SR (S=f-Reacting Pin Tool)

[

Welding
Direction

.

Pin I‘u"Fntiun

(© [40]



e P Toor]

| Moving Fin Tool Section of Friction Stir Weld

Welding

Direction
&

MTS®?



Hotating
!Tmi

Welding
Drirection

(a) $FE=SBrd ] orfr -

Welding
direction
(b) SFiE =g TRy H -
1-12 [36]
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Trace surface of basal plane

(a)

()

[41]
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1-14 @ (b) 87 mm/min (c) (d) 187
mm/min () (f) 267 mm/min A 356

6061 R: A: [39]



(Base metal, BM)

(Heat affected zone, HAZ)

(Thermomechanically affected zone, TMAZ)

(Dynamically recrystallized weld nugget, DXZ)

1-15



Shoulder
b7

. Progressive
change in

al Oval shape b) Paddle shape ¢) Re-entrant d} changing spiral form

(c) Whorl™ friction stir welding tool profiles.

1-16 [70,71]; (b) (a)



1-17 €) MX Triflute’™
(b) Flared Triflute™
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NASA-Marshall Space Flight Center

1-18 (retractable pin tool)

92



Friction Stir
‘Weld of a Tube
to an End Cap

1-18 (a)
& b c d

a (butt) b. (Iap)
c d.
e T f T

(b)

1-19



(a) BAE system Airbus.

1-20



Photo ©The Boeing Company

(b) ESAB Super Stir™ Boeing



Eclipse 500

Phictos eourtesy of
Eckpse Aviavar Corporabon

(c) Eclipse Aviation Corp. MTS Systems Corp.
Eclipse 500
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(@)

100



(& A friction stir welded aluminium whesel.

(b) A friction stir welded aluminium connector.

1-23

101



1-24 @ (b) (c)Panelsfrom Extrusions welded with

ESAB Super Stir™ at Marine Aluminium, Norway. (d)
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(d)
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(& Rolling stock’ s body shell

(b) Double-skin double side FSW joint.

Cover plate

Lower center joint

(c) One side FSW joint shape.

1-25
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P
v

Processed
Matenal

Support

B 1-26 BATFTREEEREBR[T] -

R N R TR LR

1-27 (a) (b) [75]
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— Plunger

Die

Processed
Matenal

B 128 ¥Rl dscEl c ETOmAET S 90 &4 120 £[73] -

Surface Treatment e TR Cutting |
( ]
Depreasing E
» Wire Brushing { ]
[ ] j A
i Rall Bonding
Stacking . @ ;
|.__. e ._..._...._i S e [:: TR ST
O
1-29 [75]
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Cathode

I"_J_'_l

Galvanostat/
Rotator | .
Potentiostat
Anode
Electrolyte
Computer
Filter
Isothermal
Bath
B 1-30 wassEdUEscER[T] -
«———— Thermocouple
Stopper Rod
L Crucible
Ceramic Melt
Injection
T} €————— Atomizer Assembly
Chamber —}1

Billet

Strip

S~

—-}- Ta Cyclone

1-31
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(b) T B2 it a MMCESW at 500 rpm, b, MIMC FSW at 1000 rpm, c. 6061 43
A4 F3W at 1000 rpm.

1-32 [99]
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@)

beam

specimen scresn
71
& L L -Jl 2
(b) (c)
1-33 EBSD (a
(b) (© [14]
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AZ31

(billet and extruded)

AZ9pine

FSP

Rpm speed pin MMC

temperature

OM
SEM

X-Ray

TEM
EBSD

1-34
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€Y (b)

2-1 (
(8 AZ31 (b) AZ91

100x50 mm 7-20 mm
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Processing direction

-type thermocouple

FSP

2-3
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WD ¢« X 7 s
& ©

TD

Mixed component Borderling

@ (b)

2-4 OM SEM TEM
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M SNNNIED

(b) FSP

2-5
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TD
1 et
Dibieaeomanent Borderling
Welding
direction
2-6 X-ray EBSD
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(b} Extruded, 600 mprm |

(o Ballet, 200 i

id) Extroded, 200 o

(e} Ballet, 1000 mm

() Extroded, 1000 nom

90

mm/min

117




(2) Billet, 1200 rpmm

() Extruded, 1200 rprn  e—

(i) Billet, 1400 rpm

(1) Extruded, 1400 rpm

(k) Billet, 1800 rprm

() Extruded, 1800 rpm
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() 8731 120 mpm (b &531 500 rprm

(o) 2311000 mprm () 531 1750 rprm

e B 731 2450 mim

3-2 90 mm/min
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(a) Billet specimen FSPed at 1800 rpm 90 mm/min.

BEAELE

(bY Billet specitnen FEPed at B00 rpm 200 mmimin.

3-3 FSP
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Base metal

() Billet specimen FSPed at 1400 rpm 20 mm/fmin.

Base metal

(d) Billet specimen F3Ped at 1400 rpm 20 mim/min.
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fa) 200 mmimin (b 400 mmimin

() 90 mmimin, 7 mm () Ligud Nz cooling  a—

34 800rpm (a) (b)
200 400 mm/min (c) 800 rpm 90 mm/min 7 mm (d)
800 rpm 90 mm/min 7 mm
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() AZ91D, 800 rpim

R L R R B U LN R )

(b) A731 (CT) 800 rpm

o e —

(c) 31 b (CT) 1000 rpm

(d) 31 Ex (C'T) 1000 rpm

35 90 mm/min  (a)
AZ91D (b) 800 rpm, AZ31 (c) 1000 rpm,
AZ31 (d) 1000 rpm, AZ31
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(a)

()

3-6 AZ31 hillet FSP

(28800 rpm 400 mm/min  (b)
1000 rpm 90 mm/min
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3-7 @ (b (c)
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@ (b)
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(a)

(b)

(c)

3-9 AZ31 billet specimenFSPed at 600 rpm 90 mm/min (&) top (b) middle (c)
bottom
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(2)

)

(c)

3-10 AZ31 extruded specimenFSPed at 600 rpm 90 mm/min (&) top (b) middle
(c) bottom
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(&)

(k)

(c)

3-11 AZ31 billet specimen FSPed at 800 rpm 90 mm/min (a) top (b) middle (c)
bottom
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(a)

(b)

()

3-12 AZ31 extruded specimen FSPed at 800 rpm 90 mm/min (@) top (b) middie
(c) bottom
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(a)

(k)

(c)

3-13 AZ31 hillet specimenFSPed at 1000 rpm 90 mm/min (a) top (b) middie (c)
bottom
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(a)

(1)

(c)

3-14 AZ31 extruded specimen FSPed at 1000 rpm 90 mm/min (a) top (b) middle
(c) bottom
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(a)

(b

(c)

3-15 AZ31 hillet specimenFSPed at 1200 rpm 90 mm/min (a) top (b) middie (c)
bottom
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(2)

(1)

(c)

3-16 AZ31 extruded specimenFSPed at 1200 rpm 90 mm/min (a) top (b) middle
(c) bottom
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)

(

(k)

3-17 AZ31 hillet specimenFSPed at 1400 rpm 90 mm/min (a) top (b) middie (c)

bottom
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(a)

(b

(c)

3-18 AZ31 extruded specimenFSPed at 1400 rpm 90 mm/min (&) top (b) middle
(c) bottom
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(a)

(h)

(c)

3-19 AZ31 hillet specimenFSPed at 1800 rpm 90 mm/min (a) top (b) middie (c)
bottom
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(a)

()

(c)

3-20 AZ31 extruded specimenFSPed at 1800 rpm 90 mm/min (a) top (b) middle
(c) bottom

139



(&)

(b)

(c)

3-21 AZ31 extruded specimenFSPed at 800 rpm 200 mm/min (a) top (b) middle
(c) bottom
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(a)

(b)

(c)

3-22 AZ31 extruded specimenFSPed at 800 rpm 400 mm/min (a) top (b) middle
(c) bottom
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ND

o
=

3-23 800 rpm 90 mm/min FSPed
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(a)

(h)

(c)

3-24 AZ31 hillet specimen FSPed by cone shape tool at 800 rpm 90 mm/min (a)
top (b) middle (c) bottom
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(a)

(h)

(c)

3-25 AZ31 hillet specimen FSPed by cone shape tool at 1000 rpm 90 mm/min (@)
top (b) middle (c) bottom
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(a)

(h)

(c)

3-26 AZ31 extruded specimen FSPed by cone shape tool at 1000 rpm 90
mm/min (a) top (b) middle (c) bottom
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(a)

(&)

3-27 AZ31 FSP 1000 rpm 90 mm/min
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(c)

()
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(&)

(h)

(c)

3-28 AZ31 billet 7 mm thickness specimen FSPed at 800 rpm 90 mm/min and
cooled by liquid N2 (a) top (b) middle (c) bottom

148



()

(h)

(c)

3-29 AZ31 billet 7 mm thickness specimen FSPed at 800 rpm 90 mm/min (&) top
(b) middle (c) bottom

149



b . & - & ‘
(a) 50kY  X5500 1um  WD7.7mm

3-30 AZ31 billet 7 mm thickness specimen FSPed at 800 rpm 90 mm/min and
cooled by liquid N2 (8) SEM (b) TEM
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Temperature, °C

@

Temperature, °C

500 —————

aso |
400 -—
350 -—
300 -—
250 -—
200 -—
150 -—
100 -—

50 -

AZ31 Billet 600 rpm, 90 mm/min

Max. temp.:

365 °C

500 ——————

40

100

120

450 |

350-—
300-—
250-—
200-—

150 -

Max. temp.: 364 °C

AZ31 Extruded 600 rpm, 90 mm/min |

0 20

3-31 AZ31

40

60 80
Time, sec

FSP
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Temperature, °C

(©)

Temperature, °C

500

450

400

350

300

250

200

150

100

Max. temp.: 385 °C

AZ31 Billet 800 rpm, 90 mm/min]

0 20 40 60 80 100 120 140

Time, sec

88 88 8

Max. temp.: 384 °C

AZ31 Extruded 800 rpm, 90 mm/min-

0 20 40 60 80 100 120 140

Time, sec
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Temperature, °C

(€

Temperature, °C

500

450 [
400 -
350 [
300 -
250 -
200 -

150

100

500

450 [
400 [
350 [
300 [
250 [
200 [
150 [

100

50

AZ31 Billet 1000 rpm, 90 mm/min-

Max. temp.: 413°C

40

60 80

Time, sec

100

120

140

Max. temp.: 420 °C

AZ31 Extruded 1000 rpm, 90 mm/min

40

60 80
Time, sec
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Temperature, °C

Temperature, °C

500

450

400

350

300

250

200
150

100

500

450

400

350

300

250

200

150

100

Max. temp.: 422 °C

AZ31 Billet 1400 rpm, 90 mm/min

60 80
Time, sec

100

120

140

AZ31 Extruded 1400 rpm, 90 mm/min -

Max. temp.: 438 °C

60 80
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Temperature, °C

Temperature, °C

500 —————————F——7——7—

Max. temp.: 417 °C
350 |-
300 |-
250 |-
150 |-

100 -

AZ31 Billet 1800 rpm, 90 mm/min

0 1 . 1 . 1 . 1 . 1 . 1 . 1 .
0 20 40 60 80 100 120 140

Time, sec

500 ————————————T————T———

450 | -
I Max. temp.: 428°C
400 |
350 |
300
250 |
200 |
150 |-

100 -

0 AZ31 Extruded 1800 rpm, 90 mm/min ]

0 L . [ L . L L . L . [
0 20 40 60 80 100 120 140

Time, sec
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500 ——————————— 17— ——1—— 71—
450 |- -
- Max. temp.: 379 °C
400 |- -
350 |- -
300 |- .
250 | -
200 |- -

150 - -

Temperature, °C

100 |- i
AZ31 Billet 800 rpm, 200 mm/min

ob— v v
0 10 20 30 40 5 60 70 80 9 100

(a) Time, sec

500 ——r———F+———r+———r—+—1r—+—r——1+——1———

450 i .
00 L Max. temp.: 318 °C

350 -— _-
300 -— _-
250 -— _-

200 -

Temperature, °C

150 |- -
100 |- -

- AZ31 Billet 800 rpm, 400 mm/min -
50 |- .

0 10 20 30 40 50 6 70 8 9 100
(b) Time, sec

3-32 AZ31 800 rpm 200 mm/min 400 mm/min FSP
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500 —
a0 |
400 |-
350 |
300 |
250 |

200 -

Temperature, °C

150 |-
100 -

50 -

Max. temp.: 376 °C

AZ91 Billet 800 rpm, 90 mm/min

3-33 AZ91D

20

40

800 rpm

60 80 100 120
Time, sec
90 mm/min FSP
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450
400

O 350

()

j -

% 300

E_ 250

— 200
150
100

3-34

50

158

| 90 mm/min, T__=385°C, ?T~150 ]
| 200 mm/min, T _=379°C, ?T~90
400 mm/min, T__=318°C, 2T~60
1 ] 1 ] 1 ] 1 ] 1 ] 1 ]
0 20 40 60 80 100 120 140
Time, sec
(800 rpm) AZ31 FSP



Temperature, °C

@

Temperature, °C

250

200

150

100

450

350

250

200

150

100

50

Max. temp.: 365°C

AZ31 Billet (Cone tool) 1000 rpm, 90 r'grm/min

0 20 40 60 80 100 120 140

Time, sec

Max. temp.: 377°C

AZ31 Extruded (Conetool) 1000 rpm, 90/mm/min
| N | N

0 20 40 60 80 100 120 140

Time, sec

3-35 AZ31 FSP
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277777

110
Retreating Side Advancing Side
I

Base metal I Nugget
|

100
Base metal

-

0.
O |
O/O\o' Qé,00’000 \000- - O\o___o/

/
g -—"i\
N\

Hardness, Hv
3

20

3
LI L L B N L B B B NI B B

10

AZ31 Extruded 600 rpm, 90 mm/min

AZ31 Billet 600 rpm, 90 mm/min

@ Distance from weld center, mm

120 , . , . , . , . , .

110

100

90

80

70

60

50

Hardness, Hv

40

30

20

10

s AZ31Billet 600 rpm, 90 mm/min

(b) Distance from top to bottom, mm

3-36 AZ31 specimens FSPed at 600 rpm 90 mm/min. (a)
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110

8

Hardness, Hv

B 8 8 8 8 3 8 8

B8
:

@

110

100

8

Hardness, Hv

(b)

o
T

Retreating Side Advancing Side

Nugget | Base metal

=

VO oo B
AN

./

“m-m —

\E\E\ |
AZ31Billet 800

|

|

|
-Ey|

Uywo

-0-"VYoo0—0o

| ®

I

I

|

I

|

|

I

|

|

|

I

AZ31 Extruded 800 rpm, 90 mm/min

rpm, 90 mm/min

Distance from weld center, mm

-8 -6 -4 -2 0 2 4 6 8

| T | T | T | T | T |
Nugget Base metal N
Top — + Bottom © -
[}
. _
. |
E’ﬁ/gio/ \oqg.i.; AZ31 Extrud/ed 800 rpm, 90 mm/min
oo/ A\
~0—0 o ’\E\i/ﬁ/\
’ AZ31 Billet 800 rpm, 90 mm/min
[} —
. g
[}
. _
. —
| . | . | | . | . |
0 2 4 6 8 10

Distance from top to bottom, mm

3-37 AZ31 specimens FSPed at 800 rpm 90 mm/min. (@)
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120

110

100

Hardness, Hv

20

10

@

120
110

100

Hardness, Hv
3

20

10

(b)

3-38

Retreating Side Advancing Side

-0
= o ‘O- [N
o ‘o0,
/

Sooong/
Ry

Base metal

AZ31 Extruded 1000 rpm, 90 mm/min

"

AZ31 Billet 1000 rpm, 90 mm/min

=
o

Distance from weld center, mm

Base metal N

AZ31 Extruded 1000 rpm, 90 mm/min
\O’O b

AZ31 Billet 1000 rpm, 90 mm/min

8 10

Distance from top to bottom, mm

AZ31 specimens FSPed at 1000 rpm 90 mm/min. (a) (b)



120 T T T T T T T T ]
110 _ Retreating Side Advancing Side _
100 |- | i
- Base metal | Nugget I Base metal
90 | I ]
I : |
80 - I I 7]
E 70 : .,/'i'i'ili g ' AZ31Extruded 1400 rpm, 90 mm/min
- - e
ﬁ 60 L o/o\o~ougg£doooo<}ooo\ 0%1‘;00 o~o._o/ |
5 5L ﬁ\ﬁ/ I \ E\n ]
® L [ | N e
T 40 ! | AZ31Billet 1400 rpm, 90 mm/min
30 |- | | a
L | |
20 | I .
I | |
10 - I I ]
O i N | N | N | I | N | N | I | N | N | N
0 -8 6 -4 2 0 2 4 6 8 10
@ Distance from weld center, mm
120 I T I T I T I T I T I
110 B Nugget . Base metal B
100 - Top— . Bottom , ]
9 . -
80 | ' |
> 0L "_. '  AZ31Extruded 1400 rpm, 90 mm/min
T | —Ii—~|i\ _ ‘l—l%\ /
- f O\O‘O
@ 60 |- o /o \) 0-OF~ i
c - P~o—0 o~ B ]
T 50 / o Ii/.\ -
8 [ ¢ +  AZ31Billet 1400 rpm, 90 mm/min
I ] ;
30 | -
L [} ]
20 | . -
10 . -
0 I L . L . L L0 . L . L
0 2 4 6 8 10
(b) Distance from topn to bottom. mm
3-39 AZ31 specimens FSPed at 1400 rpm 90 mm/min. (a) (b)
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110
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Hardness, Hv
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o B

@

120
110
100
90
80
70

50

Hardness, Hv
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3-40
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I T I T I T I T I I I T I T I
B Retreating Side  Advancing Side ]
i Basemetal | Nugget I Basemetal |
- | \ .
I I
L | | _
[ [ I AZ31 Extruded 1800 rpm, 90 mm/min
[
B 0—o—o° ! - : 000-040/0 i
i LN |
[ | AZ31 Billet 1800 rpm, 90 mm/min
L | |
L ! [ ]
I I
- | | .
I I
L | | _
L L L L [T R T R |
8 6 4 2 0 2 4 6 8
Distance from weld center, mm
T T T T T
i Nugget B}
L . Base metal
Top Bottom 4
]
L . _
- R AZ31 Extyded 1800 rpm, 90 mm/min
" g >S@E-=
o) o/& f —0—0 _
%g;@ﬂixoﬁ—ﬂ/ LN ) '\9\_ — i
° ,  AZ31billet 1800 rpm, 90 mm/min
L . _
L \ _
L . _
— . —
| 1 | 1 | 1 0 | 1 | 1
0 2 4 6 8 10
Distance from top to bottom, mm
AZ31 specimens FSPed at 1800 rpm 90 mm/min. (a) (b)
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130

T T T T T T T T T T T T
120 b Retreating Side Advancing Side ]
| |
1o Basemetd Nugget | Basemetal
100 , ,
L : e . : i
0 |- . i
2 0000 A ]

- 80 iy S i
Q //l ) |
c 70} = i —
E Qéﬁi;’o’o : ! CX k 1
© 60 o ] | - .
I | | o—8

50 |- | ] -
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40 | 1 | I
0L —a— AZ31Billet 800 rpm, 200 mm/min |
—O— AZ31 Billet 800 rpm, 400 mm/min
20 |-
10 ! I I T B !
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@ Distance from weld center, mm

130 T T T T T T T T
120 - Nugget Base metal .
110 B Top Bottom : ]
100 |- ]
o[ i
T wof /X '1\ '
80 |- ~O |
8 ol :\_/ Ve J@T ]
L oo |
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@ i |
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0L —i— AZ31 Billet 800 rpm, 200 mm/min ]
L —O— AZ31 Billet 800 rpm, 400 mm/min -
20 |- |
10 I | | \ | L0 \ | |

0 2 4 6 8

(b) Distance from top to bottom, mm
3-41 AZ31 billets FSPed at 800 rpm 200 and 400 mm/min. (a) (b)
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Hv hardness

Hv =40+ 72d" -

3-42

PR N TN S SN TN NN SN NN SN TR N 1 PR I T R B
0.2 0.3 0.4 05 0.6

-1/2 -1/2
d™", mm
FSP Hall-Petch
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140 T T T T T T T T T T T T T T

130 Retreating Side Advancing Side

120

Base metal Base metal

110
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Hardness, Hv
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@ Distance from weld center, mm
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130
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40 . o .
AZ31Billet 800 rpm, 90 mm/min, Liquid N, cooling

' _
20 1 . 1 . 1 . 1
0 2 4 6 8

30

(b) Distance from top to bottom, mm

3-43 AZ31 7 mm FSPed at 800 rpm 90 mm/min and cooled by liquid Na.
@ (b)
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| |
- | |
[ R | AZ31 Extruded 1000 rpm
- | /B\Q:O J/
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L =¥ ' i
— = I o | 'i\ j
B I I N~
B ! I AZ31Billet 1000 rpm
| |
L | ! i
| |
L | | i
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- | | i
| |
1 1 1 1 1 L 1
-4 -2 0 2 4 6
Distance from top to bottom, mm
20 T ' T ' T ' ' T '
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L . _
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80 |
L _ AZ31 Extruded 1000 rpm
70 - / _%\o / .
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30 -
L (] 4
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Distance from top to bottom, mm

3-44 AZ31 specimens FSPed by cone shape tool a 1000 rpm 90 mm/min. (a)

(b)
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Hardness (HV)
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| AZ91 Billet 800 rpm
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Distance from weld center (mm)

3-45 AZ91 billet FSPed at 800 rpm 90 mm/min
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3-46

350
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150

Stress, M Pa

100

50 H

(@)

Stress, M Pa

FSP

— Billet base metal
------1400 rpm
———1000 rpm
+++=====- 800 rpm

170

25
Elongation, %
—— Extruded base metal II
— " 1400 rpm T : T
......... 800 rpm ||
\I —
\
i |
7 i T
[ |
H ]
1 I 1 1 1 H
0 5 10 15 20 25
Elongation, %
90 mm/min (&) (b)
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3-48 AZ31 billet specimens FSPed at 90 mm/min and varied rotation speed
X

173



I ntensity

(1011)

30000 T T T T T < T T T T T T T
g g _
=ge) 2 1800 rpm
25000 |- ~ N i N T
)J 1400 rpm |
20000 |- . 2 — .
M 1200 rpm .
15000 |- ' — -
U 100hO rpm |
10000 &Jyl 800 rpm 7
A A M A
600 rpm
5000 - , h_ﬁ ) A B
[ A Extruded, base metal |
O - PO | " A 1
| 1 | 1 | 1 | 1 | 1 | 1 | .
20 30 40 50 60 70 80

3-49 AZ31 extrusion specimens FSPed at 90 mm/min and varied rotation speed
X

174



| ntendty

|ao-11y

(0002)
' (10-10 (10-13)

) (10-12) (11-20) (11-22) -
L

L1 1 I T ' B R

20 30 40 50 60 70 80
20

3-50 X

175



21000 | T T T T T T T i
I |9|
18000 — |§ % g .
15000 |- S) \I/ | 1800rpm |
- A N \
2 12000} §
= _
& 9000| 800 rpm ]
= I n U A f A
~ 6000} .
3000 A Base metal -
O i 1 1 1 1 1 1 1 1 1 1 1 ]
20 30 40 50 60 70 80
@ 2q
21000 | T T . T T T T T ]
I Alg
18000 |- RS J
o9
L |5| 8
15000 =) M 1800 rpm i
b F I I | W
‘75 12000 -
§ I
c 9000 [ 800 rpm -
- i N A - | WO n
6000 | -
3000 | * Base metal .
I P | A
0 B 1 N 1 N 1 N 1 N 1 N 1 N 1 ]
20 30 40 50 60 70 80
(b) 20

3-51 X-ray diffraction patterns obtained from (@) billet and (b) extruded plate
specimens before or after FSP with a rotation speed of 800 or 1800 rpm.
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