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ABSTRACT
TITLE : EVALUATION OF PARAMETERS AFFECTING THE WELD QUALITY OF SEMI-
SOLID METAL 6063 AIUMINUM ALLOY USING FRICTION STIR WELDING
AUTHOR : CHAIYOOT MEENGAM
DEGREE : DOCTOR OF PHILOSOPHY
MAJOR : INDUSTRIAL ENGINEERING
ADVISOR  : ASST. PROF. KITTIMA SILLAPASA, Ph.D.
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The research aims to study friction stir welding (FSW) of Semi-Solid Metal
6063 aluminum alloy that affects weld quality. The parameters in the
experiment were rotation speed at 1110, 1320, 1750, and 2200 rpm; welding
speed at 30, 60, 90, and 120 mm/min; and the pin tool geometry shape of the
cylinder, triangle, square, and pentagon respectively. The welding rectangular
samples of 75x150x6 mm?’ were prepared. The results showed that the physical
characteristics of the samples after FSW were different. However, the samples
from all experiments were well bonded. The maximum of average tensile
strength was 123.59 MPa, with 82.95 percent joint efficiency, 1320 rpm rotational
speed, and 60 mm/min welding speed. On the other hand, the triangle tool had
the minimum of average tensile strength of 47.93 MPa with 1100 rotational
speed, 120 mm/min welding speed, and 32.17 percent joint efficiency. For
evaluation of the hardness after FSW, the SZ had the maximum hardness at the
range of 42 to 55 HV, and the TMAZ had the lowest hardness at the range of
29 to 34 HV. The results of the thermal analysis by finite element method
showed that at the area of the SZ (Under the shoulder tool) was the maximum
temperature change at about 530°C. The microstructural examination revealed
that the base particles of the solid solution with the size of Al5FeSi 79-114 pm
were fractured by thermal and mechanical forces, reducing the size to 8-13 pum
and becoming fine grain. Finally, the statical analysis of the tensile strength had
the significance level (o) of 0.05 and the coefficient of determination (R?) of
95.09 percent.
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lassasaunniakaglasaasneganinnienaesganssatuulyuas (Optical Microscope: OM)
LAENABIBLANATIULUUABINTIANSIA (Scanning Electron Microscope: SEM) uaﬂmﬂﬁ?u
mATeilrAnviuuuiassmudeulurasdondonnunuuniusisss Seuitlnlugied
WA HANITNAABULATHANIIATIFaRUTLAANNN1TNAABIgNIILITATIEVHANITNIAADS
(Analysis) hagUsziiunanisnaaad (Evaluation) Aganuiniminssy lneaslinnuaula
fuUsidamarenuansosidon (Weld quality) naannnsUszifiuazasunazinausly
s1e9uAely

1.2 IngUIsaIAvaINIsTIY
1.2.1 efinwdiuUsidinanenuninsesiionvesorgiiileuvasfivoie 1nse
6063 ANNTTBUAILNTTUITNTTBUFLANTUUUUNIY



122 ednwandiviana ldun mInaauANumLLSIEs MInaaeuALLds
nMsmeaaeunsinlAweseraiifionnaonsveands 1nsa 6063 91NNSLTouAINTINIENS
\Boudsamuuuuniu

123 lefnwaniiniennuousieszfouisiludiediuudvesozglidoundons
yoauds 1n3n 6063 NASITeuMBNTIIIB NS TedsAULUUNIY

124 efnwimgAnssuanudvesezgiifleundsiveands 1nsn 6063 annIsiden
fenssuAsnsdenidaunuunIy

125 Lilefnwinuauysaivessesileon gaunnseduessenidon laseaiiamnia
Tassafrsganinvesozgiifounasiavods insm 6063 9nmsiTousenssisnisies
deoavmuuuuniuy

1.3 YaULAYBINIIIY
YouIInveIITeiarAnumniaidondeamuuuuniuvesergiidlon 1nsn 6063 iy
mstuguenssuunvdeivueuds Tnsannsnagulasd
1.3.1 vauwanudsn

a a 1

nITeilldorgiifloundenaveuds nsn 6063 H1un1sTUFUMENsUdesud

Y

Lulasiauiuwrianslnsingy 18nsinisivavenialulasiau 14 dnsdeui (L5e9u 5.6 U13)

a =

Juwan 10 3udl Ngaumgivdefwenls 650 asrnwaidod 1NUUSATUIUTUIIUTUNSS

U

Bmdsy aunn 150x150x20 gnuiefdadums (151exenixge) Foussfunadndl 350 uns
HunszurumstugUlavesmomuds
1.3.2 vaulUAduAIuys

nsdeudsnniuuuuniu fvuafuusannismaaoadosdiu (Preliminary
experiment) WemiuusfivanzanlunisifenuarUsznaufunisiinseinnuaunsaves
wiesdeudsnvunuuniudmiunsidianuiiisevluninden anuduiudouuas
Hadeiiferdes suhlugnmsmmunduusivenzaslunaides Téud mnudmyudonta
1110 4 2220 soUsOUT AMISAAUTNT 30 fa 120 Tadwnsdeurdt yuLdes 5 oem
Lsana 5 89 20 996 13a1lunisnany 30 U9 warsrenadn 0.6 Tadunsannuinay
LLazgﬂs'wuaqm%mﬁaﬂ’m 4 wuvu lawA JUnTenszuen gﬂmqamméw g‘dwsq?ﬁ'mﬁ'm
sUnswimasy muddu madeudsauuuuniuUssgndliiesesiafadnlugfidueios
Feulunismeass nanisnaassiiligninaunyszifiunaselusunss Minitab R17 #1813
9ONLUUNITNARBILUY Full Factorials ilesannnisnaassiiiosdinislinsigsivatsfauys
Faldmenuuunsmavaaesi diluginsgimuidesiuuasneinsaiaunisonnesogausiugy
uanaIntuarnieuiiindulurmsidenazgniinseidesndouisinlufiefuuddae
Tusunsu Hyper Mesh ileuszifiugamgiiuasmsnsznesavesanudouiiistuluamden



1.3.3 YaUlIAfIUN1SNAFaUFNUANINaLazlansInen

w§n1sdeuasfnwin1swasundasveslasiadsunana (Macrostructure)
Tassa¥1sgania (Microstructure) gaunwsosmdsnisiien (Defect) UTnasooion Ui
I§sUsvanansynumenudou uarusnanielansiiy iodmseinsidsundadasadng
fiounauveianiiendesganssatuuuldiaiiazndoiqanssAudianasouluuaeInsIg
FUIUIINNTNARDIUNIEI U TUNAZBUANNFIUNIULTIAS AuLTs nsEalAs AuEn
AUINATTTUNINAFB UL Y mamﬂmsmaaaﬁlﬁgﬂ'imiwﬁuawimﬁuwa iy
Javiguidusenuituatuanysaldely

1.4 NIOULUIAAYDINTIAY

Anvmaasadeusenssuisnadoudsanuuuuniuvesesgiiflounaefveuds
NIA 6063 wanaasuanUiniena navesklsivandinienasziunasisuuuiiaemia
adamanseelusunga Minitab R17 dswnasenanmasssesidondimiuiietdunuimis
Tunismensalmnuudsussvessesidenlifugnamnssuetusudfiazsiesqiidounas
Aeauds insn 6063 lunAndutudiusnsud saufinisdnuviautinianuieudas
sudouisliludieduudigelusunsy Hyper Mesh iormermnufeufiintulurasideunden
YULUUNY HaYeInmdeuiiinevisesufeuislnludiodmudagnuanaduaunisms
ANuTausialy

1.5 Uszlemiiianinazldiuainauise

151 n9wiinnudululdiuazfuusiiddninadequaimsesidonvesnisidon
ozgiiilouvdenswaands 1nsm 6063 vdannsndsmMadeadeamunuuniu

1.5.2 nsukaandAinena audanieanuseu audaineeiua avdandansine) lu
sefuLMANA (Macrostructure) LazsEAUANIANA (Microstructure) yaansiienzgiliden
naenavedLds 1nsn 6063 nd191nNTILITNMTTouldsanuLUUNIY FenaauTRvesTan
annsothlunennsal Aewthluldemlugpamnssuiifetesls

153 aernnuiildannnisidoaiunsainluvszyndldaugnamnssueiusud
gnanunssuatesiu Mldnutant vdognamnssudu q flitannduozgiidemdutagndn
lunswanla

154 padarmidldannnisidetiannsoiilumeunidisnninausunanuienis
VIRTNINEL NS IUEAULIWAL
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7. Ipisrenwideatuauysal

1.7 fHpradnwianig

1.7.1 Friction Stir Welding uneds nisidemdaaniuwuuniu Wunszuiunsiden
figalanziirfefuiioamgisniigauvgivasumalvedansiilen lavgazieudaiy
fhenalnannsmuidetanlilnaudndetudeniesdieniu

1.7.2 Finite Element y131198a 33n13mn9adinanans dsgniandszynd Weudu
IUiLLﬂiMﬁ’lLiﬁ]iU wieldFuas wAtlyymadmnssy Wy Auumanuudas vestanude
Fudruniesna AnwmgAnssunislvavesvetina nstiemauieu Tugudaedosna
sULUUMINsEeYesauLLivanli adudes wav



1.7.3 Fatigue M8y Avudemeiiintuainn1ssunssusedn 9 nieusiiling
Tneflnssusedudsldlimliunudeoms Wesuisseiufsrennisvesanudiifednuas
msuanisfivdiala 9 28U miLmﬂﬂ’qﬁménﬁﬂLﬂumammﬂms%’ummLé’uﬁqqmﬂ
nnmsfulssvideenvasliugaisunnudunteuniifiag funseile

1.7.4 Scanning Electron Microscopy nunedie {undasqanssaudiannsou n1sasng
amvlglnensasntadidnaseuitaieuanituimihuessegeiiviinisdisa Sanmdls
MnieTestandunmdnuuzves 3 §f Jegnihunldlunmsinvdugiuazssanidoanes
Snuaziiuiavesiiens Teutuasisdeudnuaziinisuenesiiogns AadeunIsses
é}’waawﬁﬂéfaaiwumi%*uéfzy,ﬁyﬂmL?:mLuwaaaﬁﬂmaumm%mé’u Nae39ansIAY
SidnaseuaunsnynmiinsesisInenag Ateeluansioenald

1.7.5 Optical Microscopy wunefia Wundesganssauldiaudwansdunazimasvens
19 9 i amdnglalagiinisazveunasaininguindiaud 2 9 Ao taudlnddng (Objective
lens) uaziawdlngn (Ocular lens %38 Eyepiece) MAIUEIEYDINN AD NAAMVBINAIVEY
vauaudlnaingiuideeisvesaudlngni Auau1salun1shaNkIITIeazBunveenIw
voandosganssriduegfuguanivenauduasuasiusidanismnidmens

1.7.6 Semi-Solid Metal vnefis F5nmdelansluanniziweuds Inedursdiuves
Yagegluaniuzveanad vidrusgluaniuzvesuds denswanlanyAsvosudsasyinle
Tassaseneluvesianduiounay

1.7.7 Solid State Welding #1&/fis nadentunuluannsvesuds Qmwgﬁﬁlﬁmsﬁu
Tusswriamadondliifugavaeumaiveniotanden dwmalvidoYaguisdugaiuveuds
N38aRaes LIRS IELENNTZY

1.7.8 Liquid State Welding #u1gs miLs?i'aw'?i”umuiuamwsuaamm Hunmsideud

Funuvasavaefniugamglluraewenainingavasuaraleveddan vinliiieTan o
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Uszanudniuigmniiae
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UNn
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nsAnwInsilendeaviunuuniuergiioundeisveuds 1nsa 6063 axAnwisn
wsiidsnasonmunmuessesiden fudslunimaassiuanssiuazdamaiiuansisfues
autfivnanauagnsdsuuaswedassaimnlanginet fufulunuidedldinnsinw
nguinazuitefifetestedelud

2.1 vqufitientas
2.1.1 ns@esdeavuuuunay (Friction Stir Welding)
nMadeudsaniuuuuniudunindeslanyluanzveuds Ineilavgazia
Anfufigamafishnitgamgivasumaiedaneiu laeflanzdegluannsimosnds Tave
UeUszianazsesinsmanidsansidense igungiivesnisasuazais (esnilgumgs
naenazareiiiolavzudei sufalassadstuuilvl fasunnseanlassadasuduees
Tongiu anmgradreiuialdfinisindunisidondsanuwuuniu fanidunisidenyes
§anqw (The welding institute) Msideundsamuuvunudadumadenluannizvesudsd
Tanzazideudafulaganuiouainusadsamiu Inefiududaunuanulagmuseninuga
sounmirmusndeuiuanuilunnden uazusenaluvaziidon madesndunniuuuy
nuagiidudsndniiisadedluniadeuded Ao anusaseulunsmyuvosiafiu (rpm)
dasanuilunafuuuiien (Welding speed) w33nm (Down force) gmﬁawaqﬁu%u
(Tilt angle) waruenanidediudsau 9 WU VALY FULUUTDITINU Faanannil 2.1

ﬂ’]‘Wﬁ 2.1 ‘Vié’ﬂﬂ'lil,%mJLaElﬂ‘Vl’]‘HLL‘lJUﬂ’Ju (FSW) [27]

n1sWedsaniukuuniulueraiiflsunauidenvatgysenisilleisuiuns
WOULUUNADUAZATE WU @NN1SONANEEINITWANTLIENINTsFaInvaawad U uvo g
wazandyminisiinlnsaainia (Porosity) lnelanieivergiiillounaunnaelagislnaass



desnmadeudsanuuuuniudunindesluanigvesuds venanilanzuratssian
wliamsadeudensauiimadounuuvaeuaraisld dfunsideudsaniuwuuniuis
wangamduegisunn Tasiiludunuiikiunsdeudsnmuiuuniuasiinudunndng
(Residual stress) wagn130nse (Distortion) Hosnimsidesuuuvasuazaty AALALANA
fifesnindunainananudeuiiainmsdeamuuuniuiiddesnitnsidentuumas
azany MIdeudsnmuuuuniulignuszgndldlugnannnssudmnivesgiidounaslungs
1000 2xxx 53¢ 6xxx g Txxx AUAIRY

nsLdexIdEANIULUUAY Elangovan [28] naniiedesiiegnesnuuuidudivem
Tnetmenniasdonyuduiauiunuiivhnadon anudouiiinnmsdeaniurilitua
ogluannziwonds Wumedanndouivilieynnozaiilounandls gnniuauuanin
JuoynaiaziBenluuinuignniu lneinsineslumsideuuszneumeninuisisey
Anudalunsdon usanauazyudesveaniede lunndouaiosdenyuluiianiemim
Fauuring luniseenuuuiaiesiloduriguinaisuedtn @ 20 fadwns fanusuIn
Wuiaudnans @ 5 dadiuns ANend 3.2 Tadwns ANUeIvesinIg Ixlldteendiaiiy
muvesuiuey lunaideuiunuasgnindisgUniaiduin uuveaeiasiiodes 3 o
NnuwRsazulufiansanduuning madeundeavuuuuniu irmsaznisiadeud
vouiaTesile [29] Woundudauiuay RansdeamunelfiAnaufeunasidelanzeglu
anmzseui nslwaruveslansisvesudssoudiniu vaziniesdlovyufeainuisey
waziadeuiidisanmsilunisdou vilfidelaveussaufnfudionisniu Jade
nITUILNTHaTHAYRINISITaNs N sdsANIuLUUNIL Santella [30] na1237 Taderiud
UszneauseauiiIseues Tool wagaaiilunisiden nszuauns gumniiuasisnaves
Tool wselauazusslunuiuny F, waz F, usenalu F, luniadeuuvudeidosussnaly Fz
anas meldnszurunsideniignauauluiianianisdondenniuuuuniu LazgasINves
usavsanuun waflld audRnna Aernuufauss anuuiessesdion Vinadvewanutou
waniloidon TnssesamalavyAnendu Advancing Side uay Retreating Side fauansnni 2.2

Downward force Welding
(/1 Direction

Tool Rotation

Friction Stir
Welded Region

Retreating —s .
Side N~

AN 2.2 NISITINLFYANIULUUNIY [31]
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ANLSouIINSEEAMIUNINaLardaunnsosluNIS @ e LA BAVIULUUAILAIN
auduiusvesnudiseu anudlunsidien wasussnansliminaudoutazdaunnsosly
Nudeu [29] naarnauseufiunnrsetosiiulunazainaufinunivesnisniudinausa
seunazaailumaidengs WuamemilhAnanauansssznigamaivinaiduuy
wazdLTignnIu mzavesteunmses shlsAndesinsluseniden aedlsfiniu deunnses
AAnTuTAuLAnATueg 1T ausEnIsr S Uit Ll s seuazauaUnAlunisniy
Fau eusndnsastaunndes Juagiuanmzuasnisdenniu waveseiuiliiaguun
Aannnanudeuiiuiniiuly desirsiiiinduaufoudliauna 91nn1sniufiiaund
Founnseafisudnies usinnveuaisdlioauisavilidesinvanaslagnisifiuusenag
aun1sAnudeuindufunszuuNsdendenmunuunusl

-4 2 GPNR
37 v

(2.1)

USunuenusaunduanulasu J/mm)

D) Db
®O o©

o

AUUTEANTUDINISELANIUNINA

UsANSNNUBINISAIaN8AINUS DY
L59nH (N)
AU5I5OU (rppm)

2 Db Db Db
O O®© O

v

Ao SAdvaIun (mm)
Ao AnuEluns@eu (mm/min)

P

< mzZz7UTR =~ O

wsananRnTuaThmsdeuaunse Tarildie naneaditelimunginssumes
ussneiAnTulunsEuIuNSFeuEs LU usafintuanagae Baeusmdunisiiiunss
anlutrasuduresnisidonaulidudaunuay Freiigeadunisiinusanavasyiinisiden
AewduLuden Tefiaunsinannanudlurasiuwuaion fuansnind 2.3

Beginning of the plunging
|— Zontact of shoulder

o

]
llanUId tirme for the
i

lml kheating of the tool /’

\__—
welding speed

e

|

]

i
Beginning of the | constant

]

]

]

Welding speed

Downward farce (ko)

Time (s}

a 1 A a 4' =) 1 1 o 4'
29 2.3 AusanafitinainnsipudsaniutuunuluLdaz 299N Yeu [32]
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2.1.2 nsuaelanzuuuiisvauds (Semi-Solid Metal Casting)

nsvaelanzuuuieuds (Semi-Solid Metal Casting) 91nluafnfifinsduny
Hueausnludisiud a.a 1970 TnefianidumalulaBusisssuuayiond (Massachusetts
Institute of Technology: MIT) [33] aufisdaguuitduilunaiou 40 Yudriladnsideuas
WAL UL IIADATTHZIATIN LN Imamauéa‘iawuuuﬁwaqLLGﬁqﬁLi‘Juﬂ'ﬁﬁﬁugUTazmﬁw
nsvaeluvuglavzogluaniuziudeianan (Mushy State) delanzaziinisudadandu
v Tnglangdnfiudsiudnedlasaransulidunulasd (Non-Dendritic Grain) n5e
Va7 3en3n insusuuABunay (Spheroidal w3 Globular Grain) fakansn i 2.4

Al 2.4 insunuuAaunau (Spheroidal #3a Globular Grain)

nsuandvesimieururenaulngs (Dendrite fragmentation) ngufiildasune
madeduvedassairdlansfsweads iaannisunndvesiuaulasivilieyniaiiumn
ponudiUnaifinduuuuniaa (Grain multiplication) Tng Flemings and Johnson (2002)
1331 Ifauofismnudullfvesavnifswennulasdiinnisunnda Tnsutsosniduany
aunNAvan Ao

2121 wyuvesaulasdneenainuiinulau (Roots) ilesarnusudeu
(Shear forces) Miinannisiadouiivesilany Fauduniseniiagyszanmeivosuseiivhil
wruveaaulasdiAnnisinesn wagsmedediiavatsuszns nanfe ulnsdiBuduasdios
Hundnitauysalusirandeunnses Wy gosing (Void) vdedalawndu (Dislocation) usiy
Fomnulasdisusuidounnsestinamagiilisrnuninisineeniwihlinguitifndelsuds
umnowagldldsunseeniuinfiagg

2122 wywenaulasinasuosnainuinalauilesainnszuiunis Ripening
ylsiUSnusgnazans (Solute) vinalaudamdudunniu iuawmhliaanaoume
vUinmtuaniias SaduawsliAnusueuaulasdgnuaousenuiiinlau uazrgneanin

2.2.1.3 Bnnalnitiauslae Vogel, Doherty, and Carton (1979) [34] Fae3une
\infislneg Doherty, Lee and Feest (1984) [35] wanwaldnauanalniiunnsiseanty fe
mndedn wruvosaulasdeziinnisda (Bend) wazfinsdeguuuunanafinssusady
(Stress) Bap1nanATeaLUUNATARA (Plastic strain) TRt uazvinlfAnnsdaFesiall
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vesfalaindu lnefiguugivasumar falawduasnsadu (Climb) wazsniuauiady
vouwnvennsy lasiiloyufiAnduiidrunnnit 200 agstilindanunssmevennsuilen
snnImEanuuinudunediasvinwouduazvoavad 2 wih Feazviiliveureansy
Aamaidendedilane siliuudeRweamilasivaneenin duansnmi 2.5

BEFORE FLOW AFTER FLOW
ae O i
JURa R
U e
o
bl S R

2NN 2.5 AMnsuanAlvasnersanvuvanaulasd vinlileyniansansy INAULUY
n3nn [33]

witludunounisineyniafswosudedslbidufiaguuduou uidui
pouSuURUINISadTIwIY “Dupdea” Budufidvuiadnuasisiviumnn sxldssesnaily
muﬁmmmww’fauﬂamﬁg’u WY mﬁlﬁmvLﬁ@léﬁmamqmﬂmuuw Equiaxed Fauans
AILLEUNS (a)ay) ium‘ww 2.6 TumanssiuInmInauIn “danded” Liumumﬂmumum
Tngy "ZNE]T\]Lﬂ@ﬁ]’]ﬂE]G]'i’]ﬂ’]iLEJuWJSUENU’ﬂaMSVI%’l axiliiAnlassadanuufounaufiivun
v Fawananudunis (@) 1e (o) Tnadumsigldinalunsiiafieauiuniwasmn
S “Duedea” Mietuisuauldiismelasedeiilaforlidufounauusieldinaiunu
Anu Aananamudunig @) Ul (by)

®
(c) ” %
(d

(e)

Al 2.6 @unen1siiula (Growth) wazn1s Coarsening YB98YNAVBILTS [33]
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HagtufimAideuavinmimaluladnsmanlavefweadshemaianis
Udeenaauiariuuvinsindlulssmndlve log se.aviaug1 1530dus uasiiuinidesnvangring
nszuaunsiialdmsniunleauiades wu uRaensnouvdelulasiau kuuvinsilrdnguly
Unafidesunnliinaadluluilans fendelansfswewuds Ineldndnnsindeudiees
ihlanzuaznisganuieuianizya d9isnsivlessasziiufinarslunisniuuasuns
noluidwguazifusigassutsnuiou (Wannasin, J. and et al) [8] fauansninil 2.7 Tng
BennssuAsuuulnliinnszuiuns Gas Induced Semi-Solid wial3enda 9 31 ns¥UIuNIS
GISS AwmannnsitenasiaunsEUILNsTRIN wansliiuiimedadanunsondelansis
vosudeiiilassaansunuuiounauld anauivedansAswesndsiivarousznns wu i
pumgdiisiniilaveman TaneiSuudetunsduudvnemldudfnsifamumiaiigendn
Tave feuiuvazlvadnilanefiudeiunds Hudu JanuauiRdnaniideivaredszns
flannsoiludssgndldldegnamarnnanslunszuiuniuda 1wy annisiinveadeain
UfAsenseiseendiauluduneunisvaelanzashutuazannisiinlnsavai (Shrinkage)

(%
Y

anadarlginonenisidanuveuiiiu

Graphite  Inject inert gas
diffuser
-

Molten metal .
Slurry

Ladle 0 Inert gas
bubbles

2NN 2.7 nssudSuanlanzisvaadauulnidienszuiunis GISS [8]

a A

2.1.3 2zauuad (Aluminium Alloy)

U
a A

orgiidouulaveddnyildsunisldaumnianlungulongdfiianin
(Light Metals) ﬁaﬁwswazqﬁLﬁauﬁauﬁ’awﬁwmaﬂwmi WU AANBUILUUToELAY
fifdatandemisginingsdafenldvinaiodduasfudiuuisesisluniosdu 9520
uardivuns anansatuzuiensaadteng q e gauanuimaiia videvaoudis wagildng
nsluadags Anisilwihldgeanniinuidosnntdmnundsdeldidusaldi Ty
Hwrasaneuyed davilunisaziounduvesasaann numudenisiiaatduuaznisin
nsouluussemaldautiluldiunn uilinunstanseusonsanazens mieldieuagsna
Lsiunwaanntn
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a

auANeralileuwiaalusni (The Aluminium Association of America) t9 Anvue

Y
[ [ a a

wanwaldmsveraliflounaniu Insanunsanenidulssianivg q 19 2 Ussiande (1) A1s

Y
o [ [

ANNRUAH ”ﬂwaié"lmuazqﬁ@amam%ugﬂ (Designation for Wrought Aluminium Alloys)
n1simuadyanual evgiillounandugy vIeesgiillounauia lneldszuudnay 4 van

[

(2) Msfvuadyanvaldmivesgiiiiounaumas (Designation for Cast Aluminium Alloys)

)=

Tanmundydnvalozaiiflounanvas tagldsyuuiian 2 nanuse 3 wan

QJ
U A =

FAVAINIU L‘U‘uﬁmaﬂ‘E}MLLﬁ@QﬂaQJﬁ’WIVINﬁNﬁ’WMUQL‘U‘u‘Viaﬂ L ZXXX WJu

=

mjmmmmamaqazaﬁLuawwammLUuﬁmmawaﬂ Failog 8 ngu Fuaviafiass 1Ju

Y
[

Tudnwallddmsumiu Welimswisuwlasdunauvedlans Twnnssllainlavenauiy
W §aaw 0 wanein Wulansnaududy drusiay 1-9 wansin Wulansiinaudnly
WasuuUasniiy aﬂﬁaasi'mfziu nueLaY 2024 ﬁaLamuﬁﬂﬁaaaﬁa 0 (4.5%Cu, 1.5%Meg,
0.5%Si kag 0.1%Cr) LﬁJEJLVlEJUﬂUWJ’]EJLa“U 2218 GDLaleMaﬂVIﬂENﬂEJ 2 (4.0%Cu, 2.0%Ni,
1.5%Mg wag 0.2%Si) Fedunalgdn vanelan 2218 fiia (N) waudily mLaﬁumwamLLava
Judydnualflduwansuinges ¢ ﬁuaﬂawmwaﬂuﬂqummﬂu AuLAnAsTidatT Ll fhay
Dudrunaufiuansneiy fFregraau nuneia 2014 Fuaandniianuuazdne 14(4.4%Cy,
0.8%5i, 0.8%Mn tag 0.4%Mg) Lay Nu18LaY 2017 fauranfianunazdne 17(4.0%Cu,
0.8%Si, 0.5%Mn, 0.5%Mg wag 0.1%Cr) AUAI597 2.1 wnzovgiiiloulungy 1XXX
Faundnilany uaz nénfidazuansUiuniuves evgiideuiduganaion 2 duvs
AUTINQNIBNET 99% LU u18LaY 1060 Lag vanelay 1080 wuei azqﬁlﬁawﬁugﬂ it
availiiloy 99.60% Uag 99.80% AU

] o/ [ ¢ 1 a A
N13199 2.1 azyanmunquazgmuﬂu

deydnual s1idudrunaumanluszafiioy
1XXX ovailifloniifnrundgvlidennin 99.0%
2XXX NOIUA
3XXX wiana
4XXX Fanau
5XXX wuntigey
6XXX wuniwey fu Fdneu
TXXX daned
BXXX 5179 9
9OXXX alaigiald

azqﬁL Houraununii@euiazdanau (Aluminium - Silicon - MagnesmmAloys)

Tongnauvdaiidulonenautugiasdaeglungu 6XxX wagmsruieslansnanviaiag
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Antu neunnfi@euuardaneunutuduarsusznou Font wunfiBoudaled (Mg2SD)
wénnswitvesgienduuugmainiigumgiishni1 600 esmiwadoa lavenausiing
rausovinisuendindslnenssuisnisanuiou (Artificial Aging) 1t laeuaniliesddled
awusndoonu fefinavililavsdfenuudusafiatu vonaniuddsdanuduniude
nseuRsnsme wanzwansiiluldinmesiwes Seuay wazldlunuaadaenssy 1Uudu
dmiulangnanergiilou-uuniiweu-ganauvilninviagmeiunatevila Ae langnay
6053, 6061 UaL 6063 MSHANTAND U LIUNEWNEazannTaanUSInaLInT T suasle
wiu Tavigna 6061 (0.6 Si, L Me) lansnanozglidou-uuniidou-Fanauviavasiaziod
sgfunatevila 1wy lavenau 355, 356 Laz 360 dudulanenauifnuautinisvdedi
Aruudausigauasdanuduniunsdnmsed lunsdivi-lavenaudluviinisevyy vioru
N33uEMIeANNTeaN AzgUTuuTsnmaudinenalvdlalnglAss dulavenauesgiillun-
ysuns winzuinstluldvhiudiuaiosinsnauasaosdu
dwsulavergliflonnaunosuns dmauveundulTinadineimsnzaziliin
NsuenfmILTeR uidmanluusuanfssinliauiununsianseuanadly wu lave
wam 2014, 2025 uay 7075 nsilasfunisiansoueslavsmani vinldlaeldorgliden
U3gnivsznuiafouuuiy udinlnenszurunisneanufeulidaduidelans nssuds
fananil Bond weanhs warlavgmaniideSenfivey Fond1 woaiean (Alclad) Fadulans
ffinnushumunsianseudiing duununansazdulaveifanuudausags
vitmergiidonuwisoninuiudnislansueananitulivarsviadedu 1wy
woawnan 2024 (Hulansusiuiilfozgiidonuaviusnuindeuiiuazdniuusainan 2014
fuueataan 7075 dudulansurumiloudu wivsznuindouiamelanguan 6053 (0.1 Cu,
0.6 Si, 0.35 Fe, 1.2 Mg, 0.1 Zn taz 0.25 Cr)
2.1.4 a21ud1 (Fatigue)

Hugtuuunmademefiiatuiutanunniian wesirauladufiey iesanidu
sULuumMademeniusaduinnszyhiuTaglusisniiafiesnuuuliunn Tnsandeyaii
M3d1539 nuhnsdemeiiemesuuuuianaafadulssana 90% vesnisuaniinvesian
Wanum 11580 (Fatigue) 884 nsitunusuLs U e duy (Cyclic Load) dna
TAnsesdniu seedniinasiawelngiudes 9 aeluunu auiuﬁqm%umu%mﬁa
fuilunissuusafisadntos uasiinnisunnsniuiiviuladeldsuaududisadnides
arudemeiilesannisddadudunsennn fegdudumanndlfatnfidemeinnig
duay Liberty Ship Tidswmesenalnnisdn fauanannd 2.8

mademeidesinnisdifedudotanginnisuaninoenfuaesdunionnni
mEaNFULsAFLLUUATY (Cyclic Stress) Wuszaznanfienusioidesiu maufugean
dm3unindemeniled91nn13d19zandnAIANAIUNIULTIRgegR (Ultimate Tensile
Strength) was¥an fanunsaniuauLsaAuiingeyilila uazegluseduiiasi nsdeme
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mugluuuiinanaziatulieinuin usinsgvifduauibiAngasuwaznisveedives
soauan wazdnianianisuandnaulianunsanaysessuusaladnifianisuaninluige

AN 2.8 N1staEeLlBIRINN1SaN [36]

nalnmsdemeainnisainuslailu 3 duneu (Galaadunind 2.9) Ao (1) 113
IFUALYDITO8WAN (Crack Initiation) (2) N1sv81eiIvesToswan (Crack Propagation) wag
(3) msuaninuesdan (Material Rupture)

Final tensile
fallure

Stoge II

Direction of
aiternating stress

AN 2.9 ATLRUIVBININITVEIYAITOYLANIINATITAINTIYAITULAUATNLUILNUNG
3 YUNBU [36]

SnwnizdiAatuadisfunisuaninuuumiowaznisuaninuuuste feo
$08LANAINNNTAN AzBuunauiifuraunniewesian loud e vau mnallideiileues
Raniih se8du uazanunniesdu 1 unndesiiinduuuiminandind nasuansiuduge
suarudy Weiansazauvosusafuamindadifavesiauuduss a 9atuvesian
waziindusesinnum Biafdetestunsdomeannisiiafie dosidngaiiuansd
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Jugasiuanudu Aenegneuidnnieangaunnsasuuiviitan wazanaAimnuninewes
L3aLf (Stress Amplitude) se8UANAINATARzYEeflUm Ui nuiidugeseulutan
Fadunisandruugaunniosneludetan Wy deriuararadotursfiusrezinainis
Yeeivesesuan osesuaniiinturinliianlianunsasesiuussiinsesheeluls Sufn
nsuansin Ssanansafintuldfinnusadeusasusiaduiinauiuii nsélalldtuegs
LumLLﬁazﬁanﬁuﬁﬁuauiaumaqLLiaﬁﬂﬁzﬁw Tagseu (Cycle) Usznaumeusafuiingzyinae
diutuingadudu Quunsnsdifindurgudvionnay) aulsigeaaiiuuan uasanasinue
Guduauisanign (uunnsdazfudvesnsinszviriadnavunniian) uazanviefas
nduingAEudu fauansluning 2.10

Stress Amplitude

Stress

Time

AN 2.10 FBUANAMUUIINT [36]

1 < ) -zl'd 1 [~ I [ < n' 4 1 a dg'*/ [y}

agalsAinnuusinsyyiidanduavazlilyandugasuvenisdr whssiAnduiu

Aswruianduuan uanluninduanuwusvuaivlddndudesldnwueNauuing
1 a g v 1 QIJ | @ = < I [ t:l't:l U
wiaunsaindulauuudy Inenalulanenguindn vielansimanuay \Wuiagnidiaiy
FIUNIUABN1TAIAL (Endurance Limit: SL) @ dupsesuanuaun bivinliinnisidenie
undagdianiuTvuseuanzauiuianiug luraeifediu n1siiuA1AIuAuEaEn
(Stress Amplitude) @130y lviANTSIEEMEAIENTANTINIUTOUR 9 drulavsuennay
win 1 avgiiifley uaglvnden azlddAm@ndiinveanisdsia (Fatisue Limit) dawandlu
QII a 6 a 1 = Y dl a a

AN 2.11 Tavgwazindwasazdanulinenisdemeainnisaisi Tuvusiwsdniang
AUNIUNG MsdememiesukuumMsaiivateyiia lawn n13dNseugs N1sa1nseusi N3
AWUBIINAUSDU NN5AIMRI NN5ANLBIINNNITNTEWNN NIFANTIWAUNITAANTDU AZNIT
aiesINMsAIn
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Ferrcus Metls

S

ManFerrows Matals

[LEE

Cycles 1o

Failure 1)

Al 2.11 S-N Curves vadlangngumvianuazuannguwman [36]

2.1.5 szlsudsinludeduud (Finite Element)
Bliludeaunduisidenaeilidmiuunaunadeyiuduas iuisiteuld
pserdymmisindmnssuaansesnaniieing fsamunsaldiinseidynmiedi
naFanSURILTe 1y ‘3ms’wﬁmsl,ﬂ?iauwaagﬂiw (Deformation) wavAIALAUYEITUAIY

WMSB99NT (Stress - Strain) LRSS 19ASBI0U 1A

F9651991A13 drnIulazlATIasIeou o Nl

aadududeuliiuedied lidfandldlunsiinseidurregluanwdangu (Elastic)
naoluanngnsa (Plastic) uenainazldislwludiodwuditaszidymimnsauainanans
aufinaniuuda Seeanunsaarldimssidamiunamans Wy nsduaziiiouvesiudau
wsasinIna msduasitewvedasaine sunsdenunsaldinneilymiumstemandou

Msonemula Wudu salansluning 2.12

Anf 2.12 A15AAs1zntsanawmaludaulaelusensultnludiofmud [37]

ANSAATIEILATIAS 19T 0T UAIULATBIINSNaN2 Ul UG U 151810150910

AUNTANMUFUNUSTENINNAINADINTNITIU LU

A15N52AANALIUIYIRUAIULS Tneande

aunsdseuiusuasnaasflasulziendt naraswliunse (Exact Solution) wAflgudiu
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\n309dnsna wielassaiisdiuunnfifisussdnuasdudouiiusznaudodimindiuli
yliuntidinvesdudnldaiausuaruisuiinuentasiineisuulasednanogis
Suwdu vieli¥ansevdatumand Wudu Feduavililiannsnsemaanasulunssan
aunseuusantyieaunsouiustesls astufedududemisau wu Wlnludieduns
flanunsaazUszinudnaRaslagnsuiszuualn ndfiadinununisunannisideyiug
nsufdymieBlnludiofuudfingm Tuduvdoduussneuesdgmazgnutsoenidu
duogseiilos dauanslunmil 2.13 uazdsuanslunmil 2.14 auddu

Ani 2.13 Nedaun1ssunsevasnulaeluswnsulwludeduug [37]

A 2.14 n1sAaszitunasalnelusunsulinludefwud [37]

2.1.6 NIINAFBULIIAY (Tensile Test)

AEmnedeutiu wsiied wilashmsnedeunRegie q wdtuiind1es
anaiduLazmeionfiintu ud s mdondudulds fuandunmi 215 suauazsus
YT UNAFRUT ALLANANS 9 Ay %uaguiﬁ’wﬁmaﬁa@ﬁ?u 9 LATUINTFIUVBINTNAFDY
WU UM IFIUYDI ASTM (American Society of Testing and Materials), BS (British Standards),
JIS (Japanese Industrial Standards) #3augus on. (WINSFIUREAAUNgAaIMNTTUING)
lEmrunruinuazsUinvestunaaeuld veliiielinavesnismaaeuidefiold wiendu
fmuaeudalunsiuusansgineliine annsfnunduldsnnudu-anuedon wud
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oL UNAADUDENTT q FunadouIzAny o Eneonlaudegn o nile Feluyaadl
ANUFURUSTTUINIAUAU-ANRSenaglludndiune vildslansnmdudunss
M1uNHUasga (Hook’s law) Jananninanusududadiulaensstuainuniaaseniifiis

dndu (Proportional limit) wazaglaiiiadndiuil TanazuananginssunisAugluuudan

afn (Elastic behavior) HuAsiiiaUaesusinseiin Junaaeuaznduludvuaming
WatsinLsinszyirslUauiuiiadagdiu ldunsmazeaes 9 1As0onINIEUN

Jagranevinvzdinsuaninginssunishugulasnidniesauiisgn q nilsienitfidndangu
(Elastic limit) @3gailaziduganinuaiianudugaganazlivildiianisudsiuains
(Permanent deformation or offset) fiudaniiu enuaalluudiTanazinsiuieusUee

0175 (Plastic deformation) 8NWULAISIBUAUVDIAMUATIALUUNAERNT aztasunUadly

suviinvesianlulanenaneaile wu winmdnndia1susus (Low carbon steel) ag1Anns
WagugUeg1esnds Ingldfinsifinanuiu (Ueesionsazanandl) Tudugaiiianis

WagugUuuunatainiisenitgmasin (Yield point) kazA1Y9IANNAUTNIA LTSN
ANUAEAATIN (Yield stress) 1138 Yield strength A1 Yield strength UiiUselevdiuIamnsuin

wsdugauisseninangAnssunisfiuguiunginssunisagy waslunsduvesdansazue
AL sigansadldUselerilalngliinnisdeie
Taguanevia wu ezalifen nownd azliuanigansinog1ednaunssINIieg

M lalagA1ruAANLATEAT 0.10-0.20% 83ANEIAMUALAL (Original gage length)
wdrmnduruuiuns I llaudadunsMlATlunIIue ArAuAungednias

UnldunuAIAMALgAAIINLE AULAUNYATUNATI L3877 AULAUNERY (Proof

stress) #39ANULAU 0.1 %138 0.2% offset AIWAAILUAINT 2.16

- . .
ATTHWANNATY

ATHUAY

[]
ANUATER

0.1,02%
(0.001 ¥%a 0.002)
A 2.15 uldspnudu-anunseanuunliiiaaasin [38]
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18191N9ARTINUED TanaziAsuguuuunanaRnlnenNIAUILADY 9 iineg
41 9 wieanmazasfiauiisgngean Anraduiigaiifondt Ultimate Strength voanmidy
L58-fa (Tensile strength) Fadurranuiugsganfanaznuldnouiazuaniouwnnesnain
fu (Fracture) lesannanvansainanansaiasugUagmananinléunn 9 Aanuidugegn
dannsnthandnaldeonld venand adsdddumiivisuiouauanifvesanldse
f1in mudaussvesian vieradsTagiu Tnevtluasmnefermmudugeaniitanvuléiios
fignanvinevens il Wugei Taniansunnvidevimeenanniu (Fracture) dmiulansunsuiin
Wy wmEnndAsusuRrielanznilen Arrudulsede (Rupture strength) Hazindn
ANLIAUgIEn nsziiletaqaunniinly fufiniadnunsvesiodimaaeuanas sl
wumuLssitanasne Turasfimdinedunndmeseuduaniuiivindaifuresan
RouinsThnsaeuusee Fedudmoswmuduisanas dalavedu wu Tavefiunmstuguibu
(Cold work) 11u&7 Sfuazuaninfignnnuidugega lagldfinisanvuiniiuiinindanans
Fauandlunindl 2.17(a) ¥ussfgafunanianiusg (Brittle materials) 1y w51din AT1g
Wasuglegramanaintiesannuieliifias diunsdvesianiidunarainaziianisunnsinlag
fifpsnisamandugetu duandlunind 2.17(o)

ATIHIAY

ATUEAY

aTuAiua ANUATER

[y

(a) Yaausny (b) Taamanafin

MW 2.16 WisuBudUlAIAMUAL-AUATEAYITER [38]

LEAUTAIAUAU-AMULASEAT UaNAINALITUDNAIANLLTLTI  aAsn (Yield

[
v a

strength) ANULAUAEALATANNALUTEBLE Saaglduanasie 9 lasndall

a Dh ~

9
2.1.6.1 Ananilen (Ductility) Ae Afileinazvenduilesiduivosnisenda

=

(Percentage elongation) Lazn15aANUNNIAGATI1N (Reduction of area) lag

f & I3 Y L 0
WUasunnN158nal (%EL) = fL—xIOO% (2.2)

0
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) L = AMUYIIVDINAINAIIINFIIUVIA
L, = ANUYNIVDINSUAU
& A Y] Ao_Af 0
ATAANUNNIARAYING (BRA) = ———x100% (2.3)
) A, = Nufivtdnnouss
A = Nufvtdnrdsanaein

Tunmaufumsdnlda %EL unndunsizazaIntunisin Anumiedvesianil
& Y £ Y A Y = = N <

ziludiuenauaunsalun1stuguvesdy fe drTagdadumiend (%EL g9) Nawise
UlUaugy wu Sa AYugy Aaduain a2 lade widrdauwmilean wWsie (Brittle) Aay
Wllauguenwserilile (Jusu

2.1.6.2 Modulus of Elasticity or Stiffness maimwmmammumi’a IngAnssu
Gudarain Sasrdausswineruduneniundsaasindusad dnadld Gond
Modulus of Elasticity (E) 38 Young’s Modulus %38 Stiffness

g-2_PL (2.4)
e AAL

fvdendu ksi (1 ksi = 1000 psi) %38 kgf/mm? #38 GPa (aqmmﬁl:du

ﬁu’)ﬁlL@]U?ﬂUMu’]ﬂﬂJaﬂﬂjqﬂL?IU) ﬁ']LLiQ‘V]lI']ﬂ'ﬁ ‘I/l’]L‘LI‘LJLL'ﬁQLQ@UL?’]L?EJﬂﬂ'W@\TV]U')'] Shear
Modulus %38 Modulus of Rigidity (G)

P
=— 25
Aa (2.5)

=

A1 Euay G vestanudazyinaziianadensi uazidudiven
Ananansalunisasgy (Stiffness, Rigidity) vesian ufie & E uay G fiAnge SanaziUaey
suageBmainlation udn £ waw G i fufasidsugUesnaBanaiinldun e E wag G i
Ustlomlnndmivanuoonuuuianiifesiunssig «

2.1.7 MIVAFIUATANLY (Hardness Test)
mmLLmﬁuamammmwuﬂumi%mmaaa mamaﬂmamamaiummam
dudeatutumuuduss fddumuudansfudefagdaudusgiutuie winlane
wazwinazulaninindies msvadeuANLLlegianes me‘ﬁﬂuiﬂﬂm‘j@u 3735 Ao
2.1.7.1 MINAaauAULTUUUSUE (Brinell hardness test) 3515 Ae 1dgn
UpamANTIuNIYUINDE1SR Yuadusiugudnans 10 fadwns neasuuRIFeUYesTand
3230 lnglduss 3000 Alansu dmsuiaguisuas 500 Alansy dwmsuiandou lagldiian
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30 Jund 1Hunimsgiu andutaduitugudnatauessosyu (Indentation) tAnfilély
A azldAAuudaluuuiiua (Brinell hardness number) N1SMAGBUAINKTIILUUY
Swail LimngauiuTanuds idesananuudsvesinneliunin uenanidslaivans gy
NARBUTIUNINVLIAYBITO LYY

2.1.7.2 MINAaauAuLluuSenia (Rockwell hardness test) N15nagey
wuuiindrefunimeaeunuutiiua udldivhnadnniuazussiosniiveuseilduazein
vioraverhnaasiuAeuld Tutvanavesuudauuseananfiimasdonidlimnzay
furiinvesianiaznadeu nMseuAwesnLisarslansaainiaies nanfe tanudn
vossesnnadlufy ANOIRLEURZEY wandinTandanuwlnn FBnmeaeuazlinsinsyi
Bntios #o 10 Alan3u Mnthuasfiuusenssyhiu fse19asddeus 60-100 Alandy Juogiy
vauazelnvaiing ueninidiiuegfuriavestagilazneasudne shnaildenaaniu
anueamanviemesiitisunse mavageuuuUseRnMil IWegeniumansizannsaliia
amudsestanuiada 4 ldnniannsaiaanuuiwesiaginmedeuuuuudiuain
Laile nsldanuazmnsuailasing mszenlaenssaniaesuaziosnsosjuiivug
Bndslavinanefvestunnaey

2.1.7.3 Msvadeuauuduuuianes (Vickers hardness test) N13MAdeUKUY
rnesiadefuuualunifinafilddusananssniussilidefufivossesnaussaiu

a

fitaneldifumessulssiio usailddifus 5-120 Alandu Fusgiunuudewestan 38ms
nageuLuUianef iesnnmanegeumnuuduuuiaines wwmungdmiunsiauing
fuiwihdavesunu aelunsinarnuudsglinnamvsidnuasndulniagudindoud
Uanevinavingy 136 eeen sauanslunmi 2.17 Tagnandildlunisne 10 Jurdt draanm
wdrrzimmanunnefinssridenisnieiuiiin aunsataranuuddlddudlansd
TusnnArauudsuszanm 5 kef/mm? aufslangiudennn q Uszinauansudeuszanm
1,500 kef/mm? Tagliifosdeuiing szdsuanizusanawinti Tneddnsewing 1-120 kef
Juogifunundedlany

square based —
pyramidal indenter

Impression

-

sample —

(&) Vickers indentation {b) measurement of impression
diagonals

1%

A 2.17 wsenannserinseniladlgnuiafransaslulasiamnes [39]
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2.1.8 NSNAEBUNTSAALIAY (Bending Test)

mimaaummmiﬂmﬂumimaauLwamwqmﬂﬁummﬂssﬂmamawaqmﬂm
msialds Tngfansaniififnduuenvesiunnaeunssusnuiinnsinlduinsesunnudoan
Fuvdold ngsnvimsaaladususeSeilAdimmun aulmgmmwmwumlﬂummgm
nsnadey ndnnslunsmeaeuntsdalds fo 1935laAlHlumsdinduTaguadeudeenaiivii
dafurenan Amden viegunsvarsmasy Wildsadauldmmdidvualiudelsildym
pudirvun Tnefianiseuseildlunsinlfdosnsiivaznsliusslunisdalddoaduly
081991 9 ietesfumsiinnisiedouivestunaaeulunuidng ndndunadeulwely
muﬁﬁmumLLé’w‘hmmawaaugdwﬁuﬁaﬁmuaﬂsum%umaaumw%mmﬁﬁ’miﬁq Feandu
Nuinlagumnuduussidunsirldadisosunnifstuvidolyl axfiuldinmdnnisueanisanld
WANANINNIRdeUANTREINaUsNNEY 9 FaerldnadndoanuiludaUsuna Ao e
autAdsnasenunufuay wu Aaauds Aanudugeasn lusasiinaainnsmageu
nsfaldsandunadamnin fo finsanuaiunnaeutuinunuraaeuvdol Ao aiuso
Wunsealdsmufirualilunmsvageu Tngldiaseswnnfitasuueniiemnanudunss
Aaelandeld n1sfansanintusuriunisaaeunsialdstunselddufiansaunainnis
mmaauaﬁé’muaﬂsuaq%umaauiﬂajﬁiaame NNSATIVFBUDNAYILABNITHSIVABUAILAN
Wadeonaldndesiitimdweneliiiy 20 wh Unfavivuslildanan) dmsuiunaasy
AignsndiunnuneenuruINInn 8 Tadwns 1ulU d1msiaaeunUsesLANveU
(Edge) wasiuunagousilinisinveuvesiunadeuiiuantuiou Whinsmagoulmisn
% Inednvasununeaey duansunnd 2.18

w = width of bF-mJ sample

B*”"( \\f

* R = bend

radius E :
metal

thickness

l'l

Bend angle

Flange — =

AN 2.18 FUUNAFBUNISAALAY [40]

Slovhnsdaldssiens (Bending angle) Miviniu Sanfiiauanunsalunisnlds
finninazanunsaviinisdaladaeldSainisalas (Bending radius) Mdnnildlaeliiinses
uandu Tunsasatudaderhnsdaldeesainsdaldsiaed Yagiifaruauisalunisd
THsfiAninazannsovhmssaldsldfegufiinnniidsnsfnsesuantu fafinsialdsiisnian
(Minimum bend radius) #ie $afinmsdalasiesigaiazannsaldlunsivihnisialadldlog
AliAansuaniniiiivesian lngunAudiaidalfeiiiignazidudadinlasnsaiuaiig
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mvestua fafulneuninazsenuaieidalfeimianlaenisuendudmiusiives
Amuwestan (1) 1wy YagiflensasisalAsiinnfign = 3t Arotagianunsahnisdnliase
asinsdalded e 3 wiwesaamuldlagliiAnsesunniiie arafidnldeisigally
autAdudnafivestag ewnanauannsaveinsisasusesunnluy nMsnsIanuses
uanfiduietulivifuiasnsldsailumssnldsilireidouannioudu esndriaog
$aslvos Mandrel Aldlunsmaaeulunisiisuifisuanuanunsaludalfawosian deyad
thanisuideuiuldtuaedonnannimeasuildBnsmeauuuuientu damnaouses
uanAufsrty warlifununaaeuiiivunawiitu naonauldsaiinisdaldonassudnldsd
winfushe feyadsanansathanieuiuld gunsaluaziedesdelunmsinsmaaeunsdalia
fuldlFidermuaiinnes esmnmanaaeulddudeugiannuazlidesnsnuasiBenves
w3esilenntin veuAamnsarinsalAsTusmunuseiinng o ﬁ%ﬂﬁﬁ%@ﬁmiﬁqﬁwuuﬁ
AOINT LuamuummmsmimmmwlmﬂLwaqwaLLa’J Tnevilugunsnisng 9 wiﬁ’flums
NAADUNITARLAY 19U Pin, Roller kag Mandrel fumsagfinnuen enntenunisvesdu
swageULazIzFosianuudass ufaunsaisamefiarnudenisiasundauazidesuain
nsAnmselunsdinldald fauandlunind 2.19

Bandrel - Mandrel ~

l\\ﬂ ”T“ y !, m @ ':f
o

MR ]
(S-I'Fh..”” + &\
Wrap bending device Wrap bending device

Al 2,19 gunsaifildlunnsmaseunisialda [40]
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iansaLdenisnimaasunsfaldmainuanes deusdeitazuansnaiuly
swazden wiasindnnislunisveaeuiinilousu 3neaeunisialdsideuldium 9 T
11 3 38 Moy wiaugdIdelaldisn1sanlAsuy Pressing bend Tunisnaaeu lagagdnlas
Furuduzusiag (U Bend) 33n13¥nlAaLuy Pressing bend vilnginunndeun1aseguy
fguses Bamsazidunsinszuenfiifafiannuldslisnnit 10 Saduwns wdaros o uuss
1umiﬂm‘7iﬁ;m?immwm%umumaau eovhnsdalAsdunussimanagey Wiy 2r + 3t
Tnofi r Ao Smlinnsdnlde wag t Ao Anumuvdodurinugudnarsvastunnasy diuvais
94 Mandrel agfoadunsinszuen Aisailduviriuiaiidaldaivinduiaivagou duansdy
AW 2.20

Direction of

testing force
Preasunizing
metal fitting

Mandral

Test pieco

Suppaort | ST Support v |

A 2.20 IFMINAEUNISAATAILUU Pressing bending [40]

11M3g1U JIS Z 2204 lﬁLLﬁﬂ%umwmaauﬁm%’umﬁéﬁ’miﬁa ooy 3 nqu Av

(%

TUUNAFDULUULNU (Sheet specimen) FUMUNAFOULUULYIY (Rod speomen) Loy
FununageuLUUMTSaLUY (Plate or strip speomen) agnslsfinulunuifedaznion

De

FunumageunsFnlAwuLkduiitiaumun 0 s 3 fadwas JulU Tneanuniie w)
YosTUNAEURldaL £9g5¥1119 20-50 aFiuns m’aa@mm'mﬂmﬂmmﬁlﬂﬁummmwaqam
mamamwmmm&mami@ mummmwamammuaaﬂummwuma aﬂﬂmmiﬁﬂums
naaeU f13antianunuINInndt 25 Jaauns anunsaftazanunsafiaynds lafduausndnu
Ianaslanuudnumangadiugunsalnisnagey wineadaunuiuinni 25 Taduns
waglunsnaaou Iildtuanuitlidosndwidelaiududuuenfidunsssdusswisinnsen
181 FednvartununageunmsdalAuuuikuminnnsgiu fuanddunmii 2.21

%.Tl_.q_l.

/R

15

AN 2.21 FUNUNAFBUNITAALAIUULEIY [40]
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2.1.9 Apsevideyaiteaiif (Static Analysis)

unsin3snsmsadfuldlunisinszideya Montsomery D.C. (2000) [41]
namin lelinadwsuastoasuilintudulumuingussasdvosnismaaes iuedesileflld
Tunsdndulafiivsedns nm doasuildiivguanazanuindefie n1siasgsinanis
NAFDULIIRIeITUNAFeU Tufinnantsmaaes aaanldlunside Fufedddlunisimezet fn
NaaoUeRuUTlFlunuATy Aoadni@mssaiun (Descriptive Statistics) lilewAade
Agean AAgn afRd9eLLNY (Inferential Statistic) iemAIANLUUTUTIU WazBVENaTes
FuUsiAedes

mMsfuuavuafiegeingisnurilsiiaunsadusunuyssannslgifiome
waznzaufiazlinnsideivsyans awliauudossuszina nan wazideu Taenis
fmusunasiegng Inensimuasel

(1) Type I Error (Alpha; e ) = 0.05
2) Power (1-p3) = 0.95
3) Number of Center Point =0

4) Estimate o
5) Minimum Effect (D)

ANSUSEUNUAT o NRANISNAABRILNEIVDY ANTN1SHUzUNTAlY “San1sfAnw
& v & AN Ay A A v =~
Weasruveanimmaaesil lunsaldlufideyavesnisnaasdu vseteyadu 9 u1ldlunis
UILUIUAT NABINITIIABINNITAN YU DI UNBUTZUIUAN o 1ENITENKUUNITNAADY

(
(
(
(

Factorial Design®1f1 o 1A@NA157 2.6

o =,MS_,,, (2.6)

N39aNLUULTNLINTeSEa 2 Uady Ao A was B Uady A asUsznaumis a seau
uarilads B azUsznoudie b iy Teimuneglusuveinisesnuuuidusinnedea fo lu
wiazg1veIn1snantUsEnauiIsn1smaaesladeiamun atb nsnaass Taeunfasd
Srunuvig e n ase fviuels Vi Aenansuiidunaldiiletiads A egilsedu i ( = 1, 2,
..., a) wazlaqy B agjﬁizﬁu iG=1,2, ..b) A nSUgR K (k = 1,2, ..,n) EULLUU%M%Q
nseenuuudurinvaiiea 2 Jade esndrwurenisdunatis a*b*n ads Fenunediedy
Junseenuuuguuiysel (Completely randomized design) Wuudnaesadifdady (Linear
statistical model) fauansluaunisi 2.7

i=12,.a
Vi = M+ T+ B, +(T,H)ij +e11=12,..b (2.7)
k=12,.n
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g g MU1889 NWASVINUA 7, YUIUDY NaTLAAIINTTAUN | VBILAIVDY
Uady A; B, munelis waiiinainsedudl jvesneduil vesllade B;(78), vanefis nafiinain
SunINIeNTENIN 7, Way B, uay & et asAUsEnauveIn AN kU UdNauNAindade

(%
Y

eRdiA1Aea (Fixed) WagnaaINN1sMAaed (Treatment effect) viunedie diuiidesuuain

' o a b )
Anafevmuafaly > 7 =0 uaz Y A =0 lwhusudifuauudinaiiinainduns
i=1 i=1
=~ 2 0 - S A
Asendaneduazivuadt Y (78); = > (#8); =0 \lesnnlunismaaesasaididiuiu
i-1 i=1
e n ASS datiy uudeyanlaninmsdunaviauasiniu a * b * n
lun1sneasslawinnelsea 2 Jady vstladefiiinainainuiiseu (A) way
AN TluNSLTou (B) mnudAnLyindu
ANUVINAUYINATIARDINAISITOU
Hy:z,=7,=...=7,=0
H, : 7, # 0At Least One

ANULINAUYBHATIAAIINANLLS TN
Hy:8=5=..=4=0
H: p;#0 At Least One

o w A

NavessuRsAsE ARz e seukazau i lunsdeniitud Aol

H,:(s8);=0  ForAlj,j

H,: (rﬂ)ij =0 At Least One

nsnagevanuigIumanilaeldnisiinsgianunsusu 2 Jededunis
naaouiusfigninnuslunimeaeshidvswadensnasewielilnesauufgundniay
AuEUSTaUUS ATREeUNadERsaRR

(1) 915841 Main effect

VFOUALNAFIU BVSNATEIRIULGITOU

H,:z, =7, dmiuynszdu dvdwavesrnuiiseulidunnsneiu

H, oz, #7, dwmsuunseau vinavesnnuiiiseusandieny

naFoUANLAzIU Bvinavesnnuiiilunsden

Ho: B, =5, =5 éfm%’unﬂizé’uﬁw%wasuaammL%ﬁiumsﬁaﬂﬁum&hqﬁu

H,: B # B, # B, &wiuuesziu svisnavesnnuiilunsiliouwnnaiaii

(2) 915841 2 Factor interaction effect
NAFBUSUNINSEN (Interaction) s¥yineAULSIsautuANISluNSBou
Ho:(z8), =0 for alli, jnnssdu i, j LiflavEwaves Interaction (i =1,2; j = 1,2,3)

H, : at least one (z3); = 0814 |, j fiBvEwaves Interaction (i = 1,2; j =1,2,3)
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nMsaseuUsIansnsonnes Sl sTiiAuduTuS fususasaintuly Feaz
aSauuudiastazmanuduiusuesiuys fe anudisevrenniasietuannuidalunig
dou Feldadranuusiassiivanianuduiusvesuioudisainuisiseuveasesdiont
mnudalunaiden warlduuudasdunsnensaimaiimngauigalunsaiunuves
M3LTeuLEEANIULUUNIY wuudnasenisanneugninunlelun1sinsieitaya INNand
AnuduusszuIsausiseuiuanudlunisiden wuusiassiilduansaruduius
Faaunsil 2.8 uay 2.9

y=P5y+BX + X, +¢ (2.8)

aun13vhluves Regression Factorial Design
Y =P+ BiXi + ByXy + BipXiX, (2.9)
Junsmasevauugiufsfuiudsililusuudiasdunisnsaaeunisldau

YosUUTIaed IngauuidiAnuianatnluluuiiass g, dn1snszarsuvuinivazidu
dasy faneduiniu 0 wazdlnnuulsusiuwindy o Fadeugalmdu -NID (0,07) Han

o))

\ \ k
adoyamiiuanld y aziinsnszasuuudniuasidudassiiaiaioniniu B, + D B,
U 17

i

AULUTUTIUNAU 02 N1INAFRUTEE1AYUBINITANDDYADNITNAADULNONTIA
AMUANNUGIENINAILUTNANDU v LASLEAUBYUDIAILUTONNBY X1, Xo,..., Xk N3O b
AUUAFIUTIINZ AUAD

Hy=p =B =...=Bc =0
H, =4, #0 for at Least One j

N15UGLES Ho 31nauufigiu venlyimsnuidn a8 19taeaniinusnnnex:xs,. X
ﬁﬁﬁ’;%ﬁwaaﬂ’mﬁﬁsﬁﬁ@ﬁaLL‘UUﬁi’waaq nsnageUTlinnnsulras It mnveids
409 (5S7) TuMsIATIZRANULUTUTIUNAT IS @0 ST AN N LUUS 180 IMasNaTINVEITAT
dosiiinandiunniaseauinnatn mwladldainaunisi 2.10

SS, =SS, +SS, (2.10)

d1auufgIugud Hy = B, = f,.... = B¢ =0 1Jud3wad SS, /o aziinis

[
LYY

N5AURUU X2 WRENTEAUTUAMULETVDS X2 WINNUINUILYBIALUSN150nA0 08 I ULUUT1aD
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Tuiussfeafusansanansladn SS, /o2 dn15NTEa8WUU X ot wag SSp uaz
SS, ududasy WBnvedeu H, = B, = B,..... = B = 0 naun1si 2.11

SS; /K MS, 2.11)

°Tss./ln—k-1) Ms,

Ufjuas Ho Adeidle Fo dAwinndn Fy o lunmenduiuenaagldisnng p-
value anagpUaNLAgIURAEITUES Ho siailla P-value d1msumada Fo dounin a
mslulunmsieseianuwdsusiugnaveglunsei 2.2

A15199 2.2 A15ATIZRANLUSUSIEMSUNISAaaY [41]

Source of Sum of Degrees of Mean Square Fo
Variation Squares Freedom
Regression SSr K MSg MSgIMSg
Error or Residual SSk n-k-1 MSk
Total SSt n-1

o o

AsAINYLe Ineldwandnisn19ads wansliiudiuniaveanani1siasIe
970 Stat graphics ABN15ATILRANLUTUTIUVDILUUTIABY N1SNAdBUANUSTE ARy

YBINTNANDYVDINTNARBUALNAF LTI

Hy=8=5,=0
H, # 0 for at Least One j

A1 P-value dmsueadn F avagulainedrtesaanisluaesrasiuysninms,
39Uv83 Tool wazdnsnnnudiluniadenssiidulssdvsnsanoeslidumud
A1 REAwinldanaunisn 2.12

R? = SSg =1- SSe (2.12)
SS. SS.

R? 1Wuminvesdiuniufianasluanuuysdures Y Weldfmannsy X, X, ...
X Tunuudans egslsionu Adl R? danunnlildulalnuuudiassnisannesfadagumn
17 Wasaninnsduanusitnlulunuudnassazyinti R? wnduladindwysiduiluou
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a v o aa A& (Y 5 < 2 ) d'd 1 2 <
ziidedfynisadansell asiu o1vandululainnuudiassisian R? win e19auidu
wuUaealuflunIsnensalAnanaunls

o s & X < < ‘. o o 0 a1 an
\Wesann R? danintulausiiolsuiunatang o Wrlvluiuudiass vinlieanais
R? wuvysundininni Weuduaunisioduaunisn 2.13

SS. /(n—p) n—1
Ragj =1-—=F =1- 1-R* 2.13
Y s (n-1) [n— pJ( ) 213

auUnAaia R? wuudsuwalazldiiuduilednuiuveannusiiuauly
wuudnane waluauduass duududsnladsnduasluwuuinase Arwes R agiian
A 2 2 ' ) | a ' ca 1
anauaNe Wo R uag R waNA1RiuiIn agmuneauiidloniagenasnudmauilid

[

Heddglagnianadlulusuuinass [41]

2.2 udsefiientes
221 ideiiizadesiunmsidoudeaniuwuuniy

Badarinarayan, Yang and Zhu (2009) [42] uagangyinnsAnuzuiuuvesiiy
ffnadonsdounuuyaluszgiiflonnan 5083 dnvuzvewhiiuldilassuuy Ao uuy
NTNTZUDNLATUUVALNALY FanInil 2.22 ﬁ]’lﬂﬂ’]'ﬁ@]’ﬁ’ﬁ]?{auiﬂ’ﬁ\‘iﬂ%']\‘ﬁ]’lﬂﬂ’l'ﬁL?l‘IIE]iJLL‘U‘UQW
maﬂﬁaﬂmwwiqmwuaﬂﬁ]3ﬁé’ﬂwmvwmumfﬂﬂiaa%”]wmﬁaﬁul,l,wamL‘M?ﬂlwLLavﬁma
Lsuamalmmsmmwﬂum‘wuuwmmmaam SuilownnRiuLuUNsNsEUonTRNIZIS
Bouingumindy mewmwuammaauumswwauumammmmﬂwmummw ANAULT
LLﬁﬂﬂm%u%’miL’mleﬂﬂﬁuuﬂ?’lmwx‘iiﬂﬂﬂi’]L‘LJEJI@‘VI%LmJLLauﬂ’liVlﬂﬁE]Uﬂ?’lﬂJLLsux‘iLLNGN
Fusuiiunuunsanssuenariiaianuudussiesnitfiuwuvaumasy suiesnain
TasaaisflaziBenniuaznsidensiofiauysal

a $ 12 mm b le ¢ 12 mm

|
1.6 mm 1.6 mm

A 2.22 anwazvawiitnulun1saNtdeanIuLuUNIUY

Elangovan and Balasubramanian (2008) [28] la@nw1n15Ussu1aiAIA21Y

< v d' = a o = ° v a
wlauseflaniensiveidsaniuiuuniuvetergiifdennal AA2219 TngIn1sAulinvesii
WUUANN 9 31 5 dnwagfe NIINTEUan JUNTIY INGLINTINTEUBN aumiedladivigy
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Faamnil 2.23 wuilassaimnaganiafiauysaidmaliiianuudwssigauasnusenisin
nseufiauIlumsmyuveaaiesioniumuarganafullagiliiinnuudusdsiuag
Tusaisieafufiamslunsnyureseiosfioniuu unarsagyiliaauudussigatu
e?fams;ﬁlﬁwdufjgﬂs'wuaaﬁaﬁulaﬂﬁﬁmaLaa uisnanAITlun s ureaaIaonuU
nandldfifounnseadatulusenidon Aauilunafusuaideugimuseusvoniotan
wtfosniianuiilunsifiuuuideuidesannaudeuasausnnnit uiluvugiferiud
auSlumafuuadensvieguiuluasiisauudussisiuarinnandlunsifuin
\BouUunansaziiaianuudussisge suidesnaniimnuiilunsfuuuiiensviegs
FuldagrilnAndounnseslusenion nulufussildnavaeyhnadeusuarganniiuly
Aenuudaussisiaziuariussnavazymadeniunansazyiliainuudaussigann
Sudlownanusinaigaazyilinistunlusesdonauysaininiu arualunisvsures
wdosioniunarsuuvuresiifududniladondsivilndetanogluaniiznanainiinnis
Inauveiinnsindeudisousiniu Ssmsdnwifiuwuudivasuuasuuuansiasslie
aruudaussiannnivhfiudy q SudesnnnifiuinaviliidefagAensiadeudilvaiu
SOUMNIUINNNIITIRUWUUEY 9

L
3

d

<
B

o B
Straight Taper Threaded Square Triangular
Cuiindrical Cylindrical Cylindrical
(SC) (TC) (TH) (5Q) (TR)

AT 2.23 anwazuad Tool pin WUUAY

INIA U TIBUNU wazany (2559) [43] AnwrdnSnaveanisiineinisies

o
a a

donanuuuuniuveerglifleuvaenivednds 2024 Ndawanalasiaiauaranifinna Jagi

Y
a Aa

Témaaesfinnumun 4 fadluns Anudmyudon 710, 1000 uag 1400 soUReWT Loz
AN AA T e 80, 112 WAy 160 HadlUATABUIT HARINAITNARBINUIINITITLADS
nsiendanansgnuliiinninuFouninmisideaniunaznisivaiuvesianluuuiiiend
wansafiy MlmAnnsasuudasguswesnsuluudazudnaveuuidontazautina
naveauundon Tnsnsvuveuaiesiiadeniigetu villiAnaudouiiuniuiifnasonis
Wasuudasgussweaunsuiaznsuaniinveseynin ALCu Amenuudsuesesibeusnniian
TurasuTnn TMAZ - SZ 1 145.10 HV fiauidamsuiden 1400 seusoun? AasuAY
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\Fou 160 fadlunsiewndl uazArn T wsaisgeanvesnmeassneuiEwsuden 710
seusewni A aAuden 160 Tadlumssound 1 208.08 MPa nsfAmLLS usafewes
sesdeumnanznimaaesdidrnitaauudussioniofntan Ineddssansam
wuadounnanmznsidenliiiiu 80 Wedldud

a8 5299 uarany (2558) [44] Anwidninavesfuusiidnansznude
Tassaramsgania wazautiniana (Anuudaussds) vesundensevudildainnisides
Foayuuuuniusyninsezgiifleumanvaeiavesudansa 356 fu 7075 M99
Feulviinsa 356 agfusnimsisled uaz 1nse 7075 egsnuuaniudsles Tagldfinay
nssnsruon Fuusiililunamaaesd 2 fuus Ae anudwyudenvesianiud 710 1,000
uag 1,400 SoUMBUNT Wz NAUToNT 80 112 uaz 160 ua/unit AmiFvyudon
yoshmunarmuiiudeninansznulanswiolasaiaganiauazandinisnavesuun
Founnsnaasimuindadendniidinadeaiannuudinssis Aoanudmyuden
amufufuden uartadesmseninenuimyudentuanuiiuiuden Tasiuuili
Tudleldarudmuidougeiing viilvdaauudusafiutu wan1svaassiiamimgu
\Jou 1,400 soUseud AT aAudeuit 112 fadums/ it Wemnuudussiaedogan
213 MPa lassafamsdlanyinenuinauuaieuussnoudeie fanuesergiidounauiiades
yinfiozBonniniolansiy

259A Yoyteunu wazamy [45] Anwndladeiifidninaselassaiimiamnin
9a07a uazauUinianavosuulLdoudevuHunsEUILMIIIANNS e Undan1siTeuden
yuLuUnIuesezgiioundeiswesuds 6061 neldsniunsenszuen Jadeildlunns
naaesd 2 Yads Aomnudmyudouveaaniudiszdu 710, 1000 waz 1400 rpm ANALEY
WAudend 80, 112 way 160 Jadluns/undl nsruIunTmeANdeu T6 fie NsouUazane
voaudeftgnmgd 530 °C \unan 1990 wdmdluthuazsmudensuaiend 185 °C Hunan
6 2l Famnuwudonvesiiniy anmiufudon wardninanisaruioundinis
Fouialngnsaiolasaain wazaudinanavesuuidon 9nnsmaasanuinlasaaiiamng
TangAneuinuuuideuiiawazdenniniolonsiu fenuwonudddled wagdnidvin
fsled FuAnnsdadrveansuldifuguhadesannnimyuresianiu uasiinsosunn
vinauundeundiomnnssuiumamearudoundinadon uenanimeuudusaais
a9gail 177.53 MPa fiannanimyuidon 1400 rpm waganuisududondl 80 faduns/uni
wazA1ANLLTY gegaladn 117.63 HY finnandmyuiden 710 rpm uazaBISIAULToNT
80 Hadns/unil

Zhao and et al. (2005)(46] Anwdnwazvesifiuildlunndoudenniuuuy
nu dvila Ao iiunuunsnsyuenldiiinde shituwuunsanszueniinderiuseusifiu
wuumweslifiindenazifiuuvumiesiiindeusevlumsidenszgidennan 2014
nuiAmthsesdevavenn ldfinnuunndeainiu anlassadiamnniavesnindeudie
vhfiuiuunsanszueniindsauazsfiuiuumesiindealinuteunnsedusosdon usaz
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wuiwhiukuunsnszuenlifiindsawasiiuuumeslifindualusesideuiintesing
Suideannniifiuisaedldfindenilinisinaiuveadetagldanysalszninniaidey
wnzdundennztglifnaudeunanietagegluannemanafinuinniuuulifingde.
Tnssadansgameauandiidivisesdenduinuilituruseunniiaaivhlndefagey
Tugniznatafnainnisidien SoililasadeddnvasfiazBoauinniiudiuudy 9
ImmawwﬂﬂsqaiwwmmmﬂmswammﬁmwuuwLmLﬂaimﬂammImqamwa HideanazIan
ni1nmdoudieiiiuluudy q warainmsmaaoumALTusIazALIIRA ANves
Ffiuuumesiindenayliaiigainifiutuudu q suillosnanaelusesidenlsid
Tounmseuarlnssaamiganiadidnvasfiazidoaunnniwifiuwuudu 1

Nandan wagany [47] uazaazldinnsdnmanufouansuiavesadosioniu
(Tool) wazn1sindoudvaniietagsevinnindonduaniunvuniureaninndrniivou
\nsA AISI 1018 mﬂmimaaawujﬂmm%@u%LﬁmsﬁuﬁnmmLLazﬁuagﬁugﬂwamﬁaﬁu
fuandnafu anufouaziAnduilowniesdientududatuiunuuagasdinuduiusfudie
yansLeAsufivesdunuuay srarTasILY ANufeuanfiutuanuinaiduiatuiuas
FulazazanasmuTzezvinaresUagiiutuiy felinsidsunlasmdefudu
Suilosnananufeudiviliidelanzogluanmenarafinaniaiulndfusfiulfidamn
Snsnrmiounararnilunsuveaeiesiionau vlitaninnaindeuiivaiuseud
NUAANNANTTNIULAZANTBUIINMSEHEAN Y

Anfneyd Anznad uagany (2550) [48] Anwinsidousesseinseygiiflouna
Lazmdnnadsnensideundunniunuuniu seedeinsvesozgiiflounas 1nsa AA 5083 uas
wannd1A$UBusn 1nA SS 400 deAEnsdemdsamuuuuniu ameldnsasundasi
wsnmaiden wu aufisey arudlunsdeunasanudnvesinauiinaduiaintuay
Fou wansmeassuandliiiiuinnaasunasinudslunsides vilhAnnisiasuulas
voslassaiisqaniauinadunesimavessesotardmarilriinisiasuutasautfiniena
nMaifinAEsevresiinIL v lHiAnnsRefuesasUszneuAslang s ninamaniy
ozgiiilowviln FeAl, fdumefinlavessenso nsifinarmilunsienannsofinaiiy
wiiussessesdeiosnansusznevislansfifianuiuneiinofuinadusefraiiuua
anas ogslsAmunaifinanuilunadonnniAuly vliiAsgaunwiesidunesinaes
se8sie anANuAnvesFinuiiiuduiliuuresarsusenouislansuazaunnvos
UnnIoNiuiy

Lambard and et al. (2007) [49] Anwntladelunszuiunademiiotlugnisan
dymdeunnseanazanugeinlunindenevafidounan insa 5083-H321 sgradu
spuu Padelunszviumsiendoaniu anudisovveaiosiiontunazanuialunig
Wununden ussnedldlunisidenniu madeaniudmaiennuuansiisvesninuuduss
wazANugsenlunsidonoraiidonnan 5083-H321 adeunnsedluaninianliamnsady
#l# (Plastic Deformation) Tuuiaiundvdnannuouvesnisides (TMAZ) eenslsfiniu
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AMUAUTUGIZNINAMULTIL TN UNGANTTUAIT NN TRNIINE 2INASITaUEANIULUY
nutaunnIeaitindulunszuluni1staufwdakazAudsn i ldmann1swani1alu
nszUIUNISWeNdsanuergilitounay 5083-H321 anuAuanAslusasliounsIda UM

N15:8N158 (X-Ray) a11150A7UANAIEALSaULITN (Heat Input) ¥89n151 03 ARUENTUS

'
v A

sEineAgsgavesmALTinnA LAy MsUfURTTUeU usanauazgumgiilutladuddnm
muANselAIBsiomuNMIUsIsr I seuLazANLE U ey
2.2.2 ywATeiietasiuaud

Sillapasa, K. and et al. (2017) [50] Anw1@uUANIIATUAIILATLUUAI-NA
(Stress Amplitude) wasanuniswasezaiidon nsa 6NO1 waz 7NO1 Pnnsdeudenniy
wuunu fwdslunismaaes IHuA Sasdmanuiuil 0.1 anuinaaouil 20 Hz muddy
MNMIANYINUTIUTNMTeINTYIATesT L UNAdey IRnTuluuI N AN inedun
&ldsitan dwalfdunuiansunniin lunsderiunuiuinuifauudehaaiing
nsuanudnndsnisnaasuaud tasild1 0, (R = -1) = 1.68 HV Fauandliifiuinduna
msvaaesin eeslsfimuauiinsnuanudmdimmanes Salledidniidelanady

Uematsu and et al. (2020) [51] Anw1588unn3Nniliinainnismaaeuninuii
vostunudondsamuuuumussfansenintesgfifounay 1nsn A6061-T6 fumdnndils
afl 1n3a 304 Tarmuslrisuyslumsmeaouanudiianud 10 Hz. Shsnidaussit 0.05
(Load ratio, R = 0.05) ndsn1snadeuazdnwnisidulauessesunnuazdnuazanuiaiend
Anduanmadems wuhmerudunndainiuuiinsesde (nterface) fduaded -27.6
MPa uenansuiimuinsesnisdenis (Crack) dwaliAnaudunndafiganuldae
pgalsfnmarudeufiiintuannisidendmanion Ak (A1auituaiuaTondsl
Uszdnsnm) iilesnngugianmsifendimaienisiudsuuvasmedssaiisganiandanis
\Foutanseuiinty

Vysotskiy and et al. (2019) [52] AnwangAnssuarudfiaaunivesdlangra
Al-Mg-Si nmaideudsavuuuuniu Yagifldlunismeaesiifuozgiiden insn AA6061-
T6 fudslumsidemdoaniuuuuniu leud anuslunismyuiden 1100 seusound
amnudilumsiaudon 760 fadlunsrewd yuidsaden 2.5 ssm uarlfiaiosiioniuvuie
M5 A58 1.9 Tadums anulavesininiu 12.5 fadiuns antumaseuanudfisasdiu
ANLALT 0.5 AnmAvadeUTl 50 Hz uazsmsIidausadt 0.1 (Load ratio, R = 0.1) maidndi
nnmsaassmuideIsuifisuantinisiuanuduiansiiuidnuslunsmaass
vnMIvaaesaaia ddaiginindelonsdy erslsfinnunuinmvaasumiudiiini
\unaaouslvialia 1 wsmdsnsmaaeuiigenin 210 MPa Tumanssiuduaamdy
naaeUTigs dawalviinanuudausmdsnismaasuiisn dadesnit 70 MPa wazdunnldin
U3nuNsENUN1INNTeU (Heat-affected zone) azifuusinnzuiianisunnin tilesannd
Tassa1sqaniafivetukazasduAnAeTigs dwasdenisunnsinlsdiienie
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Sillapasa, K. and et al. (2014) [53] Anw1auUANI9AIULTIAILAZN AN TN
yadunuduinusesdon Svinansznuou elansiiuvesergidouuiuia ins
6NO1 9 nn1sidesdoaniuuuuniy deldmmuasiusTunisidendoaniuuuuniy fe
anuElunisvyuidend 500 seusiounit Arislunisiuden 400 fadmns/und uagld
wiesflaniurannmdniaiosiie 1nsa SKD61 AularesuIniu 20 fadwas vuinfiuls
12 faduns dvsuiuusteamsmadeuaud Tiun snsndmmnandunageudl 0.1 ad
naaoufl 20 Hz MUEIFU mmmaﬁnmwuiw%nm@w%waﬂiku%fauﬁmuamm%ﬂ
(Advancing side) fianuduandannniudnady 9 lwhuesadestunuiAeanuudaes
szumuwaqmimamLaammmwumu LLam‘memmeamLuaiamLmuumLme’m'ﬁnmau 9
FauTnadvwansgnuoudaranuudsingn esnnadsunlamesnnudeuluras
Feu egnslsinudnvazlassairsganiafidiwadennuduiusvomginssuniiudn lag
nuiuinasesdouiiinsnnudnlnivedlasadiaganiauuuinsuasiBeauazuiiamiile
Tavgianiiliiinnisiasunlasmeslasiainegania dwadiddengnssunud lunansstu
Traudnudvnansenuiou FealmsAsundadesaiqamanuuinsueudmadlsfise
wRnssuANLduarauTRnIsidy 9 vdinsmaaes

2.23 mdsefiderdesiuanudrsedeuitinludodund

Rajasekar and Prabhu (2015) [54] Anwwuusiansanusoulazusiinszyinse
Jusuidouvesergiifion 2024 uay 6063 firuntsidedsamuLuunuLUUATaR e
TsunsulWlusieduus nmsfnunidldlusunsulawesiua (Hypermesh Software) iiedasnei
nsnsraneiveseuseuiiintuannisaaes fudsildlunissiaes ldun Anuladfiui
7.87 fiadms AvwiannAfl 5.97 Tadluns yudes 3 e AnuEmsden 600 fadunsse
Wit aadilunsden 4.23 fadwnsaodund anulauadl 19 Sadiuns LAEAINEIVRIUN
70.2 HaAUAT AUEINY mamsai'mLmumaaﬂwmwmmiaaLéuau (Nugget Zone) LfipAa1a!
'iaumm 550 s walded fInInd 2.24 wasnuitusanadinse mmﬂmimammuaw
150 MPa

olor: Tesperature (deg <)

AW 2.24 A1SN5LRIEAIVDIANUSDUVUTUINUAEWUUIaB Nl uA Lo ALUIUA
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Meyghani, Awang and Wu (2020) [55] Anwinisadrsuuudaesivludiodiuud
yosnsideudenmunuuniu (FSW) vuusulfsdudou weamiminveslasiadne agnals
1 dnsunisaianuuiiasmatsessusznoy Sdesidafinueindiniiiatulunig
fmunnisedeuilunndminvenadesiovuiiuialés Wesnnndnnsiuguveswendns
Influsiodiuudiiu Tuegiunmandouiiuuugaien fdulsmsuflagondudifiesiansnis
wansnsadouiiluadiminedagndes neluauifedldeenduas Altar Hyperworks®

ey ABAQUS®
AFOUTTULWIARIN (N15AFRUNTUAANIY X NI Y WaNISLARUNTIN) BaNAWISIE

W B180INTZUIUNITUULHULAIIIBANNITNNANAAIEAT LATYNINT

AnTzinginssuneaudounsifendenmusuuniuuuiuials kan1sdnwnudndnng
Wintueehsdifeddydmivnisairsanudeudmalinisveneivesiatuay duilug
gaumaigegaifiou 300 ° C wdsannatd 3 Junit lusendnadaanan (t= 3w et = 5
i) eufouilintuaznaiiuay vdaziedeuthe Tastuilosnnanusmudeuvesagi
g9nn uaﬂmﬂﬁé’qwuinLﬁmmﬁﬂszmaqmmﬁuwhjaummﬁﬁﬁwﬁm Lﬁ@éuajﬂﬂﬂﬂ%y (t =
12.8 Juni) Tuvazfinansalumsdeudeanuiuuniuegi t = 19.6 Jundl audisy

Kiral, Tabanoglu and Serindag (2013) [56] msﬁﬂwﬁ%’aﬁﬁfmqﬂizmmﬁa
$raeenadoutdsamuuuuniuveslavenanezgiiien lasltaslWludiedudiinges
psAUsznaudfianemnieu Mmemsaisuuuiiassnsnszegamgiluikuergliden
\NTA AA 6061-T6 seninanisidon Tneldwanduisidanidvg ANSYS uag HyperXtrude
APDL (ANSYS Parametric) l#5unisitamnifioarsuvudiassunasanuieuiiilndouiinas
Wasuveuwaieuly annismaasmuinnisdiasseuouiinanusadeamiussinen
vouaiosdionunazduauldnisdemanudou Wuidunadgannigeanazinlndses
dou Fanifindununalumuvenaosdioniusazaruniilunismuiiiutu gungiiay
anaadionuiimurnsweneiasiieuiu uenaniazldhnmsldmadauvasenuou
indeudilaunisiigatiudrindedeld sedsluludiediuudiannnisiiassnisussaianadnn
MsideadsavunuUnNIY
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Boukraa (2018)
[19]

program, MATLAB

Aufeu wararunsaannasaulunisidou
Foaniuwuuniuld uenaindunudn
wisrfiwesimuzanlunisidenssdinane
guvnilunsdeuiiunyay dewaliduenud
ALNNN5LTeNTA

a1au Huss () Faqitld aauuslunismeans Fodaunauazn1sAUNY a3Udaunnen99audiY
Uyime Donatus | AA2198-T851 Traverse speed of 150 N1IATIADUAL8IS SECM WUﬂﬂﬂi:LLaﬁq\i‘ﬁu mﬁ%’mfﬁmwwaanLﬁ?’iamﬁammu
(2019) [16] mm/min, Rotation rate | dawalianeendiaulu HAZ/TMAZ way SZ le | wuuniudieduusiilndidsatuuay
of 800 rpm, tool Wisuiuaniiu Wosnnvimih fluuelnedd | awnsailusosensuideludie
shoulder 6 mm, pinwas | Us¢d@nsnaw wenaniAInsruanisadne | fanseuls
2 mm and depth 1.9 mm | lelasiaudsganiludofaniu (Hofsufu
Toudu 9)
2 Pankul Goel AL 6063-T6 Welding speed of 50 Lﬂ%laqﬁamugﬂmqmwaﬂLﬂamiﬁﬁhmm n535eiiiinsmeasadeudenniu
(2018) [17] mm/min, Rotation rate of | AMUNIUKIIAIGIAN 162 MPa Laz ALY LUUNIUdIefuUsilndifeadu
900 rpm, steel (H13), tool | NT&UNN 26 38 ULAYTOUADLUUABYU (butt | lABLANIZNNTANYIAIINLANAIIVD
tilt of 1.5°, tool shoulder | joints) WAnAuudausannitsessonvudss | Aumufidmanoanuudusisosiden
20 mm, pin 7.3 mm (scarf joints)
3 Ahsok Kumar AAG061 wuushaesnsanaeeldsumsiamngaelsunsy | msiseinuiuuusiaeinsanaees
(2014) [18] SYSTAT 12 05 AIN, tilevhunganusumu | AN, ¥nunganusunIuLsifsgaan
ussiegegauaznsEamveseaidedoaniy | 16
wuumuuansliiuidnlslunsmaassding
HoANINARDITINgaY
4 Moustafa AA2195-T8 CFD ANSYS 14.0 nsamatlumsitendwmasieuinadninans | msiseinnaeniendeamunuuniu

a a

maaazqmuamammLLmﬁﬁmmh
AENMSLHANSY Feanunsadnala
UHBEDAUTLYNANANITIATIENAIY
Soula
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a1au Huss () Faqitld fauuslunismeans Jodunauazn1sAUNY agudauansnenuidy
G.H. Li (2020) | Mg-Zn-Zr tool steel AISI H-13, welding wmadanisideudisusaudsaniuvenniesile | msiteinnasadondonniu
(21] alloy, speeds 200 to 600 mm/min, nyzan (BTFSW) Wuimmmwmm%amﬁmam wuuMuvesuInfidsunan d
ZK60-T5 rotational speed 600 rpm, Stir | 3NFUNswaAasilensrasuarIs e’y | msliielesdielouuuunsrant
pin: Cylindrical pin with 3 flats; | N13NAADY nsufuugeadalunisidondl | axvasanuseindivesusuay
Tapered pin with 3 flats (taper Wiudu dremailauuy BTFSW denaldiiants | Weuuis 9 viensideutand
angle: 4°); Tapered pin with 3 geushasegaunluuinasesideuniu ilesan | fedenisdeud amrsniiian
flats (taper angle: 10°); Tapered | n1sazatsves B, precipitates wazauUAnssda Snrwisauluamidedls
threaded pin with 3 flats (taper | ¥83s08siailatosniivedlansgu iosanan
angle: 10°) ranlufiemsleleinstluuinasessdouniu
6 Narges laisy laiszy yudsslunndeniivangarlunsdendsaniu | n1sideidvaassmianiteyu
Dialami (2019) wuumu 0=2.5° fesonarufeuilintuiia way | BeoslunisiBendimunzay 9
[22] mslvavesiandmiunsdlveaaiosileiymides ﬂ’juﬁﬂmﬁﬁﬂwﬂ%?ﬂ@iw
911 0° Uag 2.5° a@lﬂ”duﬁawmgmmﬁﬁqa%u Weuinzaueneideil
Faniioourjy
7 Morteza AlSI welding tool WC-Re composite, | @oulalunsidendeamuiivanzas fis W = 500 | 11537 dveaoimianingi
Shamanian 316L/Incoloy | Rotational Speed 400, 500, 700 | rpm W@z v = 24 mm/min Tr8n15198 AU IR AU mmzaﬂumﬂ%au FIUNTS b
(2020) [23] 825 rpm, WAV at 22.2, 16.6, 27.7 LaaN@ULeAILEs Han1TIATIERANduTLS | madan1sansizvinislany

20.8, 29.1, 17.5 rotation/mm,
Travel Speed 18, 24, 40

mm/min

FAN19I52UIVVDINIS T ouF 18D Ennsousd
AuduRusnuIfianisnsidon (111} wazina
wleslsadiAntululanegu AISI 3161 v03U3im
sounau lunasfinumassamuludluusnuses
NIUB4 Incoloy 825 ANAINNLIIANNNITUANAN
wuumilen Jusgifudasidn WA Tunsvagoy

ne1928lun1531A5129% @9
donndasiurudsefiladne
ludnisilSeuifieuldawanis
nAaadle

6¢
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aau

Huss ()

Jaanldy

fandslun1snaass

JoFANALAZNITAUNY

agudaunnsineeuidy

Banglong Fu
(2015) [24]

6061-T6,
AZ318B

Diameter and the length
of the pin were 3.2 and 2.8
mm, tilted by 3°, rotation
rate and traverse speed
were fixed at 800

and 50 mm/min

r/min

Imm%wqamﬂu%nmsaﬂL%auﬁﬂWiﬁaﬁaLﬁu
a15Usgnou AlisMeyr wag AMg, lagdnsinsg
vauvBLA3RilaNILTII 600-800 8UMBUT LAY
AMEIluNIIVYY 30-60 uu./undl lng Mg o
P IUREAIUE 1nSellevawediu Mg 71 0.3
Uy, LLazm’lw’humuuﬁdﬁdﬁuaaiawiagﬁa 70%
vodlavegu

MsIseineassaunsatmanis
naaesNNUTyULisuAuToU
vosTagdoniiunndneiy lngld
wAdAn sTaeLA3asilionn
Usznauioanarudeuiiinean
nsiden denaliiusudeuan
mnﬁm;munwﬁmﬁLﬁmmﬂmm
Sougaiuly

Y.G. Kim
(2006) [29]

ADC12

Rotation speed 750-1750
rpm, welding speed 250-
1000 mm/min, Tool

Tilt 3° and Downforce
14.2 kN

navesnulunsiiudonuazauiilunig
wudendmasiolassairianelusesniu wuiidl
n1snszaneveteynIndanaululanenan ADC12
lavgnaunnadnegeaziden laglidlaswaiaasuy
lasAnuazgmainnszangegisainausluuinmi
9NNIU YWIAVBIBUNIATANDUITANBINTUAIINS
Tumsdeuiiiindu edrdlsimulalliunanseny
ogsiifodfyananudilumsnyudon

mﬁ%’aﬁwudwmmmaymﬂ
FANOULANTNNLTININALALS
n1swWasuvuinniuamsly
Msidendiudu

10

Anumat
Sittiho (2018)
[57]

APMT™ steel

Rotational rate of 600
RPM, traverse speed of
25.4 mm/min, and forging
force of 21 kN shoulder
diameter of 25.0 mm, pin
height of 5.0 mm, pin
diameter of 7.6 mm

AIL5958U 600 SBUADUNT ANULSILAY 25.4
fiadwnsaoud Jusulsiimunzaudenisdou
Yanguil Tnsvinmsesdeniinuiivery lned
uninseLRaei 13.7 Um wasfiunaulafelusing
anundszaululasvedanesTuloudidiunis
Ussanananuilifimsasunasednaiifeddy

a o 4:211 U [
ANSITUNUINAIULSITOU 600
1 a < a
SOUMDUIN AINULSIAU 25.4
TafuAIAUT LUNZEINSUNNS
WouTanuilail

ov



a Y o v a a a a '
M1919N 2.3 sll'e]a\‘iLﬂﬁLLazﬂ']'iﬁu‘W‘UQ']ﬂﬂ']'i‘Vlﬂﬁa\‘iﬂ']ﬁlfljallLﬁﬂﬂﬂ'\utLUUﬂ?uag'gﬁJLu&lll (n9)

YDIT9 LN
356 iU 7075

mm/min, Tool Tilt Angle 3
degree,
Down Force 4.5 kN

Laﬁagaqm 213 MPa laseas1anislanginen
‘u%nmLLuaL%auU'ﬁgﬂaué’wmfa’“iamjum
azqﬁl,ﬁamauﬁgmawﬁﬂﬁazLﬁ&lmﬂdmfaiam
LA

a1au Huss () Faqitld fauuslunismeans Jodunauazn1sAUNY ayudauansinenuidy
11 Elangovan AA2219 Rotational 1400-1800 rpm, mmL%fﬂuﬂmauumL%am&i"m%aqalﬁulﬂazﬁ n153sedinuiinisidenuas
(2008) [28] welding speed 0.25-1.25 Arauuduseian Weananfinnundluns | aav AN SE1AY LN
mm/sec LauLLmL%'amsi"m'%aquﬁulﬂww"ﬂﬁl,ﬁm AMSUNISRUAILEIUNIURSS
Founnaslusosidon ﬁﬂLLazqmmwmmmiﬁam
12 Badarinarayan | AA5083 Rotation Speed 200-1000 rpm, | $RfiuLUUNTINTEUBNITIAIANLTUTIT0Y MIeEnUIsesuRnATWase
(2009) [42] Welding Speed at 40-120 A1 uLuvaInmasy suileswann | Fend sl (Hook) denase
mm/min. Iﬂiqa%"mﬁasLaﬁmﬂ’hLLasmsL%wiaﬁaugiai TEXER
LagIfULUUNIINSEUanillanigni1sideu
AAT Wity uavRiuwuasmasuiinsm
madLﬁai’a@Lﬁmm{Lﬁmuﬁﬂdw
13 A Yy | ezadilley Rotation Speed at 710, 1000, ﬂ'wmmLL%aLmﬁaqqqmaqmimamﬁ 208.08 | n153suiinnasnieudsnniu
Wi (2559) waen 1400, Welding Speed at 80, MPa a’mmm%’mguvﬁau 710 soUABUIT qumumaaazgmﬁaumﬁq
[43] Yaude 2024 | 112, 160 mm/min, Pin AN IAUToN 160 Hadlunsaoundt n1s mawﬁa%’ﬁLﬂuia@mjmﬁmﬁuﬁlﬁ
diameter 5 mm, Pin Length 3 waninveayn1a AlCu A1ANNLTU0ses | Anw1iTe Kedudeaiunsain
mm, Shoulder diameter 20 L%aamﬂﬁqmimmﬂ%nm TMAZ - SZ % 145.10 | $1u33sfiunUseuiioudnds
mm, Pin Angle 3° HY fiaudamsuidon 1400 sousiou? uag | uazranismaaodld
puduiudon 160 fadwnsround
14 qia‘m'é seied | exgiilew Rotation Speed 710 1,000 1,400 mmﬁamw‘ﬁam 1,400 s9USOUNT AUE | N15ATeTinnaeudoudeaniuy
(2558) [44] HAUTEN rpm, Welding Speed 80 112 160 | Wuidondl 112 uy./und Wid1auudaused LLUUﬂaumaﬂazqﬁLﬁamwdaﬁa

YDILTIAIUNTA @1U150U
NuUIATetuUTuRURILUS
LATHANISNAABIlA

v
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(2550) [48]

175 U3 /AN9aNuane
nuaalUlumdnnanldaiu
0.2 H3.AMUDLIVBIFINIU
i 2 9an

Yp950gsBLkaYdNaranIsUAsuwUasaNURAnNg
N8 NANNSNBFMYaIEsUsENaUAlaNe SENINUman
fuergiliionyiin FeAls NBuwasiavassose

a1au Huss () Faqitld fauuslunismeans JaFaunauazn1sAUNY agudaunnsineeuidy
15 | a9med Yyt | exgiiiley Rotation Speed at 710, | Auufausaiafiogegnil 177.53 MPa in1usa | ns3deiinaandinszuiuniimig
WU (2558) videns 1000, 1400, Welding | nyuidou 1400 rpm wazAIu3AAUToNd 80 | AuFeundsnisiBeudsaniunuy
[45] 109uT3 6061 | Speed at 80, 112, 160 mm/min vdansieuriunsEuIuMIInIou | nauvetergiiiflenndeieudds
mm/min T6 shunsevarasysndefigumgll 530 °C 10y FeduTearuisovinaidedun
nen 199l udguluihuasenudenisuniiond | WIsuifsudidnsueninia
185 °C uan 6 Hlas gaunnseald
16 | Yan-hua AA2014 Shoulder tool of 24 mm, | fiuuuunsnszueniindeiuasifuuuuimues | n133deinnasanisdemdonniu
(2005) [46] pin was 7.6 mm, tilt findenlinuteunniedlusesiden luvngiivhiiu | fenafiunatsguuuy Jeaonndos
degree 2°, rotated at wuunssnszuenliiindsuagsiuuuumweslddl | fuaudsediladne fetuanuidei
400 rpm, welding speed | ndealusesidemingosii Suilosnaniifiuis | visndszfiunanisnaaesld o
at 100 mm/min aodlsifindenilinsinaruveadetarliauysal | Wisuisunanisvaaesiiiniy
17 | R.Nandan AISI 1018 Rotational 450 rpm, arwdeutifniuuinuuuasiuegiusuuuues | msideinuinisedeuiiluauie
(2007) [47] welding speed 0.42 safiufiunnanaiy emdouivinlidelanseglu | YanAaaoguinuseudaniuniy
mm/sec anmgnanainuarauieusazamslunisg | firnenisniu
yaaadnaiioniu viliTagianisindoudilnadu
FRUMNIUNANIINTNIY
18 | Anfine AA5083, Anuidasounsfl 500 50U/ | MsiBsunuasiaudsluninden wilfiAan1s | maddeiinnaesniadoudeaniusig
Augnay SS400 wit i ufunnden | Wasuulaweslasiaiaganiauinadumesiia | Janveuvdnduergiiflen laonds

A5 BNNUINTANNEINIUASIT BN
7l feuauddeiladnwiag e
MmAjeilluUszenddnusiely

47
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a1y Quis @ | Yonilld aaudslunimaass dadaunauazn1sAuny ayudaunnsinesuidey
NOANTIUAINAN
20 Kittima avgilidley Rotational speed 160 rpm Ui fuantAnsinuanudildiign deuals MsiseiAnwANud ety
Sillapasa LM 6NO1 and welding speed of 80 Fusuinnsuaniin anuudasgafitngnisuan | 13oudsaniu Fearunsan’
(2017) [50] uaz 7NO1 mm/min and fatigue stress | widnudan1snaaeuaIuaT lagllA1 Oa (R = -1) = | JULUUNITNIAaRINIRAZFULUY
ratio of 0.1 at a frequency of | 1.68 HV LazauTANIAIUAINUAINSINITNARD AM5ATILNAINUAT AIULAY
20 Hz Feiinfisninielansidu ANEng Gedrdydonisnaany
Anuanduiuanislunisdou
nudeaelUla
21 Yoshihiko A6061-T6 Rotational speed 3000 rpm, | Avandusndaintuusinmsesseisnadeil 27.6 | Mideinuianuduresnisén
Uematsu wmann&ls | Plunge speed 10 mm/sec. | MPa sesmsidemedssaliiinanudunndieiigs | Anndsananauslunsidon
(2020) [51] allu 1nsn wazANUSUTAnTuI NS deudwasior AKeff ﬁQﬂ
304
22 lgor Viysotskiy | AA6061-T6 | Frequency of 50 Hz, m load | niswedeuanudiianudunageuslieliany | n1539 8 dwudnaarugn
(2019) [52] ratio of R = 0.1. wdausmdsnismaaeuged 210 MPa Tunanseiu | Wasuuvaslunuigdnsnis
Humnuidunaaeuiigs dawalimanuudusmds | neaeu
nsnadeuiieh fidtesnin 70 MPa
23 Kittima GEGHINIH Shoulder tool 20 mm, pin | U3ladvinansenudeusuweninids (Advancing MsiseiAnwAud ety
Sillapasa 159 6NO1 12 mm, rotated at 500 rpm, | side) SAuiduandsannIuIoady 9 Twhues | Wemdsanau Fearuasan
(2014) [53] welding speed at 400 WerffunuitArnuudivestunundinisidon JURUUNITMAABIL T ULWINIg
mm/min, stress ratio 0.1, Foanmuwuuniu waadlidiuiuinaiolansiy | luns@eunuddoseluls
frequency 20 Hz fieudandnuinmdy 9 nswdsuudadasadi
QanARUULNTUMEUdsnai liifidengAnssuaany
Fuazautiniinudy o ndimsveaes

ey
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gdu | duie@® | Yeilld aaudslunimaass dadunauazn1sAuny ayudaunnsineauide
szlpuisinlundaiuus
24 Mir Mehrdad | Al5052 Welding speeds 10, 20, and | n1sas1suuudnaosnleseidouislnlud N53S8T AunUINISEuFT L5
Hosseini 40 mm/min and rotational | 3Awudvetaudeunuiidnsinisfusiuay | dmadenisunsniiesnainsesion
(2016) [20] speed of 710 rpm NTanAIeIRsINSEiINzaundin1sidon | veseinia 1/1"?1%@‘14?1%%@%@
danafifdeaudinienavazdnuuslaseadia | feunnsos
a;amﬂué’qmsl,%'au INNTITATUIUAIY
Johnson-Cook uandliifiuinnudmsiden
dqwasiamim?iaum?i&mgﬂLLuumm%'auﬁ
\Anu
25 | ARajasekar availidey HyperXtrude program wuuaesnlusunsulawesiua nuiuin | Msideilanwisudeudslnludsa
(2015) [54] 2024 uay soendion (Nugget Zone) inALToUgaTa 550 wufvesALSeuTe UL on
6063 garwadea wazusanafinsgyiainnisiden | deaniu %ammsaﬁwgﬂwums
muagﬂh‘/’i 150 MPa Anszviunduuuinmddunindeu
nuieselula
26 Bahman AA6061-T6 | Finite volume methods miLﬂ'u%uaﬂwqﬁﬁaﬁﬁﬁzy‘uaamm%audmaiﬁ NANIINAADINUINNITIUTEULAEY
Meyghani software, computational AAN151818f YDA TuIY sﬁqﬁﬂﬂzquwgﬁ wUUT1ae9 wanslmiiuiusaden

(2020) [55]

solid mechanic software.

geaaifiou 300°C ndsannandonil 3 und
arwdouiiintuagasiiuazifintuiinanniy
Wosainaiudivyuidouvesfagiige
uaﬂmﬂﬁé’qwudqLﬁmmiﬂizmaqmwgﬁuwhj
auunsfivide deduganiaidon (t = 128
Jund) Tuvauzfinarsalunisidend t = 19.6

a =

UM

muiifaudasiulszaunrudialy
nnsTransluaninnisiadoud
lesanlégunuunnuiuiasieae
MEYAEIER 150 MPa
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Kiral (2013)
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AA 6061-T6
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3.1 YUNBUNITANTUIY
FunaulunisaiiunuidedmsunisdsuszaiiilourasNavodnduad SSM 6063 fe
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NSZUIUNSTDULFLANIULUUNIY AILEAIIUAINA 3.1

= v v av o a v Ay Ay Yaw a1
[ Fnwauaidfeiinendeawarandfeiladefanuun ]
v
[ AMrunRie91u3d8 (Proposal) ]
[ ONLUVAS1ASBI0TTY YioanaBILaEIonNs ]
[ 29NLUUNNTNAAaIRIlUSWNSH Minitab R17 ]

[ 7NAADILALLTDUAUAIUTNAMUA InemrunswUsasikazfiwdsay ]

v v
NAADUANNUDILTIAS (Tensile streneth) ] [ 7137980UlATIAFI19UNNIA/OM ]
v v
[ AAszriNan1Imnaey @5saun1sanney (Reeression model) ] [ p3aeUlATIAs199a01A/SEM ]_
v
[ NAAUANLD (Hardness) ] ‘ »F29E0UAINFIUME Thermocouple Data ’
v v
VIRdeUAIE (Fatigue) ’ ‘ AT Finite element temp. ’
v
NAABULIINALAY (Bending) ’
v v
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3.2 Jagililunismaaas

Faninialdlunmaasadomfuergiidoundensveauds insn SSM 6063 Aldaun
MnmInseTusUiemeianmdeuuuiweudsiieiinms aiss Wumsldufadesiusiu
whsnsldnguluilansfifdanueAudtanas nanfionsldnulugramnssududau
Usegsooud deudin Lusnsaeud anansawlSeuiisuivezgiiiflouvas Ao svgilillvunds
in3a A516 laeldergiifonmdensasids insm SSM 6063 Hdunaumanil dauandluniaa
il 3.1 TneYanergiidenmdensowuds SSM 6063 iunmandetuguluaniugiuuiseaudsd
QAN 650 asrwaldua avlduialulasiunuinuwienslidngu 8nsnisiva 14 Gns
siowd WWunan 10 Jundt deuminlaveadluwifissifigaungfi 250 ssmeaiioa wédnde
AufudsTIna 350 U135 (Squeeze casting) Aneliaulanzudad Iidudusunuuiy
AwvdendnTaifinnmmn 20 fadiuns anmnig 150 fadmns wagAue 150 Dadlns
fauaaslunind 3.2 dwivaudfimanadieaudaussisd 149 MPa uazdanuuded 42
09 55 HV ;udnu

A1519%7 3.1 a"mwau‘meLﬂﬁ%aaazgﬁLﬁﬂwdaﬁe‘uamﬁa WNSA 6063

dunauNIwAl (weight %)
n3n Si Fe | Cu | Mn | Mg | Zn Ti Cr Al
6063 0.80 [ 0.70 | 0.40 | 0.15 | 1.20 | 0.25 | 0.15| 0.35 | Bal.
SSM 6063 0.62 | 0.36| 026 | 0.39 | 0.66 | 0.38 | 0.18 | 0.77 | Bal.

Al 3.2 azafifieunaanivadulis SSM 6063
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3.3 \A3aslauazgunsal
3.3.1 \A30aAoyaENIY (Band Saw)
iondesatewu B%e TAWAN u UE-712A TdlunisdaudaiiewnIow
ovaliflouvdensuds insn 6063 uasindsuBunudeudmiunmadeuusais Tnardondas
aeruiszuuimsadulunsssusanudeuluraeda Wedestunnudsuuadaseads
amaleldfumnufeunnnisides Tilunsdn fuandlunind 3.3

AN 3.3 L1ATDILARYFIYNIU

33.2 \A%peinuuane (Vertical Milling Machine)
wRBsALIRY Bife T-TECH $u Ma Tddwsumsinamtinfnorgfidoamvdenuds
N30 6063 ilaweutunuidon uenandueiestauuignuszgndlflunsdeudsaniu
wuunau fauaaslunmi 3.4

AN 3.4 LATDINALUIAG

3.3.3 1A% (Lathe Machine)
\A30INEY 8998 JET 1 GHB-1340A Tddmsunisndsesafifieunasfiuwds nsn
6063 tawnssuluuanudmsunsiaaaulasiadnganiavesseaiton dawandluning 3.5



a9

AN 3.5 L1ATBINAY

3.3.4 1A383fnAlaAm (Wire Cut Machine)
\wessaladm Bvie SODICK u VL400Q Wuirdesdniilidmiudnezglidoumde
Aauda 1nsm 6063 LiowdonTununadeumiud SsnsinagiienuaziBengs dwalifiases
finfimnusuiEey fauandlunmil 3.6

AN 3.6 LATBIAALIAN

3.3.5 \ASANNAGULIIRY (Tensile Testing Machine)

\3aMARBULIIAY BVie Lloyd fu EZ50 lddmiunaaeuaudiniana Wy usids
wssfnldsvaaduaundeniaiden WuindemadouuuueiunUsEass (Universal Testing
Machine) Ingn151dunAae ufn3oumuuInsg I ASTM E8-04 Nadaun1siekaziaie
JunuaaNATEIU ASTM E190-14 iteneaaunsdaléa dauandlunini 3.7
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27 3.7 LASDINAFDULIING

3.3.6 Lﬂ'%'mmaa‘ummé"l (Fatigue Testing Machine)
\A3DINAADUANLET B0 NARIN Ju NIR-FAT500-2 I usunisnaaeudusy
ANUAMUUANA MINNINTFIU ASTM E466-15 Faarldnsduiunuiuasauiunuinay
Fuavvinainiu faandlunind 3.8

NN 3.8 LATDINATDULITING

3.3.7 \nSewnseuAduude (Microhardness Machine)

\n3eamaaeUALLTs 8o Matsuzawa §u MMT-X uagdvie Digicon Ju TH-320
T¥dmsumsmaaeumnuudauuuinines dealivnamesdiflpdszana 136 ssm naasuy
Rfununadeuriioliinses Tneussiililumsnnegil 10 Alandu udrinAranuuds dauans
Tunwdt 3.9
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ATNN 3.9 LASDINATDUANNLTS

3.3.8 \ASpdnduaumlansinga (Grinding-Polishing Machine)
wpadadusumdlanyine Be ROCKY Ju MP-28 Tédmudndusumalany
Fnen drenseaensensoindnrann Iamsunistawssuianinduauneunisiiuauly
pamlassaiiamananazlnsiainegania Mieiessdsruuinianuagoiatueuly
sywinefifdadntuau Surdesaninsaususeulddessuusalu® fuanslunimi 3.10

AN 3.10 LATDIVATUIUNILanZINe

3.3.9 nassganssAUduuulduas (Optical Microscopy)
ndosganssmiuulduas 8vio Optika Ju B-382PHI-ALC Faflfndswenedigs Tned
fdsveneegiitassening 50-500 i Mlunisgamlassainagania emsiaaeudnuaznns
Wasuwaswedasaauaglddmiunmangaunniesuinasesiden Inesndeszseiu
szuumenwedfiodsmetoyannmamenin vilfaunsaftunléfdy duandunimi
3.11
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A7l 3.11 ndesanssaduuulduas

3.3.10 NavedLANATAULUUERINIIA (Scanning Electron Microscopy)
ndesdlanAsouLUUABINTIA B8 FEFQuanta Ju 400 WWundesilmdweneiige
Tnefidmengegfitissewing 10-50000 wih Idmiunsmsaaeudnuvazlasaiienania
YN gaunnietuazdnunEnInIrERTeterno uanantlFE MU U
sestuIy dauandlunind 3.12

AN§ 3.12 ndeeBlanAsauLUUdaINTIA

3.4 YUNBUNITHATUUIUIY
3.4.1 Jundun1sHanazadliounaanIvawts SSM 6063

Y
a a

n13wseNLsargiiiilen 1nSA 6063 (AA 6063 Billet) L31A1NN1TLATHULNS
avgilitlen insa 6063 Tidvuin 60x50x30 gnuidniladiuns Jessliuniniafiessnau 2.5
Alansu wivesgliflowvzgninseulidmsunisudetuguiluianiwesds dwandlunind
3.13
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A 3.13 wisezgiiileu 1nsa 6063

nduthurisergiiden insn 6063 Mindeuidouiesudildludmwennvasunuy
9l (Induction furnace) Ususaguungiiliergiidouvaouazais Ineldszezinailunis
yaoulaUszana 40 Wil mavaouusaaisliuvivergfifion nsm 6063 vt 20 Alantu
fauandlunini 3.14

AW 3.14 uvisezaditlen insa 6063 Tdluithvaamuasuunuuluin

\louvivergilitlen 1nsA 6063 vaenaratguegluan Uz BV IgMM IvAeY
670 aerwaidua Tuvgn1svaeuevaliilluy 1nn 6063 Aensiaaevdsiuleuluilane
wiedestunisileinlulioTan Faonvveviliianiinuudusiiaas dauansluning 3.15
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andl 3.15 ilanzegludauzisvauds

nsvhanuazentlanneunisuaenwesdsinuddunn wsgReensin
Janlifdgsulowdnluluiioan ogndlsinn nsldnandyrefduiouluinlans Jeseq
~ ' ' g Y o ~ A P & | 1)
fnsguldanuruvesdndnen dawandluning 3.16(n) Weoaanadanutueidanali
seidal Wandmanadluasvimiingaeniey Sanusniivudevludilangliassduin
R lane waidenasivanusnusedsluiausanainiiunlany AawandlunIng 3.16(2)

v 4

ang

(1) NMsPnadaluilausananniiuilany

ﬂ) ASLEUN

2NN 3.16 N15N1AREIUNUaY

ilangnaouazansluaniuzveavargninduumaamgiinsuesuds (gumad
Sturry) Tnensléiadosiu GISS Ver. 1 dagauundifiinlanzergiiflon insn 6063 1 Slurry
wegfigumaiivasy 650 ssrnwadea SaileUdesesufalvariuazdmaliezgfiden nsn
6063 fiilolaveluanuzisesudsiinasild TnadotanavasBoniidnunzedadnvioie
lomn3u dauanslunmil 3.17(0 uag v) mudAy
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'
a

(n) 9amMTiNwBDY (v) \oTanazavidunildnyazadnean

AW 3.17 Msugaungdl Slurry

dwsunsnaeiwweudazSuannisinilansluanneAwewds (a3
#ioann9) ;niuliidesesufalulasiauiuurians wddisnguruadn desasnig
Tnavewiad 14 dasdound Wunan 10 3und (Wseiuuia 5.6 v13) Neawdalulpsiauazsh
T lanviinnisdu damalianylasd (U1dniindsi) fansuaninuasiuasundas
Tnssasafunuuiounan faanslunnd 3.18

a1 3.18 n1sUassnaawdalulnsiaurtuwianslue

Wanatlunisuassaawialulasiauasuniuiivua Tididnlangnavsawdalum
TuwvuklfinWivenasdatuulviaMUMUILULLTILST sakandlunInd 3.19 Faudfiunazd
gaunQil 250 peAIYAEd INUUTARIEANAUYTENIM 350 UNT danansluning 3.20

el aulans g adinaduay
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W

AH 3.20 BAR8AMNAUUTTUI 350 UNS

(%
a Aa 1

B UINULTIFINSINITANE AT USDULAY NBUTUINUDDNANLUANLRANLY

a a

d' a =y | < 2 & ! = <
L“W’e]LG]iUiJ‘UUQ']U‘ViaE)ﬂQ‘U@QLLﬂJQbL‘U‘VI@a@\‘i Fevunoulunisnaverailiounwolds 1nsa 6063

Y

<@ 1 6 o a{'
LEI39DY WNANYI fanansluning 3.21
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A% 3.21 ANSYBUTUIIUBBNIINLUNUN

3.4.2 YUADUMTUUTUINULYIULFLANIULUUNIY

Y

ANMSUNITHRFIUTUINUTDULFIANIULUUNIU LSUIINNITEAS LR UBE AN

&

Mo 1NSA 6063 MNUuAnwUIBsgiiifiounaanands tnsm 6063 Tilalu 4 Fu dawans

(% '
a

Tunnd 3.22(n) wWaIFUULAALTUNAA I LUUSUIUIARINIBLATDINABUIAG AILEAILU
ANA 3.22(7) MUAINY

: |.ﬁ‘ 1
(9 ! a =] [ [ a a =] [
(M) Msfinuiuerailleuvaanaula (v) MyvSuruniiezgilileuvaanauds
N30 6063 LN3n 6063

P ) = Y o
AN 3.22 UUNDUNITLATYUYUIULYDU Lﬁﬂﬂ%ﬂmm‘u U

n15USURITUudmTuNTWeNdsanIuLUUNIuIEUSUT Ul sUNS
A a A v oA & a a v A P v
AwvdeuiuinNvwn 75x150x6 anuIAndadung (NT1axe1ixgs) wavkilolavuinaunfesnis
LA LABIUITUINUALLUAUASUUSINYDUTUIUTLAANIINNNSANBDN LB AU I199D
uBUIUlUN T U@ LA AN UL UMW UUEDN AakanslunIndg 3.23
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AN 3.23  FUINUFIMSUDULELANTURUUNIY

343 tunsuniseanuuulaiasiioifon
dwfuniadeudsaniuwuuniulunuided Weenuuuiniesiiegunsnizag
Tundon 2 9ia 1un gunsaifudeiusuiden (Fixture Welding) uagziadosiianiu

(Tool Welding) &1t 2 wfinfiniseenuuussil

[

cou A& d' d{' = [ sa o P
Q‘Uﬂ3mQUHG’I%u\‘1']UL“UEJQJ$LUﬂ']’§L“U83JLﬁEJWVI’WuLL‘UUﬂ’JUL‘UUQ‘Uﬂﬁmﬂﬁ’WﬂiU bUBIYIN

o
v '
a A

Funuindusesgnivialiuiu iedesiunisanesnainiaieledudnluvnziton NS
Weanuiinggyings ndnniseenuuuLATelladuEaTuTuIU Usenauniy g1unIesledula
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D

FUIY WHUTOITUIY wiudasiuarusaunazyniuin mum%a:ﬁa%’U%%mmﬁmsﬁﬁm
mﬂmumwaamu LWEﬂi/iﬁ’]ﬁJ’ﬁﬂUiuEJﬂGﬂUﬂ’]ﬂﬂj\‘}’mi’JﬁJﬂULﬂia\‘iﬂ@LLu’vaLﬂ WHUSEITUIY
¥sosundnudniaese ke etesfuiunuinnisaza naneanaNgUnsaiiuin
Fuuidenluvusdoudsaniuwuuniu éma;uﬂmm‘uEJmmmuwamammmLLmLLNLLuu
s ielalvidunuAanisiadeudild gunsaituBatusundnanmdnndresueu 1nsn AlSI
1050 sauanslunindi 3.24
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w3nailefildlunsidoudeaniunuuniunanainmaniaiedle tnsa H13 Jadl
autRivusenisanuse dwuaAdeilalddnvazvenaIosioniu (Pin) Mvinisvaaes
THUA LUUNTINTZUON WUUNSIENABN LUUNTIAMADLLaZLUUNT I WAL Taeianiu
YU Uy LUy Jsilidusitugudnatavunn 5 fadluns Anmevianu 4.8 fadng
TneArAueMveAiasiionuazmuILINaIndT 80 WadlfuiusinununusmuLie
ﬁm%’uﬂwam‘%'aqa‘jamuﬁsummLé’umuquéﬂmq 20 fiadluns uaziasosiionuiiauen
100 fiadiuns Jagunsevesaiesiionuusazin duanslunmi 3.25 (n-9)

20 3.25 anwazvawnIadlianuinldlunisiay

3.5 MSAMUARILUILAZN1TaNIUUNTSNARDY

nseenuuuMIiaaedarldlusunTa Minitab R17 Wueiesilodmiveanuuunvaaes
\ioUszidlusudsiidmanenmuninvessesidon Jadufidnadenunimusssesidouiliain
nadeudsamuuuumuresesgiidisuvdeiouds 1nsa 6063 Sufivanetafosedu aunsa
wadutladeimuaulduagdadeiliannsaniuauld fetladendniifinalasnssdenunm
vessosiden Usznoume sULuuveuaiesiioniu amnadiseulunsvyuden Ananaiu
ou wssne yudssuaziavesTanfithandey Tunuidadidasdnuiladefimugulda
tads Ao amisaseulumevyuidien mruFuAudennarsUuueAdosdenIuTLANGNs
fu Fesautafognesnuuulifusudsiiuiudeuld wanisfinuasiemeviduusi
denasionuandininasessesionnaznisiasundasueslasiainegania sgralsfang
Padedue ﬁaﬂﬁmumiumsmaaaﬁm%’mm%’aﬁé”;sJ Toerimualndudaduasilunsiden
Weoanuwuuniu loun Anuvunvesian HaLDES natlumsneudieulazndsnsiden szey
nedn Smsnfiluniang wardnwarnisrotunuiuusey sy duuiladefiarunse
Uuidsuldgnimunssduesusiaslidtlunameass annudiseulunsiden arunis
Wudeuuarsuuuurenaiasdioniu futelud
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3.5.1 Uadeunanlun1snaaag
3511 Jasendniidneluemiddoadidianiods uasiadeiissdunisvaans
stail
1) mmﬁﬁauiumimm%auﬁ 4 5¥6u Av 1110, 1320, 1750 way
2200 50URDUYI
2) amusaiudeud 4 sz fie 30, 60, 90 wax 120 fadwnsAounT
3) sUnsIveaATosioniull 4 5efU Ao LUUNTINTTUBN WUUNSTS
ANUIALL WUUNSIEVAY LASUUUNTIRIWMALL AUAIR
dmfuanudisevlunimmyuidennazuazauufuidennnainnis
vaapaleadu flelurag 1000 83 2220 sousewd wazildgas 30-120 fadwnsdeund 44
Hurfignimualuirdesie dvsusunssweanissiioniu 4 sziu 1191nnnsAneiauide
Aeounthil
3512 tadefismuslindilunismeass uiasdadofvundsl
1) vunvesezgiilounasnuds 1nsa 6063 Tuuia 75x150x6
anuIdndadiums
2) %ﬁmaa’j’a@]Lﬂ%ﬁﬁamuwammﬂmé‘nm’%aﬁa \SA H13
3) 43LBYe 3 B3
4) varlumsnaugneulazdin1sidon 60 3und
5) szezneandt 0.6 fadluns
6) snsndlunsnait 2.7 fadlwnsreund
7) FUNUWUURDTY
3.5.2 A1SAMRUATUINADEY
A13AMUATUIARI8819 (n) AldduSunnass Weflagldauinvessetied
anunsaduiunuresUszansls ddlumsmuunauiniedng dranunsamuunldneinunss
agvilinnsiseduiiuszansnmuazindede annisvaassiauddedld feufulunisivun
YUINAIDYNIINNITAAUAAIAN 9] il
Type | Error (Alpha: @) = 0.05
Power (1- 3) = 0.95
Number of Center Point =0
Estimate
Minimum Effect (D)
n1nnaesilifeyad Estimate waz Minimum Effect (D) Alda1nnismaain
nsnaaeadesdy omedinan Tnevinismaasadoudurnuasiuundfaudslunis
e iBnsneununimaaesuuuay duandunsed 3.2 lumadoundesiuiioyssdu
wwlduvesanudulullunisien vinisveaesd 3 duds seiunisvieassd 4 seduse
wilaWaselunismaaes Wusiuau 66 Fusuden ndnduidunuidunsdenluwdey
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DUt unAaoULIIRan NI g ASTM-ESM LiuToyadusaduingauazAussfisgegn
diemearuanasesdoyauarlddmiuimundudn Minimum Effect ndsntutien
fsna1auUszananasmelusunsy Minitab R17 tileUszanananisadi iievien Estimate
LazaAYewneEns (n) fagldgnivualilunismaass Insniseenuuunismaassuuugy
yosnsideniduayunuuniuvesergiiiouviaenauds insm 6063 dauandlunsnsi 3.3

A15199 3.2 ASNINUAAIABUS IUNISLY N

o o o 7 . STAU
a1au A , hUY
0] -1 -2 -3 -q
AULEITOU R | rpm 1100 1320 1750 2220
2 | anudaduden | W | mm/min 30 60 90 120
3 | sUuvuesesile | T -~ | nsnspUen | auwmideu | widey | Mmdey

A1571991 3.3 N13BDNLUUNITMAABIUUFUYBINISITIFIAVIULUUNIuDazglifiay
WaNILYY NN 6063

o o N13898NLLUY o w o N13898NLLUU o o N1389NLLUU
a1auN a1auN a1auUNn

R W T R W T R W T
1 -4 -4 -1 23 -4 -2 -1 45 -4 -3 -1
2 -3 -2 -4 24 -3 -2 -1 46 -1 -1 -2
3 -2 -4 -4 25 -2 -2 -3 ar -2 -3 -1
4 -4 -4 -3 26 -2 -3 -4 48 -1 -3 -4
5 -4 -2 -3 27 -1 -4 -2 49 -1 -2 -1
6 -1 -4 -3 28 -2 -1 -1 50 -3 -2 -3
7 -3 -4 -4 29 -2 -2 -1 51 -2 -3 -3
8 -3 -2 =2 30 -2 -2 -4 52 -1 -4 -1
9 -1 -2 -3 31 -3 -4 -1 53 -4 -1 -4
10 -2 -1 =2 32 -1 -1 -1 54 -4 -1 -2
11 -2 -1 -4 33 -4 -3 -4 55 -2 -2 -2
12 -1 -3 -2 34 -2 -3 -2 56 -2 -4 -2
13 -1 -1 -3 35 -4 -1 -3 57 -3 -4 -2
14 -1 -2 =2 36 -2 -4 -1 58 -3 -3 -4
15 -4 -1 -1 37 -3 -4 -3 59 -2 -4 -3
16 -3 -3 =2 38 -3 -1 -1 60 -3 -1 -3
17 -1 -1 -4 39 -3 -1 -2 61 -1 -3 -3
18 -1 -2 -4 40 -3 -3 -1 62 -4 -2 -4
19 -4 -3 -3 41 -4 -4 -4 63 -3 -3 -3
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A151991 3.3 N15BDNLUUNTTNAABILUUFUYBINISITaNERAIULUUNIuBazglillay
waNILDY 1NIA 6063 (sD)

. N1399NLUY o N1399NLUY o N1309NLUUY
AN0UN aaun A10UN
R w T R w T R w T
20 -1 -3 -1 42 -2 -1 -3 64 -4 -3 -2
21 -1 -4 -4 43 -4 -2 -2
22 -3 -1 -4 44 -4 -4 -2

3.6 nsWaudsAnIULUUNIY

Asdeudsaniunuunudunssuisnsdousiendendnnisiianudeuainmsiien
Qonsieaniu A Anudeuainmsdsamuinlitunudeuinty mnnnsdudatiures
WunuiuUwesn ldAnanudeutusewisihdudasuiunuseuiwasilie
aa@lﬁmmim?{auLLUaﬂamuzagﬂuamwL?iagﬂma's Witinnuteuavaniiintuluvasidenas
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PAIINNTTAY FILARIUNING 3.30

Friction joint

2.7

R 12
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- 48 N 6
150 i+

A9 3.30 NISNAEDULIIAY

3.7.2 NMSNAGHDULSIAALAY
nsnagouLssialdufiefinsangeunievedunudon aswioutuaumy
AUNIATFIY ASTM E190-14 Fanandluninil 3.31 %Iumugmm'%aﬂuamazmiwmaaqL%am
av 2 Fu antuialAunuidnunii (Face) wazdundauuaien (Root) nadildazusziiu
MsAnsosLANTMEINSAdaULaruAATERAIANIMTgve T U Uy Fauandy
Al 3.32

Friction joint
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AW 3.31 FuuMAGBULSIARIAININNIATEIU ASTM E190-14
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AN 3.32 AISNAFBULIINALAY

3.7.3 NISNASUAINULTS
FnsudununaadsuaNuLdazidunisnagauluvianesa (Vickers Hardness
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1l a @ N Y o 1 < PN
LaNAWITLIAT 10 U9 AaadlunIng 3.34 LAIAIUIUMIAIAINLININENNST 3.2

1.854P
aun1s Hv = — (3.2)
d
e HV Ao AIAUUdaRUU Vickers (kgf/mm?)
P Ao W3nm (kef)
D AB AEUNLELN d, kag d, lde

(RS) },‘ L

§
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3.7.5 n1sms2vdaulaseas1amnlansinen
Funundsaninisdeslusasiaulsud s funuudsninynuash
mslangdne Wiedaszidnvarlassadislussiuunne (Macrostructure) wazlaseadna
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570 aanslunInii 3.37

(RS) 2 (AS)

TMAZ SZ TMAZ

MW 3.37 Auniinisnsiadeulassaiedlendasgansaduuulduas

Fuainnstanenuienszaunsne wes 220, 400, 600, 800, 1000 LA 1200
pudFy ntuinufiiunstanenuienssatunseiainneg rgninazideauuau
vapdivusneindnvann Tagldnadnezgiivn fiflvuineynia 5.0, 1.0 uaz 0.3 lalasims 1Ju
fandafminduanu ietedaiivetununaaeuliFsuuagnouhiunulunsaaey
Tassadamslanyinen Tunugninnsauinafimihsosdadsasaraisiaaians (Keller's
Reagent) ansazansinaiaas Usznoudae 1 lelasaasin lusin uarlelnsgesia wasly
dadu 190 : 3+ 5 : 2 dau muddiu msdafmthsesdenldinan 5-10 Jundl wazvinlias
WhldRamihdunuauuis apeftlunsaglassaagameluiumsiiadlasely

3.8 mslnnzitunudeudiesadeuisadulnluddawmd

nssaeseueuiistulurasdon avllusunsy Hypermesh 2019 titediszsian
audeuinintuluuinasii o losumnuaumseinaudmalulaglansuas Tanuviai
miﬂnmsu Hypermesh 2019 avmi‘wmmiwamLaa@mmw‘umu‘mmmsmaamamaﬁ
Funu Fuwdsniden wissdlediuuszneunsideniifivun lddanuansalunis
Anneiinaldogauugr dmiunisimuetadslunsdoudsaniunuuniuveeygiiien
vaoAoude 13 6063 N1531avan 5 Foudelusunsy Hypermesh 2019 T4dudsi
WNgaNINNIMAABIN T iNavesn L Teu nsanuiFiseulunisidensgil 1320 sou
e uwararuiSuaulunsidon 60 fadwnseound Fadusuusiifidanuduniunsds
asgavdsnmInaaey Suandiassnisidon W lUAlUsWNTY Hypermesh 2019 iy
flgnrnds Hyperweid daazilgndndsgeslulun Friction stir welding Wlatfisgndidaud 1y
fuflunsreluiiyadids Create weld joint mﬂﬁulﬁaﬂgﬂLLUUmwiawﬂuaq%umuiuﬁqﬂﬁwé"q
Butt joint Budun1sidenuuusesdovy duandunmi 3.38
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B Civste Wakd Joadt = ¥
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WA 3.38 MSIEINIFULUUTEADTULLILLANAINTUTUNTU Hypermesh 2019

AU MUATUIAYDITUNUYDIDE TN (AU X AU X AINE) ANUWUY
NUVAADY UAEAVUATUIAYBAATBLBNIU YNBIAIVBINIWEN AdkandlunIng 3.39

g8 Friction Stir Welding- Butt Joint - X

Tool and *Workpiece infarmation:

“width of Left Plate w1 5 mm Shoulder Diameter D5: 20 mm
DS HS
Width w2 75 mm Shoulder Height HS: 100 mm
Thickness H1: B mm  Pin Diameter DP: 5 mm H1 DP HP H2
Thickness H2: E mm  PinHeight HP: 4d mm
Lenath of Plates: 180 mm  Pin Tilt Angle: 3 deg Wi W2

ok | Cancel |

MW 3.39 Avuadayaduanudasiasasianiululusunsa Hypermesh 2019

nduimuadadelunisideulneainuiasevlunisden 1320 seuseuni
warausuanlunisden 60 fadwasaeuid Wemnuaadnuslunisidenliudy
Tivuaviinueaaiesdioniu Inglufigndids Tool material ugudeniaguendesiloniu
Jumdnnduedesile inge H 13 mndufutunsunisidenanvesturulunindouden
yuwuunay Taenaluigndids Work piece 9ty nadenargiidley tnn 6063 Wioldn
Formunvaslusunsy Hypermesh 2019 Tiinisnatudin (Save) deu weluimszs
A QUPDRELNERIN

NTIATIERLUUIa09TEL i UIB InluABAuudmeTUsuATY Hypermesh 2019 2w@as
AR da Solve Litautastogariamunluglusunsy Hyperview 2019 faensidalddld
nsthufinliuda Wetusnuumngtunlslufiyasds Contour plot uazdiulufinisiiases
9auuil (Temperature) uagnAyaAds Apply ielilusunaiinsginanisdiassnuiou
Tudhsiflusunsufiaeriinissiass (Simulation) Araufeusiuesnin wSeuviuanssium
FAU3NATLL (Nodes) Insluusiazndnazuansaaindounazaunismeaudouluud
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agiiufl (Element) mAnufeudilaluudazusnmansadenglawasuanuluwuudiasinig
nsrangvesnuiouluvazwedsanuladuiu daanddunini 3.40

Contour Plot 1:t4
Temperature (deg C{Scalar value) ! HyperXtrude Analysis : Steady State Result : Frame 1
— 5342E+02

4.719E+02

4.006E+02

3473E+02

2.850E+02

2330E+02

1.810E+02
1.290E+02
7.700E+01

500E+01
ult

Max = 5342E+02

Nodés 3106

Min = 2.500E+01

Nodes 126

aa v

a ° P ada saa 3 o
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4.2 WANIINATIUKIIAY

nvARULIRTuudIN ieudsnuLuunuosgiidsuvaoiuds nsn
6063 AAmiaseulunisvyuniu 4 sedu Ae 1110, 1320, 1750 Wag 2220 FoUdBW
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(Base metal) IAnaduegl 149 MPa lunsmserudumnudlunsidudon 120 faduns
st Aradiseuluntsveunau 1320 seusteundt faussisestunuvdamnaasuiios
flgndmiuesesiienuuuunssnszuen Jaaded 97.08 MPa fhuuslumsieuiiumnsnaiu
dsmalfifinnginssunisideguuuuanasveaiiofagiiuand eiu (Plastic Deformation
Behavior) dswalviAndaunniesiivneiu eghslsfinnunuirdounnsesiiunnssfuiasunm
uazrnazdmateautinisnatestunuiiuandieiudae [61] AnsanAiussiouandliiy
Tanudiseulunisvyuniu 1110 seusiound Suunliuidesaaionnuilumafudes
dindu iesannisidfinturesanuitlunsifuden dwaliinanudouldenwandu
auvmvessnoiateunnsedusesifeumdsmadondeamunuuniu [62] dmiueusei
vauuUsBY o faandlunmi 4.4

140.00

120.00

100.00

80.00 | 1110 sausiaui

60.00 B 1320 saudiaui

(MPa)

ANLSIN

40.00 I 1750 sausiaunil

20.00 - 2220 saudauil

0.00
30 60 90 120

1110 saudaui 115.50 101.85 20.07 88.79

1320 saudaui 114.98 123.59 113.18 83.35

1750 sausaui 120.20 11543 107.27 106.53

2220 sRUABUT 113.96 111.11 97.08 101.52

= = i = e ' =4
A2 lunsiiudeu (UaaLuAsAdUN)

AT 4.5 N5 INLSIRLATRINBNIURUUNTINTEUBN
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nywlediusseritseanseulummyunulagailunsiudendidmasi
Aussisvesergiiiouvaonsuds tnsm 6063 annisiBomdsamunuuniu luusazsauys
vo9n1Means fananslunmd 4.6 wanisuansliifuindunundinindewyn 4 nmamaaes
fAusefeiin Wnetunudaindu Tunnfudseanimeass Tnsanuidisevluntsvauniy
1750 s9Usiound wazaailunisifuidon 30 Sadwasdounil fldussAaadouingni
107.00 MPa luymamssfudueussisvostunudonfianuiasovlumsnyuniu 1110 ey
soundt Ananslunsifuden 120 fadiung fawssAaadomiign fe 47.93 MPa (Hudn
aalunnianusnimmaaes) denainaullanysaivessosiden uenaintudnuus
Tnssaduganiavessesdeniiunnsnaiy avdmarerusafsedunudemgudiu Snanvn
dfiidsmarorussiaiiniusnanniwessesidey nesesdoniinine srudeunariinng
alauemannsiAnnnufeuaraluszninnisiBesiimungauuas inadoautiniadiu
WIeRvet U Imsifeveteniau [63] dmsuruseiweuUsay 9 fauandlunsm
LssRaATRNoNIULUUNTIANIADY

120.00
100.00 -
80.00 - ; &
E | 1110 sauauIN
60.00 - § o
2 @ 1320 seudaunii
&
7 40.00 [ 1750 saudauni
—
[ '
‘& 20.00 - 2220 saURRUTT
0.00 -
30 60 20 120 \
1110 s@UABUIN 103.39 101.42 63.37 47.93
1320 sausauii 104.79 102.66 98.41 65.15
1750 seusauil 107.00 78.44 89.09 82.07
2220 saudaunii 96.25 100.29 83.30 76.62

2 a A a a ' =
mquﬁﬂumsmuwau (UaaLunsnaun)

AN 4.6 NSINLLIINILATDILDNIULUUNTIEUA ALY

AT 4.7 wanensLsIRsanesesienIunuuNSIEmAsYeInI B o EsanIuLUY
muazqﬁlﬁamdaﬁwﬁq N3 6063 nan1sVAaasandliiuInmsseulunTrygunIu
wazanudlumsiiudendusulmsnfidmana s Jawan1snnassaenndesiunis
maaaﬁgﬂmwaam%ﬁamuﬁlu q nufienusslunisidudon 120 fadwns YBINN 9
anudaseulunsvumuiiuunliuiliaussieign WewIsuieuiuauilunsiu
Wou 30, 60 waz 90 AadwnsAeund eswinnisiadsuiilunisiiudeniidiludwans
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anuduiusvesauioudeiuiidudareanisideaniu Insfianuiiseulunisnyuniu
1110 sousioundt mnandalumaiudon 120 fadns feussfaadedfian fe 74.09 MPa
NaYBIALTIAIADAAdDsTUIASBsTToNuLUUNTIaLmAY lunansaiudiudiussiaade
1NgATl 115.53 MPa 1191naandaseulunisvyuniu 1750 seuseundl wagamisalunis
WWiuden 60 fadlunseundl FawanismnassaenadesiuindasiioniuuuunsINszUen dmsu
AusITreauUsaY o Tunisveaes fuwanshunind 4.7

120.00 -
100.00 -
80.00 DA
;'_..s B 1110 saunaum
60.00 - : =
2 B 1320 Fausaum
o
HE s 1 =
A 40.00 [ 1750 saumauln
=3
‘- ] =
-& 20.00 2220 saUfnaum
0.00
30 60 20 120
1110 saudaunii 111.55 108.25 105.70 74.09
1320 sausiawn#t 97.23 96.03 93.00 83.36
1750 saudaunii | 101.20 115.53 ) 92,70 [ 81.02 1
2220 saudBuf 83.51 84.64 111.58 79.87

A lunsiAuion (Hadwnsaaui)

A 4.7 A5INLSIRNLAT IR BNIURUUNSIF ALY

dmsuAussisannisidemdonniunuuniuergiilloundeiuds 1nsn 6063 s
\nsesilomunuunswimasy fuandunmil 4.8 nansmaassuansliifiuitannusiseuly
MMYUNIL 1320 saUseundl wagauislunsidudon 60 adlumsseundl Aussiaads
1ngAdl 118.76 MPa uazAussAaadstiosaniia1 80.99 MPa 91nAmiElunisifuiden
120 fiadlunsewdt avmisiseulunismyuniu 1110 sousound sudiiu Fannuisisou
Tunsnuniusiuazauiilunsfudengs Tuwnliuiidwaliausefedosas luvaed
Ausaieaulsay o fnnulndifesdenadeiy



120.00 -
100.00
80.00 | .
E | 1110 saudaui
S 6000 - _—
= | 1320 sourauii
b4
e ;
z 40.00 1 1750 saudauii
c ;
-&  20.00 - 2220 Jaudauil
0.00
30 60 90 120
1110 soudaunii 112.74 114.76 107.98 80.99
1320 s0UADUTH 108.99 118.76 95.09 96.00
1750 saudauii 108.35 105.22 91.06 111.11
2220 saudaui 101.08 112.70 108.45 88.51
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= a o a_a ' =
A lunsfvdon (Eadwasnouni)

2NN 4.8 NSINLLITINILATDINDNIULUUNTIALVRLL

derFeuifisuAusafeanmadendsanunuuniuezgiidleunasiuds tnsa 6063
Faeiadesiiondui 4 wuu Idud indesiioniunuunsinszuen indesiiondunuumss
aumAen 1A3esloNIULUUNTIAMAENLALLATIle MU UNSINIVEDN HAN1TVIAGB LA
Tiuianusaseulunamyuniugas 1320 fs 1750 seuseunil fuwliiudidamaliduss
faadeiigs luwmziianusisevlunisvyuniu 1110 souseund axliausafianinia
anurisevlunismuuniudy q luviueudsaduaiiuiiilunisidudeutas 30 f
60 fadumsseund duulduiidmalidussiaedoigutuiu Tnefinuslunsifuden
120 fadwns Teussiandosan in3esdlonunuunssnszueniinuaansalunmsaing
arufounaranmuiiiefaglilvasuluuinadomnnninafestogunsdu q [64] denalvi
AusaRsganineadesiiomuuuunsiamasy L3esilonunuunssdmasuuaziaiosileniu
LUUNSITALL JUnsswaaaasiioniuia 4 uuu dwmadeiuiiduiasou q dulatsves
wdosflomufiuansnefu dwalidnuaenslvaiuvesieangnainniufeusaiisneiude
inlugdnvaen1sdafinvesturuiiuandratuiy Tnsindesiioniunvunsinszuand
mmmmaﬂumsmﬂmulﬁaifa@ﬁﬂ'jﬂLﬂ'%laqa'ﬁamugﬂmﬁu ‘ dlosnituiidudasou 3|
dulaeveaedosdiomuiiiufiuinninedesiioniugunsedu dwmalvilszansnmussosse
iy

4.3 WANITIATILIAILTIAIRIBITNIINIEDRA
mMadeudsayuuuuniuvesesgiifloundenaveauds ingm 6063 Iiirdusesiildan

NM390NUUUNNTNARBINTIATIzieTUsuN T dunY ofdu 19 (Minitab 19 Software)

mﬂﬁﬁué’lqamﬁgmmimaaﬂ \iofiansanfinansznunadn (Main Effects) uLagdunsnzen
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(Consistency) fauds# 3 Jad ilenianuduiusveadauusildlunisnaaes Famanis
Jipszineanasouanselud
4.3.1 NSENNAFIY
4.3.1.1 NISNATUINANTENUAGN
1) nedovaunfgIuvesdvsnavesdadennusiseulunismguniu
7,75, T3, T4 A® mmL%aiaﬂuﬂﬁmuﬂ’summmiL%'amLﬁmmu
LUUNIU
H,:7,=7,=1,=7,=0 dusunnsiu Bnswavesnusseuluy
nsvyunIulaiLangei
H, :7, #7, #1, #7, 20 dwmSuvuisseiv svsnavasanudisevly
MIVLUNIUUANAANTY
2) vaseuaNLAgILYeIdvENavestadua i lunsAuden
BB, B, By fe annuidalunisiduideuveanisidemdeaniu
LUUNIU
Hy: B =0, = f, =, =0 dwsunnszeau dviznavesauialunis
dudouniuliuansnaiu
H, : 4 =4 # B, # 5, #0 dwsuunseau svsnavesanudlunig
Wudauniuuansnaiy
3) vedeUANNAILDIEVENavesiladesUnsaeTasiioniy
A Ay, A, Ay o sunsaatesiienau
Hy: 4 =4, =4 =4,=0 &miunnszau ninavesgunss
wiodloniuliunndieiy
H A #A4 =4 # 4, #0 dwsuuissediu INTNAVRITUNTS
w3osloniuuansetu
4.3.1.2 mMsfiansanti 2 fulsidsunsisensony
1) nageudunsnsenszmInaMuIsaulunIsuyunIukaza s
mMeduden
H, :(Tﬂ)ij =0 wnszdvu | uay j lUddnSnavesdunsisen gle
(i=12,3,4;j=12.3,4)
H, Z(Tﬁ)ij #0 {duns I uaz jT8nsnavsessunsisen wle
(i=12,3,4;j=123,4)
2) NAAoUsUNIAIEITENIN19A1U55aUTUN TR UNIULAT TUNTY
wiesdloniu
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H, :(r/l)ij =0 9n3zav | uay | lilBnsnavesdunsisen hE
(i=1234;j=1234)
H, 3(11)” #0 flure luas jfidvndnavessunsisen e
(i=12,3,4;j=123,4)
3) yeaeusunsizeszrvenulumafudounassunsuaiesdieniu
Hoi(ﬂﬁ)ij =0 ynszdv I uay  Lifdnsnavesdunsizen e
(i=1234;j=1234)
H, Z(,B/i)ij #0 fung luaz ji8vsnavesdunsisen Wle
(i=1234;j=123,4)
4313 msfiansanii 3 fulsiddunshseder
nadaUTunINsesEnIemusITeulunsuyuniu anusiseulunis
vaunIULaTA NS uMSIAUTey
HOZ(Tﬂﬂ)U— =0 wnszdv I waz j Liidnsnavesdunsisen e
(i=1234;j=1234)
Hll(Tﬂﬂ)ij #0 flune luaz jidnsnavesdunsisen Wle
(i=1,2,3,4;j=1,2,3,4)
4.3.2 N15IATIZIAIUGNADIVDIRIUUY
Weldunsimsimdeyaiidnvasfusuvugy Dudunsuaznisnszanes
sourgusludnuarla fududeliilaluauulsusuvesdoulalunsmaasseganels
anTEnITAIUAN ANssafinTafl
4321 fsananududaszvestoya lneganuludaszaesdayadinnsm
Lande1 Residual Versus the Order of the Data Lilofinnsanindoyadildainnisnaaosdl
dnwazdy wazogneldaaiaiuaumielil nsfiansanainamil 4.9 nuirdnvauzvedgni
mslimnuddsnanlinunainundveadunsm uandiifiuideyaiiliainnismaass
fidnvasduwuuguuazdenududassvesloyasieriu
4322 #91500n5891887 lngRiasanitdeyaduwuunisnseaneduuuung
vwiold iesandoyailuinds 64 n1smaans Fafi9131AUKUAIN Histogram of the
Residuals fisuandluninil 4.9 azifiuindeyaidnwurlndidssnisnszaisfuuuynd
(Normal Distribution) 3aannsaasuléindeyaninnisnaassiiinisnszaeduduwuulnd
ULERHE
4.3.2.3 Wa1saundeyaseudtgudnuIanYuznITNIEAIefiteglukuRe iy
foyaiinuiuuysasiianesoumgudIINLHUATN Model Adequacy Checking (Wil 4.9)
dnwnizdoyainnsm Residuals Versus the Fitted Values Ail#fiu1sAfinszateseeniing
Mngaguinarauldasinane lrliawnsaiulaldinanuulsusuvesdoulalunis
NRARIEiNIMAAUAIYINUTEIANNMUTUTINYRITRYA
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Residual Plots for Tensile strength(MPa)

Normal Probability Plot Versus Fits
99.9
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AW 4.9 A15ATIZIAUYNABIVDIFIUUUNITNARDY

NNMFUATIERANT 4.9 uanddiiiufeiiseseudesiu pudetuunasgu
Yo IR wwIdonnadedi g fanumdendu Faldvaasuiieniuasuannuidesiu
asidoauunasguvessusiaden S 12 afa edlsAmuieniuaeuanuidesiy
anudeauunasguresAussiadonnd wansifuimudsnuunasgiulunmeas
73 12 ada ldfieuuanenaiy Sei38memaaeuldsei

(1) yedouUANLLANANTUTBIAAMUTUTIL nauNRg i

ol,02,0l,00,0,,0,,02,00,0%,05,05,00 fo Arnnuwlsusiu

R RPRRT R IE HY

AMULUTUSIUYDINSNARDWTBUVY 12 ASI WINAU

N N S B S N S S S SR SR
H,:0f =0, =0; =0, =0, =0, =0, =03 =0, =0,,=0,, =0,

muuUsUTITRssaaendouta 12 ase Tl
H 10 #0. #0. #0. #0, #0, #0. #0. 0, # 0, 0., # O}
(2) naseUANLAgIU sgdutioddny o = 0.05
31NN153AS199 Levene’s Test nan1sAuandile fuanslunind 4.10
wandliifuineensussiutivdfn o = 0.05 1iean1ne P-Value = 0.951 afiasnsvasai
ANt & = 0.05 WeilsuduAeru Jaaunsaasuliitdnulsunuesmmaaes
W 64 pds Tuflefiihduniedisiiwanseiusgsldiiveddlunsmeans
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Test for Equal Variances for Tensile strength(MPa)

Rotation speed Welding speed  Tool geometry
e 3 1E Bartlett's Test
50 . Test Statistic ~ 97.90
120 P-Value 0.003 I
1320 0 ﬁ Levene's Test
50 E Test Statistic 0.69
- | P-Value 0.951
20 4
120 1§
1750 30 4 !—
60 1 ‘
90 % l -
120 | ‘
2220 30 4 i
20 i
120 3 l 3

95% Bonferroni Confidence Intervals for StDevs

0 100 200 300 400 500 600 700

AN 4.10 ANSNAFBUAMUVIINUVBIAULUTUSIUAILTING

A13197 4.1 A1 ANOVA 283n153iaseiaduduiusszndneainusisaulunisvyu
nauuazAuSuNsRuaNwaz UnTuAIslionuaInmMaFenazgliliew
WADNIVDILTL 1NTA 6063 AN TBIHEAIUKUUNIY

Source DF Adj SS Adj MS F-Value |p-Value
Regression Model 63 43840.4 695.88 39.33 0.000 |Significant
Linear 9 27307.9 3034.21 171.50 0.000
R 3 890.3 296.76 16.77 0.000
W 3 15497.5 5165.82 291.99 0.000
T 3 10920.2 3640.05 205.75 0.000
2-Way Interactions 27 9341.8 345.99 19.56 0.000
Rx W 9 4264.1 373.79 26.78 0.000
RxT 9 2320.7 257.89 14.57 0.000
W x T 9 2757.0 306.33 17.31 0.000
3-Way Interactions 27 7190.7 266.32 15.05
RxWxT 27 7190.7 266.32 15.05
Pure Error 128 2264.6 17.69
Total 191 46105.0
S = 4.20619 R” = 95.09% Adjusted R? = 92.67%

NNITIATIERYoyareIAILsIRsvesdadeainusisevlunisuyuniuuay
anuiElunsifiudennargunsaedosdeniu fuandunsed 4.1 anmsieneinuiiem
Fuuszandnisdndule (RY fidwindu 95.09 wWesidud tufe anufuuuseng 9 veanis
neaeadeudsaniunuuniuvesevgiiflounaeiends insa 6063 Wudadefianunsa
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muAuld (Controllable) 1Wu Mnusildlunismeass in3esilelen gunsalidouviedads
#1a 9 MAstedlunndondenmunuuniuezgiiflouvasnvesuds tngm 6063 Tuvne
druilvde 4.91 Woidud tinandadedne 4 Aliamisarivanlilunisneass
(Uncontrollable) 19 annmsiudsuuiasuesenalusaznaass QaUNQILINGY AT
Turmeifen wiofuitinuden fadudiunisvesnisnaassi [65] ogslsfmuainnis
Ansgiiuandliiiuinfissduadulssansnisindule 95.09 Wesidud fedreglusziui
pausulddmIunadondeanuiuuniuvesergiiloumdenisvods insn 6063 i
4.3.3 N1FAATIRAAUNITOANDEY

dledinseiisaunisanaas (Regression Equations) Lﬁaﬁﬂﬂémiwmmaj
ANLANNTAYRIAUTIPIvRsTeELTeNesgiilonvaeiwods 1nsa 6063 fensideniden
YULUUMIL Aaseeesiaunisiddad

Tensile strength = 124.80 + 0.0382 R — 0.157 W - 35.450 T - 0.000016 R? -

(4.1)
0.003336 W? + 7.006 T? + 0.000252 RW - 0.00071 RT + 0.008 WT  (MPa)

dle R e Anwsaseulunisnyuniu (sausaundi)
W #de anusilunisiiuidion (Hadunssdaund)
T e 3UnsuATeiianiy

dleBuuradnsanaunisnnnesildfinuniy Jsaunisnisannosazgnldiiie
yhueALssfwesnndeuuardniunisUssfiuduusivmzailunssuiunsdemdsn
MUUUUNIULDIDY sofiilouvaefveauda 1nsn 6063 5&19’1"1/1°1mwmam%w (Repeated
Experiments) WlevauasuaugnieswasaunIInIsannesll 1nen1391A8ILUUNITNAGDS
fava 12 a%s nsnaassnelddeuluvesenuiisevlunsuyuniudl 1320 seusound
A lunisiden 60 fadlunsdeund wazlfiadesiiontugunsnszuon nmsmavay
aunsnanagldmaruLIIRt 12 M13MRa8e IileBuSUNANINAABULIIRY TaNaNTTIAdeY
LLiﬂaﬂﬁﬁWiavLﬂﬁ 120.17, 119.85, 117.21, 118.99, 121.01, 125.32, 122.45, 119.38, 121.71,
123.23, 118.84, hay 120.44 MPa fUa1Ay mLLiqﬁaLaﬁlaagjﬁ 120.7 MPa fatiusis 12 @
vosrussiundseglurasmanensaiaiuinnevaussiivazan faregluda 86.17 fs
138.41 MPa (95% P fauandlunisadt 4.2 fedudsanunsaazuléiliunnssiunisada
Tnsaunisannesdannsalfifieruisdussdanszuiunindoudoaniuuuuniuges
ozgiiflouvaonsvoands insm 6063 161
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=] a o’ﬁy a =] 1 =
f19999 4.2 A1FAATISHNUNINDUSUDIVINUITHUUYDIAILLIIAY

Prediction for Tensile Strength

Multiple response prediction

Variables Setting

Rotation speed (rpm) 1320

Welding speed (mm/min) 60

Tool geometry 1

Response Fit SE Fit 95% Cl 95% PI
Tensile strength 112.29 243 107.49, 117.09 36.17, 138.41

4.3.5 NSNAFBUANNAFIY
MIvAADUANLRAF LI TToNAB AL LN UYDtezgTidemasfaraauds
N3 6063 AgfiNsanTinansznundnuagsansznusmesiiLslunmeaes Asgduiiade
711 3 Fasoluid
4.3.5.1 NSRINTUINANTENUVAN
1) nedevanNAgIuredvsnavesateausIseulunIsrun I

H,:7,=7,=17,=1,=0 dmiunnszau BMEnaeIATITaY
Tunsvguniulduaneai

H,:7, #7, #7, 27, 20 dwmSuvnesesu snsnavesninuiiseu
TunNSLUNIULANGNAY

Mndeyalunsneil 4.1 Jsuananadnives ANOVA lunisilasnesim
anuduiusseninanufiseulunisvyumuazUfiasaunigi H fleaaindr P-value
Ay 0.000 BailAntosrves @ Weilsudud o fiszdiu 0.05 shlvildeyaatuayulein
svdwavestafuanursoulunsmyuniuiinasodussfawnsdunuergiifionndens
yosufis 1n3n 6063 Mriunsdeudsnyuunuunuiissdiuandesiu 95 Wedldud

2) nedouaLAgIUAENaveIn Tl uNAuTey

H,: B =8 =8 = =0 dwmiuynszdu dnswavesrnudalu
nsiiudeulaiuansineiu

H,: 8 # 6 # 5 # 5, #0 dmfuunasedu dnsnavesanuiily
nsLAudenunneneiy

ndoyalunisnad 4.1 uansuadnsves ANOVA lumisitasigsin
anuduiusseninenuiilumaiudeonssufias H) esaindn P-value Taviafu

0.000 FedlAntpA1vee & Wawiguiue & Nsgau 0.05 vilviddeyaatuayuladndnsnaves
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a a

tadurnuidlumafudoninaderusiwedunuerglifisuvdensouds insn 6063 7
riunsLdeudsnmuLuunIuisefunadesiy 95 1Wesldus
3) ‘vlmaauamuﬁgméw%wammgﬂmqLm%aﬁamu

Hy:A4=4=4=4,=0 d1113UNNILAU BNTNAVRITUNTS
insesilomulsiunnsedy

H A=A, # A4, # A4, #0dwmSuuresedu aNTnavesgunse
\n3esilomuusnsnafiy

Wuuandeyalunisnedl 4.1 uanswadnsves ANOVA Tunis
Anszvmanuduiudszninsgunsaedesientuszufias H ilesaindn P-value fien
Wiy 0.000 Gefid1tfosAves & lewfisuiuen & fisgéu 0.05 ilviddeyaatuayulei
vswavestiadsunsuaiesiionmuiinaderussiwestunuorgiidouvdeivouds insn
6063 rnuMIITeudsAMIULUUNIUTISERUANLITesTY 95 Wesldus

Nan1sMAaeinTeilainAuEIseulunsyunIe AuEIlung
Wudenuazsunsuedesiioniududladenfidniwareduseis Tnefiansanldainaisii
mnuiFseulunsmgunIuan 1320 seuseundl 1ug 1750 sousewil vilvdausefaaded
wwaldudlifugety Aussiaedsanasiianandaseulunisguniuain 2220 seudeundi
dosnnanuiiseulunsmuniuiigily deasoninAnaiuinn efaquandulsianse
Wnaslulusesdould dmsumnudilunsifudounuinsfisiuresauiilunisiu
Fouvhlvieussiaadetosas ilesannanbisunsaavaunadoudiluvasdonlsd Tuvs
sUnsanesiiomuuandiiiiuineiesiioniusunsinszuenliaussisedsiiunliumani
\nFesilomugunssdu q dansluami 4.1

Main Effects Plot for Tensile strength(MPa)
Fitted Means

Rotation speed Welding speed Tool geometry

.
105

100
ool ¢ .

90

Mean of Tensile strength(MPa)
Ll
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Ml 4.11 ANUdNRUSYRILsIRIiUAMMTITaUTUNITUYUNIY AISIlUNSRuYeN
wagunsaAIasiioniu
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6352 msiansantia 2 fudsiilsunshsenseiy
1) NegeudunsisensznienusseulunsuyunIukazAsly
Mo
H, I(T,@ij =0 ynszdv I uay j Lifldnsnavesdunsisen dle
(i=123.4;j=123,4)
H, 3(2',3)” #0 flune luay jfiBvBnavesdunsnsen e
(i=12,3,4;j=123,4)
2) nageudunsnseIsenitensaseulunisuyunIukaz N
wdeaflenau
H, 3(71)” =0 ynszdu | uag j Lifidninavesdunsizen e
(i=123.4;j=123,4)
H, :(T/I)ij #0 flure luay j 38n3navesdunsisen ile
(i=12,3,4;j=12.3,4)
3) yaaeUsuMsTIENsEIIANUEluMsAuTonLarsUnsIATeslanIY
Hoi(ﬂﬂ)ij =0 ynszv | uaz | LifldnsnavesdunsiTen iile
(i=123,4;j=123,4)
Hli(ﬂﬂ)ijio flune luay jH8nsnavesdunsisen e
(i=12,3,4;j=123,4)
6353 msiansania 3 fudsiilsunshsensedy

nadeUTunsnseTEnIeeusITeulunsuyunIu anusiseulunis
viunIuLazANIEluMsIAuTen
Hoi(Tﬂﬂ)ij =0 ynsziv I uay | ldddnnavesdunsisen e
(i=12,3,4;j=123,4)
H, 3(7,3/1)” #0 fluns luasy ji8nsnavesdunsisen e
(i=1234;j=1234)
ndoyalunsned 4.1 uansnan1TinTzsiavEnaresdunsizense ANOVA
wuiwiias H vestadoanudrsevlunisvauniu armilunsfudennazgunss
\n3eafiondu Lilesana1 P-Value fidwinfu 0.000 Feflrifosrwes & eiieuiuen o 1
58U 0.05 shlddoyaatiuayuldinddvinavesdunsiseis 3 dade seianmusiseuly
mManyunu Anulunmaiudentassunsaniesdleniuiinasgaiidoddnyronussien
seiunmdosiu 95 Wesldud vesezgiifloundsisveuds insm 6063 AIkunsideniden
UKVUNIY NTINREAINITIUATATENTENTBNENaTesddeAuEIseulun1suyuniu
mnuiflunsiiudennazsunsaaiesiloniu [66] ssugldiniitadeannuniisoulunisvu
mugauazanudlunmaiudesiuultuvesrusiuedofiuiu luvusiamisseulu
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NsvyUNIUgeREiidunsisenAtusaslionIugunsansyuen egralsinmuladeanuiily
nsAweNdiNMILUSHuANFUNSLASaeleNIU Aandlunni 4.12

Interaction Plot for Tensile strength(MPa)
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Al 4.12 SumsisenseninsAussfsiuannusaseulunisuuniu amansilunisid
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4.4 HANIINATIUUTIAALAY

nansnAgeUNsAalAswesianezgiideundeiauds insn 6063 Frenszuiumsidey
WFANIULUUNIL NAEBUANNINTIU ASTM E19-04 Maudslunisnaassiianusiseuly
AMYLNIL 1110, 1320, 1750 wag 2220 seusioundl anadududondt 30, 60, 90 uay
120 dadlunsaound uaziadesiloniugunsenszuen wadesleniugunsearumasy
\n3esdieniugunssdmasy indesiloniugunssiindsy mudfu nansnaeUnsHalAs
wansliiudsdnuaznsidomns (Failure) ndsnsmaaeuiiuansneiu dunaldiaiesile
nugUnsenszuen AnmsevlunmyuniugaazanuIAudeniivesiiuudltuiaz
Tnan1seeusy (Accept) amumiuuadon (Face Test) wazsundwuaion (Root
Test) vaatusTundsnsdnlds iesndunuianuauysa llAndounndesainnades
dsnalitunundanisdnianisldseiiauysal liunnsin (Broken) [67] lumismserudiu
nuiasesdienugunssaumasuiinnuuiudougauaranuiiisoulunismyuniusm
dwmatensidomeiisuissedunundimmagouussda Maduntihuundon wagdunds
wudon esnanuliiamnysiivedunudedeunniadusenden wndugaiiuduresses
uand1rlurazduusanadatuay (nitial Crack) [68] fstumsvaaunsdaldduaniozids
anues (Reject) Junumdimavaaey dwiunaiildainnismaaeumsdalddunumdinis
\Boudsnvnunuuniuergiiiouvdenaud tnsa 6063 Tunn 9 nsmeaes Fauansluansnsd
4.3 uwardnuarnsdsmerestunundnisdalds fuandunini 4.13
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4.5 WANSNAHDUANLTS

nsvageuANNLlazaaeuneislulasinnesa (Vickers Hardness Test: HV) Tdana
LW%iEUWNﬁiSﬁﬂﬂﬂU%ijﬁuﬁMﬁ’lﬁﬂﬁaﬁlL%E]NG]’]EJLLIJTU’J’N‘UEN?@EJGI'E] PRELIINA 100 N5
fouse vatlun1snadnld 10 3ufl neseuuinusesden USnaildsudvinainaiuieu
waziilelaveiin auddy Funsseenainuwlusazgaiissesinaiuuszaa 500 pm
W0 0.5 Taaung HansnAsUAILTwosTuLLER s

nskansinauLdssesdenvanaiasdoniuuuunsinszueniiruslunsfiudey
30, 60, 90 waz 120 Tadwnsdeundl ndNseudennIuLUUNIY KaVIAABINUIIAIAIY
wdiinasesdeniuualiindfidifigedu Wowdsuifsuiuuinadniwansenuiouuas
Uinaidelanzifuvesian esnuinusesideuiinisavausnuioulunaidesldieo]
Tuvuzidesuardnanivainanuinusesidesiinsasuilamedlasiaiiaganiaaniou
nax (Globular Structure) Tidulassasunsuiiaziden (Fine Structure) TnediAaruuds
WA 42 83 55 HV egrslsfinuuinadvdnansenudeussiinnuuiefisiniiuiinndu 9
LWiwLﬁmﬂ'15LU§auLLUawaamm%fauﬁzwmu%nmiaaL%auﬁ’uLﬁa‘[awLamaﬁa@ dwalin
Tssadnafiinsudivenu (Coarse Structure) FeiiiAuudandons 29 e 36 HY luawiiile
Tanepufiananuudaaded 65 51 67 HV fauandluninil 4.14
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0

8 7 6 5 4 3 2 -1 0 1 2 3 4 5 6 71 8
sTEgAUMLnAInAMULTY (Hadung)

= ' < = A
AMNH 4.14 NFINAIAULVITOULYDNVBILATDIUDNIULUUNTINTLUDN

TuiueaignfuAAuLd e st unageUTiHIuNsEUIUASIE U EAMIULUUN I8
azqﬁLﬁamwdaﬁQLL%q 1N3A 6063 VauASoIilonIULUUNTIELMABLTiAIE lunsIAy
Wou 30, 60, 90 waz 120 fadlunsaouil azwiuldinfivsiiasesdon (Stir Zone: S7)
Aanuudafinuilduanas Inefaranuudaaievas 35 8¢ 46 HV esnnwgAnssunis
Aeanudeulimnzay Tuvaziivdnadvsnansenusourinuudaadotts 31 89 37 HY
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(A7 4.15) mm%fauﬁﬁm%uﬁﬁmadwmﬂ@familﬁ'ﬁ'amLﬁammmwumu Tngulnay
sUnsuaiesfioniuiinadoninfnduvesanuiou lnsanuioudainuduiusesied
fodAnysounazgunsuadeadoniu wanIntuinlsvesarilunafudeuuay
anufisevlunmsmumuidimalasnsienininnnuieuluvasidon aunsaesuield
naumIsolul

nwpF(R?shoulder+RshoulderRpin+R?pin)

= 4.2
Q 45 (Rshoulder+Rpin) 4.2)
Mo T As AR
® A nsedeuilusuiduseun (ANuEmLUTeN)
Lo A dudssAvsusadsaniu
F AB  wsINIETIAIeUen

Y

o o a4 A
R shoutder PB SATIUNDNATDILONIU
Ron B Sellvewinniu

naunstsfunansliifuinnudou (Q) atuinnmuariniiseulunisyuniu
(@) FuUszAnsusadoaniu (W) wsansevinieuen (A wazdaiiinveuniesiioniu
(R shoutder) TUFATVOIINIU R ) TuREM Tz ITA AL Touinadnsiige Mduanimg
T#faniAnnnssousluannewanadinleie [70] nalanisairsarmfeuiivanzasluvs
Foudsaniuuvuniuduruiadudddny Wesananuieuinainusinssyimiana
(Mechanical Force) agnalsfinnuvnnianinanufeunniiululuvugidonfionaaziilugua
sonsiAnaTuTiAAulUw iy

70
60 —=—1110/30
& : —o— 1320/60
- —a— 1750/90
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Vﬂ7
Z 30 -
=
&
£ -
o | BM TMAZ sz T™MAZ | BM
0

srazAMianadnAULls (adlung)
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Al 4.16 uansanauudavosdunaanuiitunszuiunndoudsaniunuuniu
vesozgiiounasiauda 1nsn 6063 vesaTesdionunvunssdmasy andanusanms
Tun1siduden 30, 60, 90 uag 120 fadlunsaewtit muady wan1svaaslandliiliiudl
Uinasesdendaanuudannniinudu 4 Fmanmaassaenadestuiaiesiioniu
LUUNTINTEUDNUAZIATRadanuLUUN I mmAY Tarauudaadera 41 fa 51 HY
waruInudvinansznuiourinnuniauaieas 36 89 46 HV dmiunginssuvesany
Youlurauzidondonunuuniudidnauanduussansnisudvesnnnuiouvosagie
Feezqiidoundofuds insn 6063 Aldluauided SdudszAninisudvesaufoud
210 W/m’K) Ardudszansnisunivesninuieuiiivesesgiilounaofauds inn 6063
wdwmalianufouszifanisazaulugunuundsanufounisludetaquasndsaudou

nszulvllelaninnisseudiluvneion [71]
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AN 4.16 NIINAIANNLTITIYLIDUVD AT DN IULUUNII WAL

dmsuaanuudetunadeuiiiiunszuiunsifendsamuuuuniudieniedie
nuLUUNssImasuvesezgiiifoundeiuds 1nsa 6063 fiamsalunisiduden 30,
60, 90 waz 120 Aadwnsseund fuwandunmi 4.17 nuiudnasesideusidnnnuuds
1nNUTady 9 wuty Aenusdeaiedas 41 8153 BV Sadalndifsatuniesile
nukuuNsInsEuen luragfiusundninansenuiouranuudaadetas 28 fa 37 HV
widanelddnusinadninansenudousiiuneninuda (Advancing Side) fidnaauudefis
niudnudnEnansgnuieusuIviads (Retreating Side) 1losanlassairsganinuinm
SvdnansznuieudiuueninuisaziudnvargnainaiueinusesiAn1n1snIy
Tuwuriuinudnsnansenuieusuivianmuinlasiaiaganiaidnuazgnsaliidnas
dsnalvidaranuudsiganituinudvinansenuiousuneninuds eg1dlsfinmuenain
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nadsuudasnlasadiaganiaiinandsiuresuinadninansenufounsansi 3n
anguesnnuLdefifauandisiusnainnalanisiinauiaienandns (Residual Stress)
vosTanfiinannsasuuladasaiiaganiauazanuiouaza Insusnadviswanszny
fourmiavanmuinmnuaIsanndsganinuTnadvinansenuieusnulenuds inllg
Amnuudefiganin WerSeuiieuiu [72)
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60 —m—1110/30
—o— 1320/60
—— 1750/90

—0—2220/120
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10 4 BM TMAZ SZ TMAZ BM

sTEEAILMLINAIAAULTY @aduns)
AN 4.17 NFINAIANNLTITYLTDUVDILATIINDNIULUUNTINREY

4.6 HWANISNAFDUAIUAN

msmaaummé”lquﬁa—ﬂmaqazqﬁLﬁawéaﬁ«ﬁq 1N3A 6063 THNUNTZUILNIT L
BUAVIULUUNILIENAFDUTIAIAILE 20 B399 (Frequncy; Hz) A1ssasfena (Stroke) 9¢
naaeuluras 0.35 89 0.80 fadwns Inefiarsnsidrumnuduil R (Fully Reversed Stress)
mﬂmiwmaaummé’wwudwLﬁdamLammazgﬁlﬁawéaﬁwﬁq LASA 6063 AANUFNTRAN
AruEnfidninfunufiiunisdendeaniuwuuniu 1ndoyavamanisnaaeuaudn fs
wandlunsedl 4.4 waztiauediensvuaninuduRuSTEnI9ANLLEUAUTOURBNIS
Feove (SN Curve) 91nn153LA5189in 5 M ANveIn1sadeuaudLandliiiuin finss
42.46 MPa %’umaaue’?qm‘%ammﬂLf‘l’aiamlﬁumaauqmﬁu 2,000,000 58U Funeaeulian
JMEANITNAFRY duTunadoUTeIoLIINTULTRIUNS T s EsAMuLUUNLTIFILYS
AsFaseulumsvyunIL 1320 seusioundt anuiilunisidon 60 fadmnsseund Aanse
46.72 MPa {91 1,440,470 59U lunmseiudy ‘ﬁ'mizqﬂuﬁw 90 4 102 MPa Wu7N
ﬁi’m’;uiaumqﬁLﬁﬂﬂmm%amaﬁm 1,747 50U 9093unuiinIumsdoudsamuuuuniy
wazongaNudsmeiian 2,360 50U 1osansrerie-nn wiensznaaeuiigiavdanali
Fununageuiaanudunnaouiigs lnsaudunageuinazdmaliiinnisdnuinves
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Taunnseslusosidoukazilugnisiviveswuanulade luvusfissesfs-ng vsense
naaeUNMNkL NNy wddTITANE WY [73]

A1599 4.4 maAANuuiUITNIUsaUTinaMdsevesezgliivanaanauds inse
6063 AMNNTLYBNLFIANTULUUNIY

y 32LAI-NA AUAUNATDUY FOUAYULHEVNY
iy (Hadiuns) (MPa) (F1uIUseYAaAULHEVNY)
dlolansida

1 0.80 101.72 1,747

2 0.70 95.66 25,465

3 0.60 65.81 31,835

4 0.50 62.24 55,560

5 0.45 45.79 1,655,334
6 0.40 42.46 2,000,000*
7 0.35 38.92 2,000,000*
AuSaseulumsvunIg 1320 seuseundl Avnilumsilien 60 fadlnsreund
8 0.80 94.52 2,360

9 0.70 75.10 6,104
10 0.60 68.31 20,780
11 0.50 55.52 457,134
12 0.45 46.72 1,440,470
13 0.40 33.12 2,000,000*
14 0.35 29.47 2,000,000*

dmsuaunsenuduiusonnesudureunuveaauauiveesgiiisunasnula
N3 6063 MHUNTWRUEEANULUUNMU WolnTeriegn1salagldaunisves Basquin F99e
wansgULUUANENTUSanneelaE [74] a1u1saRa1sananlanigaunn Rl

o, =AN® (4.3)

= v Ay v a y oA a A o
FeppaunsidunsanlanNnTmasn-aen15aviy ¥e9 2 vasmsiulakaziilounuinys
sUauMsivenensalinweengn1san [75] aunsaussdiulaanaunisnsl

N= 10[8(10%1%&) (a.0)
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dethmnuduiudnuseuiinmudemeainnsmageuaudanaiisaunisie
Ussiliuangmadvesdelanaiy uandluaunisii 4.5 luvasfitunuihunsdoudeanu
wuumuiidusauiseulunismyuniu 1320 seuseundt anuiilunisniden 60
fadunsieufiaunsoyssiiuengnisduandluaunisn 4.6 auddu

1

N = 10[70.143

](10ga’—10g305.72)

1

N = 10(—0.138

j(log o—-10g270.06)

(4.5)

(4.6)

ogslsfmumsithvedunuuenanainguandeunnieads lassaiieganiai
Wasuwlamdinadendoaniuwuuniu lneudnaditasaraieveauds B -AlsFeSi §UT14
dnuaznszarsarnanodulassadiiliminaiuudauss (Strength) wazanuwilen
(Toughness) 77 Fsvuwnnsuiazdendmaliinnisiuniusesunndia Yvanlenianisie

WuIT98LAN (Cleavage) NIDTAUIWNITHAUITOILANTIAMIY [76] NI INLUTIULTIBUAIINLAY
fuengnsldnu duansluning 4.18
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27 4.18 NFINLEAINAAMUAILUUA-NA %aaazgﬁtﬁﬂwdaﬁawﬁa N3N 6063

@ Base Materials

¢ FSW (1320 rpm - 60 mm/min)
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. R? = 0.8528
R ST T TITON : ;
y = 270.06x 1% [
R? = 0.869
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250000

500000 750000 1000000 1250000 1500000 1750000 2000000

Number of cycles to failure N, (Cycles)

4.7 wan1sUssiuaeseiiulsivelnluddaiuug

mﬁmwzﬁmm%awuaaazqﬁLﬁawdaﬁ«,vﬁq 157 6063 MNNTLTeUEEAIULUUNIY
aldnsmsantademesTuduida (Thermocouple) wazldlusunsuang Altair HyperWorks
WowTsufivuiu dmsulusunsudnssisessidouddidelnlunddwudidonlusunsy
HyperMesh wag HyperXtrude %aﬂuﬁmiﬂmmmﬁa Altair HyperWorks 9711501210154



98

Foanuluszninnisweuieinduunasnnudeuluaniizasd Welmszrnuindu
Snwarnsiansdomanudeunuuiing Werwimnmsnszasaudoulutisaivuy
FouRduiusfufiuifdouly wuusiasssadeuidiselnluddawudusenaudie
29AUTENaUFIY (Mash) LuuKUamAsNsIuIY 39,196 nua (8-node) wareIAUIENaUFIY
LUUNNNAYN (Hexahedral) 91121 60,161 Tnun gruvgfiiFudu 25 ssawaidoa e
SuUszansnsanemanudeu 130 WAm2) Anisiianudeu anudousimisuasaing

NUIUU 247 W/(mM?K), 901 J/(kgK) wag 2.7 ¢/cm?® auasu
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radmiunataudeanuuuuniu (uni)

A 4.19 nailSeuliisuaungiissndnamsasiviademasludnidaiunmsiasizi
aaeseiioudTAdelnluddamuud

wuuhassguuiifldanmansatademesludidiagnivieuiieutussdeuisiselu
luddaud dandlund 4.19 asiuldidnvasveansgumndiiliannisssiduis
anvisiuaanadastul dannufeursdigeanlutiaianisnauvenaiosiioniu (Holding
Time) siliAansazauamiouluuinatuandunsauninszanevesgamnd udsan
fugampiluuiinudniwansgnuiou Indsesidenazanasegwsioiiios ilesannisszue
vosaufouluiunu [77] dewIeuifisuagungilusumismasnisnd 1 8 4 Fadu
dundsnunenudsivgamailusiuniswosnisind 5 fe 8 Fadusundsinuinians
wuhgamgilusuuenuiazginindmesiuivians lnergumgigsanuinadnina
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nsEnueusnuLenI LT eglurae 375 ssmwaidua luvasiigungiigaausnadnina
nsgnuousuIvSanteglutag 347 ssmwaldua audiy ogslsinussdeuisidelilug
amuaziidanuiouiigainimsatademesuddadnios esnlifndafounsn
FouluraeinTeinavenIuTau
nyiAsIenaNseusTleuisidslnludddwudaninsaiuensnsyangvesgumngil
vinnsenidon dadutesifnvesnsnsaiadomesludmida Mliaunsenanesludmida
dwFumsiald a1l 4.5 uanaigavniigignainszideuisidelnluddamud 534.2 ssm
wala aniuindunududatuienedosdioniu Sumndavanaduiumisiiogins
Mnuinusesdeudoinnisuivesnudeudivildenn TnsanusouaziAntugegalu
UShaseu 1 wsedlaniu fuanddunini 4.20 () uazaaumailusumisdu o fvseenly
NnUInsesTeNasaiarsantFanawd 4.20 () Audieu

=] J a Yy = ada v faa (3 a =
M1919N 4.5 Naﬂ’]’i?ﬂ’]aaﬂqm‘ViQSJﬂ?ﬂi%LUﬂU?ﬁ?ﬁ]ﬂlWluﬂaaLSJ‘lWI‘lJENﬂ']’iL%a&ILﬂEJﬂVI'Iu
a o =t <
HUUNIUISHULUIUNADNILUN LN3IA 6063

AU avsaunniinieszilsuisidelnlunddeue (°C)
1 (Aananesesiiew) 534.2
2 arr.é6

3 421.0
il 364.4
5 357.9
6
7

331.3
290.0
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[ 3473EH02

2.850E+02
[ 2.330E+02
1.810E+H02

— 1.290E+02
— 7.700E+01

— 2500E+01
m Mo Result
Max = 5342E+02
Nodés 3106

Min = 2.300E+01
Nodes 126

Contour Plot

deg C){Scalar value)

— 4776E+02
42106402
3644E+H02
30796402
2513EH02
1.947E+02
1381E+H02
BASTE+O1
2500401

Max = 5342EH2
Hodes$106
Min= 2500E+01
Nodes 126

AW 4.20 wUUINaRInuSaunlaann1susiiiunleseideuls I inlundauusa

dmfunanisdiassnnufounisidenidsaniunuuniuvesergiifonvaeiuds tnse
6063 sesziTuititeliluddamuiuandliifiuinanudeuaraueguinasesidouiinanans
yosuinafignni Wewnuinadindnaziiansaisnnuieuninuiniesiioniunasin
50U 9 JUnsIeuATasileniu dwaliuinafindniigamnifiginiiuiinadu 9 uenainiu
Fuansliiudsdnvauznisnszareiivetnruieunuunsdinuseu (Heat Conduction)
FuAnnsidouiivesndsnuanudeuainuinauiigugiigiludusnuiigugiiiinii
wazgamgiiazanadlunuusssinakasnaiasunadly [78]

4.8 WAN1INIIVHBULATIETINANA
31NN15ATIFAeUlATIATI99aN1ARENaBIRansIALLULTdIaY (Optical Microscopy)
nuiuinadslavsifuusznoulufomanoai (o) Fsdidnvuzuuufounauuasilag
wn@n (Eutectic) auiluzunuuasazatevauds B -AlFeSi unsnfiaegseninavaunsy
Tnelassadiganiavestesiolaveifuidnuusiounanauia 32-45 lulasuns luvei
asavansveands B -AlFesi figusrsuuuifa (Plate-Like) agrdlsAimundaainnisidoniden
yuLuunuesergiifisuvdeiouds 1nsn 6063 nuiilasiadeganiafanisiuasuidais
yuanargUsluUInasesldeNLazUTnuBvENanTENUTeU (Thermal Mechanical Affect
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Zone; TMAZ) 5Unsiiniunsenszuendinnaniaseu Tunismyuniu 1320 seusioundt way
AU uAudondl 60 fadmnsieunil nuinlassaireuinaignnaudnmssausudiues
dleYanesaaztden (Sound Bond) Lipsannisidenniusgniiaaiesdeniufuiiiotan
ozgfidounaonauds 1nsn 6063 auAinnnsunnaziBenvedlassaiiansufounay dmsu
UShadvinansgnuieulidnvazinsuiveny Tuvusiieiesdleniugunssanumasuve s
wsarundaseulumevuniu 1320 seuseundl wazanuiududond 60 Tadmssiound
windesiwualugiusnusesidon (Voids) Ssasthlugaudinisnuussisiisnas [79) Tu
yhusafefuedosdienugunsdiasuasiedosdenugunswinmasuiauiiseuluns
MUY 1320 9URBUNT wazAauAudoudl 60 fadlunsseunil wuiilaseaiiansy
Aeunauffinsnnazneuluy Recrystaulzatlon)iumnmﬁaamau LLmasJLsuamumiUivmu
ddefuiuesnafveniesrefidoundenuds insa 6063 vesisanuniasiionau duneld
Imudesinwuadndimiviaiesdioniugunssiundsy mszanuouluvazidoulsl
wangay ylvianufeudnfsldonluuinauasvesniedioniu faduuinuiiAndesing
wdanmaden Tagnalnnsairsanuieusnaniadeildlunsveass 1wy vuinaulnves
U1 vunaslavesueaaesiioniu anuiiiseulunsuniunazdulsEaninisihn
Fouveadan ASureaINaUNT [80]

Qo= 4/3T°UPMR’ a.7)

dloan u WuAdulssansusadeaniu e P fe Aussaneuendinssyiluvasideuden
YULUUNY A1 @ e Maiedeuiivesduseuiananieruiiiseulunisvyuniu a1 R fo
Smfivpsirvasiamu waran T luaasiilunannaes suddy Faiulsvanidmalagnss
sonisiinninudeulusznitsnindendsaniuuuuniu dlugnisiefnfutostuau
founnsosnnmaidouuarinlugaudfinainadifvestunundinadenls dusudnumy
Tnssaduganiavonadosiionmusis 4 sUuuy Fauandlunmd 4.21



102

5ﬂt-}muiﬂi\‘iﬁ"il’]~1fﬂaﬂ’lﬂ
w7 e -
SN B\ gt
)2
e )
WialangLiy \&
) . 1t
< & o
WASB9NaNIU USLIUSNIARY USauseeidou USLIULBAUDYY
\n3esiloniugy
7159052 UDN
WASDILBNIUY
JUNTIAUVREY
WASDIL NI
JUNSIEmALY
WASDILBNIUY
JUNTI ALY
|50 um ] | soum |

AW 4.21 dneazlaseaineganinvaaIasiianIuzunsIiuaneiy

dmsulassarsanielundazunavessesidenvesndiogisuusanudisevlunis
MUY 1320 S0UsBWT AuSUAUTeuT 60 Tadlunsreunil uazinTesileniugy
n3ensrUen Seflandinisiuusaieiinanlunisesuislunuided mnnsaseaeuliny
Founmsadla 4 Tuudnusesdon Jelasaidluwiazusnanzudsunladununsainseyi
Tnenuiusnusesdoulassadieiiinsuasiden auindn Tnsasazaloends B -AlsFeSi
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Y wag A) kadusuusunausouluauisawnsidnlansazliifan1siasulkuasuesning
lassainagania [81] dsanslun1ni 4.22 (a)

AS-TMAZ

Fine grain

Fine grain

Al 4.22 TA39a5193801Av09A11L 55U TUNIURUNIY 1320 saURauITl AUEY
el 60 fafunsdaunil uasiAsaslianiugunsanszuan

| < A a % a A v |

agalsAinuiiayszidiulassadnganialuusnuseeeunutaunnged 6 Useian 910
Al leginanduuslunsiwennlivangay dilugnisiiadeunnseiiunnsieiy @
% [l = a = a a 3 a
Jaunnsaausennusn As nsiinasunniuby (Flash Defects) sinannainutsalunisiiu
d' n:l' c'n 3 d' a a v 1 a LY a d' =
WouniuwarAuslunsryununguiuly audernufeudiuiu [82] dniinluniesde
nMusUnsensEuaniarJUnsenmaey fuanstunini 4.23 (n) lwhuesadediueieseniu
JUnsINIEUBNUAz UNSIWRBNAaunsavi i ARYesi1amselnga (Void or Cavity Defects)
2 a 2 & a a & A o = = A A o
Feanananuslumswennaniuly nsnednitlimanzanuasyudswauniodionly
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wzay fauanslunmi 4.23 () feunnsesussiani 3 mmﬂl,ﬂ%'aqﬁal,ﬂ%'aqﬁamugﬂ
auimdsniiinisazauvesonnudu msluavondo¥anlid mudouddiduagnaves
vouiletan autlugnininsosunnd (Crack Defects) [83] fanandlund 4.23 (a) lu
nawiIty Mstuandilifuazgnguvuialug (Lack of Penetration and tunnel defects)
(il 4.23 (9)) Rnnnearlumaiudeniigatu emusilumanguniuiish anudnues
nsnasuazauuvestuilidiustuaosiionau vlmAnauteuswasdon (8a]
aungwandlfiAateunnsasiiosungly dmsudounnsosuunuinzidu (Kissing Bond
Defects) \udaunniasUssianil 5 Fanananudlunsdudenguiuly vieiRnandu
ponledanfiufingnainnrudluluiotan 85] Fwuandluninil 4.23 (3) gavine e
anuilumamyuniugsuazanuilunsifiudondunn q azvilianudeudigann 3e
NutoUNNIBIBIN1SNoRIveALlATA (Dendrite Formation Defects) lnelassasaaulaged
ijgﬂa%ﬁﬁwﬂw,ﬂsu(%mLﬁuLLuaLﬁﬂ q fawandlunind 4.23 @)

Flash defects

b o au
N RN N |

o it e - v s

n Tinnel defects (?)

AN 4.23 Ussmw%aa%’aunws’mazgﬁLﬁawdaﬁmﬁa NS 6063 NAIIINNITHYDULHEA
MURUUNUTUEN1TLANAINY

NNMFIATIEsilATIaTsganIncendesdidnnsounuudednsia (SEM) titeUszidunis
nszanefuarsueiiasundadluvesansazarsvesuds B -ALFeSi Tneluusnaiielans
WUNUINENTALANEUDILT B -AlsFeSi idnwuriuszn1sdaRauUUIIUY (Plate-Like
Shapes) fvuauszana 79-114 lulasuns Fuandunmd 4.24 (n) sgnslsinuansazans
Y09 P -AlsFeSi Tesunsudeulurusidon dwaliiinnisanazneuludvosansazaiy
yoauds B -AlFesi luannsdilaiauysal (liadis) dawanslunmil 4.24 (@) Tuvhusaieaiu
waAnIIULANYBIANIATaBYB LT B -AFeSi iususosTounuindivuinveseyniafién
as Inefivurneyniandouszana 8-13 lulasuns nsmnudnividvesiasiadiaganiai
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= & a A A d‘ ] 3
Faduviulagvenatosoniu uandlunmd 4.24 ) nulvuInvesasazae eIl 3
-AlsFeSi fvuwafifiuduantes WeiSsuflsuiuuinasesdiounuuulasinaissesidon
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HadrAgandulslunisidon [86] Fen13n529188703@1583818903u09 B -AlsFeSi 7
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AuLdegean [87] dmsunalnnisanaznauvesevgiiiounan Al-Me-Si-Fe lunnizauna
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fﬂ—AL5FeSi—> ﬁ,-Athg5_) fﬂ”—AlsFe (49)
agalsAimunisendeamunuuniuiy dnalnnmsifaanuseutdu 9 Jailugns
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71 4.24 (4 WA 2)
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NsMRANNIANututuglUfusuniauduturesianaus wagBnamauiain
duusgansnsunsvesTanuiu [89]

E G ()
40 Element Weight % Atomic % o
AL(K) 85.9 722 05
51 (K) 0.3 74 0.0
B Fe (K) 0.2 7.7 0.0
P Mg (K) 0.4 9.4 0.0
) C (K) 133 33 05
2]
w0
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T T T ¥ L) l T J T T T l T v T T T L] L} ¥ T
0 T 4 & ] 0 12 " 16 ] e

Ml 4.25 wuUT180IUTUIUVEIsINUSIIATREaNRendsdadalnsTinasves
AsasaulunMInyuNIY 1320 saudawndl AnaIuAuaud 60 Jadwns
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nMadeudeaniunuuniuvesesgiiiounasisuds insn 6063 dananonuan
sesidonfunndiaiu deanunsoazunaniside fail

5.1.1 dnwmrnianenmiuaundinisidouidnvugnisfnauuasdnuaenis
MenmALAnA1siL AnEiseum sy uideniias mnulunisiiuveaaiosiionausm
dwaliiunudeuineiuuseiisoadoniinianienudiseumemyuidondiduazauds
Tumsifuveaniasilonuiias

=2 ! < !
5.1.2 RNNANITNAGRUANNLTFINUTIAITITaUluNIMYUAIY 1320 Sousaunil
AMNLEUAWTON 60 Radiunsdoundl wIeelioniugunsinszuen taAwseiadugegad

D
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5.1.3 A5AAT18imeglusunsy Minitab 2017 fiad1ui@esiu () iadu 0.05 wuin
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0.003336 W + 7.006 T + 0.000252 RW - 0.00071 RT + 0.008 WT  (MPa)
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IS 13 1 =2 A a a a 2/ a1 < 1 =2
fAAULDa9 42 9 55 HY Tuvagiiusnadninansenuiouda1ninuudegs 29 8
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