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Abstract

Abstract

Bobbin-tool friction stir welding technology as the expansion of the field of friction stir
welding technology is a new type of friction stir welding. The development of the
bobbin-tool technique was undertaken in order to overcome some limitations of
conventional friction stir welding, such as: it need a force to react against the welding tool
pressure load, it is necessary to have a device of high rigidity and steady back to achieve
conventional FSW successfully, which restricts its application to complex shaped and
special position and of the workpiece.

This paper studies on the welding parameter of Bobbin-tool friction stir welding of
6082 almuinum alloy plates 6mm in thickness. The result obtained the optimal welding
parameter for Bobbin-tool friction stir welding of 6082 almuinum alloy. Microstruetures and
properties of 6082 aluminum alloy weld joint are investigated by metallographic,
microstructure hardness test, room-temperature tensile and fracture analysis. Typical macro
sections of the joint were slightly waist shpaed. The microsimcture of the joint also
consisted of nugget zone, thermal-mechanically affected zone, heat affected zone, and
within each zone, the microstructure was the same as C-FSW joint. The BFSW joint and
C-FSW joint had the similar hardness distdbution with the typical saddle type, but the
former had no anisotropic. The mechanical property shown that the tensile strength of the
joint can reach 225MPa, and the ductility can get to3%. The fracture mechanisium of the
joint was ductile fracture.

The temperature field during the friction stir welding process is important factor on the
mechanical properties and micro-structure in welded joint, and is principal for
understanding seam metal flow, welding stress and deformation analysis. This paper studies
the temperature field of 6082 aluminum alloys Bobbin-tool friction stir welding by
numerical simulation and experimental measuring.It is shown that bobbin-tool friction stir
welding process is divided into the acceleration stage and stable stage, at different stages of
welding, the heating speed of welding samples are different. Under the same welding
condition, the closer the position is to the weld center, the fiercer the temperature rising and
falling, and the higher the peak temperature. The temperature near the lower shoulder is
higher than that near the upper shoulder, and the temperature at retreating side is higher than

that at advancing side. Increasing welding speed, the peak temperature of each measurement



Abstract

point is lower and lower. With the temperature measuring point away from the weld center,
the effect of welding speed on the temperature distributions is gradually weakened. in the
thickness direction of the test workpiece, the temperature is highest on the bottom surface
while the lowest in the test workpiece center.

With the ABAQUS finite element software, a three-dimensional heat transfer finite
element model that analyzed the temperature distribution of 6mm and 12mm thick 6082
aluminum Bobbin-tool friction stir welding was presented in this paper. Compared with the
measured temperature, the thermal model and the laws that were got by experimental
measuring were tested. The model can obtained whole temperature field in different sections

and different time.

Keywords: Bobbin-tool friction stir welding; aluminum alloys; Microstruetures and

properties; temperature measuring;  numerical simulation
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1.3 B R EREL Rk

BEHE BT TCRIRARNUA S, S BRI AN R AL IEAERGZ I st . 1Ak,
LY — S B PE EEE . Bln, SRR R (FSSWO . BEHERIEMR (FPW) AN
XU B P BRI . LR BRI (TWID R BRI S Bt 2 BE #2452 (Bobbin-tool
Friction Stir Welding, &% BFSW) Mt 19 U5 8 BE AR IEAF AL B IR BT AUK
7 BRI AT AR L TOVE SR AT AR R R AL B AR L X T ARG A AR
RIS — LN o ARG EEIR RO, R — AR . 7 A —F kv
PEPE KI5 2 — i R R R A Y S B8 SR I 72 3 A Gt PR BE AR AR,
SRR 7 < SR AR AN S % i 2R IR B 2P, AR TR A e

1.3.1 WehB 1 ERE R

k1.2 Fron, XUHUE SRR R AN R, ERR (R BT A1 4l
JB (EBMRCT 75D 8 5 uUBUS B G HEp s, Rl ied b TR SHE
B R IE R I+ 5 R MR A AR Se IR %

W FERFE SR b R R G I 77, TR KRR 1 15 eI e v o
LT 1A A AT, 2T AT DA A5 M AR S (O EER . PIN R A O T B 12
Ve Rt HAIMER N 3R AT AU BB P B AR T B AR AR A, BRI m] DR
PR IARARF IR, B A B SN R By AR R R, AT DR R R


http://www.chemyq.com/xz/xz3/20141bbvkx.htm

AN SE NG I 2 T R L A7

AR . R BEENIVESRAE S, ATLR AR R . IR A T PR ET
FIHEENG A R R AR . By AR IR T 38O0F #, BRI #A
M NAB DY PE RAR R R T Rl RE

1.2 XU A f A BE R R =
Fig. 1.2 BFSW schemes

1.3.2 XA B R BB IEA R IR

I B XU B 3 BE SR A T RAR Sy DU I ) SRk I o Sk W
eSS MMA LT Bk IR A IR BRI 5

I 1.3(a) 9 Thomas % A\ (1) 5] 5 b i 18] B A b koo i PR AR SPGB AN 3
PEEF RIS AL BT e — e RS, X ARAER I R b, FEAME ST A F T (5 Bh B4
JIE by R EE R, R — e B . Bl R IR R LA,
HBEFEE AP RE A R o LR R R 08 5 .

Marie 25 N\ MR 7t —Fh al 42 S BT K B B EE S E TR 6. &l 1.3(b)
FiR, e S THURE R —, FRUE NS, BHEE TR LRUS N Bl (HE
IX PR S AL R A AL B BTG R B A, DUESRE L RE O 10E N 2R 5T

i) 4 752 N VOO )g i R BILAT SOUR S i BE AR kb . RN bR NS B,
FAAE SRR N R R R AR BOR T S M Sk e e TL A0 I PR BT T R o), Kk
BT by N RUR BN SRR SR R BE R S, W 1.3(c) . BRI T
—Fh by TN 0 R iR SRR TRk, B b NRUE BRI ARSE . (EE S
e, RIS, FAERERBAKR. IR, B, 15et
XIREY . kSRR RN A ATASTFR, PR RR, B T AR 245 0
ARSI A, ] 1.3(d)FTR

Edwards 25 ANV il g £ G5 1 5 b B 5 3k BE AR AEAE O B0 R, AT B T — b &
R B Bk, FERIh IR EE TG &R, WIGE R, BE B &M A
P AT DASEIA 1.8mm EL 28 TE AR A S iR (10 522, T LIS T DI e R R R
£ %] 1000mm/min P b, 8BSk iy Re IR BER
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BT i

Marie F 25 A%} 4mm JEL1) 2024-T3 Fl1 6056-T4 4545 4 i FU Bl BE J52 S8 FGLEN
PP BE P T R o (IR BE S AT T R LU AT, R I 8 J5 e B H L 1 T #A Fl B J5
P AR R BE AR 5, B R R . SR R BB R AR R IR A R TR A2
HATE R B LA 0 B RR e s T OUS R 5 R A 5 IR P T A
XA BEAEAR R R S R BB ™ E Sk I %, XHEREA A S S &2
MR, MRERE—NAEH RS,

T T e

pece . ‘
; i - Fod b
R ! =

(a) [l 52 il 1] B =gtk (b) TR R R Ak

@1

= Nl
- ety
Al <ﬁﬁ2

1,
[
[ ﬁ“ﬂ o
&3
(c) b, THEBEEAERIREE Bk (c) b TSI A 1 U A
P FE B Rk

Bl 1.3 AN AR AL AU JE b Sk
Fig. 1.3 Bobbin stir welding tools
HHT, F T XS e BRI B 7T A AR 2XXX B 6XXX REEE e b,
It BJRJEAE 1.8mm~30mm 8], BB o, XU E iHe EE R R 1
PURL R L S5 T IS B REAF G L 1) 70% LA b, (35 dh B A T 0 AU R AR S
Bl fi 2 N TSSTF s B JEE AR U i DR PE B AR B R AT T LA, IR LA
6mm & 2219-T4 564 X PRPHEESLIRSEI J1 22 R RE - AOWL 45 A4 A0 B A 2 12647 1 I
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VLI BHR 2 AW 2 A8 S

e GREM: B BFE BRI REL I PUh s B LGB U Pk BE R kR AR, R
MRS 5 A0 4 BE R AR 2 L 5 BE 1Y) 90% . T M 4% (1) 72 MR T 3 5 1 3 I 1k R J IR SR 4 A
[, b, F9E, JE%E, SRR, H b T XS 30 B R R 1 Fdn N & b
P PEEE AR, L S I SR A RN g S R I T R BE R AR Sk

AT NPURT 2219 484 Gt AT T XU B iR EEE T 2006, TRAIM T 1 )7
GERNAL . B GULES K 15 Re . SRR 2219 F5A 40Ul B B R BRI IR 5% 1E
MR, WESTCERRG, TP o R aE it ; Bk WIS S Ry “Ip Y 7, 4%
BN RmTE, HEES A MWRMASMESR, EERIEZX . B X Bz X
SR SURHIE 5 P PR BE SRR AR AL s XU B 100 1 BE PR AR Sk S st i A i 35 5
TP EE B SLAR L, SO IR “w” B, (E U S PR B R ESA AR SE B
P Bk RIS R B . U JE B bE B R Lk PR R EIA B 1 318.3MPa,  JEfif
FN55% . LW RS 2 R B 1L

AR )R s K sh e Ak 2R BoR, BFSE T 12mm JE 6082-T6
BRE 40U B T b BE R R SR A R AR S A s e RE . SRR, MR E
600r/min, JEEZHE AN 300mm/min, $HESL WA N O IREEH I 1 BB 1 AR 1L,
A XHLURAE TS, TR/ SR g5 B IS TR 30 L BORLRS
RMABIRE S, MR X R MBI —, SR8 Akt
DR BH U A 300 FH BE HE MR 2 SR S5 X () o ok e R U RERA v, T 5 2 B LU BEAA 4 o

Hilgert™3#E COMSOL 1 Matlab H1# Hi 7 = AN XUk 1 B BE R 1) 3D Pk
B, ZBEARLRF AN (TPMD #J5, GFERFESLIER: . 8T U1 2 s A4 R0 ]
Ec T (RIS SR BIRTSSD. SSiti— AN BN 230 LA 7. B meE ks
PR R SE RIS B, T At A SR D) {5 PG A2 3 IR B 1] LA T AR AN 3 A 2 Bl 74
P B 5 TUARTTEAR o K = PP R SR U, THEE RS2 AR/ T o FE—AN et TR A,
K15 B EA] i AR S Y () @, AR SIEG OV 7F FlexiStir SLI0 IR A di 4T, FFIRIE
TR R o BT DAABEARY [ TR 2 AE A BRI AN S EG HR EAT

11 4R K 20 5 Mt AP ST 1 Uil i bk BE AR R T B AR, DA R 3
fiti, BT 6mm JE 2014 55 SARM XUHHB P FE BE BRI 3 A, B RN 1%
T LM R T S MIKHE . WE7Eas SRR, B iR 6 T s
O BRI, SR X SEL E R R R, REF A AN, R
A, R B g v R LU AT HEON S 29 40°C . B B T VAR R

Sato A1 Suda 2 A\l it 4 BR e HUE B EERIG W 7T 1 1Rk Bxt 6 REBS
S0V B T b BRI R B I B g, BB R IR e M RE . SE R AN 2 (Al BR
AR e BE 3 B R

Threadgill 2 A5VLL 25 22K J5 (f] AA6082-T6 4548 NI Fe k%, ST L6, IF
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H1E i

Xt e A G GAEAT VR 2o A, JF LR 7 AR R . AU S RE . XA
Al AR 3% T ESH A FEAR RGP ST S8, R I S 3015 21 (10 Bodls 55 R L0
IR AR B BAE AT TR LE

14 HEARKEX

141 KiEBMPARENX

HAT, XU iR EEBE 0T 78 E 2 A AE 2XXX R 6XXX Riaaetel
2219, 6082 %) J/DEMIAEMNMEL L, AR WA =E MBAN KRGS a4, B
B e LERFE SMR BB T RIRIE . XU 8 1R EE AR R S TR PR, LEAR
[RBTG5 5 Pk BE AR AR L= AR, B N 7 S IR KA . S
W0 o3 AT A R Wi 21 BE B4 PR S X A RSN, T HL B R e 21 12 4% AN XIS
RN, NMkE 7Rk R R, TRON T AU B 00 1 B A5t # R iR
FE AR, X T ZSEINHE . B AR UL RRR ST AR N H

2

6082 A & e e UL BT SR E) Al-Mg-Si REEE S, UBTE R T2 HReLT,
HA & gm B AN R R Rt T RS e T NI A EIs . B AR
HEIEEATIL

ST [ YR XSS 133 RIS BT FOIT SR AL T HIGRBT B, AEVE 2 1)l BB = IR
AT fE, AR AIMg-Si R0 G e XUl R R BE AR HCL WO L UM Sk 7 2k g
IR FC i TR R AT ST, 110 5T XA R 43 3 R U 2 37 73 A AR B 7 L e
PRI 5% 00Uk R P BE R PR O AL ZA L IV ERE . IR BE S A IS5 e, {7552
XU A 50 EE G AT T I B LAt 5 17

142 KRB RAR

AR SN IE Ik U R P R AR IR 6082 FRA 4, EEHET 6mm (R E:, @i
SKUGTHE A d PRI SIS IEEAE IR IESHONAT 6082 £5 G WU 1 H B
BARRBCRE A ) o A JFiE ABAQUS B HEAT R 34T, I 5 S ai ) &gt
XS Eo i BARRT U A A EZAHE LR J LB

(1) A3 FH XUt 8 5 P EE X 6mm JE 6082 £5 & S iR HEAT 18z o %t 2 A FH 22
SREVFEARM AN E S AR BRE, AT SIS SR alhe, BT hofalie, Xk
HIBLAR B REAT 704, PR AR A2 I 25 L A ) 22 PR RE T 5 BEM EAT BB X3RS 4
T AT 20 O T, AT TE Ul TR EE s 545 6082 4 & e XUk IR 13 R
R4Sk T A 1 BRE AN OUL AL 2R R



VLI BHR 2 AW 2 A8 S

(2) P& 6mm J5 6082 A5 < XUk J 1 HH BE R AR K IR 5 37 - 5058 T B8 E A
AR TES . AREZERTBL GG F25E), FRGET ORI B R IE AL ATEM
HERM. e S TR RUE 7 18 R A .

(3) MH ABAQUS H FR 77 #r 1A X XUl J8 10 EE 45 AR iR L S EAT 1 BTt
o TSRO R BEFE EE R IR B IR 37, SRAS IR Sl da b B TRLE v AL i A A
PRSI RIREE Y, RRAE AR IA i 2 1) SR IR 5 THEAE AR AT X L, A
11T A i SRR U I 13 EE AR 2 K IR St 78 58 5 S A
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825 SKEMEL BE kIR

B2F St RERAR

2.1 SERUMRhERE

LG RNE ] 6082 R 44, 6082 N 6xxx RiAHE 4, TEMMMAA L ILERN Mg,
Si, ARSI R IR G4, SRS, SRR R R IF, H-T6 RS HRARE
FINUCRE I, T2 TR AT 52200, BRER G fE . GRS . T6 A&,
A PGE I fS, 3T N TRPPIRAS, SR FREEREE S, A4 T (Tt
ITHFE P, (AR 2 PERE B =i 77 i B R s

(1) RIEFIIAI R, AR

(2) sRJEE;

(3) AFAYELF, BEORERER

(4) GFL, B5HEE;

(5) FriEmdE. AL .

HAG SRSy K Sy Reinge 2.1, % 2.2, ATULEHIXME4 3R ER L Mg, Si Tt

E (AL T
% 2.1 6082 554 AL 2 L5y
Table 2.1 Chemical composition of 6082 aluminum alloy

By (%) Si Fe Cu Mn Mg Cr Zn Ti Al

6082 0.7~1.3 050 0.10 0.4~1.0 0.6~1.2 025 020 010 #R=

%% 2.26082 faE 1A RE
Table 2.2 Mechanical properties of 6082 aluminum alloy

o JEREEEE (Mpa) hiAHEEEE (Mpa) FEARER (%)

6082 =260 =310 =10

2.2 SEIgENGE

221 MHEBEN L RE

Ik 2.1 (a) s NARSER A FH IBERE EEE AL, 2 AR SRE TR SR IR 2
"] H B G KR T GERERE AR L B FSW-LM2-1020 RUHFFEERIRAL, %
WEEEMTHREE. eSS MEIERE, RIFREREN 20mm., 285 HE S
BRI VB AR E, T ULSEIUR R B GRS, SRE SRR R 2
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AN SE NG I 2 T R L A7

PEFI—31 . EBEHEARSH SRR, BHIRR: WI1T 840D = RA. X FATHE:
3000mm. Y 47F%: 2000mm. Z 47FE 300mm. C [A4TFE: n>360° i KIEHEEE .
20mm, PFREEHIHER: EdmEES]. LR A TE G MK 2.1 (b) fiw, JeBF

FH AT CLE S B S AR LA RO A3 SR BGEA T I X

..-/f//

(@) PiEPEBEIRIE-LM2-1020 Y45 P EEEARAL (b) il BRI IR A
2.1 PR EEBRIE—LM2—1020 B4 1 BE BRIEHL S F
Fig. 2.1 FSW-LM2-1020 friction stir welding machine and clamping tool

2.2.2 WA B R EE IR IR # Sk

FEREREBE SRR R, PR R R — P SR AR BE R R R o R 5
FIPER, REBCFEEEIEN “OME” , RS EEE TR L AT DA TR, &
FAPBHE AT BRSO R e P 5 AR AR 22 T AR EL B B A 2B Rl v i s
DU o BEPEk B RRRET . fihR AR AR Ak, Il 2.2 P v % 6mm i
WEIXCRR RS, RS S By N AR — 1k, MR RR A s, b
AR B PR AT AERE R SR AR A A BT 2, TR AT LA 5 R S A il R £
JIER e I ISR S A AR A IR A BTE 5 PSE i B - o0 S, IR R R4t
OO REARGE L RIAT o XURR Sk B RST O Rl B4R ©22.5mm, Hitdkdt Bie
@ 12mm, K 5.95mm, JEMUf . iR AR R RE T 5 T B R B AR
i JF 55 AR 8] 77 25 R A B SRR BE AR AR B2 1) T 2RI, AT U B 3
BN 80% /e AT s BEFREF AN A Sl i e e BE A P AR VR AR SRR I R IR, JF
T S ARSI DO %k, RS 53— T 2 T A2 9 AR 4% DB VE AT RHR (B
W77, M RNRSIE NG HE, DUR S R A 412 A UCss Bk F i X0Uih
PEFEEEGE IR SR S5 9B HOR TR e L 454, BEREET DR SRS f, bt
SR IRELEE K, Es ORAE AR S & T 7 (Ve @ 2 B N5 R 7RO, (8
FLBEEE e gy, BT R RINE, A AR AR . [RII AT LA 2R 1A R Y
Bod /1, WA TR R R PR BRI R AR R, AT PRI
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825 SKEMEL BE kIR

K 2.2 XU 4 Sk
Fig. 2.2 Bobbin-tool stir welding tool

223 1L MRE DA ERINEE
2.2.3.1 £1HELANE

EHREESHEE, BAERIY RIS T UIE], AU A A TR R
O R BOT 2 B TR T7 1), U RS2 40mm X 20mm X 6mm. AU
AP E . 08, W ="FrB, "M BOt Kb AT, e — P
KW 7 A 34T, WOCWGE R MgO ZKEW, It ELRIE, H keller ik
(1mIHF+1.5mIHCL+2.5mIHNO3+95mIH,0) J&fh 4-5 438h, WE/AKMFEE, T, FHAE
MERTH R BRIR =4, 2R 5 F HALL1000 245 2% B 4 o 1) £ 4 1 e AHARAE AT 4 41
LR 53 H7 o

2.2.3.2 h{BEEEM

6082 56 4 XU B 1 £ BE IR X ek H CMT5205 B 15 Be i B ATL I ik He == 06,
bR . BEM AR R 3K J1 2RI 1418 GB16865-1997 (A 4R . B H A4
TN AR I8 B R ) HEAT .

2.2.3.3 BREE MK

K 2.3 A I3 A s =
Fig. 2.3 Schematic distribution of hardness test

e H] B S A S S HRAREAE MH-5 BY I8 i 52 b 0l e e e Sk ) S ol A
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VLI BHR 2 AW 2 A8 S

&, I H AT 100g, NS RN 156s. @il 2.3 BN, 7EEE R IR4E ER T 1mm. 3mm
Ko smm A7 B AL, TERE R RS 2mm wE — IR A .

2.2.3.4 SEM Br O 5R 9 #h

i H JSM-6480 14 HL 1~ . GUBE 0 A SR RA T I EAT O SRK 20Ar. r E
ST A S T et s o o i X XU R SRR EE AR Sk, DRI T VRFAE, 70 BT SRR

2.2.4 MBRFEREE
2.2.4.1 MR &N

PR BRI AR — NMERIEY) . SRR NN AR A R LR 2 [0
TR G I 2 3 A I AR o G AR AR R IR 52 7 0 JF At P 52 i e 3 s AR
F, RS I o AT A AR AR 4% () 20 SURN I RE AT A B4R, U5 I IR o 1
e JE ) S B BT B ARAS T LB U b A R R L AR FH 5 5, (R, A e dii 4
PR SR T AR b A R FE AR A U B e P PR AL B A SR . Bk BRI R
FOR—AEZ QI A R FR R PR I 9T, IR, B PP EE IR R AR 1)
AR JE, XTI BE BRI G FE (I UG 22, R AN T 5 DR AN 2 S R
AT RAILAL, TR ARG A S LA R R K B IR A TE ARG A, BRI
LR A IR 7 2 3 B R A AR IR . ZD AR AR IR P 72

(1) #A AR IR

AL AR N L3 5 TG AR S s T s AL A5 0 [ e vt R N S PR L, T
KNG BRIAAEEE AT, REEAEMENTLF, RS A A5 LM
i S5 A R ELANKA S, TXRE R AT RS A R4 AL P PR I 2 T T TR ARG P it 4 5 U £ I
R R B 2R, BB T R A S B S B B, S EUIREAE A IR

(2) AN ARG AR

CLAMAER OO T SRR R A, FLRRS B, /N, A& s
PR FTRS BA P IR 4D BE A i 5 R R Y B R

2.2.4.2 MBEFIEA

O R4 2 K R i 5 ARl S A 7 i pl e K B LA 2 —
Tofr e 00 2 6 v O B P R A B, A BN AR AR B B A, e R 2 B AR — RN
1.2~4.0mm . XM AR AT DL >R B2 & A2 7= A & Fh AL 0°C 22 1300°C di [l A TR A4
ZEIRA SRS o1 DL S A B R TR« XA AR AR IE R BT i sim b s et eAa
Re ELIEH T8 A PR 1 i A B s s s, &0, IR PRI .
5 S RURRALL, AR VL. ROE MR SR SR AL, H A A
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825 SKEMEL BE kIR

K, K14 0.041mV/E, FIREARENREE . & TOIFIRH s H i —Fp v
i, FEARSZIGH, FIFFERX —Z AR E R ot

W 2.4 Bz, DX2008 Je4Ric e —Fp R T2 s SEmid sk i & . B RE
[FIF33E4T 48 ANEIE AU E I UAMS 10 5%, AR B SC - MW100 [ 3hiE
YRe 2 v i R 2 328 @il N AE A = N % 500MB A I & A IR IE A RUH, &
MEFRATLAEZR . R, RIEEHEAER. BRICFIMER 1. 4. 8 LR,
TR ABOE SR I BE B 45 A Tl 2 A 3 4K/ DAQ/Standard 3 {13047 B8 5 4, %4
R BB R 25 A 0 38 PR 0 53 ) R e 46 i excel TR, (BT /5 22402 .

2.4 DX2008 # th I 4kic s
Fig. 2.4 DX2008 color cashless recorder

231 IZMREWHFERE

SEI T FARBUR S A KX B (400>6056mm) . IIUA A 45 B 45 1t 1 72
RPN 2 o M4 AR HE AT ] B AR B, AR by D0 380 1 e P K Rt 45
Ji, R RRAMATIRE, BRSSO S). 03k 2.3 Jros X

2.3 XUhJR BRI T 228
Table 2.3 The processing parameters of BFSW

SEIG P 21 22 23 24 25 26 2-7 28 29

JEEEHEE (mm/min) 300 400 500 300 400 500 300 400 500

EHIEEE (revimin) 500 500 500 600 600 600 700 700 700
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VLI BHR 2 AW 2 A8 S

R IR T ZE S5

2.3.2 MBS/ R

s FENEAF TESH AFIERE B FAREE A [FFRES 1 IR A A A
AR JE 3 170 Rt 5 73 A IR o SEE38 BT R (K RSF 2. 400mm X 60mm X 6mm . 47731
FESRI AR R . R AR 2mm LR O B E IR R AR S, R GG R T
SR 3 7R R P 2% DT R P AR A R

ARS8 R AE AR T 4T LS 3N A F AR B D okl B R 3, B e
B BURFAE FAC I T EAR T 1.2mm EFL, FURRIIMTRRAE &, S e e 3
FLAR I i SR AE AL R AL SR e, rilliR ROV RF IR /i . (B 25 i 2 s
H oy P BEAR Y 1.2mm HALD . S 273 N AT

?1.2X4

Ine

16

o @ of |4
35 L 110 L 110 dl 110
400
ch08 ch07 ch06 . [lch05
ER YL
A I )
ch04 ch03 ch02 < chol
(a)
p1.2X4 2
o o & o I
35 | 110 L 110 L 110
400
ch08 ch07 ch06 i ch05
Je B
U —_-— Y
ilipeil! YR 5 1]
ch04 ch03 ch02 ~ch01
(b



825 SKEMEL BE kIR

$1.0X4 2
& . f ol |
35 110 110 110
400
ch08 ch07 ch06 " ch0b
Je B |
i R4 5 1] - -
ch04 ch03 ch02 < ch0l
(c)
P1.2X4 3
o & &t |
35 110 110 110
400
ch08 ch07 ch06 | lch05
Je B ] |
T — 9
A ) FELBE 7 [ T
ch04 ch03 ch02 7 llehol
D)
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2.5 BN AL 3 A s =
Fig. 2.5 Diagram of distributed feature points

55— 20 3 BRI R S BN B S0 IR B AsE YR 5, IR IE S5 22150 1
BAESE . AN ARSI B RGBS E 55 5 T LA S50 I E A R R Bl fE T 1R
SRR AR . B IREESE O e T
DR SFLH BAR R AL E /A an& 2.5 () Fiow.

B T SIS R M B AE R — R ST PR AR AE O A [R] PR B IR T A R,
FRRESHON IR EE . 600r/min, JREEEE: 400mm/min, IR ARFAE s iR B AR L 2 1
FEEA L (Li=48mm, L,=42mm, Ls=36mm). & 2.5 (b) AR LI B AR K AL E 55 i

5 =2 S0 R W B AE [R]— JR S AT AR AT I 5 R 0 AR AT R
RS HON IR E . 600r/min, JREEEE: 400mm/min, IR ARFAE s BE B AR 42 PO i
FEES N 12mm, ML EAR LM E MR 25 (o) fims.

600r/min R : 300mm/min.



VLI BHR 2 AW 2 A8 S

SEVUZH 5250 F FR M EAE R — RS0 RS 5 MRS (IR A . R
SHONTEEEE . 600r/min. MRREHE T 400mm/min, IJERRE A EE B 1 4% o Y FE S
v 12mm, MRFLME R LA B AWK 2.5 (o B,

5 T2 5000 F BRI EAE A FR S ECT 500 T ShE AR 3R T LA o A R
JR S BONTEREE : 600r/min., JEEZE . 400mm/min, JIEAFAE &2 B4R 4% h O )
PR 12mm, MR BEE R B AR 25 (o) FiR.

7N S EOE MR AR R SR SR 6mm B EARE 77 R (Y-Z F7 D 1
TR A . RS BON IR E . 600r/min, AR3EEE: 400mm/min, U EAFE A5
PR SR aE 0 BRSO 12mm, R ALY B LA B A 2.5 (D) Fios.

RENG
AT E BT T MR B S TS MU T R BN BIEARL
Pt EEHEAT SEI A A £ R ET 6082 HR A g XU R 1 HE BE SR T 20T T Sl

S b, EEAE T HTHBIAEE SRR DR B IR B
SR SRR AL S TS
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3 F R TR R T

FIE BERIZIRERS SN
3.1 IR IR RIELALS

3.1.1 W B IR T IR =

4k 3.1 Flo oy 6082 i fr e XUE T BE SR IR R, W] DA HH il s ey
WAL P BE AR P 75 R NI SRR, XU R R EE AR T AR R — Ml P&k
SR ES R R KEE . NRR - SRR 2 1] (AR B R A A
SERREEE . XUAHUR 1 FF BRI AT DI 28 T A ML AR P BRI 0 5 0, bR
ST 1§ B il ) I I e L VAL 0 5 S S O 21/ RS K 6 2 5 A 7 1 = I R /YA
It PE Sk, 3 2 18] DI B R o B B, [ IR XUl 3 4 PR 4 AR I R v — 3 1Y)
I B3y AR 8 A b DLBURUS B R B Bk (RN A T sie s i F )
XU 10 F PR AR PR S AR Bl ) ] LR RS, DR R B R R Skl 1R T
IR /N

(o) JRIEGS W
P 3.1 AU R 14 B R A
Fig. 3.1 Process of BFSW for the plate
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3.1.2 6082 oA & NHMB R EREMNME T ZIHNER

K 31 P NREEELR I BORE L, RPN, R RS SR, 3
PR Pl I e 5 T S SRR S ANIL I, IRl IR, FhiR it /N, FEH
ANFEEAGE, (FEVES BRI BN AN 78 55 T -5 B $2k N ) A kR 584 T & () 30
R, (RSP AR SRR . YRR R, RANEOR, M RLER T kAR
Ak, SEFECSLEmMRK. H%& 3.15H, 6082 454 &M EEIEN T S H 0N
3 600r/min. JREREEE 300~400mm/min I L H R B 4T

3.1 FARESHCT AU R 1R BE R 23
Table 3.1 Macro-topography of BFSW joints under diffient welding parameters

\ R FhEE ‘
SRS AR
(mm/min) Crev/min)

1-1 300 500 HH IV A
1-2 400 500 R IR A
1-3 500 500 T S
1-4 300 600 B RGF
1-5 400 600 R R 4F
1-6 500 600 T S
1-7 300 700 H UK E IS
1-8 400 700 R FAE
1-9 500 700 F T RS

IRl 3.2 WLEER I AR R ) 6082 47 5 g XU R T FEEE IR AR, T U I ANVE
FEAESFEGRR IR I B FUE B BOS IR A R Bl iR by T 2R #8925 S0 R i) 42 5%
WKy IREEARIUARN, JeARIEH U, R R 3R i i e 1B M I & kil . X
R ANEESHEEREW T, RSP EE TR, HRshtEm A
Ve, (e AR R & PEH TAT BRI AN . 4% )y 600r/min. 7
PR 300mm/min I KR TH R WL 3.2 (a). (b) Fros. (HAESRFEE LRI B
R ARG EARGE e, SECEME SR SRR, R R R AR SR A BUR 4%
— MM, EREER S EIME 3.2 (o) Fin. MR, T Hiks &
B BHZ B AR, S BUC R B S Jm e ARG H BV IR R, i 3.2
(d) Frse NP IX B EREE A=A, AT AFEGIRGEC 4n i B AN 25 AL R 51 AR, e
X BRI A 5 BIHAR AL, RS BN 2R H DI ER
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el — =

(0) WRIEEIGA B () WBHEGRALE
P 3.2 6082 i < XUHH R 13 4 EE 4B AR 1 Sk R i P Y
Fig. 3.2 Appearances of 6082 BFSW joints

3.1.3 kR UMMER

KA E R T 2250, v USRS A R 00U 8 Tk BE AR 4% . i 3.3
Fr7n 2 emm J5EBE K] 6082 5G4 XUkl R 1R BE P IR 4 Sk IR A Al T 2 LR o
(1) JE8 5 T U R L MZH 2R BT B3 YA X 38, B A% X (Weld Nugget
Zone, 455 WNZ). #HLEM X (Thermo-Mechanically Affected Zone, 4i’5 TMAZ,
WH ANFRZ NS5 X)) | #G2m [X (Heat-Affected Zone, 455 HAZ) fIEE#4[X (Base
Material, 455 BM). [FIF, Bl X AN X SR IREX (W2,
(2) XUl B e R IEECL E MBS B Y, B TRm%, PEE. XFEEA
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RESE B T XUl 104 B R B P SR IR 5 A TR B 1) o 50 IR R R AR AN, XL
B e BE R IE SR S A AE B TR, b MR @ SR Rk .
T FE R PR B A N SRR LR R . R SR BE R A B, X R N 7 X
SRR AR T T R AR A O U A 328 T T R R B R A [
MRS o XUl R 1P R A Foh AR 1) ER AR R T 1) O 3 ) BT N 7 05
U RE BRI B3R B R A 7 A LG, A E SR B s, SHAR
TGRS A S HEL AT, BEktERe AR S . BN, BT
THEBERIE 2 1 — AN T 3lJR SR B~ R b I F AT BEHE = 4, B 18 A p R
BEIE RS SRR, SEU=AEIGE N, R N RS ERECR IR E S At
JEE BRI 25 By 7 A 1) ) R L S 0 P P AR R 49 BV B

(3) FEIREEH LI T VFZ SCERRRZ N “ PR (IR GEH, 55 A b EE 2
JEANE R, BUHE B PE EE R R X B B4 BRI, il 3.3 (b) H, WNZ1
HTWNZ2, [l ULEEE] “ PRI G NEZIX SH & B IR R . X SRAE XU
JR T HE K A Bl Eh 48 s 3 b sl B Bk Sk T IS S oA B %, (HRIE A T2 1)
TEHEUE B IX — 55

(b) FRRZIDCARE WS
[ 3.3 6082 454 BFSW 42 Sk [ i 2 W00 e
Fig. 3.3 The cross section of 6082 aluminum aolly BFSW joints of macro photos

3.1.4 BB ERELR

an1&l 3.4 oy 6082 fa & R ALY, AT AT RAE Y, 6082 FR 5 <l
WAL ST AL L2, Ak 2L U AL T TR K R 2R 4RI, GO RAT T IR
BIGHFARA LA K, o (ANFEEARAR A KRR MgoSi s AH &b & BT
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%%} Mg28| %)JE‘IEE[ o

50 um

(a) BEMF LA Z (b) BEM 2L
3.4 BRI R
Fig. 3.4 Microstructure of base material

3.15 BXHE AL

nlEl 3.5 s AL IX )R Z, xR 3.4 R H L, SRR X RN S
BN R AR SR LE B B R KA o A% XA TR A IR 05, 2R AN
PEFEET BRI BRI I, SRR SR A T BRZI IR, & 1R
TG o

FE XU A T PR B R S R T, iRk b TN HIUR SRR AR T AT R L
FESEAE I, AR ADRE N U AT P A EE A AT HIR XU AR TR Nk 217 A= B 1 A8 I
OB PER NI . U R BEPE B IR AR I R R, BEPRET AN T 3K, i REAL IR
BRGS0 BRI XSS, R X R R R B R R A
Chnl&l 3.4 HF 7R : BEFF A o (AN E A SER 34T MgpSi s b i B G b 25
Mg,Si) B R, (HAKT 6082 45 S AU =i, AT SEEL 1 dfrRLAE XU 011 BE 2%
(CEESUN LN T P a2 e R N Rl A g A R N D R Y ey (A

FEXUAH R A EE R A2, BEREET Sl ke b MR Sl =4 T oK E
Mo, A EeRBL, iz, WHGRE ETHRIR; FIRERGFEE B
PR A B RO A P NI N, 2 B LGN — 5 I, (R AR B A A
R, TR ERR AN B R AR FE B AOAE L N TR, T RREEA . /N A kL o
TR X2 BIBERE BT A AR Y e o 2, DR i DX B9 e b AR Al dzszs /)
TR R R o TR BRI SR 20/ SR T4 e R Sk R EE A AR R . TR
1% DX AR RS AN B R TR RSR I A RE 77, RV R Sk (0 e 3 P AR T
JZ.

MEE 3.5(0). () (d)FIEIZIX I LALLM AN IRAZ 1) 73 SRR AL 500 1
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Bl . RIL=3 4, PR R R H L SRR S e WIS HTIAA, 7ERL
BB EE ISR, B RRAE A EEA RS A L FRE MO
SRR B R AR b T 2R ) R 4% )R T O AR R, RIEAE AR AZ X K P b 2 21
F1%) -5 s S T R 52 B I AL B R /N T R AN R X B AR, BT AT R AR 2
R ELN WNZL. WNZ2 43 FE28 AR 0 Sk )RS /NF WINZLL WNZ2 X5 Stk )RS

(a) MR IX B

S

1 (b) WNZ1. WNZ2 % Fhb

(c) WNZ1 (d) WNZz2
K 3.5 XA R
Fig. 3.5 Microstructure of WNZ

3.1.6 A D X A B 2A LR

el 3.6 Pron AFRHLE M X 1 S, FHUEZ i X ] DL O /AL TR A% X A
IR X I DX, AR AR AN BRI UEREHE A (RN 1 P i X 41 21
b, ERBTIZX AR 2 R, 2R MBS TN TR X A S
W A% XA T HEPRET A AMI, AT 52 BB B B PR, R A 2B AR
AERBUN, L, XM R T e R R AL, I HLJR B X A A E A
WIVERI T R AR SN, AERGRAR AL 1 B R SR, SR i X ok
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AP PN

p—

(a) TMAZ (b) TMAZ

3.6 BT BEM MR [X A 24
Fig. 3.6 Microstructure of the advancing side of TMAZ

(a) B WNZ F1 TMAZ 43 F 25 (b) JEIEM WNZ F1 TMAZ 4 54k

K 3.7 WNZ fil TMAZ 43 A hb 41 47
Fig. 3.7 Microstructure between WNZ and TMAZ

Wk 3.7 Fron NIERZIX S AU X 0 A XA R 2 R BRI R
Ty A A B R A2 T EON 2L SR 5 IR M ZH ZA7E S AR 0 N BRI RSN $u
Wi DX AR S [X 1) 73 S AL AT MR R M2 A A . A 3.7 R LUEH,  ATE e
12 XA L2 M0 XA 45 W2 ) o S P DXk, I EL AT sEA AL RS i X 55 45 X i O
G tEAL SR . HTEO o> ST, B2 XV R 1 e SR R 20 S LR
PR ARG T e RN R T P < e O 2B RS IR I ZE T ko PR EE SRR
G R AE AU i T AR S S R O _ YRR B I F X AN, BRI AN
FIRZLLEE . FERTHEN, SBPEMRZ R R LUK, AR X 5 LR R X 2
[AAEAE T B RE 8 X 3. MR R R, WRBEE R MM sh AN T 70, I B EERR
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FER, IR AT HER ORI R A 1 am B SEPEAS I, A A2 Rl SRR 45
fio TIAERERE LSBT HEPE SR I BB AR, AR TR K i s 1 Az iz /s T A5 X 2B 1
I, BT R RER, IR B R B B, XA XA
JR AT R B A (1 X

3.17 AEMXMEMER

&l 3.8 Fros MR REIAGEIE X A . R EERECR PG IIX (HAZ) HER %
A 32 BIPURER 57 AR IR AR IAR Y, DO BRI E R I X8k, AR AR
. SIS AMER MR IX S, OO RIE RN, HyaEEE, TR,
ZXHL WA IR . BEAL B R Z GO, S IIRINECE S A2 T, P LAl
AREARMG. PIULIEAL A B A A S B AG, EREZRA SRR AR 22
TR, MHIE SR IR PSR, OIS, BRI . WK
3.8 Fron iy FgEm XA, Bl B AR IS, 1y HL A A B0 1 R AR AR
AP BHTVOZE D IR 2 BIREA AR, BOW LSRN T 2R REE %
TR, BRIV . I DX A BT A P (R IR A, B B
H BT — MRRR A B AR o ORI B B A G R IR IR AL, 3 AR 48 2
AL A AEANFIRE RS AL . FS A RARIR, JFR M s kBtk, B RE 1B
MAPIRELAI AR TE S . R AR SIHIHLAR, R ELEA RIS, 2 XU
JE PR EEG AR AR L 53 X8, AR T AR 32 Sk o P £E FARE i [X W 28 ] U oK

A 3.8(b). ()4 kAT HAZ A5 IR M HAZ 500 fis & . KI5 8 M
K HAZ RO AL LU AT EEON ™ B WP 00, fEf R FE TRt R, AR a2 Rt
g 78 R A 2B VR VR A A R 21 7 RN, 3 R AR FA R i [X AL LA 2R
IR AR TR IR AR X AP R L, 32 T A5 IR 0 SR i DX A A A L T
BEMIEE 9 22

(a) JRPEHCKRTIEN HAZ
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50 u

m
[ S—

(b) IR AT HEN HAZ (o) WIEHELRIRM HAZ
K 3.8 FAFZH [X ) 2 1l 41 27
Fig. 3.8 Microstructure of HAZ

3.2 B EBIRIZ KR R RE

* 3.2 sy 6mm J& 6082 454 & XU B T HE BE R IR B R R S0 45 R .
# 3.2 AT ANFE 6-1. 6-2. 6-3. 6-4 K FIPIRL R L KLy 225MPa, 135 i IR i £
N 164.8MPa, 1] WXUHIA i b BE R (1) 43k J1 22 e Re AR AR g o ¥ emm BEMERGEEAT Fir
HERES, AT R PIPTRLREE y 314MPa. i IRGESE 261MPa. ZEfH2R 10%. 6mm 6082
BRG S UhJ TRE RS AR R AR U D BE 2 BEM 1Y) 71.66%, J574% i IR0 B 20 BER 1
63.14%, FEMHRLIARER ) 30%. 401 3.9 Frs sy 6mm AR T 2L B, R IR
PEFRAEAE PG X IS, F FLI A RE (0 W 22 1 A0 2 S R T 52 45

TR, BTN, PR EEERIE IR LR X 2 2R ) 5 R v T gl [X 2 21
MBS . X TIRJCIRE IR G4, BRI il PR o & AR E 78 25 15 5% A RE A [X 1)
Bt by X FIAR A F R B SR AL AR & 4, R BESR B IR Hema [X . AL
X B JE A% DX AC S IX R 2 2R () 5 B ANBE FE AL AIG, ] Ddd 4 il R B 36, JuH Rl it
B AR SR M X IR KA IR ROk B R 82 Ve RE . O 1 RS IR MERE, 1R )5
AL PR A A R R A AR B S I BRI B B e 45 . XU B 0 PR SR 4 Sk R A AR
FREC 05 E 5 BRI S DR E Tk Sk MUt R X e S i 7= A TAR R )5, 1R 4%
X3k T2 B P AT R ZI e, BT RIER, A8 RAE TEhERER, B
TN AR MR R, BT R X A2 B BERRIER, AT
BEMY, XA R SRR, SRR X i) ) SRR TR 4%, R iRE R s, B
FIER o AT AE R X o WLEE ] 3.9 Jk AT W22 B 40 73 A T I8 % 1) J5 AR I 2 i X,
TX U B R 4% FE R ) 1 FG I DX [ ) R REAR T AT . WP iU, FEBE RSk B4
BUEIE AR A, JREE AT 150 4 A A B B MR A A kL B TSR M, &R T AT
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M FAZ i [X A 2 AR R BE AR T Jm AR MR i [X A FATEIATRLE , 32 i (6 45 A ] e %
SO X SRRDHLACAE LU AT RE M BE Oy B35 . DRI, FEFR L ate g, Wi & i IAE AR
22 JR IR M G X

(7 I 5 R 0 P R AR A IR R RS R, ARS8 AR I B il R AR R
FICEAER], MORRSE N &R 2T PR, TREEAMRSEAE BT 7 B 2345
F AT BER—AN R, R IREERSK S RE RIS Z At . RISk Eipih g
(%= TP R i1 U 116 A Y- N w167 14 G R B I E AT 4 (A

XU R PP EEGAR o TSR R BEPE B R A £ PR, WA T
ANHRL R B BE BRI G, T Z I AR AT D BB AR, TSk 5 SR e
RIVAIIE . BOYMASR B, #1052 A2 T3Sk AN R R AL A IR Bt e
21 7 ASFR AR E 2

% 3.2 6mm 6082 Hi4 4 BFSW iR FE R 5256 45 5
Table 3.2 Results of tensile tests for 6 mm 6082 aluminum alloy in BFSW joint

i BImR RKEL PR 0.2%%EfR WiEER

TR DA
45 ~F(mm)  Fp (KN) Ry (MPa)  Rpp, (MPa) A%
6-1 6*20 26.54 224 164 2.9 e [X
6-2 6+20 26.48 226 166 2.9 HF X
6-3 6+20 26.59 226 165 3.1 HF X
6-4 6*20 26.52 224 164 3.0 EZR X

3.9 6mm AR T A B
Fig. 3.9 Fracture position of 6mm BFSW joint

3.3 WA B+ EE R IR R B 4
K 3.10 6 mm J& 6082 485G 4 XU B i £ BE VAR LR e Fe 3 B 0 600 r/min., 545
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3 T ZI A RS

HAEY 300 mm/min R4 SL AR Y AR BE Al 2. Bl 3 il B T R R R
R Imm. 3mm. Smm (1R RRE 2k, W SR T g ki b sk R
FE A 2“8 e, Bk B IEA e, HEEASAIK, EARE.
X EEE R NS AN F R R X GV R, AN R 20 2R 3L SRR /NRT ) 2 P e A
[FI, & X LA 18] — AR e T a0, DR ke Sk WA FE AN 8 & — 8, (HIFA
BIHK.

PRERR 5 B LU FE A P A [F 2 RO SR & 7 7 HRIEIER . ks e
IRKARRE B S HSOMAE B oy A B UIAR O, T4 Sk B SHL i T 423K I8 8 T 225
IEHL . ML 3.10 HR] LA e, A% DX PR 52 B 3 B FAGATUARE 2 e X AN R sz e [X P 2
IX A AR AZ X R LR M [X BB ARER LR T T 4l A R, (H R % X I 4T
BEREET PR B IBFIEAE A R, ka1 ignth, AL manss, s ss, W
s, A DX SR A A v T AW LR e X R AR . (RS REM AR, SRS
B — e RN R, XRS5 FE L R — B . ek B
(1 B LA H BILAE B i X, ] SUUR R 0 PR PR AR PR R AR T ORRR BE R AL,
X T U B P EE AR AR (N T VR B ), AFE B RRANEE, AFA
BA, FEHBESLL.

80
[~ o
75| —@— FHE ®
- ~EB /o\ / o
1 . ® /
>~ 65 \n \/\ - - [ \./
T i & \-/ \ n
4£< 60 — ‘e = \'/ \'\
Fl-%-’( T \ ®
Sé 55 .
Y ] ./. w
o0 /
- ‘
45
40 T T T T T T T T T
-20 -10 0 10 20

H5IReEH O IEE S / mm
3.10 XUk R 150 P BE FNR 12 SIS AR T 5 fie s A
Fig. 3.10 Distribution of microhardness along transversal section of bobbin-tool FSW joint
& 3.10 & W] LAE tH#k BAMAE BEAE I B 7 1) By oy By vy REANER . B2k
Hh B A 2 P 3 b B R THUN T 2 A B~ B vy, IX ARG A T IR EERIE R BT S,
B NERmAMAER, LI R o« KA S IR — A — R A
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R, Fr A i W2 o 2R A B, AN A A AE ATt o

3.4 WA /B R BRI AR KB O 2 4

anfEl 3.1 Frossy 6mm AL A RNT . B HRT DU RN R AT TR
RAy, SRARNTIE 45K, WG B B W B VEA L I IRIE, MID 5 &% W
EiEnAGE= R ol bR EE ] I v VI =S mw e S/ M S RBAE S S GINIHEAR 2
XML VIEIX, BAE SO X, KU AR R . — ROk, 248X
FIT e BT AR ECAGTBR O L TBOR DX R o5 B0 T AR EE A0, 2 DX 0 E i i W A R R 28 1
L8/ v R S i A il WG o 7/ 3 S D T e R e N

(a) 6mm B (1) 7 ALK AR I (b)) emm T R 20T 140
] 3.11 Hffi i 2 SR
Fig. 3.11 Tensile fracture surface Macro-morphology of BFSW joint

M 312 F Aol 11 (K B SEM R, WRB2A, /M 11 s 4 X
KRS R A A KT OB 8T, BRI 230 . T WP 14 X 1, SEM
POREMS Z BT (312 (b) dEEZOHFHD), 9% RS £
IR ELIN, SRR J1 2 S50 55 10 1 b AT P A S , WA R R R A
Ak SRS 12 TR R R JMTRAE R, TR REN, . TCREAEIK . o HTH T BT B R4
X, i 3.12 (0). WSS AMAERE. BB, FINA bR,
B4 7 T35 5 T AT T MM 12— A T M 22 B 0
ST T, AT AR T 2L 5% T 22 10— e M 22 T 2

MR I 1 PP BT 46 ST B TS50, B 43 0 55 1 o0 B 44125 25 — AR
HEE 312 () (o). B8 E F T A i 2L T P KA B 0 e L
VLA BT — e B AR (AT PE . 4 PN BT B )k B 2 R AE A
AR FE R KB Kk, IR AN AT AT 5 07 V2 A0 S P A TR ZE 46, %8t
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BT R EN, R W RS

FE KL 1, BB88 18mm

(d) RBE O X RS (e) B Lo W 1
Kl 3.12 HkWr S

Fig. 3.12 Fracture surface morphology of joint
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RENG

A AT 6082 F5 G 4 XU B i P BRI B Sk 1 ) A R RE AN ROW 2 2R, @
SN EpVTE SN A RN 1 T W TR D R el o W N o7

(1) RUshJE B BE R BSR e 220 I 2R, b NaRm S, HPIA; JRagR
% DX () SmRLAE XU B T4 BRI P R B 25 0, S B T AN S A R 2 5
Fmm X oRn B ORI 5, L HR R R e X R oRORE A L RO T B, A4 AR
BEAN R IISEI, o U A T R P e Sk I T 55 X 45

(2) V53 BRI TT n ki sk AR RS A A 5 “ S Te oA, Hek WA
AT A8, HAEA AR, (EAREH %X BRI ALk s e X
FFREZ IR X ORE L =y, (HRAR T B BB

(3) 6082 & 5 XUl A 1 1 BE R SR IR e B L I PR ME BB BT - 6mm 6082 455 4
XU 5 P P 45 A5 4 B B 5 B 20 R REM ) 71.66%, A5 44 JE Il 20 A REM I
63.14%, IEAHERZINEAF 30%:;

(4) F AR RE I R B R AT TR 4% 1Y) 5 IR M FA s X o A48 i 1R ) P A s e [X
() 7727 1 RRAR T BT 3k

(5) 6082 G <5 XUl A 1 Hi BE BRI R Sk I R PR AL . 6mm6082 515 4 XUl
JA 4 A AR R W T AR SRR T 11, T 40 DX 3 M AR T

32



58 4 TR B A 45 SR oy i

£ 4T ANREFRNER KT

4.1 IR E I N ZE R

A6 T B 5 20U 1P BE R R R IRL B A AL, e R R B AR AR P
AT RS 2% DN S AE A AL RE B R R R T A [ P L R A s AR E DA S AN [
FIHR4% T ES B0 IR L /AU e o 8 75 5 e Z Nk 4.1

4.1 LB T K4
Table 4.1Experimental program and results

g 5 RESH WAL E ik

1# 600r/min  300mm/min  fL¥#: 48mm #E iRk LR 2mm )=

24 600r/min  300mm/min  FLIE: 48mm BEESGUAR N 2mm FHHE
3 600r/min  400mm/min  FLIK: 48mm FEESIAMR FEIH 2mm RS
4 600r/min  400mm/min  FLIK: 42mm BEER B3R 2mm BiE
54 600r/min  400mm/min  fL%: 36mm ¥ SR LRI 2mm  BEA
6# 600r/min  400mm/min  FLEK: 45mm #EEIER LR 3mm Bl G

T# 600r/min  400mm/min  FL¥%: 48mm FE 2 N R E 2mm T E

4.2 B 1 EERIR I ARGR FE 2L HHIE

W 4.1 AR R MCIE sl 7R 2 o SRR E I TSR L, e s
TR T i 2l S FE rh, A2 eI mT LIS )\ SR Rt e o b )\ AN AL 23 A iR
; CHO1 % CHO08.

FH T S50 B T AR AR et TR A AR A LA 3 )\ AN IR S, XA
AT DL 30 A ik B 5 P A0 B A A e 22, R bR T R 4 AR IS (A1 20
200s, WRAR m SRR — A AR SR 2 KRR BdE, 1 BAE sdE R AR
FH T3 BE R IR B % 0 R B 2 &G BN EAE 1 R RIS RIZ . SRS,
A EIEHRE R Origin AR £ s 5 N EE, LG . Hafi@s i 3.8 Fis.

WK 4.2 B R BGEE i Zem BB . XU R BRI R v, B B R SL 1
¥l , MR AT 2 R B S T Rl R AR LU AR BL, 359 A= s T
FIEEIRE, REEMEIER. WK 3.8 FiErTLIEH, CHOL. CHO5 5HAh/Ni@iE
A BT, X FELEIFRITEL, BT Sk2 N CHOL Al CHO5 JHAR IR EE,
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I A& AR ) 25mm/min 32N 21 5 € 1R EOE L, SR L 2022 TR,
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e BTS2, T HAl N IETE
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Fig. 4.1 Orders of panel feature points diagram
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Fig. 4.2 Temperature-time curve of panel feature points
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Iy ARG 2 T8 ARG S 1 2 R B A RS, MRS B (R PR RE L 4%
LA IR DL BB S A R AR S I R (R L 3« A8 BT T
(D A ESHE:
(O FF B AFE% O AN (7] 25 88 1R B2 37 23 A JUAEE
@AM 5 i AR 10 35858 7 A AR
©_FHiR 5 T HlUR ARSI 70 A LA
@R 5 E T 1] Bt R 73 AT e o
(2) ANFEEESHCT R AT .

4.3.1 lEEREP LA EEBNRES D HRE

F I R 0 5 S B SR R SR R S 2 S VR R AR X RR AT
LA RRAR B 5 U7 h) R AR A AR, BRIk, AT TR AR T 2mm, BTEE
NI R U i

Kl 4.3 P e R — RS 80 (idEkd#: 600r/min, J&#: 400mm/min) i
JREE LA F R B FRRE S s A i . IR RT LU tH CHOL 2| CHO4 &l S RFIE A
IR P AT Bt 450 P AT I B R AAE A 2 T ) B 38 4 /DN T S SR B8 KT i SO e, I
BT TE S SR 4 P O B ARAE SN AR T I s g, Sl EHEARRD, |
FE T B

FE TP AR M BRAFAE — AN R AR 0AE BE (25mmimin) 32 7 189 K 3] B 2 58 15 3 )i
(400mm/min) FIEFE, T WG REEBERNG, BB EMRR& T, Bk
Ey TR SR R R TR R EE R I A IR IR TG N, SRR A
i PRI DU S CHOL A1 CHOS AR FE B T iy, (EXR Bl T i fe e SR el B, ik
AT AP IR STy, R A B SE s AL T N B ROK, AEERA
= RS, BOAGRE RIS EABPIRES, FEAE 100s 7o 4 Hi b Sk AT 1E F] CHOL i
TR, CHOL EIE iR Bk BIUEAE s il fo M2 1ol B A0 K B0 7 I (1] Py %) FAdin N\ £ %
i, Sz IR (8] 38 %0, 5 B50ia0h #5101 R AL P 8 2 A B R BRI A

HE 4.3 F1 (b (o) () FTLLEH, EFRMFEREESEZM T, EREERE
B B A AR AT et UL P B 1Sk O RS Bl 0 s R T v BV IR, SRR RIS TR
TR PAAT; FLIER 48mm BARFAE A PR GBI B foe sy, FLIR 42mm [RARRAE sRIGE IR FE IR 2,
FLIE 36mm AR G R IR Bk . IR 4.3 ]2k 4.2 FTLAR IR, 5 20k 1 bk R R
T FE S 3 A R — A, XU BE B AR o FE 77 [ il B2 4 A B A6 DL I B R g b,
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Table 4.2 The peak temperature of panel feature points

MR 575 3# (FLIA 48mm) 44 (FLIFE 42mm) 5# (LA 36mm)
CHO1 426 323 373
CHO02 369 330 260
CHO03 367 317 245
CHO4 399 309 266
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Table 4.3 The peak temperature of upper shoulder and lower shoulder
FHERUREE (O
ME S B RRETE 2mm BE R AT 2mm
BUBEON  JEIRON mrEEM B

CHO1 426 425
CHO05 485 482
CHO02 369 411
CHO06 482 456
CHO03 367 419
CHO7 408 466
CHO04 399 413
CHO8 417 469
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Fig. 4.7 Temperature-time curve of test
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Table 5.1 Aluminum J-C model parameters
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