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Statistical analysis and optimization of parameters affecting the hardness of butt joint
cross-section of Al7075 produced by FSW and SFSW using RSM and desirability
approach

M. Vahdati*
Asst. Prof., Fac. Mech. Mechatron. Eng., Shahrood Univ. Tech., Shahrood, Iran.

Abstract

In this study, firstly, the butt joints were produced from Al7075-T6 alloy using friction stir welding (FSW).
To this end, the RSM was selected as the experiment design technique. So, the factors such as: tool rotational
speed, tool feed rate, tool shoulder diameter, and tool tilt angle were identified as the input variables. Then,
statistical analysis and optimization of variables affecting the hardness of cross-sections was performed. In
attention to the high value of desirability function (0.976), it could be found that the procedure of
optimization has well fulfilled the pre-determined target. In addition, the optimal condition has been
confirmed by implementing the verification test. Afterward, the butt joints were produced using submerged
friction stir welding (SFSW) based on the optimal values of tool feed rate and tool tilt angle. The obtained
results from analysis of experimental data, confirmed the accuracy of regression equation. Furthermore, it is
shown that the final model can predict the MHD parameter with an error less than 5%. Also, the linear terms
of the tool shoulder diameter and tool rotational speed are effective on the hardness of cross-sections of the
underwater welded joints.

Keywords: Statistical Analysis; Optimization; Hardness; Friction Stir Welding; Response Surface Methodology.

SYPTTYAYY o (oS8 e TPPYYAYY ¥ il ¢ Jgte odiossi #
vahdati@shahroodut.ac.ir :S5g xS Gy (o 0]



er SFSW sloukiaT 9 3f ool AIT07S ST od 43 o JUail o 5 i i 51 5ig0 (510 st b o5 gt 9 5,07 ol | 155

Sz s adlhe 0 sl Jlail iyl
g Jlail (b ploctnl aipin 5l ainge bulpd 4 olws
59 AA6061-T6 5LIT 51 sYlasl FSW a8 5l eolail b
Loeotags ool po DN sas g Teaiss, cunis
ool Las esls il yly Judow 9 (265U g, 5l oolaiul
i Al s o 9 Ll Shgs Loy &S 00
Jasl iy plSoid (59, 2 1y S teS g it
&le

L awslio 0 FSW ol o (g09,9 &)l ax S
“p ey w57y (nl b el feS ai5d (5, Ssz a8
sl olazsl SKlhaol ) SKog> ;o biges Sub
o VY] das s &) poiesll piu gl ollee
Sls 2l G BSES 25 (g oe (IS (nl @35 pslare
Sone 1y Jlail (SilSe olgs ciin slos als b g
sl o (2B GBS el (nay apis
Sl oal a3 I IS 4 sl Cdl> oo Jlail sloas] )3
Lyv-vol

Ol g e elenl SKhol o, Kae> ol
FSW auld 5l sl ssage Joe olsie 4 (SESW)
oS Sz Jlow Glaie a ol ‘QT 50 a8 Sl oals B as
b hBgy palas 1o 1) s S5 g Cal ool ool
sl sl anTp cul IY - VAl w8 o L] g L]
Sl sl 5, Sig> 018 (b o Ol 4 el
ooliul pgeinagll Slasldl sl (gloo s b 4 5,00
LYy o vi] oss oo

s3I FSW/SFSW slaasTp o 5w Jligy
als o)l 4 bges o5yl Slles BB 18 pgriiagl
ams e las ol Kamgn slaasl [ve-YY] el il
Sortp 4 ite IS S Jlw lie 4 O 5l eslazl a5
s paizell LT (g a9z o Jlail o areS
30 593 sgm 5l AYE 5 YOI 05t e )> Sldae LB
anlp gzl gyl Slles poedl lajl]
sbml iex ailaie o 1) ooy 4>l Ligas FSW/SFSW
[ QCAN/IOS: R K ORI USTC SN | S8 4 IRVC g%

* Lap Joint
* Submerged Friction Stir Welding

doddlo —)
6 Sz o] 5l ool b pgeieasl (slasldT Jlas!
el 039 axlge cogiio SASia 5 Pluo b o)lgen (29
b 8 JHES 5 0y (S5 gzmen onlae jop [V 5]
A6 gz (SlSa olys 5 CohS o 0sd (5 g
Aol SO oedhee VA ans 8 g,cp! I 08
eilzzdl Sl ) Kisr b b aal> cdl> 5, K>
[¥] "(TWD Sl 6,52 dnsge lawgs  (FSW)
sl o K> sl lazl o FSW aiyT3 il dnwss
9 0lge 31 (6 boms (Sl cdalsl 1o g o 031> Arwgs pguinagl]
gle o suld Gl s ad s 5 4 ol slasl]
GRSl ol (sile 5,055 L lgn (ypzen (goasis
Sl Jgol [5-F] 518 05,15 obys sloosle 5 (55l
ool ool ylis VS 0 «Sleds & y90 4 FSW o],

Downward force Welding

l/*" Direction

Tool Rotation

Friction Stir

Retreating —»{ ‘éAd ancing
Side D ide

[VI FSW w18 ol ol Jgol -V JSio

als g, ,lSlog Ses adgs 4 e FSW an1 )3 (ol 2

S olo> syl I osdee coladl adlaie o
Sl 95 L85 Al Spd e oaline Baskd ;5 osllae
ek Pl )l (siluae jslie 4l
WU e Jlasl g pddllasl 5 oaaS el
5loslatwl b1, FSW ais1,8 (694,9 slo yunie AA2014-T6
oS oy oles @bs [V -] wogas o s g, Ui,
O b amlie )5 (g A awaia 1l (5l oolil
5 =S el sl A mie oogye awaia Ll

! Friction Stir Welding
? The Welding Institute

¥ o lois /14 098 /11A] Jlw /o 4Li g Lo jlw Silso



1Y | Gasg

P SSEsr Cepe GRIE L e o
dpeS CunBye 5 Wlioe AU @, 4 (Sabe 5 adlate
WS IS e Sk b, e Jlal e
Irs s vol

e et 4 e g8 o Sglite dwais
@ b e e i Sediee (S
L¥V] ogs o Jols jloog), awain b o 5,
s s g Skl Gl Gl AU gedse
g als JEle il @ e o5 Sl Sy IS
o Tk sy Sle pohe Sgbee (e e
9300 5 g St aed Sedly KB i BaiS 4 e
wlsss sl e adlaie o aeslie LIS 5 plazdl
e

SFSW 5 FSW 055> ;5 oods aloel cliios 1 (6y5,0
e g Solie g Eyiie lapdie oS amde plad
2B le Gl jo a5 W AF oo 56 Ll (o556 ahade
Wd)S IE ey 090 Jies Dypo 4 gl 51 S, e
s FSW sloos] 3 sllie 5 CobilB b azgi g0l 51 el
phse olles gl eslasl s SFSW
5 2y iledse (sylal Jalos iy cnl 39 oo gaiangl]
Jlail oo ghile (B p See slayially (gileane
el wild g0 ol 5l Jol> AL7075-T6 5LV CJ &y
b by Ol VG“’L’ gy Oy usbie a b
Gl gl Llos waslsl o as ol Lk
Pl & woad sy I 2y ablie e s Sise
25 5l ooliiul b ygem S, SVolae s 5 oo )
5175 SBodlS (gams 5y Julos 5 % il ly 5T 51 Lol
sl jeiie 56 ST e (8,5 8 s 0
Sl Ssrte €5 ol Shsd S yzmen wul S 50959
20 ablie (3 Il Sl aggly o 1l ails s
4 odzg b cdS 18 adllas 990 oud ady oYLa]
o yage SFSW g FSW 055> 0 oals 9,0 lidsd
siiie Sliiod b awglie ;0 9yt dis g sly Gl

995 o piie g5 50 Sgls 5 pled 1l wle oud

? Response Surface Methodology (RSM)
* Design of Experiment (DOE)
’ Analysis of Variance (ANOVA)

¥ o lods /14 098 /11A] Jlw /o 4Li g Lo jlw Silso

s FSW a1 g0y o Sadpyas ol las AA2219
&g IYA ] oS 5 K5.[YV] s o &) SFSW
4 SFSW a1,8 5l oolannl b 1y wils 5, (548 AA2017 5LJI
4 S 00 Sl Jlasl S sls ylis gols .aissils, plol
e 3 slie ) el 0ad (Fade s jlre 4l 5l
Al-Zn-Mg-Cu 5LJ1 FSW/SFSW (¢, [Sisg> ;o 55 (Sa
I ] el o osalice

ol 5l Sl Wigioe e @i ez
5 KLer Sy (g S (Gezen (6, K0sx
@ 2l polate a4y (pliie 5l (o895 WAL (G dwais
by oalacel dibaie ;o Jlasl o diin e Ll 0
ST I oVlal (25 g, 5 esland
Jdos [¥Y] woges odgs SESW aiTps o 1, AAG063
S Sy Il o dais a5 ols lis esls il g
Sl (S w60 Cepe g
Chegi o s Alasdl adlaie (SR n 639)9
Jlasl pass plovnl ancin 4 gliws oz (50
5 oS Sk gk oelol p SFSW g (slagyses]
wad plxl AAG061-T6 LI 59, 5 ol a3, G,
Sl Gl Slge caep Ll 3l &S sls olas b ¥yl
ged 535, &Bly Jlw gl pals g Il syt 25
2gder Jlail (oaiS plSouil (2181 4 it

a5 ab osalie AA2219 5UIT SFSW anlp o
Seett wxge swre e U lnl Glhss Ce s 0l
Sl (iS85l AL 8 g g Jlail it
Lol sl polis 50 Slso ey a5 ol [YF]
85 el ol B (T e 298 0l Ve
Oyl GlBl L g Il (SBL alazel 51 bl
P g Sy GRIE L nl p edle el (5395
S dieS Caxbse 9 Wboo GRlPl (Sade s adlaie
NS a S8 Ghex Sy 5l g 4 ((MHL) Jla
g gl b TSP olexdl dihie s lges
PO [ TR SROPIOI N 1 o IV FRUSNPC W [T A S
Sor (S dieS CumBge (0 (S ke (5 )Kdg>

Lnge s .
Minimum Hardness Location
2 o
Stir Zone



er SFSW sloukiaT  3f ol AITOTS ST od 4t od JUail (b 5 s it 1 5ig0 (510 st b o5 it 3 5,07 ol | 174

Sz FSW ooje> 10 00l ploxl Oilaass iy 4 a>g b
SRl als Slad Glol 69,0 5 Olpl (Shed Sy i piie
Olye a @3B iy a4 cas Il Gladl wly
2 lan] 5l S e g wias Gl LiolesT (699,9 (slo juxie
S o et asals wB)S S e 090 o w0
4 gie 45 W05 s 4yl Slisle;T ulel 5 Jelge !

() Jsaz) o Jlas! (Il adgs
Sl 5 bl Julw 5 G o] Sk sl
odd wlgi VLAl (oo 50 qblie (S5 p Sse sl )l

owlesl z b ol -Y-Y

b Gy Olsie 4 zly gy Gl sy Gl ORR9R O
Jls 1351 50 [F1-¥A] 0.5 o 1,3 ool 550 (ales]
5 Gb Ol LSl o uly agy g 4 bgye
Ol S9zge (8ly alal) I caslie oo )& (8L (s,
PS> Ay Jan Sygo a4 ealS ol BU Sl egl o)l
D9 g0 aliigs (V) alaly &jg0 4y 4 390 0 oolaiul

k k
y=F+ Zﬁixi + Zﬁiixiz
i=1 i=1
+ZZﬁijxixj+£ (Y)
i

ST 3 30 BosT Sl e aials g ol Jalge - Jpuir
FSW

+Y +3 . -\ -y g sles JUECH

AWeo  Neer  Aee  $ee Fan pm N harad
e

\ A I ¥ Y mm/min S <
Gy

Y YA VO V'Y 1 mm D e

Al

asl;

4 /0 Y Vo . a0 A

Gl

G an gblin Sorwg S SBlyoul " s ‘.s.;ﬂjé
o (g S 4 o Jlail oo e ghale 3 S92
Siludse 5 )bl Jeloo gl bl plyie a4 el
L SFSW 4 FSW sleanld ;0 MHD il ol
2 Py Gl (iluaite g by argy bg, 5l eolinl
sobie 4 CYlal oje alaie alfan sble 5w

Camgllae g, 3l eslaiwl L MHD il )l (g3luaieS

FSW wiaT 58 (g5lwaints 9 bl Juloxs =¥
Gy o oLl —)-Y
el ads Jlail (oo gl o Sl 4 a2 L
ailate :slopl 4 adlaie 4w SFSW g FSW claosl)s
s ol sl e aiki JHAZ) o)l ) il
4 wyls 0929 (SZ) olicél aslaie g "(TMAZ) Sl
355 Bble (g Son Slyesd 2Ll 5 oy skiie
sslizul TMHD el )l 51 TBM) by 3 4 cos s3I
D9 s

Al bl (5w S Syl Glie 2 el )
aly 5 (g Sy Cod Jlail (050 glae ;0 S92 ge
el 58 4y Cond Sty S Bl Jlade o jle Y
VAL 59 oo drslone (1) ala,

n o 2
MHD =2M o)
i=1 n

2 ghie j3 At LIS (g e alal) Gl o
olass oizman sl by 58 (g S s g 9 JLa!
7 olos by el 008 (6 peSoslil oyl sy Koo a5 Lol
Ger B e S il 4 arg bl ead et
Sl b cnlpls il e Al B B 4 o
ool bl ) lade alS an bl 5wy See
e SlSe Lplys sl 5 opear g <V 45 b e

Syl Jlail o,

Oy 2 lans 3 ShilosT Jolge ol Y- ¥

! Heat Affected Zone

? Thermo-Mechanically Affected Zone
* Base Metal

* Micro Hardness Deviation

¥ o lods /14 098 /11A] Jlw /o 4Li g Lo jlw Sl



194 | v

SrSoilnil @i g FSW slagygasl (o>1yb-Y Jour

97 slapsie 69955 Sl e i
ozl oled
(MPa) qdus plSouinl MHD ;b A) Bl ol sl D) il s S) 94 5 N G0 sy

YaA A0¥IPY Y . . : |

Yay FeEIATY . . . Y Y

YAQ AYOQ/AYY . . . . ¥
YV FOVIATY -y \ -y \ £
YAO AYO/AYY . : : : 6
YAQ AYOQ/AYY . . . . &
9. YYD - . . Y . \4
YAQ AYOQ/AYY . . . . A
Y.y V0 - \ -y -y \ q

Yv. Fay \ \ -\ \ K
YAD VYPOIAYY -\ -\ \ -\ AR
Yv- VYVY/AYY \ -\ -\ -\ VY
YaA V-OYNEPY -\ -\ \ \ V'Y
Yoy K\avizal \ \ -\ -\ \f
e \ilidd] . =Y . . V0
YVo ARARYAR -\ \ \ -\ \id
Yoy VEYY/AYY \ \ \ -\ VY
YAA AYVIEEY -\ -\ -\ \ YA
ya. 4Ri4d] -\ \ -\ -\ AR}
YAQ AYOQ/AYY . . . . Y.
AR Al TPONFY -\ \ \ \ AR
Yoo V- OV/YYY . . . -v Yy
AR YVaney . Y . . Yy
YAQ AYOQ/AYY . . . . Yf
Yv- WYYIREY \ -\ \ -\ Yo
\ra¥ V1D -Y . . . \id
YAQ AYOQ/AYY . . . . Yy
YA AN \ \ \ \ YA
Y& KYediedll -\ -\ -\ -\ ya
Y&O AFA \ -\ \ \ A
¥ A . . -y . AR

¥ o lods /14 098 /11A] Jlw /o 4Li g Lo jlw Silso



er SFSW ST 9 3f ol AITO7S ST o 43 o JUadl (o 35 o i 5t sig0 Slo il s o5 slurdingt 3 50T ki | VY-

FSW 1540 51 gleigos el g o1yb - ¥ S

[FY] AI7075-T6 5T (o beousds S 35 ¥ Jgur>

(1) 39 > yaie ol
AR o)
O - B <9
YN -YIA 02 30
VY - ¥ e

N oal
9k opmlies
Y N
SIYA = +IYA s
Kl el

& ol g Sy Slles oS gy L (b
IS Gllas (20 ghaie TV 51 SG 0 ¢ o 0238518
SZ 4 (C) TMAZ «(B) HAZ «(A) BM dailis ,lz ,0 0
Gebate laggejl aizs 3 18 i 5 (y305] o (D)
oKiws 5l eolaiwl L g ASTM E384 o labial »
Sleel b oliee o alosl BUBHLER grins ity S
AN g S Y boply cad 4 0550 pley e g
aly B e oS cul 53w pY el as s s o

A (g pSoslail 5, VAT Ll (BM)

w‘).a ﬂii ‘G‘a> w‘]o ﬂl ‘WL\ )‘M.o ﬂO ‘d95 é.ll.) o

3 Jins oo olass b Sl Jolss ol po Bij 90 a5 5o
o c,..ub O 0l cavlive glas )L).ﬁ.o £

5 omlesl (b psliie 4 eolital 550 Il 6y

¥ Jsoo .ol [Y] Design Expert l33ls 5« bl Julow

g o0d G NSAS Sygo 4 | FSW (glagysesl lz! (b

can olawi (lee ol 5l A wes o lid 2l ¥ slaws

a5 el 85 el 555 e ot 53 9051

AR R
¥ Jgax .ol A17075-T6 5L ‘ui;il.oﬂ o ool iz

T6 Caxsg 4o AlT075 5LIT 5l oolel olaie a
sylalinl gllhe o do Vo Culs 4 5WT Glnio
I3 Sy (&l ollee cou [FF] AMSHG6088
S O 4 Pldl Sldes laml jo jelaie cpay a8 §
plxl wlakad (g9, o Kl 4z 0 FA- slos o g ceclos
walsl jo ad 8 5 aal aldes cou glosl ggb
sbo ;o g celo Y Cow 4y cgtas giloym ollae
Obl jo al pll lidad (g5, ol 5 sile ax s VY
B S ga o me 40 (5T Glmio

2 HI3 56,5 Il o¥sd jui> 5| FSW sla I3
Wl aSle 5 2hb (g Cend o o)l by s
Y J5%)

Oy 00 s Jsel p Golate FSW (sla g0
LY sz jo g syebly oS3 1Y Gl 5 dnnie
(¥ JSs) Buls plel FPAMK . Jlas a5l 5,8 cyuiilo 51 oolazul
Ao oo HLas 1 eads adgi 4y LI JLail 5l glaiges F ST

5 sy eVlasl b ablie e 6 pSojlul slp
wblie (s3Luoslel (sl agycnl 5l ot oolital 5,50y e

' Quenching
? Vickers

¥ o lois /14 098 /11A] Jlw /o 4Li g Lo jlw Silso



W | Gasg

A V0

@& ot ) il HUa jo St S ojlail -0 S

Jelos a1 50 Fso slo ol )y 5 by oo plos 2L,
s e [F0] i sl 55 5 & T,
T VS WO NECINEH SN (O Wy
o 2ol o il g 5a0UT 51 Jolr s o Jpur s
Sy Vel (b0 @blis MHD juel)l 6l 1) Ggam 5,
223 o oL FSW a3 ;o oas

O & boiye P luiie b jl ojle o oog g
Oils Sy bgpe P jlade azje 050 00 atie o)l
welg> i Joe )3 Sile gl )b gre il S
5 ol s ol 5 @ = 0. 050zl b (s s
5 G 6ls b9 D sl e sl oy sl
30 Ll Sl G o Jolb) NS il o)le
2 Fee Shle Giftege Slpe 4 Ol ori E5
Sy &S Sl 53 4y p3Y ol Syxe MHD i)l
Olye @ oSy gl Sl agly g Il Sle
aslis MHD bl p fse ole mogar g Omegd
g s

pos Osasl Sl osesS) e Como puyn Gl
pac O}c}i Slosime pas ..\....b b ogd oo oolatul 9&‘)"):'
a4 Jow a5 cébye olei e fPrack of £710- 09 o3lp
“ole 29d Biln oy 2 990 slaodle p Wlgioe (29>
Filn pos o903l wgdee oanlia T Jsaz s a5 b
0ad &l Joho 4 50 g Cens Hlo gine Fnly e sl
Ot N Gaw 3w oo lis 1) bacsls &gy o9 4
9 Foe c0geS ) lepen &5 3,5 o0 Syge Sloj Jelos
polie 4 az g b,y opl 51 LF0] sl Sgept o b3l pac

* Regression Analysis
* Confidence Level
® Lack of Fit

fb}m/h o,,#/\f“,jh/lbe,bﬁ,lbe,h&yl&n

JRCEN[ K RFOTICIN T ST RPN 2RV I [PRNEPINN
GRS sladigal slaie (s i eolinl (1S (g
s g Sgee sliwl, 3 'ASTM E8 o luibiul gl
o esbel g gl sl TOlS g 5l sslatal b T3 sl 2]
oS oliws 3l eolatul L olagl 5l SO e e
lod o 4o » fadeo ¥ 9pty £5 L 5 INSTRON
bS8 RS gl e 31

MHD el rimsien G9o3! sloosls cus 5l
als (oo ablis SISy e 6l ) kGl
2,5 wblic MHD jiel b aculos 5 (6 505l gl .ol
5 ol pubes alSoiul polie olyen 4 oy EYLas]
sl 0ad 70 ¥ Jgaz 53 GRS (1905
@l Jolod g 4y i 7Y
shesliul b (aagyy cnl 5l Jol> sloosls Julowi g 4520

&l sloml jshite &) Gaizmen 1395 e plal | il ly 5L

—/ 3

Spindle

=

CFSW iyl 8 5 od & o JLail 1 laiges -F JSCi

' American Society for Testing and Materials
* Wire Electrical Discharge Machining
* Analysis of Variance (ANOVA)



er SFSW ST 9 31 ol AITO7S ST od 4 od JUail (o2 o (i 34 5i90 (510 st 1 5 Sldingt 9 554aT ki | 1YY

sl szl e |y oVlall (o550 oblis MHD il
“oles 09 (St «639y9 Sl > p g FSW
Gl e o 50 wgi o ovalive ¥ oalaf, jo a5 ob

—— Normal Plot of Residuals

99 |
i =]
ss_i [}
> 903 &
S 80- éj
S 70 &
8 &
Q- 50
X
T 30-
g 20— <,
Z  10- [
53 - - Color points by value of
7 MHD)"0.54:
1 - 51.8907
22.4993
I T I I I I I
-3.00 -2.00 -1.00 0.00 1.00 2.00 3.00

Internally Studentized Residuals

Lodibe Jboy & j95 —F S

Sole oS o9h o0 alaxde SAl 58 Jsux 0 e P
Ol el Fga e o hiln pae O)le 5 e g S
Ot (St 9 o yo 4l (Bl Joe (2l )
2B 9550 «(5999 Sl ymiin I (ml Blsie @ Gsly jiie
e BT

Osol 5o eul (8ol muly Jola &g 4 onile
S Oge S ) Joe Bawgi 0ad (St el 9 (2
Sogai 5l baoaile Jloyi qujg como (95031 sl 0500
FOUSS o a5 jeblen osd o eolin] oyl
Gopm Comly s Sl Ligee bosile g o omlice
O pae g oo Jlepnd p (Gee selpd g WS (o0
3,05 59

St Syge @ |y MHD il (g0 )5, aloles
IS oo 1) o (6 JIEAS (53555 (5bp e

(MHD )°5* = 37.88 — 5.82N — 0.17S — 6.88D

+4.874 — 10.81NS —9.01IND ()

FSW uiul ) 55 oud wlgi c¥lail (06,6 abolio MHD yial)ly (gl g )55 o 3ol Joo (ilylg 5067 - F Joor

sl a0

P jlads F jlage Slayo Sle Slay o Egazo R g
ofeeeY YA VYA AYY/AA 5 sy Jove
o[+ o X0 Ve/FY Yev/-a Yev/-a ) Oyl Sy e ) N
-[AYYY NOOSxY - IV ) Ol opin ¢S
ofoe A VFIFO YARY YASIYY ) Gl 6ls 8 D
“[AYY VIYE VEY/FY VEY/FY ) Gl Gl aggl) A
[+ YA B VISIAY VISIAY ) NS
AN FAA MM ) N.D

- - VA/f- ATVl Y¥ auile sl
<[+ YA YIYY YOINY ATVl YA Sl s

- - $ Al s

- - - YYay/sy ¥ Eyae

¥ o lois /14 098 /11A] Jlw /o 4Li g Lo jlw Silso



WY | Gwsg

2 5l Sl agly g 5l ails jhd Gl bl
abaxde a5 jgb len .l ool ool lid (G -Y) IS
Saie SO e Glnl als Jhd e g edat b oosd e
W b)) 4 cad Gl Gl aygly melS e
5 g s B 4y jomie sl Slimil aygl; rals
ST St A e 45 S5 00 JLail 550 50 4l 518 olse
b delg> Jlasl oo, alaie

Gl ams g g jlwainge V-
Sl At g Olgie & Cusllae g, R ool 5
aieS gl ol an [F0] 5,5 o )13 ooliiul 5,00
Segllas ool plo sl (MHD el )b) by s 55l
Dgdge iy x5 () alwly Ojg0 &

1 y<L
U-—vy\"
d= (—) L<y<U )
U—1L =Y=
0 y>U

5 sl S99 oS @ U s Lol yial)ly (358 alall, o
A S Comgllae 2l IS iz @ Al Jlade oYL
polae Cownl a0 Gl Gl S oyls (1) f‘_,’_;ﬁ Ol
Sobuss (159 Hlade (gt pl Ho 0ed so colaiul RERVS
b g0 5 Songlhae Wb xS )3 g 3gdoe 26 SO
a5 e Arpgy S D s s sl iy
Coglhae &b Hlade 0 5YG L, Al (53959 slo ke
MHD ol 5l anseS polie 4 olows cyz (+/AV9)
ABs o ylid
Ol «aslhe al (VU Jlade 4 4z g b ool ol
5 Bas (imalonidon job 4y (oile e Wy, a5 b0
ebemdw‘usﬂa.cswbu)wabomww
@7 0ol e el oS5 g NiSame ol
S mlaS b fledee VA ALl a8 a6l Lawgs
4 S5 polde yo Il Bliml gl 5 (g9 pin 75 (S)e0

? Desirability Method
4 Weight field
* Target value

¥ o lods /14 098 /11A] Jlw /o 4Li g Lo jlw Silso

5o ,le Cosal oy 4 MHD Sl » sl 89,9
&5 9 olnl Sl gl Gll Slhes Sae s lnl il )l
995 layiie alsi b izen Gl 5p0n
Ly oo Jol> Gl able Conal cudp a4 a8
2 Shes e o Jol g Il Go 0 E5 50 S
sl il la

LHD gl a3l ohe akad, [F7] colsy)]
a |, FSW anld o 15l (o908 TF 9 S Ceym
5,5 @) (F) alayl, & g0

T N2 \*

(HI) or (a) =K (m> ®
ey 1V 0dle gd (glood (T lod diion T calaly ol o
Culgh Glee a @ 9 Kog )1l gy 2555 lpl (Slheo
Sl Ll el o camlin a5 jebles s oole
@y Sl ceslite Il (Slhsd Sy b s D j50 4
900l 5 oS oo S lpl G5 5 L osSae D50
Rl Gorie 5 B g ) Gl e Sl
e 45 A aale ()l APl wais s Gl e
4l jo caSagr Slgw, Sadcd,s 3 Pl 4
doolonl JBz als b ogcnl 51 LFV] 05 o g
LEA] gt 00 il oo Jlasl SLlSe olss

Sbpie cux p gl e Lol (S
e (§ et dw lalages Sjse w4 lgioe 1) 699)
(@l -V) JSs o a5 sblen ols lis YG’*’L’ 49,
S soyelil polie Glojes @ilais 09l oo osalie
@ liws 4 e andon mhaw ;o Rl Al Jlad g o
S b ggdee nl sl oo MHD llly jlade o eS
4 e &S Gl (6, b e dilate o Cgllae (ilacél ol
(e g 4 e 5 oah S Slpdb spas
S Srpe S rimen i waly Jlail o gt
(4285 5 590 VYo ) jlade o yiden jo I3l (Slygo S s
Fagske YV a5l als plad Bl sl e
2950 MAD yial)ly jlade falS czgo

! Heat Index
2 Surface Plot



er SFSW ST 9 3f ol AIT07S ST od 4o JUail o 3 o i 5t 590 (510 g 1 5 shudingt 9 50T ol | 1V

A(degree) > i~ ®
09

D (mm)

A 9D 15T oy (2)

21.00
\
18.00
15.00 "\ 1,200
D(mm) "\ 0
12,00 \\ o
\ 640
\—7a0 560
9.00 400 480 N (rpm)

D g N ;5T gy ()

FSW uisl )8 51 Jeol> o¥Lail oo e ablio MHD yiolyb 63959 (sl yuiio il -V JSCio

Gl axs (3031 9 (53w aute I Jol> i —F Jgux

FSW wisl 8 (69959 (s yuicio i polio -0 Jgur

) LESIRWIRY

U TS L R N gy e oly ke ol rRie £98
A1 oYY Y 00V/-AF  MHD gl AV /Y rpm D3 s sy
#YI0] mm/min Il ke 25
2isT 33 55 BT ol i Aol g ile3T Jolge ¥ Joui ©993
1700 ol Sl 9 o) 952 VAN Y mm iy ails L3
SFSW
v 150 Gl ol ayl;
R . -\ »15 sles I+ axr,e Iyt Sl dagly
00V/- AP - MHD el
\Y. - Veoo A e pm N Il Ges cepus
Y\ \A \0 mm D Sl als s

N e B O ¢ I WIS Y\ NS S VI
Szl gl 5 510l S9rien 55 polie Grizmen (Y Joux)
9 oo FSW 01,8 51 ool o s aigy lade 0 3]

uwl.oﬂ =l -y-v
99 olasi (b cpl 5l AT aws o plas dyzl Ve slawi b g

b aalss IS5 e el (655 50 mobaw )0 (y303]

g b ol Sl BB o) ploxil 4 gy polis
R R T BT S P ES (o
Sy90 1y B (6399 sl piite Ay S 5 et sl

(F Jgaz) ol |13 0l

SFSW s 8 (s5kwaints 9 )bl Judoxs - ¥

Ol i gl 9 Galojl Jolge ooloil -1

Olsie 4y 5l Slheo cae oo g 5l Al Jlad aSyl 4y a5 |
auld o MHD el fise (s Slle o iage
polie aSnl a4 colie b g (F Joaz) wios aislis FSW

a5 gl FSW aild (609,9 slo e agn

@ )lpl g S gl Als S pkie 50 (B J9ux)

¥ o lois /14 098 /11A] Jlw /o 4Li g Lo jlw Silso



Wo | Gwss

(67650315 g 9 SFSW (slayg03T (o>15b A Jgar

75> Sl sie $%5,5 Sl e i
O35l 05les
(MPa) gl oSl MHD 44 D) s L3 N) 55 et oo

YA Yov VO Voo \
AR YYY#Y YA Voeoo Y
Ty \fas VO Ao Y
Ty VYangy Y Ao ¥
Yyv YAPID YA Ao o
YAD YYO/IAYY Y Voeoo I
AR YYY#Y YA Voeoo Y
T Y¥-/0 Y\ AARRS A
) ANV 1 Yo a
Ya. YVYIESY VA 12 V-

sl gl -Y-¥
) 2eSd o J i od ojpo ar Dlabad (6,515 A S
Acgozms Wl oo odalie a5 b len amo o lis
5 5 o il e S e Sl 5 e
odds g s Jgol 1 Galaie SFSW (slayg03] ¢ s sl
2 Tk bl oS5 Ve Bl g dedde A5 0
oLl FPAMK. Lo 35l 558 oowile 51 oslisl b A Jgur
5 o oy o ay o sl | glaiges & S

2o oo lii 1) SFSW A.J)s

SFSW uiuT 3 50 od 4 d Jlas! 3 glaiges - JSio

wl b oalie Ojso 4 el it sxSoll Gl 4
o “'2? oD 509‘_‘;‘,@ oolaw! S o U}‘o)‘i )‘ FSW u‘ (59"’ Q}i" )‘> M 4':9‘0'3‘“ 6}5)|)§_A J‘u

fb}m/b a,,&/\f'“.jlu/lbe,l&,he,h&yl&o



er SFSW (gloukiaT 3 3f ol AITOTS ST o 43 o JUall o0 5 ke i 1 5390 (5U0 g 1 5 Jkint 9 50T ko | Y5

2 e ke plil polie (59,0 bl aly 518
Sl i 45 2l o e FSW cy505D) ¥ Jsar
3) o] JISllKe YAY (g5l 0 (6 S0l ol
5 OIS 55 Gl b S0 (som 51 (FSW (5051 ¥
Jlal (Sl olys Glgior inin oo oS L
Aol polie ke wgycnl 5 ity S5 1y (hex
2 T SESW an 1y gl 2l 5l Jol (g 518 el
ks ol i &5 23 e A par
Vo) el JSwblEe FYY (gslae o (g sl
Slaol ) Kbsz ais]b 2l el plis SFSW 501
&5 ol bl Soe Lol o oblaxél
515 ol ol e Ao ] dilys (5, 5SS
4 e 5 oo oWl glabasde BB Do 4 ) e
FSW anl s 5 ol ibgr Jlasl aalus olys <)
Sgd

s 2ol i ol 5 51 ol gl & g
Sy Vlail o850 @blic MHD jially sl 1) 9em 5
a2 o L SFSW a1 jo oalds

Syge 4 1y, MHD el g 35 dolee F ala
IS o ) o (g SIS (5395 (5la e I oasl

(MHD )% = 1016.73 + 54.88N — 63.11D

*)

a8 ygeil 5l oVl gl plSociul (65503l (sl
ébLa.a a ‘]95.))4 MHD )AA‘)[J dml.?us CJL.J O oolasw!
polie ol en 4 SFSW sl 5l Jol> oYlasl g
zo A Jgaz jo as o551 51 ol pbs plSoil

] 00

2 ol 5 435 ~O-F
2219 ¥ Jgaz o g0 MHD pal)ly polie avslic
Oliwe a5 amo oo olis (SFSW anl®) A Jgam 5 (FSW
20 ghie ;3 35290 A5 4 Bblie (g S Syl
4 SESW anl 8 jo sl 518 (St S 4y Cond Ll
G0 Oile 4l ansl als glabasde LB oo
o HAZ § TMAZ SZ 45 4w sble ooew polas
5 Cowl 0uls o3 BM) aily 518 5w 4y SFSW anlys
szl 5l Jol> bl (5w plie )0 F9e Sonte
el 0 Jool> Ol 5 0 solazel SKlaol o) Kig>
ol Xiegy ple Sladss 5l Jol> slasgliws @z
REXYPPR ] ol 3,90 |, [y 5 YAl

(A17075-T6) a3l 38 b plSouiul (Ko (sgu 3l
55 ol ) i o5 ssbfad el JEllSa ¥+ (o5l
SBhol (5, Koe> o logas S MDpS ey Wb
- & poiesll pdu gl Slles slagll alacel
o ek ol pslie gy o0 WD (nlply waas
s a5l S FSW a1 b ol 2! 5l Jol> (g

SFSW syl 5 5 oud aulei SYLail ooy ablio MHD ol )y g1y ¢ysmm sy 00 5kl Juto il slg 5067 - Jgu

sl a0

Pl F o Slagyo eSiles Sl oo il g
ole-YY YA Y- QAY/EY FARFVIYO Y Oy Jove
ofe By Ve/FY VA-YYIEY VA-YYISY ) Oyl Sy e ) N
<14 VE/FO YYASY/OA YYAQY/OA ) Gl 6ls L8 D
- - Vag.xy - VYVYx) - Y oails (gllas
-/ 9A YTy YIYAY) <8 WYYY)-F 5 O3l pae
i - ) LAl s
- - - VEVEX) - q Egome

¥ o lods /14 098 /11A] Jlw /o 4Li g Lo jlw Sl



WY | Gives

Sorim T8 50l Sliss Se e 00 Jol>)
Fell p Fee Shle (e Ole @ (Ol
o 4Ll FSW a3 ;0 MHD

MHD jel)ly (g5, oo ZolaS 5 oMo
g 5 Gl pae (yge3] Lo FSW an T8 5o
@Uls 5 85 13 ) n 3j5e Jlop Jloz]
Sl (G 9 oy ;0 a8l A3l Jow
28,5 18wl 050 by sl

Sl oy 3T 51 ol G, SYsles
o gblie MHD il olis iw i
SFSW 5 FSW (slaani o oad adg oYLl
oo (elss 5 (o SISl plgre 4
Ol gycnl 51w )S gl wnld s
$o9s Sl I ol oS5 bl
Gy yebly et 4 olitws lp anld
D4l ez

FSW oxl3 0 MHD jl,b (yguw S, doles
nlb (53959 slapiie ot b o5 ol i
Sk 5l asle Sl o 4 el gl
9Ol Szl gl Il (Slhgs Cae e Il il
D3 oyt E5

SFSW a3 o MHD 2l oygms S, dolae
nlb (53959 slayiie Jas b o5 ol i
kbl asle Coeal cud i 4 ol gl
Sl mizren IRl Slhss a5 Il alls
Grogshen VA) ailoo grlas & S 3l il las
wloo v & S I3l Glhed Sy 28
Fall jlade el corge (488 o jg0 Vet t)
54 o0 MHD

a5 ol Glis by 4y, S slologes (o) 2
5 S e oyl polie Glojen gulas
Sliws @ mle alidoy mhaw jo Il aild s
ezt 958 o MHD bl jlade oy 528 &
Soop Ll als Jhed cess g elas b
@ Comd R Sl aly 2al (ere jlade
MHD yal)l jlade ol crge ool gL,

D s

¥ o lods /1% 098 /11A] Jlw /o 4Li g Lo jlw Sl

bt b ogdie samlie £ oakl, o a5 eboles
Cosal Coip 4 MAD il anlb (53955 slo e
S Hsbolen Il (Slhss Sy 5 Il all a8 sl o le
Comnd Hlpl ailss a8 ol58l e o cdmlive Ve S o
R (Shes e Gl 5 oo VA) ails o &
DR rge ((adds p je0 Ver ) albs a4 Cos
4 a5 cwl S8 a4 pY ed e MHD gl )l lase
Sl Gl 4 e 25,5 all ks Ll S,
T oS 0 oo (SEaol Ol wais g Jlail a4y 69555
el (orizmen 090 Jlail (Sl (olyS 2als 4
wolasel 3 cdl 4 o il Jlhes ey v 5l iy
a |y Jlil e gl e GialS &S sy3e 3

bl sz ol per

210~ Actual Factors
B A:N = 1000 rpm
265 B:D=18 mm A
260 |
(]
I 255 —
=
250 —
245 —
240 |
I I I I I
-1.000 -0.500 0.000 0.500 1.000

Coded design level
&blic MHD yiolyb oD gN ols piio ,5l -9 i
SFSW uiy] 18 31 Jol> w¥lail b ye

Sy i - ¥
2 Fye syl siloane 5 bl Jelos lis cnl 5o
adg AI7075 5LT L 4 o Jlasl po e ahabie  iSew
a9, Ly, 5 eoliwl L SFSW g FSW slaassT g ,o onds
3ol e @lS ) plowl 4 iCongllae b 5 by
gl se 4o 5 )90 4 Giagh G
bl omibyly 3T I ol b ell @
NS Lol &l g Gl il ,ld) D sl a5 5



er SFSW (sloukiaT  3f ol AIT07S ST od 43 o JUail (o 5 i it 51 590 (50 st b o5 gt 3 5507 ol | VA

[5] Steel RJ, Packer SM, Fleck RD, Sanderson S,
Tucker C (2013) Advances in FSW and new
applications. Editor: Fujii H, Proceedings of the 1st
International Joint Symposium on Joining and
Welding, Woodhead Publishing 125-127.

[6] Thomas WM, Nicholas ED (1997) Friction stir
welding for the transportation industries. Mater Des
18:269-273.

[7] Gite RA, Loharkar PK, Shimpi R (2019) Friction
stir welding parameters and application: A review.
Mater Today-Proc 19(2): 361-365.

[8] Woo W, Balogh L, Ungar T, Choo H, Feng Z
(2008) Grain structure and dislocation density
measurements in a friction-stir welded aluminum
alloy using X-ray peak profile analysis. Mater Sci
Eng A 498(1-2): 308-313.

[9] Jata KV, Semiatin SL (2000) Continuous dynamic
recrystallization during friction stir welding of high
strength aluminum alloys. Scripta Mater 43: 743-
749.

[10] Ramanjaneyulu K, Madhusudhan Reddy G, Hina
G (2015) Optimization of process parameters of
aluminum alloy AA 2014-T6 friction stir welds by
response surface methodology. Defence Tech
11(3): 209-219.

[11] Rathinasuriyan C, Sankar R, Avin Ganapathi S,
Senthil Kumar VS (2018) Optimization of Welding
Parameters for Friction Stir Lap Welding of
AA6061-T6 Alloy. Mod Mech Eng 8: 31-41.

[12] Liu HJ, Fujii H, Maeda M, Nogi K (2003) Tensile
properties and fracture locations of friction stir
welded joints of 6061-T6 aluminum alloy. Mater
Sci Lett 22: 1061-1063.

[13] Guo Y, Ma Y, Wang F (2019) Dynamic fracture
properties of 2024-T3 and 7075-T6 aluminum
friction stir welded joints with different welding
parameters. Theor Appl Fract Mec 104: 102372.

[14] Cabibbo M, Mcqueen HJ, Evangelista E,
Spigarelli S, Paola MD, Falchero A (2007)
Microstructure and mechanical property studies of
AA6056 friction stir welded plate. Mater Sci Eng A
460-461: 86-94.

[15] Fratini L, Buffa G, Shivpuri R (2009) In-process

heat treatments to improve FS-welded butt joints.
Int J Adv Manuf Tech 43: 664.

[16] Sakurada D, Katoh K, Tokisue H (2002)
Underwater friction welding of 6061 aluminum
alloy. J Jpn Inst Light Met 52 (1): 2-6.

[17] Derazkola HA, Khodabakhshi F (2019)
Underwater submerged dissimilar friction-stir
welding of AAS5083 aluminum alloy and A441
AISI steel. Int ] Adv Manuf Tech 102: 4383-4395.

[18] Rouzbehani R, Kokabi AH, Sabet H, Paidar M,
Ojo OO (2018) Metallurgical and mechanical
properties of underwater friction stir welds of

Sz FSW a3 (60959 (slojeie iy polie @
zlpl MHD bl ok megie 45 (olows
O AYE Ll conglhe &b jlade g8
b 4 Gle A W, &5 ses el
Ly end e Gl 3l Boe (sheleaibse
| 0 g00 d.az.o s;.as.Ua.c F) wl.u.a S yg0
5 Gl a5l Jol mls le Sl M| @
g Como (s, § 5l 5S) (g IS amo ygej]
dotr w5 5 O Sln ile A Wy, B0
3,5 ML 1, FSW 0013 (699,5 sl purie
FSW sloosl s )0 MHD pal)l polic awslia @
Bble coew polis a5 was oo las SFSW
chic & 3le HAZ 5 TMAZ SZ &5 4w
Glasz wnld gzl 5l ol Jlail oy
Qb e ol e alidl Sl
polie 10 (g0 Sgupe 5 el cal Uy

Mi)s sl (e ol 00l Juol> (S
Fr ool st 5l pSene L SFSW
b a8l jlade aiinn il (5 5SS

a2 +l& | (glalamde LB & jgo a1y oe 5l

o JLsl ks ol ol e s
895 FSW a1 3 5l Jol>

&=lw-0

[1] Tamasgavabari R, Ebrahimi AR, Abbasi SM,
Yazdipour AR (2020) Effect of harmonic vibration
during gas metal arc welding of AA-5083
aluminum alloy on the formation and distribution

of intermetallic compounds. J Manuf Process 49:
413-422.

[2] Pujari KS, Patil DV, Mewundi G (2018) Selection
of GTAW process parameter and optimizing the
weld pool geometry for AA 7075-T6 aluminium
alloy. Mater Today-Proc 5(11): 25045-25055.

[3] Thomas WM, Nicholas ED, Needham JC, Murch
MG, Smith PT, Dawes CJ (1991) Friction stir butt
welding. Int. Patent No. PCT/GB92/02203.

[4] Zhao J, Jiang F, Jian HG, Wen K, Jiang L, Chen
XB (2010) Comparative investigation of tungsten
inert gas and friction stir welding characteristics of
Al-Mg-Sc alloy plates. Mater Des 31: 306-311.

¥ o lods /14 098 /11A] Jlw /o 4Li g Lo jlw Sl



WA | Gasg

[32] Lokesh R, Senthil Kumar VS, Rathinasuriyan C,
Sankar R (2015) Optimization of Process
Parameters: Tool Pin Profile, Rotational Speed and
Welding Speed for Submerged Friction Stir
Welding of AA6063 Alloy. Int J Tech Res Appl 12:
35-38.

[33] Rathinasuriyan C, Senthil Kumar VS (2016)
Modelling and optimization of submerged friction
stir welding parameters for AA6061-T6 alloy using
RSM. Kovove Mater 54: 297-304.

[34] Zhang HJ, Liu HJ, Yu L (2011) Microstructure
and mechanical properties as a function of rotation
speed in underwater friction stir welded aluminum
alloy joints. Mater Des 32: 4402-4407.

[35] Liu HJ, Zhang HJ, Yu L (2011) Effect of welding
speed on microstructures and mechanical properties
of underwater friction stir welded 2219 aluminum
alloy. Mater Des 32(3): 1548-1553.

[36] Zhang Z, Xiao BL, Ma ZY (2014) Influence of
water cooling on microstructure and mechanical
properties of friction stir welded 2014Al-T6 joints.
Mater Sci Eng A 614: 6-15.

[37] Sabari SS, Malarvizhi S, Balasubramanian V,
Reddy G (2016) The effect of pin profiles on the
microstructure and mechanical properties of
underwater friction stir welded AA2519-T87
aluminium alloy. Int J] Mech Mater Eng 11(5): 1-
14.

[38] Jelokhani-Niaraki MR, Mostafa Arab NB,
Naffakh-Moosavy H, Ghoreishi M (2016) The
systematic parameter optimization in the Nd:YAG
laser beam welding of Inconel 625. Int J Adv
Manuf Tech 84(9-12): 2537-2546.

[39] Myers RH, Montgomery DC, Anderson-Cook CM
(2016) Response surface methodology: process and
product optimization using designed experiments.
John Wiley & Sons, ISBN 978-1-118 91601-8.

[40] Vahdati M, Moradi M (2020) Statistical analysis
and optimization of the yield strength and hardness
of surface composite Al7075/Al,05; produced by
FSP via RSM and desirability approach. Iran J
Mater Form 7(1): 32-45.

[41] Vahdati M, Moradi M, Shamsborhan M (2020)
Modeling and Optimization of the Yield Strength
and Tensile Strength of Al7075 Butt Joint
Produced by FSW and SFSW Using RSM and
Desirability Function Method. T Indian I Metals
73:2587-2600.

[42] Design Expert software,
http://www.statease.com.

version 11,
[43] http://www.matweb.com

[44] AMSHG6088: Heat Treatment of Aluminum
Alloys, SAE International, https://www.sae.org.

¥ o lods /14 098 /11A] Jlw /o 4Li g Lo jlw Silso

Al7075 aluminum alloy. J Mater Process Tech 262:
239-256.

[19] Mofid MA, Abdollah-Zadeh A, Ghaini FM, Gur
CH (2012) Submerged friction-stir welding
(SFSW) underwater and under liquid nitrogen: An
improved method to join Al alloys to Mg alloys.
Metall Mater Trans A 43: 5106-5114.

[20] Sabari SS, Malarvizhi S, Balasubramanian V,
Reddy GM (2016) Experimental and numerical
investigation on under-water friction stir welding of
armour grade AA2519-T87 aluminium alloy.
Defence Tech 12: 324-333.

[21] Xua WF, Liu JH, Chen DL, Luan GH, Yao JS
(2012) Improvements of strength and ductility in
aluminum alloy joints via rapid cooling during
friction stir welding. Mater Sci Eng A 548: §9-98.

[22] Liu HJ, Zhang HJ, Huang YX, Lei Y (2010)
Mechanical properties of underwater friction stir
welded 2219 aluminum alloy. T Nonferr Metal Soc
20: 1387-1391.

[23] Klobcar D, Kosec L, Pietras A, Smolej A (2012)
Friction-stir welding of aluminium alloy 5083.
Mater Tehnol 46: 483-488.

[24] Darras B, Khraisheh M, Abu-Farha F (2007)
Friction stir processing of AZ31 commercial
magnesium alloy. J Mater Process Tech 191: 77-
81.

[25] Kishta EE, Darras B (2014) Experimental
investigation of underwater friction-stir welding of
5083 marine-grade aluminum alloy. Proc Inst Mech
Eng B J Eng Manuf 230(3): 458-465.

[26] Hosseini M, Manesh HD (2010) Immersed friction
stir welding of ultrafine grained accumulative roll-
bonded al alloy. Mater Des 31: 4786-4791.

[27] Liu HJ, Zhang HJ, Huang YX, Lei Y (2010)
Mechanical properties of underwater friction stir
welded 2219 aluminum alloy. T Nonferr Metal Soc
20: 1387-1391.

[28] Wang KS, Wu JL, Wang W, Zhou LH, Lin ZX,
Kong L (2012) Underwater friction stir welding of
ultrafine grained 2017 aluminum alloy. J Cent
South Univ 19: 2081-2085.

[29] Zhang HJ, Liu HJ, Yu L (2012) Effect of water
cooling on the performances of friction stir welding
heat-affected zone. J Mater Eng Perform 21(7):
1182-1187.

[30] De PS, Mishra RS (2011) Friction stir welding
of precipitation strengthened aluminium alloys:
scope and challenges. Sci Technol Weld Joi 16:
343-347.

[31] Wang Q, Zhao Z, Zhao Y, Yan K, Liu C, Zhang H
(2016) The strengthening mechanism of spray

forming Al-Zn—Mg—Cu alloy by underwater
friction stir welding. Mater Des 102: 91-99.



er SFSW slouiaT 9 3f Juolo AIT075 ST od 4 od JUail o 5 i it 51 590 (510 st b o5 gt 9 50T ol | 1A+

[47] Benavides S, Li Y, Murr LE, Brown D, McClure [45] Montgomery DC (2017) Design and analysis of

JC (1999) Low-temperature friction-stir welding of experiments. John Wiley & Sons, ISBN 978-1-119-
2024 aluminium. Scripta Mater 41(8): 809-815. 11347-8.

[48] Shanmuga Sundaram N, Murugan N (2010) [46] Arbegast WJ (2003) Modeling friction stir joining
Tensile behavior of dissimilar friction stir welded as a metalworking process. Proc. Hot Def Alum All
joints of aluminium alloys. Mater Des 31(9): 4184- III: 313-327.

4193.

¥ o lods /14 098 /11A] Jlw /o 4Li g Lo jlw Sl



