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Abstract

The objective of this study is parameters that affect to friction welding of
semi-solid metal 356 aluminium alloy with semi-solid metal 6061 aluminium alloy

from a rheocasting technique named gas induced semi solid process. The parameters

millimeters has maxim c@ ' oe was 87.240 MPa and
rotation speed at 1700 rpfh;f as maxim@;dﬁkers hardness is '94.0 HV
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M50 3.3 fudslunmeassteuideaniuniiglan

Parameter
Rotational Burn of Length Weld Time
Speed (RPM) (mm) (second)
2
1550 25
2
15
1700 2.5
3

1850
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JUT 4.10 Anwarlessasnaganmavesezgiiien (n) sxglideuvasiavouds insa SSM356 uag
(1) prgiiloamaonauaauta insm SSM6061




Rotation Burn of Position
Speed Length
(rpm) (mm) Top Center Bottom
2.0
1550 2.5
3
2.0
1700 25
3
2.0
1850 2.5
3
SUT 4.12 dnwalassaisqanmavesnideniidudslunsdenuanssiu
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4.4 BvEWaANALIITOUAUNSUANTNYBIEYANA (Effect of rotation with broken particle)
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4.5 AMURTILTIAG (Tensile Test)
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REM BURN OF SAMPLE 1 SAMPLE 2 SAMPLE 3

LENGTH (MPa) (MPa) (MPa)
2 52.5 61.93 62.73

1550
2.5 80.9 83.06 81.77

rom
3 49.46 30.51 34.63
2 74.63 54.79 70.38

1700
2.5 69.85 85.47 92.51

rom
3 77.16 71.72 91.58
2 35.99 63.22 43.16

1800
2.5 20.05 94.13 77.54

rom
3 [5-64 ¥1.59 65.19
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SSM356 SSM6061
2 | 598|617 | 615|603 | 617 | 627|609 |69.1|59.3 549 | 516 | 51.7 | 522 | 51.3 | 507
1550 rpm | 2.5 | 58.9 | 59.8 | 60.9 | 615 | 60.6 | 60.2 | 59.1 | 61.6 | 56.0 | 538 | 51.8 | 51.5 | 50.9 | 502 | 5; 7
3 | 60.9|60.7|60.3 613|602 |615|67.3|69.8 568|541 544535528518 | 5,8
2 | 617|608 | 612|588 | 608 | 636|669 | 73.9 | 64.0 | 62.1 | 57.0 | 552 | 57.2 | 55.3 | 5¢ 5
1700 rpm | 2.5 | 62.1 | 60.7 | 60.3 | 63.4 | 64.5 | 66.9 | 74.3 | 78.7 | 66.9 | 625 | 60.4 | 58.2 | 60.5 | 61 | ¢43
3 | 642|657 639634607 676682700627 604|571 (567|569 | 556 | 557

2 | 611|604 | 628 | 61 “ﬁﬁiu}\? 74| 616|593 | 522|532 | 51.4 | 513
1604 | 62 /}_@q 9 :6\\ 6593 (522|532 514|513 g5g
1850 rpm | 2.5 | 59.6 C 54.5 | 53.8 | 56.1 | 54.1 | 557
3 613 55.8 | 53.7 | 539 | 54.4 | 556




