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Friction Welding of Acrylic by Computerized Numerical Control Machine
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Abstract

The objective of this study is parameters that affect to friction welding
of acrylic with computerized numerical control machine. The parameters are rotation
speeds such as 600, 1000, 1400 and 1800 rpom burn of length at 2.2 and 3.2 mm
respectively. After friction welding found that rotation speed at 1400 rpm and burn
of length at 3.2 mm has maximum vickers hardness is 88.66 HRM, but maximum
vickers hardness in weld zone lower base materials at 98 HRM. However, the
ultimate tensile strength average was 18.11 MPa at rotation speed 600 rpm burn of
length at 3.2 mm, In contrast, rotation speed to 1800 rpm burn of length at 3.2 mm
2.2 mm into the tensile strength lower has average at 15.29 MPa. It can be seen that
the influence of parameters affect the mechanical properties after friction welding
due to the influence of those parameters lead to changes in the metallurgical

structure as a result the mechanical properties is different as well.
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1.1 anudAyuasnunvaslym

va aa

azﬂ%aﬂLﬂuﬁfa@mwﬁﬁ’sﬂﬁsuﬁagﬂumjmaqwmaaﬂ Ima@mauummmma ASAA LU 3
dwnihiiun fanumumudenisnssunn wazfimnulusdlags lkduiifonlunisldameda
undvans Tnenilulduludugunsaiditdneu gunsalluviosi drelavamiethededu way
uq Snunune uatinisldeuusegaiiinqaiuesezasanuld Tiun nazanglusdiiosuan (1]
nslfueraidamanilfosimstndaidnetu Tnsmstndetusmilungunanaindwiuilagu
vild 2 38 Ao misldhendeudsraruereide iunsldansaiiunifitendueseddaioliin
nsafnseiu BnsliiondessramuiiiBnsilbiaunsodedalidengiould 1iesain
iheszanudieldlunug aufemadenmuaudinaad shlfergnisBafiadu (21 8078
nsdeunuuanieu (Hot Gas Plastic) 3annsiidudsmsiiinisldeusuegraunsmatsluaniie
Hagtiu esniluiimsiviliiesasiounsaii i luriosnatn nsidentuvanieusifenis
mamaawmaamﬂﬂamy@uﬁLﬂ’lLﬂé’J’wajU%L’gmL%amLmﬂ%ﬁuﬁm (Filler) WJunvisuuunanadnnay
Wieliunuisaestu Wansdanaiuy [3] nszuaunisidensiasnssuimdunssuaunsidoud
adan1sBaRna1ndana1adus winisdemdsnniu (Friction” Welding) tdunisidenluanius
vesudsiionfonsdonmuusnaimiisessevestununeldusing (Pressure) auriildRamih
yosunuinmudouransty udldusnednadaieliiunuiniatu nmadeudsaniuish
wslunisideu fe mﬂm%’mmuﬁﬁu (Spindle Speed) sns1n1stou (Feed Rate) Laalunisng
w3 (Holding Time) wawlks4na (Pressure) [4] lagdanimnssulungunanafiniiynnasuinaived
wmuwlmmma muuﬂﬂimimﬂiimﬁmswauLammumﬂﬁusmmLmﬂumimauaumamamu
ddiuaula fudsnnnisideudsamudalagaseioandfinianauinauideoundsainnis
\Fonozesan uazilussdnuilvaifiasnsadenengninenamnssuld

Mndeyaunsmanadsiilinaiilisiuiaduiiinvedeasaimsidel Tnsasfnwiuusves
madeudeamuiifenumunzadlunisidenezasan fewn3sanduuusalud® (Tumning CNC)
MniuAnwaudindansine (pssasremeanme) ausAnenavesuuiien (Weld Metal) i
A1AULDs ArAadunIuLsRe Wetaafildainnisnaaedduldlunuddmnssunag
Uszgndldassluningaamnssusely

1.2 ngUszanvalasnisinvg
- IafnwALUsNdINasaNsinNazAs aAMelYNISUIT NS TR ULAYANIUAIULAT DINFILU
DR LUIIRA

1.3 Y9ULUAVBILASINISIAY



mﬁf{’]’aﬁ%ﬁﬂmmiL%aﬁaaimﬂiimajuwmaﬁﬂ (p¥A3AA) MonTRIBNsIemdenniu
Tnelfiedosndadmlugflumsmuaumaiden fuvsndesiulunismnans Ae Arandmyuiaty
(Spindle  Speed) 8n351n15UaU (Feed Rate) 1aanlun15naua (Holding Time) Lazlsinm
(Pressure) Aiflnansgnuduiosnanmsden wazdwalagnssronmauiiveduuaiioundanin
madeutius

1.4 Uszlewiiimainaldsu

- puiseuUsimngailunsdenezedaalaglinssisnndeuduayumerissndauuy
SnlulA

- padnnuiTlFnmsdeneraiaamenssuisnsidendsaniuanunsaluuszgndlda
meAmnsTLazgaansTuld WU gnanvunssuNAnTuaL gaanunseiesu gravnTy
U559 Ineilusvendnisudnivieglusunuussuudnluda

- WuyAaInIseUNIAnwkasnaatinAnwiluseiu U.a3
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2.1 Ne) FUYAFIY WAL/YTBNTDULUIANANYDINTTIAY

2.1.1 9A34A
avmAsaANanadin (Acrylic plastic) wienanafneza3an vasfisnvateaudenit nszan
a3 (acrylic glass) wioundes uAkHuezA3an wildinvzdundeunndrsiuegnslsfiny
Winuafvunedinarafnsianoituie Indwdawnilasianviefiduidue  (Polymethyl
methacrylate, PMMA) LLazqmLﬂﬁmaqwmaamﬁﬁﬂﬁﬁa CsHsO, DrATAANAIERNUS e LNaLLTIaL
ilasiamdumeslunanafnefands fFenisnisévarefosetu 1wy Plexiglas, Lucite,
Perspex s wanadnudiatigninunussgndldlusumansesng iwu nszanlavueiasiu e
Tawan nszanguan Sammisnisunmd 1Wudu 1flesantandaudilaniuluFesaumien
(toughness) Arlussla (transparent) mmsaﬁﬁugﬂiﬁdw wazlonwanfunsiinnuuwiue
FuduanifusesdmesTanussinmianainuds ezasdanatainiaduianuianilefitonthunld
unuAluUaIYRE ﬁmamﬂugﬂﬁ i

U 2.1 Yaneraian (1]

azmsaanarafindunaradniildannnisinluluwesvenufiaunilasian (Methyl
methacrylate, MMA) 1viufAsenisiialndiues (Polymerization) lag 2 dniaiivniiwasiuee
Tndia (Fittig) wazwea (Paul) anansadauasziindwiiawmilasianldnaudd o 1877 uda ud
MsiauIEnaslilduueza3a Ananafneenundesseded a.e. 1933 lesenln 134 (Otto
Rohm) Hniafiwnueesiiuveandnstnsisndnuiunaainlannlndwfiawnilasanludonis
1587 Plexiclas wdsaniulud a.a. 1936 Feflnnsudnwsiu Plexiclas aansmngludendied
mgAuiInmIngmansuazvalulad Jagtuanunsandnazasaanaiainlaainyuiizen
NSLARlNANOIVANELUY U N1sAnlnallesLuudatu (Emulsion polymerization) n1stialw
Awesuuudan (Bulk polymerization) 1JufAu nsudneyasannanafinuuu “uuu” dnldinaiia
nsiialndwesuuudand leawdululuwesvesuiiawnilasaadudsaufiseraluwifiu
(Mold) wiaufiu
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1. fanuvunuiuuseana 1.15-1.19 n3W/gnuiAnlyumiins

2 fiqpviaeumaniigaumail 130-140 sarniwallea uazaieniigumail 200 esmiwaldea

3. TANUNUMUABN1INTELNN (impact strength) gendnuiuazlndalniu wAsINIINE
ASUBIURLAT AR MmN SLYTnDY

4. pzeRAemaNaRniidosouiainsosyadnlding

5. wasadneauisadeswuLionarainladedesas 92 uaziinisazvieunduiian

6. SiAununtuseanInuIndsufnImatainudnsuity Indarsuoiun  edeuld
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7. agAsaana@dnlinumunesivinazaterateuie

n1sUssenAld

agduszaidananaingnuszendltlusunatsedisliianduniosUszdu gunsal
dntinau gunsaflusfesti Andhu thelawanviethedodu uagduq Snunnane uiiinisldey
unegfithyaturamaafnuldlfogiiasi Wide nanvaidssan guandulngjiingsld
nsvanuia Wwuisiululedssanunlngledsluiiissasidn iideddurunszanmuiun
Wiasesfuussuuasiminveniuinamena ﬁQLLﬁqugﬂﬁl 2.2 uAnszaniMilvenosdifsy
pgnnileie sunwunsTaniivunty avilnaliuasdewiulddesas vinldueadiuvarluveld
Fonauinfians ﬁqﬁ?uﬁaL??&Jaﬂawm@imgaﬁﬂiwﬁqLﬂﬁ&JWﬂ%LLNi@@sﬂ%ﬁﬁwmaammuﬂizﬁm
W IS IEerAIAANYARuTonIINTEANUAMAIYEE 1Y 19U

1. dniiunnt (exa3danaradniipnanunutudesnitufauinniiaeie) vildaunse
\doudneuarinnsldienin

2. WaahsaninsodemearuegaAsaANaNaAn LANINNT L

3. MadenreunuayATANNAERNa N TaLTeulARvsEAUTIana Taemansiaiuravie
u laaaelsdmu (Dichloromethane) viselasaaalsilviu (Trichloromethane) asfiRanatanyh
Tinanafndews viomarneulssnuwivozasandareiu 8 vnarafnanunsadeuset
Induiledion wazusnasesseassilvumdnunsuunuyesldiiu dlinanuiiavaisny
11NN

4. sgpsannarafnianuiluauiuanuieuininuiiussunaiesas 20 evanaildang
Tugnundssdniurhanufeuniernauluiily vnsfigndosvesnisldesaiaenanadinie
fudsnunandna? waziinseeyadalaiendinm (wianansaezasaalunfiourilinusents
YATALH)



JUN 2.2 glusalmhivianianezesan [1]

2.1.3 Mmadeudeanu (Friction Welding)

nsienlangluanizveuds (Solid  State Welding) 1unszuiunisifioud

gamaiifiinvuluvasideuinigavasnmaizeslanyiu lnefilansdregluanitzvoudanie

Y
v

UnnsteN9azvasuvalilsadntes laneuaUseinnasvanidsinsidenseigumgiiveanis
masNaza1y srinfiguugivasuararsidelansudsiifionsasiliiAensueniulduas
yonaniufasiinsinlassadetuanlve senvaglimilaufiulassaiiasuduvedansdy 910
mawm’hqﬁuﬁﬂﬁﬁmsﬁ@ﬁumaﬁauLﬁsmmu (Friction Welding, FW) ﬁamﬁ’umw‘ﬁamaaéﬁnqw
(The Welding Institute, TWI) mw‘?’iamLﬁﬂmmuﬁwé’nmsa%’wmm%’auﬂé’we] funsideudsnniu
Uy Aeendemsideaniussninetan 2 3u ilelfiAnausen winsdomdsaniulaliv
o (Tool) Tunsiiien sizaudeudildiinainnsdudafumesiminsosdevosduaunides
Funmeldussnnauinldimiuestunuinangfouasddy pnudeui Antufiimisosse
dwalvidusmufinnssousi (Softening) udadu3Uag19d79 Wy Plastic deformation wi7liuss
nadnadafioldtusuBafiniy wé’qmﬂﬁ?ﬁwq@msmmmﬁﬁu%mm s09uTUILLAANITHY

o <

1 azwiulannsfendsaniuldinisduldesingen nssudsaniuldiuyslunision 7
d1fgyAe Ao Ausamyuiidu (Spindle Speed) §ms1n15tau (Feed Rate) Laanlunisnaug
(Holding Time) uazus9na (Pressure) wagduusdus 1wy gaumalina wioniswseuianu Wudu

nandluguil 2.3

Third body region

JUT 2.3 nanmsieandeaniu [12]



ﬂ'm%amfwmmu%ﬁ%umaua@j 4 dumeu Ao nsTFusnatuuiioliimiives
FunusaestuduiaiuauinmMsdoaniusewinety Imaﬁaaﬁ%a’qmaiﬁ%umuﬁumﬁammuﬁgq
anthilnaniielinnudeuinnisunsluftunuiasstuliiinnnseeus usuinseuse
nthiliussnednadafielituanuiisousninnsdad naiildavduningaousn Weduauia

fudmgarnusiseuinguiuny Inetunsunsdeudeavnuduanduzun 2.4

Motor

Brake

Rotating Chuck

Non Rotating Chuck
Rotating Workpiece

Non Rotating Workpiece
Hydraulic Cylinder
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JU# 2.4 dunaunisieudenniu [12]

2.1.4 1A599NA952UUINIULA (Turning CNC)
CNC Jurhgavas Computer Numerical Control wiainnisaiunundadavee

poufiunes WunisldnediamesaiununisiinurenIesdninaniey 1wy 1A3eindidud

dll =% o8 & o B =~ & = oY a & % < v
\AS0INGTLAUT 1ATee i sElu LATEIEDM a4 Beanansainlindndudiulasiasigndes uas
1183039 LATEITNITIBUTLAAzuU IR UIsTianwazlanz wazn1sUszendldauiisnsiusenty

A ) N2 N Ny oA A o 1% = ) N & o 5 Yo
LALAT0ININATLBUTN UL TeMMTou fufD TauInAsednInadLdudnninIadlasunis
YFudsalniimsvhaudaluf@vilian annuiuneresniuaulaseadnslun1snanduay 1asesdng
%Lﬁu%‘mmEJm‘%mmmsaﬁwmu‘lmaﬁs’immmiﬁ&’@maaﬁqLﬁlﬂ,uizmN"’igé’fﬂsmsﬁwmﬁumm‘%aq
(Machining cycle) wazgmuauaisaluyusgiaduld muwﬂwﬂmmawmmauﬂm
‘Uiﬂwwmaaﬂwiaumammmmuaﬂmﬁuamﬂgumm Arufiananafiintuanauiitosunnd
arwanduamlunsnanuazanssavwenatlumskdauiazuld fefdefiaesueanalulas
FOUTFeAUANFUATIIKATANYNABILILEIVBITUY Fanueaudnllelusunsu ey
NUBLNYNFABINAT NMINARTUAIU 2 TU 10 Fu w38 1000 Fulvitnileuiuynusen1sanusaii
IpegnsdrgmemennualtatetafveNaufennudangulunisyinamu Weawinasesdnsna

= o A v @ A LY A LY =
wiatvinunulusunsunsvihnunssiuidgmiisuiunisivanlusunsufisneiy Weluswnsy
UszananalazyinnIsHanTuuLa) 1anusaseniuswnsutunauanldlniluassaluilioses
euduiugn Tuneusuusnnsmuauazasdnsnaddudldiusunsusiadiduyaideniunudy

d' = v A o ! = v a o 1 = = a a ! 3 = N
w3nsledaidou (Tool) andwnianilalugdnsunilnils wiela-Unarsvaeiduniailasu
w3esdledndou 1 ldauisausnaiesdnsdiouduassiaisanainduld  dusidesnisin

4 o A& Ao Y A v v oaA A % a v w N & avy o
LASRIINITAUTYINNUIWRUSBUTITAT oM agldnan 1w AL TufmAIUANBIO LT AN 18Tas
TUsunsu CAD/CAM TasunaswaunBuun n1sid1 CAD/CAM unlganusiuiu CNC Alsuunniy



AMULDNL589N19591 CNC AU CAD/CAM agglianladsnisuealuswnsusvadialie3a9ans
HauTieu wandluguil 2.5

U7l 2.5 LA30endsszusilut@ (Tuming CNC)

2.1.5 NMSNAFIUAINLY

Junsweaeumnuauasavestanglunisiumusionisulszuans Lﬁ@gﬂLLiﬂﬂﬂ
MnTnAnsEYasuLTuadey . MsnadeuALdsidedld 3 35 fe USiuad Seniad uazin
wnesa dmsulunudde {IdulsiaenIsnmegeusuuininesa HosnnsmageuauLdsLUy
Jnneda awmnzdmsunisiausnaituinidavsannulaglunsiaauud s ldmnames
fénvazdulsfisgudmasuiivansinasigm 136 osen faguil 2.6 Tasarildlunisne 10
Junit Aenuudsafunenussnefinsevidond e ituiiin awnsaiaranuudslddau
Tanegifunnaanuudaszann 5 kef/mm auddansfiudaunn Ussanauaianuudauszuna
1,500 kef/mm’ Ingldaaddsuiing szdsuanizusinamindu Tnefldisyning 1-120 kef
Juogifuanuuiedlany

square based —
pyramidal indenter

/ impression
sample

(&) Vickers indentation (b} measurement of impression
diagenals



SUTl 2.6 usanafinssvhdendonheiiufiiafeeiedhilasinnesa
msinremuudshersesirmuudsuililesinnesa USnunafammesesNIWTEN
uwiaruinamestunaaeunuiimanuudsmeluidetagiusnmstuinntesifiesla 210
Aulnilagldaunis

Hy = 1.854P
2
d
Wi
= 1 . 2
Hv  fe  Aleuudeuuu Vickers (kgf /mm”)
Ao wseng (kef)
d Ae AuAEULeaLd d1 uag d, w@de (mm)

< =
2.1.6 NMINARDUANUUYIL I
MIvAdeuaLURATING WieMAIANLLTNIIAweINTINIBIAENITUNS Fennday
L3Iavesseedafnvnnisse IddunadeuLuUanuuIRAILEIRsgILIIUNaY tanTuguidua
=2 Y o ° = a v < ¢ -2
NAADULIIFAY ugfukLLen tilunaaeunseangamaiiviesaanialunisis 1.67 x 10
fiafns/Aud lngldunnsgiu ASTM (A370) 1iiagA1ANAIUVILLSIRAEEn wazaAUosidud
NsganaeaInNNsidesy tnen1sinsentuaunaandusun 2.7 Lagiinsgiu ASTM (A370)

(%
a

E‘Uﬁ 2.7 GU‘UQWUVIG]?{E)'ULLiQﬁQGﬂﬂJﬂJWﬁiﬂu ASTM A370

2.2 N1SNUNIUTTUNTIU/UIeNNYITDY

Tinidu917Us7a Eder Paduan Alves uazaaiz [5] Ifidonezgiidlon AA 1050 Whdvauay
i@ AISI 304 Tnglunsidenldtunula 14.8 Taduns 817 100-110 fadiuns M¥fuUsidosdud
iauiuﬂﬁmul,%auﬁ 3,200 S0U/UT WSINABUEY 2.1 MPa 11a1 7-32 3unfl uazusinagiedides
0.7-2.8 MPa 11a1 1-2 3unil feunsideniinisvhanuazeaiantisessedietioneydlay a1n
nMsvnassRsstnuIFuUsusInAS Y 2.1 MPa 1281 32 3u1f uazusINAYIsTides 2.4 MPa
a1 2 Ui AU un L IIRegega 80.08 MPa lngnaannnisnaaesdanuitesgiiiilon AA
1050 fnseausndnludamuaunuad



S. CELIK AND D. GUNES [6] @ufuiinifeveossiuld@nuinisifondonniusening
avgilillonmoulndn 1nsn A356 fuwan AISI 1030 Tagldusann 2 seAufie 20 uaz 40 MPa 11a1
Tunsideanu 4, 6, 8, 10 uaz 12 Jundt anduiunssnadu 40 uag 60 MPa L1a1 4 3undt a7n
MIvAdpULIRmUI TuunTiorgdidleunoslndn nsn A356 TngAnenufumuussfsgege
087l 99.05 MPa Anudu 337 Wesidudiloiisuifivuiuidetaniuresesgiiflounosindn
(MMO) dnwaugmsunnsinaziduezaiidonneulndn 1nsn A356 AlUBainnzRmihvoundn AIS
1030 dn1suanvinvesdaneuusniminsesse

tinidenialng 1. Bhamji uazany ¥1289nqw [7] IeAnwinisiden Tansawiadsneiu lag
nsldnnsdouuvuidsaniu Sslumsidouazldozgiidon AA1050-H111 ihAunesuas C101
Funuiidoudvuinnnale 50 fadwes Wusanalumaden 75 MPa tialumsideanu 5 Jurd
Aouflazldusanainludn 2 fadiuns lumsmeasamuindianuiunuLsIRsgsanee 76 MPa
Tnevrldussnadnludosndt 1 Tadums Susliausodafold

n3denduaIndu SONG Yu-lai wazanz [8] IMdoumanmas (nodular cast iron) fu
ozgiidon Al 1050 Fusruivuinnale 20 fadwns uaznounisdondinisdnfinsesdess
nsEAMITIEIURS 1,000 N30 fuUsAld Ao wsanalEudy 40 MPa 11a1 1 3uift uazusinAtei
@99 100 MPa 4781 3 U ﬁﬂaﬂm%wyu 3,000 38U/UA1 A1NNTINAaBInUIergilillun Al
1050 unsludavdnnasiiosann axgiidoudgavaounasiosninndnnaeelssuniaden
muauinanuseuibiseusildieniwwannde Jwunsludaninuaedieniy

oRdnG YA 433 91387903 WaraAn AwdsARTnG [9) Iddnuniladeiiinadenisiden
viewanafnnaudaegansileda nsfnwiildvionatrafinnas (PMMA) sunmdukigusnans 35
mm w1 2 mm iguuinvesienatsrualaui 5.7°, 3.8°, 2.8° uay 0° wielannsaaudniule
IGZJQUWNQIUﬂWiLGZIEJNVI 28 kHz finnanaseu 100 rpm wag 25 rpm Taeilusenasudrstieiaduls
Aouuaden wafld wuhnsuseandldganslefalundouionanainnautuaunsoatiases
Fould uasfisumisgaidoutunatafinasiAnnisvaesiagaeduiodenty

P. Rombaut uaganrdauinddeeinandunuivenvesuaiey [10] Iddeumanndn
agyu (Mind Steel) fuazgiiun (ALO,) semsidosidsaniu defeldindunsidousieaniien
\ihenefu :nmsveasanuiMdesnilain Sadeneraiiile tnsa 5083 undusiuszanu
semdanansdueis 2 Ju ilidestunuld Wosanesgiuuasndnndrfeanasiand
uansafuann siliAemadeuseuldon wagduusildlunsdon fe anuiises 900 seu
foundl uazussnaildnai



uni 3
ASNITATEUIIU

3.1 N15AIUIUIRY

¥
=

NI UNSL TP UADTUVDIDE ATAA NINITLASIUTUIIULUULNAINAN VUIALAUNIU

a

AUENA1S 20 Tadiuns MenssuIsnIsweNldeaniukuuniy (Friction Welding Process; FW) n13
\OUDY LﬂuLLUUé’quﬁa ImEfl%’m%a%’ﬂiﬂal,wué’miuﬁaﬁﬁmiﬂ'%'mﬂé‘au&hLLUiTumiL%au Ao
mwmammumama srorsaldion ndINTUAAT I NaLAY aaﬂmamimmammﬂanwm 7119

1
)=

ATUATN GN‘L!L! ﬂ’ﬁﬂ’]Luuﬁ’m’)‘\]EJﬂ'NUI@@WLUUQ’WUGﬂM?JUG]EJU GNL!

DRNLUUNITNAABN

(Experimental design)

< caj ¥ P 2
VNADUYDULUDIAUNDNRIRNILLUST

(Preliminary)

7

LS EUTUIY (BLASER)

(Preparation Sample)

2

oULduANIY
(Friction Welding)

\2

N

I3
VlﬂﬁEJUﬂ’JWNLL%Q mjgaﬁaumqqiawg%mgq NAFDUAINULLUIELIY
(Hardness testing) (Metallurgical) (Tensile strength testing)
J
%Lﬂﬁ']%ﬁﬂlaﬂ'ﬁmﬂa@ﬁ
(Analysis)

ajUna (Report)

3.2 Fannlvluauiy

Y] aa dg vo Y] v aa . A ad 9
Tanpzasaaiilddmiunnassazldesaida 1nsa (Acrylic 8H polymer) n3aiTen19n15

Sen PMMA0132V1 Taeidulndweslungulndiwfiawnilasianusofiduiduie  (Polymethyl
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methacrylate, PMMA) uagansipiivesnanafinuiiniifie CsHgO, 1uianiaudflanduluiosnin
wifled (toughness) AAlYsala (transparent) anunsauguladng Fallanusuniuusesed 78 MPa

LarALLDIIREN 98 HRM

T ——————

JUN 3.2 Tanern3an

3.3 \Tesiiouazaunsal

3.3.1 \n3eenastiie JET Ju GHB1340A dmsuldiniuutunueraiaalumadon Tasnisnis
Rvithvesezasaalidmnusuiieuresianih ta3ssndsgneonuuusnldfussuuldi v 380
Tad dnuagiduiiuuauduifionnuaznin wassnilunbadutunu fuedesdinisamua
A dalunmsvuiagMsIRusIsszUULanmaLUUSHTUTR loruwiuduazgndedlunisldy
Fauansluguil 3.3

JU 3.3 inTeandisd miumseniiuauged
3.3.2 LARINAILUUSALULR 8% SHUN CHUAN 1 CNC-1640 ldlun1siyeuidenniuves
9¥ATAA WBNINUULATEINAITEUUSALUTRSYN Tl UN TSN TUNUNAFDULITIFIVBIFUUNEIRN

nsweudsanu fauansluzun 3.4
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JU 1 3.4 \n3esndssEuUdRlusiRA (CNC Turning)

3.4 TuABUNTNAGDS

5’&@@%‘%5ﬂﬁiﬂé’fﬁmﬁ'umaawﬂ%am‘%aﬂ 137 (Acrylic 8H polymer) n3efidaniensd
Bon PMMAO132v1 Tnslumsvipastaslfiesesnaduniaafeudunulildvuamuuuurosduey
dmiun1sneaes

3.0.1 Yanovatangnuaieutusnuimeiasnasiiauniiseulunisndshennut 400 sou
sounit lunsndsezlifianduuuimdnndaniaiaseuas (High Speed Steel) iitoannisiinadny
Souninmsnds uazilelildfmihiundsiferssubougs dauanslusud 3.5

d‘ Ay aa o (7 d‘ =
E‘U'Vl 3.5 YUINUBLATAATINIUNTLUBULELANIU

3.4.2 PNt Tunues A AR LT oA AL ?fﬂi%’ﬂﬁmmmﬂﬂm%"amﬁqLLUUé’quﬁa Tu
nsAIUAY mmmmuu mwmsamu WDudu msm‘ummﬂmsammLmuamiuumymlﬂamsLﬂjaw
LL@JuEJ']LLa”ﬂﬂMBQEN‘Uu ﬁuumaumiwauLaammuﬁuaaavﬂsaﬂLimmﬂmﬁuwmmmaawuwLmﬂum
fﬂwaqmiamaqLLavﬁmwmaﬂmmawmm muﬁm‘lusﬂw 3.6 (n) @slunisideutuaugundlsl
mmmimul,l,awuumuaﬂmummmwuu W linseuieuiaestuinnsdudafuauinnsiden
musEwinsintunuaestusuinluanufeulurasdoudsaniu mu,amiuiﬂ‘m 3.6 (V) AU
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ousnadudavetunuianstuazdmaliusnaildsuanudouinnisseuiiainnsiden
v esnifamsnyuiissnuiemestunudsalfiinemindou anusseufiuandraturiili
auseufiintunuluse uazdimanonsiafinvesdunundsainmsideuieiinnsseuiives
5’3@5112‘16&’&5%@é’u%quuﬁgqaaa%yuiﬁﬁﬂamﬁu LsanpazdmalTuLEnRaldRD sTu é’mamﬂmﬂ‘ﬁ'
3.6 () MaamﬂuummmimmmaaLmaaﬂaqLLuuaqum solturudouduifaziaiadmiu
%’umaumaqmmammmmu muamﬂuiﬂm 3.6 (1) amﬂsﬂmmﬂaumiLmamumummmmiamm
7 aszuuRmThuaretsBuasfennuarenvesiavtihiuiy dsasdudfidavinenisiinanny

ﬁa

o

%auam%’umn%amﬁammu

d‘ :’1 dl = aa
E‘U‘V] 3.6 VUADUNIILYDULFLANIUYDIBLAIAA

343 lunsideuduaniuezasaniinisunasudosduliienifudsimunsay wagdulule
dvdumsidortuaniliianudnfintu Insnsneaesdosduasnaansi 300, 600, 900, 1200, 1500
LAy 1800 soUsLNT MaIINNIVIAAB A NUIF TS TFlunIveaesifiianlun sy
A1 600 SeUsEUNT deraltituauliifafn setmuasatUslunismeasdluaiidy 600, 1000, 1400
waz 1800 souURauT mudy Fnandunisned 3.1 Tneduwlsanusiseuusuasy 4 szdu
uazsrernasaauinnsdesy ogf 2 seiu Ae 2.2 wag 3.2 fadwns audu Tnedudsszozng

A LPAINNITNUNIUITTUNT LT

d‘ U = =] aa
A15197 3.1 Alsiunveaedtpuden1uIeeLASaA

Parameter
Number of
. Rotational Speed Burn of Length Weld Time
Experiments
(rpm) (mm) (second)
2.2
600
2 3.2 30
1000 2.2
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q 3.2

5 2.2
1400

6 3.2

7 2.2
1800

8 3.2

3.4.4 FurufiiunmsdoudsanufazgninlunTaaeudnuaEnanIenIn ATINIAUNNTDS
P0ITUNUNE 1NN deuuasIndeUANTAING errihdunuiinisafails Ielunismasey
AuUAN1aNalnITESILUAINNINTFIUNITNAADULTIAY LAD19BIAIUNINTFIU ASTM D638-02a
fauansluguil 3.7 dmsunismeassgnosnuuuliiinimmeaes 4 41 Tng 3 61 %umugﬂﬁﬂﬂmaau

Ls9As dwdn 1 91 Funugnihlunaaeuandivianandininnisiey

R10 d Unit: mm
—— - .
s @
«2 | |20 4] ’1'0’
80 — - -+
< >

v
a

E‘Uﬁ 3.7 GU‘UNUVW]?{E]ULLiQﬁ\W]’]@JN’]MiE’]U ASTM D638-02a
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NANISNAADILAZISINA

NNsANINMSTeNdsaueserasarduluanlungulndwes wuivdminvhnisweu
FuwiSguTesudl Junuildinimaeasddudiulssineg dnisdadadiseiu neunaszgniily
ATEDUANYUETOITRERaYldNADNilAaIeIaaY LazthlUunadeuaudRn1enavestuIIu Ll

deganlianmmeasliiiasiziinanisnaaeisly lngaunsananinalansioluil
4.1 NAYDIANWUZNINIYATW

MnuansLdeudsaniuveaiiulsiinnuigiseu 600, 1000, 1400 uax 1800 souseUT YD
sepenndnfl 2.2 uaz 3.2 faduns Fuanduguil 4.1 wuiBunuBeindidefulds uwituamunds
MaidemasAnaiu (Flash) iAniu Tasasuiifntudunamainanuoussninsiatunuiisae sty
lFTaniAanssoududlofuiunudildmaliaanisivadnestunueenidudiuunion
Bonin edu Taefianudmyuidenguazussililunisnags denavilinufeutidwaszidend
U3mamnn ilddeidueseraidainnissouiguinliiloniainaiuldie (101 wasily

JSunununn

| o & aa a - = o & = a =t
aglsfimunisivatuvediloazaAsanuiimsoeiteu NgnraneenuduAIUUINAINAI9YeY
= & 5y < - =i =] = ° [ ! o da £ [ =
WWATBN Juegiuanusmyulten Iagin I MY TeNANFUNUINATUNARTUMEIIINNTT L0
a £ vyywy o = = i ad a & a
Andulades dawandluzuil 4.1 (0, 2) 1H0IINAIULANFAIIYBIBAMYITLAATUIINN TNLUTRULAE
wsanedaliminnsideaniutiosas widlediuanudmyuludemusmyudon 1400 sousoud
9 A a a ¢ 2 Aa X o = - =
ndunuirlidnwagnisiinaiuiiauysal lngasuiiiniu awansdusun 4.1 (a, ¥) Weeaninis
Waguwladlassassln inlianaudfisnuanuldsdavessrasinadluiliailsoudiisuiuian.aue
sananslusud 4.1 (n, 3, A, 9, 3, 8, ¥, ) LWesnmudsiinaviliiinausauainnisideaniun
= a 1 v a dll ! Y a = [ - =i = 1% & A
F9TULALAANTBOUMIUSINTRET RN dINaliAnATUNAIINNSTau agedumulune Tunul
dunainesuiliinTuasdanvazduguuanadaIndn vz veIezAsaneg 19 daaL agnelsnny
< = a =i < ' = =y a c{' !
ANaSITeUNguAull Nrusiseu 1800 soUMaUIT NUTTUNUANNITNABNATAIENEINN dIHa

Timsuinvuvasunulume fananlusuy 4.1 (4, ) wonanuunIsiinAsuNaInlldiwanse
Y u

FUULTDULINUN W12V IATUINUFURINAIINNTHTDU
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gﬂﬁ 4.1 &nwaizvestunuiiinisidoudsnniu (n) 600 (4) 1000 (A) 1400 (1) 1800 sousewil
Y0952ULNADA 2.2 Haaluss kaz (3) 600 (@) 1000 (¥) 1400 (7) 1800 SoUABU
YDITLYLNADA 3.2 UAALUAT

4.2 dnwazlAseaiwunALazanIa

naifoudsanuresiauysiaaiuisisev 600, 1000, 1400 uaw 1800 saUsiouT voaszey
nadafl 2.2 uay 3.2 Tadiuns wandidiudiinmadsuawedesaidlussfuaaauaggana
oghadatan awildhuinadadeniindsunadlassainsedsdaay Wunauananudon
gwhsRfunuaestuiidoaniussnineiy ilitanianiseeudiuasiianisideslegnaninsg
(Plastic deformations) lassa¥umelutsnaiifedoninnisuaserindeluanadng fBanaeiu
vos¥anindes Wluanawatignihansannsuiaskssnanasnnsdeanuaudens [11]
Nnlassaauuunuisoy fuandluguil 6.2 © ldulassaiaiiidnvasiivey fuandugui 4.2
(b) Bathlugmsanandiduaraiuila TeluwanafigninaisusnoaiedeudinnaFesfaiuln
oehanaug liuTnudnanidnuardvmgu egdlsinudmuhuinuidodenindesimes
pIMAINMIMINFTeIINAkarALtulusEien s don Fedwalviornafiunsndadlulal
aunsoeenuldvunddunudenianiniu tlugnslautnlimeluaudutesihsesernia i
denaiudroautivinavesuunien TnslamzautRivnasnuussieidmang1staiau daanslugud
4.2 (a) uenantusmuinissesunnidmnnuinatodeuntonnmnmaiansnszunnuesianih

[

seusaTuIuIdestulusyninswey Snvslanevasdiaduianindweslunguianusie g
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amadssfiagyilitunudanisuansinldie egndlsAnmuuinauuideonduuinuisudninaan
Awdeuanniign IedemaliAnnisudsuudasedistaeu lusarivinadug liianswasuudas
voslassaframneliliiuanusoulusevinmaden amudeulussninadeniaduaumnddny
hliAnnsasuuamwedlassaieuinanuidon [12] uaguiunnisauieuiuandeiy

danannannduslunisnaassnuanaatuaulusie

JUT 4.2 1As9a19amnauazgan1nfinnuisnseu 600 seuswi ssuznadn 3.2 Tadwns

4.3 ANAULTILTING

=2 oAl

ai P I3 I3 a a‘ Y}
’«J’]ﬂﬂi’]WV]LLﬁﬂﬂuz‘UVI 4.3 LWUUNANITNAADUAINULLTILTIAG QSW‘U’J’W]UiL’JmLLU’JLﬂ]@ll“l]’e]ﬂ’)ﬁ@]

=1 I

oveiamziinnundussiaidnidefeutudofuveseraisn demuudussimoniaifures
ozA3AA g7l 78 MPa TnefimuiEisey 600 seuseundt aglvmamnuudaussisazilgean ogd 18.11
MPa tlesmnirusmsudenshy udounnmadeanuiiosiilideszaianusiusosidon
finssousnasiiguaiivos silvlianunsalferniadiluumsndals [11] FahlugnsAntesing
91MA (Air Bubble) Adne9 fu nsidenusdnmEmyudougaiulusilimanuudausedidian

anad Wenanusiseuiganniuyihliiinanuseuluvasteniigs diludnisifingesineenie
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leishe agnlsAmurauiuniuussiswesmnduusnsmaassliunnsinsiuunn esanyndus
MNNIMARRLAnTeIIIEINAlusEH IS Eon Feesinienaman e luanauTAMNInanIady
Lssiwesuadenlidenas Fsdmaliiuiinidnlunisindnantioas vilHussieilatosnld
se TnesuUsfinusaseu 1000, 1400, 1800 seuseulfl fiszesnasn 2.2 fadluns faay
FIUMIULSIRS 15.99, 15.47 uay 15.29 MPa awarsu Tuvaedfiiinsyoznadadu 3.2 fadiuns
Wudwﬁwmmé}’mwmmﬁaqaﬁmﬁﬂﬁaa dlowSeuifisuiuiiszoznasn 2.2 fadwns Inefiaausa

58U 1000, 1400, 1800 SUADUNY UANMINUANUNIULTIAG 16.05, 16.29 war 16.00 MPa AIUATSU

—_
=]

[E
v om LA
1

._.
I
ILA
1

—
1

._.
—_

T = Y
1

—_

LA

L4
Il

._.
—
N
1 1

[y
Lia
L4

|

|
1

|

600 ! 1"iLD ! 1-1'” [ 1200

1 T Lo _.l_ e 1
17068 || 590 Gar || 1529
1si1 \| 115 Al 16 9 16.00

= e T — 2 A ——

i

I:|:I (|> LHtimate Tensile Strength { MPa)

Lia

5| 8

[ )

Fotation Sp eed (rpm)

A ' [ =2 =
E‘U‘V] 4.3 ANANULLUILLTIAIVDILUITDY

4.4 RI598LANKNVBILUIYDU

mﬂwamiv‘?ﬁauLﬁammuaxﬂ‘%ﬁmﬁaﬁﬁ’;iaaLLmﬁﬂmﬂmiﬁmﬁmmﬁ LA TOLUIUTLIN
$199) 191 3 dnwelg Ao (1) Ummmsmmwmm (central zone; Fud) Lﬂumnmmﬂmmﬁaﬂmmaﬂ
mmﬂjaumﬂmiﬂsmwﬂ stwwmnmuﬁ]“mmmﬂmaumﬂmiLammuuawa@ (2) UFHIUN9EDIN
Asnana (peripheral zone; Fpl) UShaiinemudeuannnisdeaniusenineiatunuldntudemali
LﬂmmmaﬂLuaﬂumaqmaawumu ‘plasticized pile-up” defidnsuanfusandiifiudinsdadn
vestunudieiu msmmmmsmgﬂquwmamﬂ%Lﬂmulmwiuummu (3) USHIRdEIUNATN
(middle section; Fpd) U%LamﬁwLﬁmmiLﬁammw%nmﬂamﬂﬂdw%nm?ﬂlm iliAaAuTouly
mwmmilfuamwam [12] wﬂwmmmmaﬂLuasuamamwuaaULua Imamﬂﬁﬂ‘m 4.4 WARPINITOY
Lmﬂwmmawmmwmmmiau 600 saumam‘m suauﬂmam 3.2 fiadluns nNHanIsnaassaziiuls
USmsInaaBue (Fud) %mwuwmwmmmmauq \Horananusaseufianviliimnudeu
TumsiBeumludedanalst Fud Susnadinie lunamssiudradeiuanusiseullg 1800 seu
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foundl denalsd Fud Slusnafiuauategestmau é’auamlugﬂﬁ 4.5 oghalsAmuidiodasgsiusiim
F199) YOIBUURITEBLANTNNNTINNUTTIeI19e1ne (Air Bubble) nszaneiiriiiasesnin
Y99 FarosIeIMAE A HAREANLLT IS resTuNUlAEATs R5PULANKNAINANTAR
ﬁ‘?j'aafmawmﬁmmzﬁfﬂﬂqjmmLL%QLLiaﬁqmaq%umuﬁ@h Tunnenseiut R swAn e s Aed
ﬁﬂimfmmmﬁﬁaEJﬁ'fLiJgjmmLL%QLLiaﬁamaa%umuﬁqq

I Fpd
—_— | —

S
BJ

Air{Bubblas)

v

JUT 4.4 dnuauzRTounninuestuauNAuEIseu 600 sousawi seeznadn 3.2 Tadwns
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JUT 4.5 anuwauzAnosunninvestiuaIunauiEIseu 1800 sausewi szeznadn 2.2 Tadwms

Lﬁuﬁmé’qmm’jwmmL%asauﬁqwzﬁfzj'aqdwmmmmmimgﬂiﬂﬁmmL%ﬁaﬂumsmw‘\"ﬂﬂ 98
uandlugui 4.5 (a, b) 1ilesainmnuiasevgsinliieyadaniintianisideguuuunanadn (Plastic
deformation) #igs [12] virlseniaunsniadiludtoninaiusiseu Fodeideumduienie
wiatfuaenalaiviy Jagninlinmeluioifouamdudesiineinia duandugud 4.4 (a, b) fiuans
Snwnrvasderiveinia sghdlsiniuiumsivareuleareitauinuuuaienaziianisivad
Tufirmaferiunsmueestusmilutusousesinsdes fuandusui 4.5 () anienisinyinis
Feudoamuoreiaaduiivnauleetiegs Funuiinsdaiaiu ndsnsdendsanueraiaauandyi
diuhderisenmadudsiidmadeautiminaresduau Sandudsildlunsidon egrdlsia
nsthluussgnaldnuarsiinisaidednuvasvesnuwagautanienameiiuiu

4.5 AMULTIVDILULLTDN

AISNAABUAIAMULIIVDITUITUNAINITL VDU ILNAFDUIINUA 13 FILUUS T28EU19TENIN

Auviiaeg 1 faduns aannarsweawwiten agludumisiaud lagainnimaaeuaninaly
d' 1 < d' d' v dl' = 9 aa al' @

JUN 4.6 wanAIANULTITa U TRN A INNSWeNEsANuYe I Tan B ATAA TIAUL5I5OU 600,
1000, 1400 uaz 1800 50UMDWNT Nz8znAdn 3.2 TAGIUAT ILNUTINAIUSIMYWTOUFITUAT
ANURINNUTINLUL TN BIEITUME LHpsaInAuSeuINNISdavunauiniiossasaad
N1399UMLAR Ka19INNITEUFYINTATAIAMULTLALNTY welaUSsusuUSnaLdapuuLlaLAL
Y990¢A3AA NUILUaaNAIANNLTIpenI LRy InefiAnuLSI5eU 1400 SaUABUNT STazne
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3.2 fiadluns iranuudtuaueiegaansdi 88.66 HRM uidadiaieuninieiuveteraian
ANUKITRET 98 HRM lnelannzuinuiiaweuilindsainnisvaass

1Y
'

on
i

120
= 100 Weld Zone
=
>
= 80
z —— 600 pm
T 60 —a— 1000 pm
= | | 1400 ipm
2 40 ; ; —— 1200 pm
] H |
-
=
> 20
D T T T 1
60 50 40 30 20 10— 10 20 30 40 30 60 Distzncs mm

JUT 4.6 AAILLINTOIMLITON TIsTaznada 3.2 Tadwuns

= | I = Ay v = = Y aa 4
INFUN 4.7 UAAIAIAINLTIYDIUUNTUALAIINNTLTRUEEANIUYDITARDEATEA
AUL5750U 600, 1000, 1400 wag 1800 5OUABUIT 715veznndn 2.2 Nadiuns A8 fU WU
U3nailawouiiAmanuwitosninieduueiezasan wazdosniniszeznadn 3.2 faduns Sneae
= a a k% < a & | o a o v a
Weananinnsidsuudandasiasiwedaianaiang nilduanglangnyinais anviasseenadni
towdwmasannunuwiuresledanuinauundey tnafinuiaseu 1000 seusewdl szuznadn
a a P 2 & d‘ 1l 1 (=3 1 2 o < A
2.2 Tadiuns WA1AuudeuuRiugeeegi 53.15 HRM agslsinuAnnuudanmauduni
FunaluUSnAMIRDNNIINYBIINITBIB N ATLARTUUTIML LT UMY LT8991n Y8319
grnAdsNalius MBI IAnA I LURs e e Tan Sadidmemundestunuesa3an
MrumMsdeusienssuisnisitendeavursiiatoaninidofiuresorAsaneguin windediunse
ludssendldanuld Fauegivanvaenisidnuusasdnyazveinisldnu
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Rockw ell Hardness (HREM,
. =3 =) ;
[=] [=] [=] (=]

'
=

Weld Zone

3
]

U

=1
N

' I3 = d' [ a a
4.7 AMANULLVIVDILUIILTRY NTLYLNADA 2.2 UAALUANT

—4+— 600 pm

—a— 1000 pm
—— 1400 rpm
—— 1200 pm

Distznes mm
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unil 5
dyUnani1Imvaasy

NSANEINITIUOUEYANIUDZATAANIBLATOITNTNADALUNA NAI91NTINITLTONTUIIY
S8UTRsuAY Fununliminnisnaaesumulsae gnilunegevaudfvessesse wadmanlaan

A1579adlUAATILINANITNAFDY IERANISNARDIEILNSaLARINalAGaRa LU
5.1 da3Una

(1) AUATUNIULSIRIGIZAIINNITNAGBAT 18.11 MPa 11A21345250U 600 S0URDUT

SLETNADN 3.2 LAaLUAT Lwié]’m?‘@hﬁﬁ?ﬂasjmﬂLﬁam%amﬁsuﬁ’umm’mLL%@LLiaﬁwaaLﬁaLamm

D2ATAANNAY 78 MPa 1A USUNUY0 I NaINa AT A LTSI 9T UL DNANAS

(2) AU MY UTIN AN ALTAIR I UUTIIUTML WL TeNEBIgeTudIe TneTidauds
AT 1400 SaUsieunil szaenada 3.2 Tadwns IiA1nuultunundvaanagi 88.66

HRM usiflawUSeuifisuiiuiiewiyuetesasarnuindsliitosniny Adenuudeegf 98 HRM

(3) USantlaweauiinisidsundadlassasne meluusaidsidnuinnisvinseningle

TANALaNe 91NNITUYULAZLIINIINAIINNITEEANTUIWF WY
5.2 UYaLEUBLUY

misinsfinwiudndmnsunswendannaulnditesiuiannquaus wu nswenianngy

[y |
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