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Fig. 1.1 Continuous cooling transformation diagram of bulk metallic glassm].
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Fig. 1.2 Flow chart of this study.




(5 1 EDSEIER)
(1] €BH T ADERELEZEZ~DIGH, £ BAAL 727 727 5 (2009), p9.
[2] /KB B EXEAFEIRICE. 70 (1999) p.79
[3] A. Inoue: Acta Mater, 48 (2000) 279.
[4] W. L. Johnson: MRS Bulletin, 10 (1999) 42.
[5] S.J. Pang, T. Zhang, K. Asami and A. Inoue: Corrosion Sci, 44 (2002) 1847.
[6] W. H. Wang, C. Dong, C. H. Shek: Mater Sci Eng R, 44 (2004) 45.
[7] T. A. Waniuk, R. Busch, A. Masuhr and W. L. Johnson: Acta Mater, 46 (1998) 5229.
[8] C. H. Wong and C. H. Shek: Scripta Mater, 49 (2003) 393.
[9] Y. Kawamura, T. Shoji and Y. Ohno: J Non-Cryst Solid. 317 (2003) 152.
[10] Y. Kawamura and Y. Ohno: Scripta Mater, 45 (2001) 279.
[11] Y. Kawamura and Y. Ohno: Scripta Mater, 45 (2001) 127.
[12]J. H. Kim and Y. Kawamura: Mater Proce Tech, 207 (2008) 112.
[13] Y. Kawamura: Mater Sci Eng, 357-377 (2004) 112.
[14] Japan Nanonet Bulletin: 5 14 5. (2003).
[15] R. S. Mishra and Z. Y. Ma: Mater Sci Eng R, 50 (2005) 1.
[16] BEEHES —TFSW O3 _XC—, BEZSR, EEHR, (2006), pl2.



BLE BRERBPESLERTT A

[\
B
il

1
BEBHREAS TSR T T A L CERATAICYU Y . BEOMESREN %
S L. BIREIRET S, @B T X258 L LIEOHmEITh T+
BlE DN, T DHREFE L &z, BEBBESOBAMEIZ OV TOR
FEITI,

2.2 BEESHERES OFER LUK

BEEER S EIL Fig. 2-1@ITnT L 918, —/v (Tool) &EFEENE T = /v
FE L T a— T LD HFERO TEZ B CEEE S W20 btk St S
B, BLERICHE SN T 0 —T7 O LiAR, MEEZEEIES
ERIFHZY —VREIIH > CTHEERBI S E 5, 20k, MEHIERREE A MR
L5, EEs LN LRIETAY -k o TSNS, LEBoT, fE
ROBEIELIZRRY | EREAHRRBEGETLH D, V— NV DEEEL#EEN
[Fl 56 C & 518 % 58| (Advancing side). X% 5\ C & 5 18] & % 18/8] (Retreating
side) &9 [1]0

Direction of
rotation

Direction of

welding
Shoulder

Shoulder

Retreating
side

| Workpiece oy Workpiece Advancing
side

(a) )
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Typical geometry of the tool used in the FSW process.
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Fig.2.3 (a) Relationship between the critical cooling rate for glass formation (Rg),
maximum sample thickness for glass formation (tms) and reduced glass transition
temperature (To/Twm) for bulk amorphous alloys. The data of the ordinary amorphous
alloys, which require high cooling rates for glass formation, are also shown for
comparison and (b) Relationship between R, t max and the temperature interval of the

supercooled liquid region between T, and Ty, (AT=T(—Ty) for bulk amorphous

alloys®%.
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B ARSIV, &BF T X307 AEBRIBE & ERCIREORICIBA
AR PEFEE (supercooled liquid region) DETET 5, Z OFEEK CIIkMEREIN AL
0, NERHECHRRERTRETHY ., K. OBV T 2 OBMBE
ILDONTEL OFEREITLCNEP P, B S X OBEEES OREZ. &
IR EU BT bOBER S 2720, FBEGIBELT, V7 REBIEE

VL EDRET R Z D@ AR RS CIRERE T2 LE D5, —FH. &

BAPSEE DB AT, AL, AL EERERE 725 & 5 /v
SR BRTANERD S, "

2,7 @RBRVFACEAINTZBBER ST 1EX
271 [FREERT 7 X OBEELROES

INETPdE2TEE, Zr E3FE, CuE 1FE. NiEZ 1 BHEOSETVF X
DEBER OB HEPERER, BEERES, ETE— 2ROV —VEBEELH
W E R T & 725,
BEESZELZAVWSZ L TPdE 2 BEL Zr £ 2 BEIXV TN L EE N
Bl EETEEE L R D L Zr ARV T R IRE TR KK,
N RUBINWERR SN TEEEZE T2 0T, BEEETOREDOR
EERIE L BB D XRD LV | BEEFENE  BEEANEIZ O SE &
5T b, BERERIIERENICHSTRERFRICKREWERELY 52| it
SHFTWEBEN T ALBEEET A -OIII3R/NNEORHENEASRE CR &
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RITIER SRV ERHE SN TN

BT U — LIERETIE, Zr & ZrssCuspAlyoNis, ZrsoCugoAlyg, Zra BesTigsCuppNijg 12
DUVWTHRET STz, ZrssCuseAloNis TITEEE TR LER D 03FA LTz DITHE L,
Zry1BepTiaCupNijg TIIFEREIRECIHEENFREETHYD, MERT T AD T DE
TEMDENEERFORBBIICEEL TV EZ EMRESh T B

L — B CIE S Imm O ZrgsCuggAl, &R Y 7 AZHK LT L—HH 77 1.3kW,
B — A 03mm, Ar A —VF 4 VT HAOLEET T, IBEEE 2, 4 RO
8m/min @ 3 FHFTHEEMTON TS, 7 wflf&k O XRD OFERIZE D,
BHERE D 2m/min CIREBEEI AN K&, 4m/min TIXBREIIIERE Th
%A HAZ 23 &a{b. 8m/min TRIBEHEMEENIERERETHY . ThbbLIERE
HREOHEME & HITHAEE KX <72 Sm/min CiifER LEFGHEE %
EE B S UESEREE O HAZ OFF /LN & BPHESh T,

ETo T LW ERERTE T b 5 EEREHES (Friction stir welding) DR A v
THEORBHRE 17T 2 BEHEX 7 o & X (Friction Stir Processing) %
ZrssCuszAl)Nis BV 7 AT SNl biESh T s, BEHO~1 7o
EIE1T 10-45nm DT E/V T 7 AFREE & 5-20nm DT ) X — Vs E kLT
THERT ) A — VBB TBE SNz, Bohizt /A — VIEREH
WEEX, 7/ A=A RAMETH D EEwmfT T oiiz, /7 Ar—V3ER
EHREEL, BEER T v 2 2R L BRI 2B LWEEERIZ L - T
AL, b LEEIOBEEER 0¥ 22X o TRGEEICHTTF ) A 7r—14
BT A BT, @BV T AEREBICBIT 5 A r—LHABHED
BN SOWTTRD Z LN TE B LHEINLTVBH,

272 BREGRBUTI ADES

FEEBRIEREIZ & 0 PdagNisgP20/PdagCusoP20Nijg, ZrssCuspAlgNis/ZryBe3TijaCuiaNijg
BBV T ATBNT, TRENEESTHHAC O VTRES ATV AM, #
BBV THRE TIIFEREET. RpbBESNRhoTe, BEEZLER
BHOGRREIIRM LM CTH D, T LT PdygNigPo/ZraiBeysTi4CuiaNijg
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B8 T4 U PdyoCusgPaoNijo/Zry Bexs TiaCupNi BEA I BN T OB ERII LK LT,
ZHIRETH I ABBIREPBEWERBT AL TNER LD THY, £

RBEERN T ADBEEEEZNRINT H120OIZIE, MHFOEBT T ANER L%

HEEZERTED L5, U7 RABBIEEZELZA 50K LLTICHE L2 IThiZas

RNZ EBREINTND,

273 RmEBLERVT I ADBHERUES
INETEFE—LRUVBEEBEEEY AV ESRBRESRTT S TV 5,
R & 728 ClE, ZraBexnTiuCupNij B0 T 2 & Ti A4(Ti-6A1-4V)
KO Al 54:(A2017, A5083, AT075)AET S, AlE&D A2017 KT A5083 &
GBI T AL DEBEEHFENE LN, UL, Ti-6Al-4V RN AT075 TIX&E&RY
FADHENEFR L., ZHODREEEEITVTH LML LR > o -l

BT E 2212094, =

BT E— AEE TR, E X 3mm @ ZryBeyTiyyCupNig &B T 7 A LH#Ti KO
#i Zr OBMEFEEMTOIL, # T RO Zr O BMEEHO R mIzBWTE
B sl L bt RERGBHEEIZL Y SBIADHBER L2V, FEEERRET
DFENFRETH O, HTRBR T T & Zr BV RER L, BERO BT #E
ERLNZEBESATHBM,

2.8 BEBIREASOERITA~DISHAOEFHE

RS T E MR HEATHY, OBBEETIRE LN
Z DR ER > TR, BEOEEE L HRHEWVEE CEASNFRETH
Do BT ADBEGIIN T AEBIREL ERES(LBELUT COBRERIENE
BCTHDH, WEOWHEETIIRMNE, SHENCEI VEARENEL D Lok
BEAEITY, BARESBVIGSIIBEAHOMBLAE LS, BEBREAE
IZHEFERVRE CEAENFRETH Y, 7 REBIEE L (LiBERICIRE
B U CRASHTRISER CEANTARERL L ELLND, LEN-T, BEOE
BIEL VEAHOERLETZMRL, 224 - FEE2zmbETE2LE20

E%”[‘G
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o,

29 S@BUIAOBEEBRRESOFREBRRLIVEEY—

@SB T A%, BIRCHEMEIRBA TR TH D, Lo T, RE DML
B0 Z 21BHEAREERE CEAGRELZ LE LES Ledide b2, &
BT T AT ERIEER CBBEEERE I L, SN b ), — R
AT 2y — NV DREEZ—EICT DRERIEGRE BT, Y—LOFA
B, HARSEZ—EICTHUEBHESRALIEAE L TNDEEZIOND, &8
HIATFRTITBEENE L, BUEEREZEZTZERHELVMEITH DS, L
Teiso>T, BEY—VITFERTIIRENSEVMENRRDENE, SHITY—1
DERLRIINDI D, TMERMEG RS LTRDLND,

2.10 FEE

RETIE, BEEHRESORE, BEIZ OV TR, BV I A DEAIZ
B9 o RFEEEFl 2 o L, BIROEREZ1T -7,

18



(5 2 EDSE IR
(1] BEBEHPES —TFSW 09T T—, BREESRE, EEHR, (2006),pl2,21.
2] & . 2006 FEKRRKFELH
[3] H. Fyjii, L. Cui, M. Maeda and K. Nogi: Mater Sci Eng A, 419 (2006) 25.

[4] S. H. C. Park, Y. Sato and H. Kokawa: Scripta Mater, 49 (2003) 161.

[5] H. S. Park, T. Kimura, T. Murakami, Y. Nagano, K. Nakata and M. Ushio: Mater
Sci Eng A, 371 (2004) 160.

[6] Y. Sato, S. H. Park, M. Michiuchi and H. Kokawa: Scripta Mater, 50 (2004) 1233.
[7] W. M. Thomas, P. L. Threadgill, and E. D. Nicholas: Sci. Tech. Weld. Join 4 (1999)
365.

[8] R. Ueji, H. Fujii, L. Cui, A. Nishiok, K. Kunishige, and K. Nogi: Mater Sci Eng A,
423 (2006) 324.
[9] H. Fujii, L. Cui, N. Tsuji, M. Maeda, K. Nakata and K. Nogi: Mater Sci Eng A, 429

(2006) 50.

[10] L. Cui, H. Fujii, N. Tsuji and K. Nogi: Scripta Mater, 56 (2007) 637.

[111S. H. C. Park a, Y. Sato, H. Kokawa, K. Okamoto, S. Hirano, M. Inagaki : Scripta
Mater, 49 (2003) 1175. |

[12] S. H. C. Park a, Y. Sato, H. Kokawa, K. Okamoto, S. Hirano, M. Inagaki: Scripta
Mater, 51 (2004) 101.

[13]1Y. D. Chung, H. Fujii, R. Ueji and K. Nogi: Sci. Tech. Weld. Join, 14 (2009) 233.

[14] Y.D. Chung, H. Fujii, R. Ueji and N. Tsuji: Scripta Mater, 63 (2010) 223.

[15] T &, A B, MHE ®E. N 52 BH R B KR
EEFETmIEE. 27 (2009) 360.

[16] R. S. Mishra, Z. Y. Ma, 1. Charit: Mater. Sci. Eng A 341 (2003) 307.

[17] G. J. Fernandez, L. E. Murr: Mater. Chhra 52 (2004) 65.

18] W. Wang, Q. Y. Shi,.P. Liu, H. K. Li, T. Li: J. Mater. Proc. Tech 209 (2009) 2099.

[19] C. M. Hu, CM Lai, X. H. Du, N. J. Ho, J. C. Huang: Scripta. Mater 59 (2008)
1163.

[20] A. S. Zarghani, S. F. Kashani, A. Z. Hanzaki: Mater. Sci. Eng A 500 (2009) 84.

[21] Y. Morisada, H. Fujii: J. Japan. Inst. Light. Met 57 11 (2007) 524.

[22] Y. Morisada, H. Fujii, T. Nagaoka, M. Fukusumi: Scripta. Mater 55 (2006) 1067.

19



[23] Y. Morisada, H. Fujii, T. Nagaoka, M. Fukusumi: Mater. Sci. Eng A 433 (2006) 50.
[24] Y. Morisada, H. Fujii: J. Japan. Weld. Soci 76 (2007) 176.

[25] Y. Morisada, H. Fujii, T. Nagaoka, M Fukusumi: Mater. Sci. Eng A 419 (2006) 344.
[26] H. Fujii, Y. Yamaguchi, S. Kiguchi and K. Nogi: Mater. Trans 49 (2008) 2837.

[27] W. Klement, R. H. Willens, and P. Duewz,: Nature, 187 (1960) 869.

[28] H. S. Chen, Rep. Prog: Phys, 43(1980)353.

[29] H. S. Chen, J: Appl. Phys, 49(1978)3289.

[301 A. Inoue: Acta Mater, 48 (2000) 279.

[31] A. Peker, W. L. Johnson: Appl Phys Lett, 63 (1993) 2342.

[32] Y. J. Kim, R. Busch, W. L. Johnson, A. J. Rulison, W. K. Rhim: Appl Phys Lett, 65
(1994) 2136.

[33] FH —1&: BEFRE. 78 (2009) 10.

[34] Y. Saotome, T. Hatori, T. Zhang, A. Inoue: Mater Sci Eng A, 304-306 (2001) 716.
[35] D. H. Bae, H. K. Lim, S. H. Kim, D. H. Kim, W. T. Kim: Acta Mater, 50 (2002)
1749.

[36] @B W 7 ADEMLEZX~DICA, HL PR 727/ ZXF A (2009), p
414.

[37] Y. Kawamura and Y. Ohno: Scripta Mater, 45 (2001) 279.

[38] H. S. Shin, Y. J. Jeong, H. Y. Choi, H. Kato and A. Inoue: Alloys and Com,
434-435 (2007) 102.

[391 Y. Kawamura: Mater Sci Eng, 375-377 (2004) 112.

[40] B. Li, Z. Y. Li, J. G Xiong, L. Xing, D. Wang, Y. LI: Alloys and Com, 413 (2006)
118.

[41]J. Kobata, Y. Takigawa, S. W. Chung, H. Tsuda, H. Kimura, K. Higashi: Mater Lett,
61 (2007) 3771.

[42] T. Shoji, Y. Kawamura, Y. Ohno: Mater Sci Eng A, 375-377 (2004) 394.

[43] Y. Kawamura, T. Shoji, Y. Ohno: Non-Crystalline, 317 (2003) 152.

[44] J. Kim, Y. Kaamura: Scripta Mater, 56 (2007) 709.

20



BIE Zr RGBT T AOBEBHRES

3.1 S

SR T RN IENTHEBENE & B AYRAE D 21T LWEEM & U TIER R
ERTbh T B &R T 2 & B8 5 1= DITITR & A b &I EE(1-100
K/S)BERINBTDORE IDBFHIR 4, BEMEE LTERT 201, &
B, BAL VST MTHEMASKETHS, ThETICH, BEESEP, 11—V
BEE BFv—amE R Lo A TOMBIFANRE S L TWE, L
L. BR7 e XAV 5EI1CE., FRHSOBRIEBET S OICEEE
BEIZ L D RERBEEESNERARTH B, THICH LT, EEERES
IZFEARL (B THAT 50 BERENRTEETH B, = 2 CARFIETIL,
BEEBEEA L EAEL LTRA L. L BEB T T 2% T AGBIEE(THL L
TR LRETOUT CHEAETDIZ L 2RF LT,

32 EBRFE
321 BV ADIER

AFEBR TRz ZrssCusALioNis & B Y 7 A &4, BHMEE Z2r(99.9%). Cu(99.9%).
A1(99.9%), Ni(99.9%)A > T b6 T — 7 RREIFIC L 2B EITol %, 7
A FERERTRETICEE LI 75x27x1 mm. 75x27x2 mm DR ZERL L
7o

322 #AEFE

AEBR T, EE Imm F721E 2mm @ ZrssCuspAloNis(at%) & B A 7 X M %
Ao, XA —A T — RO EEXEDOEESEITo, BaY— /T al
A 25mm, Yo —7F Smm, Y —7ES Imm 7203 2mm. ~ZAHFHE 3°
THEIZTREMESKDO) E Lz, Fio, Y —NVOMEIZ L 2BEOKEELHAET
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Bz, ValFE20mm, Fu—7F 6mm, 2 —T7EE 1.8mm, ~ZHH
B3 THEAZBEEEWO) E LY —bh BV, #45&E X 100-150mm/min,
ERBEIL O T—E L L, V—/VOEEEEEL 60-390rpm DI TELIED Z
ETHEGRELHEIL., BEEITo,
RERCTIIMBRE CESE1T o, AV 0 RIMEOBIETREI AR A X
THO, BBV T ABEEREZE L IED0DICH T AEBIEE L ERLR
EOMOBGEFREER CIEEL R T OILERD D, Z OBEGENTREER T
TN SWRE CHMBTENFEETH D . RERWMEEZMA D &EREAELTL
9, FIT. HERBETIZRLS ., Vo AFBAME., EE 2L DI ETEER
MEHEIEL ThD LB LT,

3.2.3 PG K ORI HO R M D R 5 v

Bk, BEMOBEEIX 7T FEHR T 20K/ min OFIRRE CREEE
87017 E (DSC, Bruker, DSC, 3300SA)%E FAWTHHT LTz, #EEEOER(ILEE%
RET D7D, BEFRICEERWEEZ X REPEEXRD, Bruer, AXS DS
DISCOVER)Co-Ka % FHVNTHEAT L7, fHitEE I 13518 B T B SE(TEM) %
AW THH LTz, TEMBEZ T 579, (HCI04:CHs0=1:9& % CH IR CEME
WM % VTR L7z, TEM O#%1E HITACHI H800T % FVCTINEEE
200KV TEAE L7z, HMAORHIEILEI IR L OE S35 Z AV CEli L 7=, f
FEEOBERRIZ. RBRAZE S S4mm, 18 Smm BRI T L%, £ %
& 2 (Instron) B 75 RERRBRE 2 VT BISREE 0.1lmm/min TITo7z, £7o, £
EFAICEERWEE <A 7 vy b — AFEEE (Akashi, AAA-501)% VN THE
SHAADOREEIT>7-, BIEREIX 980.7mN & L7z,
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33 EBRERLEE
331 YOIk

— A BB ES OBRAE., ¥ a VFE 12mm Y — LV EFERT 5, Fig
3.1 1% ZrssCuspAl oNis & B A T A AR % B E 200rpm, #2573 200mm/min
TARAE—A 7 L— MES LERBIOREINEEFEZ R LTS, Fig 3.1 1R
TEOVa VAR Rom DY — L ERWTEASTAHEIZIE, FEIZEZD
NYRFE L, LER-T, REKEET DAY 2T 57 ORERTIE
BE LV KXV 25mm O 3 VAR L

Fig. 3.2 1% ZrssCuspAlioNis & B A 7 A iR % FEEHE 150rpm, A H
100mm/min CAF —A 7 L — MES LERBOEERNBICRIETT~ZABE
DEBE TR LTND, Figl32@Ilmd L O IC~ZAHAAEDN 10005 EICIEY a v
ENORET IR a VDT y VEHGIZEFT5HZ LIZ &> TEREITRN
Rk Lz, &BH T ABBE TITE MEMESIZ EA LRV, T RERIE
B LR LB ER OBAEREER E CME s g &, 2ICHIME & fEtENME
T LREMEREM T 5, Ko TIDHEIE, YalFzy VHOICEIETL
BN AR EEIR~NRES ERE L, Bo0ICELT 220 RNBEBEN=LEZ LR
B, —7H. Figl32(lmRT LI ICA~ZHABEN 0°OFEIE. 2 DY BHRBAE
Lz, ZHE, v a VA REERTH Y S PITHEIOREIZEM A2\ e, R
AN & LTHH ISR T W B X bivd, Fig 320IZR-T L 51, ~
THAEDN OGS IIHRRGREREAE LN, ZOEBIZIarFDOT
Y VDG DH TR a Vv FOEBIZBPIREL, Bomiy—Likol
TehEEZLND,

i

g
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Fig. 3.1 Appearance of {riction stir welded specimen at 200rpm and 200mm/min.

Fig. 3.2 Appcarance of friction stir welded specimen at 150rpm and 100mm/min with

various recessed angles of the shoulder surface: (a) 10°, (b) 3°, (¢) 0°.
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332 ARH—A T L— bES

3321 BEEFHOKREME

Fig. 3.3 (ZE & Imm @ ZrssCuzpAlgNis BB T 7 A G4 % | KR CEREITH A
F—A 7 L— MEG LTERBOREMIEE LR L TV 5, Fig. 3.3(a) IZRT
£ 24z, EEEHE 60rpm DG AICIERmMICKENBES =, ZHET 7 R
BHEELT CEEMN TN, BHERIAEZ 53 REICKRMESER L
tEZLND, LirL, Fig 3.3(0b) & (I2md & 9 ICEEEEED 80rpm. 150rpm
DFEICIE, B — FEEAONRY (B, Kb RoNTRFRERE %
Bohic, EEEEO FEICHEWVABENBIT M, ZORGHEEICBWT
XA OREIIN 7 AEBIRE L L RGBELT O@G AR EHEK CES
MTibhizé&Ex bbb, —F, Fig 33T & DI EESEE D 170rpm D
B, ABBREVEDREICZ T 7 BER L, ZORMIIBELES F
Y VIIABARICLAREARBEEIIELRY, R LBEEEZRBREZLIZENE
BHZAPEN LIz, 77y 7Bl LIcEELZBND, LLEOFKRND
[EIRRHEAS 170rpm LL_ETIERESRILIELELL B, 60rpm LATF TIELH 7 RErfEIEE LL
TTEENRITONEZLEEZEZOBZYETHD,

Fig. 3.3 Appearance of the stir-in-plate welded specimens: (a) 60rpm, 100mm/min, (b)
80rpm, 100mm/min, (¢) 1530rpm, 100mm/min, (d) 170rpm, 100mm/min.
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3.3.2.2 ORI R OVBEARAY Rr it

Fig. 3.4 [ZAH —A 7 L — MNMES LI-REOBEE O XRD #EEREZR LT
%, Fig. 3.4 12T & 5 ICEEREEE A 80rpm, 150rpm DA 21X, BHE D XRD
DRE— AR 70— RRE— U R LTEY, B A s
TENT 7 AREBEHFLTCNDZ BN D, €8V 7 ALEREREELR
THH 8 DX RE LT A2 & THRBLBSET MM UL, B4R
BNz, ZOLIBREENERTEZ LTS LESTICEEIIFBRIRELL
TCHRINT-LEEZIOND, —FF., BIEEEED 170rpm OHE IR
KT ALy — 7 DBE SNz, 150 FEEEE EFRICEWCABEREML, X
H—A T — NESFIZRENEMMLBEZB X L2 B,

250
——80rpm, 100mm/min
——150rpm, 100mm/min
--170rpm, 100mm/min
200
}K{ \&i
2 150 /o
2 St WW’”#WNWNW‘M{%M m 1¥¥\§"‘Ww%w~WWﬁ“’W«""”f)&%ww‘m(WWM‘)&M&M
] ’W
= /
= 1004 /X

40 60 80
20

Fig. 3.4 X-ray diffraction patterns of the stir zone.

26



Fig. 3.5 1A ¥ —A 7 L— MNES LT3RE 2 7 2 U FEFESR T 20K/min D H-
BERE CHIE L7 Rb & B8 D DSCRERERL TS, 7 D DSC ZHIE
LTefER. U7 REERBIRE 680K, #EMLIRE 750K, BARENRAEFERAT=TTy)
% 70K Th -7z, Fig. 3.5 1T & 9 IC[EEREEE S 80rpm, 150rpm DIBFRE &
MOEBE—7 B—% L, B~ 0OEBEOBL BRSNS -T2, T2
T, ZOREND S LR OBBRIISER LS TTELT 7 AREE
HEELTWBZ LB 5,

40 : T
—Base material
~~~~~~~~~~~~~~~~ 8drpm, 100mm/min i
e | SOFPMA, 100MM/MIN ;
i
il
3
£ 304 *
S |
5 S
= \
13 !
]
I 204
10 ] I T
600 700 800

Temperature (K)

Fig. 3.5 DSC result (heating rate=20K/min) of the base material and stir zone.
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Fig. 3.6 IZA X —A 7 L — FEE LR E OB E H RN EE 2 Win O S 43
iz RT, 80rpm, 150rpm DIBEREE X IRAF D 520Hy L B LT, ZEfkiTR
537, Fig. 34,35 BT AHERE—FT 5, L, EEEED 170rpm D
XRD fER TR b — 7 BDEEINFICL 21D b T JICRE REITA
Bebote, &BA T AIERIESETTNET ) A—F oeREbEwH
T B0, ZO&BRILEMIC L VEENBENT 5, LML, 170rpm D5
HTIIFERALDEAWVB DR o toizh, S OEIMBSEIE SRhole b
b, £, &RV T ABHHREEE COLRWVIFEEZEERELTD
ZETHTFOF/EINC L > TR 20V H5EBERIC L > THERBILBET 5,
ZOBEETHALASEZ 225, Ll REBRTHEM L7 ZrssCuzAlNis &R A 7
ABEITREREHTEEZ BHIC 8 HREDA ¥ a—v g VEERINFEET
OREBRITEAREEN 2B LAV, REOMIZE LR T,

—u—80pm, 100mmAnin
----- #-150rpm. 100min/min
~d-170rpm. 100mm/min

e .
\f;/‘\‘%‘g;’l

Vickers hardness, Hv

200 1 . ; : . . ; . ,
-10 -5 0 5 10

Distance, d/mm

Fig. 3.6 Hardness distribution of a cross section perpendicular to the welding direction.
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Fig. 3.7 {ZEIEREE DS 150rpm TA L —A 7 L— hES LK o TEM B8
i & ZNICHIR 9 5 SAD /& — 2 &R T, Fig. 3.7 128§ & 9 (RS L BT
ORGSR T/ ERIrBE S odz, SAD RF—TH T T AREES
R — R ER LTINS, 0O TEM BEOFE RS HIEBHTIL A &
FHRICHERTENT 7 AREBEZHEL TWD Z L5005,

100 nm

T

| .

Fig. 3.7 TEM images of base material and stir zone: (a) base material and (b) stir zone.
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333 HESH DOREDE

Fig. 3.8 13/E & 2mm @ ZrssCuzpAl o Nis BB H 7 A GE&F R F —A 7 b— b &
SLEEEOEENBEFEE LR LTS, Fig 3.8(a) (R T X ) iZEfEEE
80rpm DIFEIZIE, A7 AEBELELL N CEEM TN o OBEREI S+ 51
D TRECKMEAER L7z,  Fig 38R & 5 ICEEHE DS 1700pm O
HEE, ABBRENY, EEICKEAER L, ZORMIIHEE LEZXM
FABRRIZEAEREKMHGEIIRRD, BEPICHBERELZBAICT &ITHF
VERT T AOEKIZL T, KPR LB b5, —J7, Fig 3.8(b)
(TR L A IR EEAY 100rpm, 150rpm DEEAIZIE, ©— FRIZO Y (X
LRERAY D 7e < Kb RONTRFRRREZE LN, [HEEE EFICHEVA
ML, BOPOREREMERNFEL 25T AmBERLEL BT
Tl LT 25,

10 mim

Fig. 3.8 Appcarancc of stir-in-plate welded specimens: (a) 80rpm, 100mm/min, (b)
100rpm, 100mm/min, (¢) 150rpm, 100mm/min and (d) 170rpm, 100mm/min.



Fig. 3.9 IR & —A T L — bEA LEFEBIOBHE O XRD #£REZ7 LT
%, Fig. 3.9 1R &N S K 5 IZEEREEE DS 100rpm,  150rpm DIFEITIL, BERES
D XRD O/3% — 3R 7 0 — RRE — 2R LTER Y, BEHIIgRb
ENTERBT T AREEHFL TWBZ NS5, —F, HAEEDN 170rpm
DRI RCICER T 2Ry — 7 BRI

Fig. 3.10 13X ¥ —A 7 L — MES LEERBOBE FMICEERET R OE X
DA R, TENT 7 ZAREEEHERF L TV B EIEREEE DS 100rpm, 150rpm D5
HOBHEOFE S IX A 520Hy & B LT, B{LiFRbohieholz, [EH
BEEAY 170rpm DS Tid XRD R ICHE R — 27 DERShZR, BEiC
EREREIGITR N2 oTe, BV 7 ATRKRIEPETTEF /4 —4%
DEBHELEYHBEARE L. BENEMT 2580 2ot TIEERMEOES
DI NT=, S OEMMBERD bRtz bEZI NS,

400

Base material
- ~———100rpm, 100mm/min
........... -150rpm, 100mm/min

——170rpm, 100mm/min
300 J\

250

200 i .

150 .
,j'
‘,/'
” m’___/h\_____’//“

Intensity

Fig. 3.9 X-ray diffraction patterns of base material and stir zone.

31



800

—u—100rpim, 100mm/min
wd L A-170rpm, 100mm/imin
-
I
o 600 -
N
Q
: oo
T
—
1Y
=
E 400 -
@
X
82
= 300
200 . - T ; . ' ' ' '

-10 -5 0 5 10
Distance, d/mm

Fig. 3.10 Hardness distribution of a cross section perpendicular to the welding direction.

Fig. 3.11 13E & 2mm @ ZrssCusoAlioNis &JB 4 7 R 2% L THE & 72 B8 E T
AL —A 7= MEES LIZRABOZEGFIREHORENRTEL L TN 5,
[EIEEERE DS 80rpm DIFEITITABD D72\ O TS REIT KM L1208,
[E1ERER B A3 100-150rpm DIFAITII E— FREZ O G Epb 72 <, Rifab R
LN RIGFREBEEGRESE DI, EEGEED 150rpm LA QLA I AZBEN
RKEWVDTHRESBIENEIT L2, BEE 2mm OBEIZIE, Imm OFE L HE L TK
EVWABRBMETH LD, BEAEFRSEEIFVEEZ NS,
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Thickness 1mm e o 150rpm

insufficient input heat Possible range of stir in plate Crystallization

~ 80r 150rpm

§ 10mm 10tmm

i 00rpm
Thickness 2mm 100rp 150rpm
_ insullicient input heat Possible range of stir in plate Crystallization

100rpm 150rpm

10mm

I'ig. 3.11 Possible welding range and surface appearance for 1 mm and 2mm thick

Z155CuzpAlgNis Bulk metallic glass.
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334 EXHbEES

Fig. 3.12 {22 & 2mm @ ZrssCuspAlyoNis &)@ 4 7 A2kt LTk & 72 [AfEEE T
REGDEES LR ORENAEEEEZ 7T LT 5, BEEEE D 80-120rpm D
W EIZIIABADV D 72O TS REIZ KGR L=y, EEREE 130-150rpm
OEEITIIE— FEZ O ) [ ZEi) 7 <, Kigb RO T REFLHETFEH
biviz, —F., BIEEEED 150rpm 2B 2 525G ICHARER KT Witk
MDIETT Lie, —iRIZ, FEESI BB Rm S50, AF—A 271
— FMES LV FARABBMETH S, Fig 311 IORLEEE 2mm DR 4 —A
7 l— FOBESFIRERIRIC LTS IR B P, Zhid, BOREA
TFET S, EERfEAI g ko tEZ N5,

130rpm 130rpm

insufficient input heat | Possible butt joining range Crystullization

120rpm 130rpm 150rpm

Fig. 3.12 Possible butt joining range and surface appearanccs.
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Fig. 3.13 386 LI2ABt O L B850 DSC R EZ /R LT\ 5, [EEREHE
23 130rpm DOEHRER & AT OB — 7 R—FK L TE Y, BHRHIIER LSS
TENT 7 RREEHERFLTVWDEZ L8905, —F, EERE 150rpm D
A1k, BEACY—7 OEEBONBEIHL, BETIEENERLEEEZ#E X =
TR END,

Fig. 3.14 13 FHAS L 12RBOBA F R RE 2 WiE OF S 946 2=, Fig
314 1R X D ITHEAEE 130rpm OFE S 4576 Tt B S BRI OMICE S ©
TARIZ R B2 by o 7208, BEIEREE S 150rpm DA I3RS L IC AR MBERER D
BE S 3800 LTz,

Fig. 3.15 I3MEFEEE U723 B 0 TEM FAHREHME L Z x5 SAD /37—
> &Y, Fig 3.151077 & 5 ICEEEERE A 130rpm OH-EIXBEEH O AR E &
TR/ BRITEESNRho T, 20 TEM BEDORE RN b B4 & By
BRTELT 7 AREIHERFINTHND Z R0 5, BEREED 150rpm D%
BITBEEO TEM EE T /0 BE Sz, ZOMFRIL DSC RO S %E
BROMER L —FK LT,

——-Base material
............... 130rpm, 100mm/min
.............. 150rpm, 100mm/min

Heat flow{mW)

600 ‘ 700 l 800
Temperature(K)

Fig. 3.13 DSC result (heating rate=20K/min) of the base material and stir zone.
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800

—e—130rpm, 100mm/min
. -~ &a--150rpm, 100mm/min
T 7004
g | ’
b4 LA ;
% 600 n : /! .“\ A"f‘\ :
C ] L N “ ;
£ 500 -0 byt P00y o0 804 4 B-0—b-a
o i d
g ™ = ?
g : |
L 4004 !
= . Stir zone
' !
300 - : |
' H
: H
; H
200 : | - l ' 5‘ ' ‘ '
; 5 10 15 i

Distance, d/mm

I'ig. 3.14 Hardness distribution of a cross section perpendicular to the welding direction.

Fig. 3.15 TEM images of base material and stir zone: (a) base material and (b) 130rpm,
100mm/min and (¢) 150rpm, 100mm/min.
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335 BEAEY—NERAVEES
TESMI Y BEGEY —VIIBMERERR WD, TEMZAWEEE L

FFEOESREIL T 57D, F UESHEE OF4 ClalimidEE % 250rpm (&
WINSEA6ERH -7, Fig 3.16(@imt & 9 IZEEREE 250rpm, #HEHEE
100mm/min DFE, BLAR TIHRES NN - REICKEHAER L, & THAT
HRERE W2 O E W, £2C, HaRIEES B, BT REEEZ T
Az, [ LIEERE v F CEEREE 300, 350rpm, BEAEE 120, 140mm/min T
B &fTi 27123, Fig. 3.16(b) & ()R T L I ZDHBA LK T RIZH - THR A IZ
BENELRBERLE 2o, ZERLERE y F CTEAEEDOANE W, B
A 390rpm, A 150mm/min THEAEIT-72& 24, Fig 317 0RT L9
WG O T RE TRHMENRTE LN,

I'ig. 3.16 Appearance of the friction stir welded specimens: (a) 250rpm, 100mm/min,

(b) 300rpm, 120mm/min, (¢) 350rpm, 140mm/min.
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Fig. 3.17 Appearance of the friction stir welded specimen.

Fig. 3.18 IE ZrssCusAlLNis BB H T A &4 & 44y — /L& BV TRIESR
FE 390rpm, #EATEE 150mm/min TREFHES L3RI OBEA R E OHUME XRD
HRETR LTS, B S BEEO XRD O 4F — I AENR T o — Fg—
VERLTOG, BRBITEREENTT T 7 7 AREEHEL TV Z L

BT 5,

—— Base matenial

200

Intensity

g.
100 #

40 a0 a0

20

Fig. 3.18 X-ray diffraction patterns of the stir zone (390rpm, 150mm/min).

38



Fig. 3.19 (X EIELEEE 390rpm, BEAEE 150mm/min THEA LIz 2 73
FHS T 20K/min D FIEEE CHIE U7z R4 L BERE O DSC R EZ TR LT3,
RO DSC ZHIE LI2HER, U7 AEBIRE 683K, i LIRE 754K, @nH
RIRFEI(AT=Tx-ToiX 71K TH o7z, Fig. 3.19 O DSC FEEIRT L 5 ITRH &
BEMORBBAL — I B—HLTNWDIZ LB NnD, TOBRNLES LR
DT RE SN TIZTELT 7 AREBEMERL THDZ LB 15,

Fig. 3.20 |X[EI#xEE E 390rpm, B2 HE/E 150mm/min CTEEA LIZREI OS5 1A
(CEEE 72 W TE O TEM BATREF & & Z3UIZRIG T 5 SAD /X% — %R 7§, Fig. 3.20
R & O IR L B O EE G CIX T BRITER SR o7z, SAD
RE =BT T RREETRT AT —F = BR LTS, 2D TEM BEDHE
R GRS CRBPEITE R T BNV T 7 DRBEMERF L TOD 2 B350 D,

LA L XRD, DSC, TEM DOfgR 0 b BEHE TR ENT7EL T 7 2K
RBEHERLTRY ., B#EPICREbBREEU T TEAPIThIIZEE 2 5,

40

................ Base material

PO 390rpm (Stir zone) f}

Heat flow (mW)

600 ' 700 ' 800
Temperature (k)

Fig. 3.19 DSC result (heating rate=20K/min) of the base material and stir zone.
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Fig. 3.20 TEM images of base material and stir zone: (a) base material and (b) stir zone.
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BEASEY — VARV TES LR OBBRFELRET 2720, EIR
Bk OB R 41T o 7, Fig. 3.21 1ZEELHEE 390rpm, A HE 150mm/min T
BA LERBOBEFANCEE R WE OB S oM EmT, B & Bz
THEREOHEEEZB/L LN TETNS,

Fig. 3.22 [THE4E E 390rpm #24H E 150mm/min TS L72RE D3| 3R S
RERLTWDFig. 3.22 [ZA-T R D IZBMICHART 10%RBREOHFREEZE
Nie, ZOBEAIZ, SMEESIITENESMEZ R 5 & 572 KR M A AL
ENETDTHDEEZLNBI

800

700
>
I
~ 600 - ' :
[72] ' '
8 ! : :
- AR R B RN S R R R N e T b A
o 500- i i
© | ;
= ; ;
g 400 : Stir zone ;
3 z ;
S 3004 :
i3 ¥
: E
200 : d
1 N I T I v 1 T I
-10 -5 0 5 10

distance, d/mm

Fig. 3.21 Hardness distribution of a cross section perpendicular to the welding direction.
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1400

1307MPa

1200

1000

800
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400 -

Tensile strength

200 +

136MPa

Base material 390rpm

Fig. 3.22 Tensile strength of the friction stir welded specimens (390rpm, 150mm/min).
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336 BMEREZr 7V—bEA U — e LTHVWEBEBRES
INFETOEIZBWT, BEY—NADYa AR EEBLVKRELI LD,
NCHAEREBLV/NELTEREDOEERY —VOBIROBEEITO Z LI
X V| ZrssCuzoAloNis B A 7 A AR OBEBEBHESICE L C, #8REEZ T
AEERBIRE L E(Ty). MR LIRE(TOUTICHIE L2 b E#EaNFRETHDH I &
ER LT, LU, BEMIIERTI A 70l Ty 72k 0 +57725RRE
BNESNRN-T-, Z2T, KETIR, Zr ZEBH T AORENREAELHE
ST B, Zr BEBMEE L2 L CEBENEMT S & 2FA LM
ZrssCuAloNis &RV 7 ADEE GO EEREICEN LY bRRED Zr &
BHTRAEBAL, BETAHAFIEEMRE L, £72, Zr EXEINSE5Z LT
BT B0 7 AERBIBENEES DR SIC KT TEEIZ OV TRE L,
AEBRTIE, BEREZr&BTIAT L — &A% — M L THWZEE
BEEA E1T 5 72, Fig. 3.23 IZ7R T X 91T ZrssCuszpAlNis & B A T A DEF SR
I 75x2x2 mm DR E LTz Zr ED 2\ ZrgCusAlgNiyg B 7 A FE 7213, Zrgg
13Cu5.75ALNi @B T A2 AL ERIE TR S bEES %ﬁ‘o 72, TRafill
BE 71(99.9%). Cu(99.9%). Al(99.9%). Ni(99.9%)A > = v hhnb T — 7 IRRIFIZ
L B¥WEETo %, BARFEMNEFE AW TT VAU FER TR
BEE L. ZrssCuzpAlioNis & 1 T A G413 7 5x25x2 mm,  Zr7oCusAl;Nijg & N Zr
64.13Cu15.75AL1Ni 0.2 BT T A G401 75x2x2 mm DA & VERL L 72, ZrssCuspAl
1oNis BB Y T A BEIXFIR THEMEREDN 0% ThHh ¥ O ZryCusAlNijs &8 Y
5 AEEITEIE TEREREN 2~-3%ThH 5 72D ZrssCuspAlyNis &8 H 7 A
DHEFFRENZ ZryoCusAlgNiyg EB AT 7 AF AN TRESOEESZITIZ LITL
DRERRBEEN TELFEEHLTEDLELT,
BEFICRBOBEBE51ET 50, A v — M RURRE ORI Y S
BERE L, BEY VXY a VAR 20mm, T —T & 6mm, TE—TES
1.8mm, ~ZAAE ICTHEIIBESE&(WOE Lz, Y —/LOERAEX 0°,
BAEES 150mm/min D—E L L, PV DEEEEE % 350-390rpm DR TZEA(k
SHDHZ L TEARELHE LN OES T2,
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Zrg, 13Cu;5,5A1Niyy , BMG or
Zr,,Cu,ALNi,, BMG

ASSCumNiSAleMG

Fig. 3.23 Schematic illustration of friction stir welding of BMG with dissimilar insert.

Fig.3.24 1% ZrssCusoAloNis &7 T A DMEFIREIZ ZroCusAlgNijg & A T A
EANTREEGDEES LIERHORENEFEZ R LTV D, 335 FETH
L7z ZrssCusAlioNis BT 7 A E5&F Lt OREBBES ZEFEaa&Y — V2
WTCEESICRE LT S 4EH CHEA R E % 150mmy/min ICEE L, Y —/VEIEEE
EFEErEbsEsZ L CABEBLHAG Lz, Figl24 TR T L5 I EEREE N
350rpm DIFE. ABAER DRV OREICREVBEINTZ, S HICARESR
WSR3, EEEHEE% 360, 390rpm (2L CTH RERBESPEE T2,
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Fig. 3.24 Appearance of the friction stir welded specimens: (a) 350rpm, 150mm/min,
(b) 360rpm, 150mm/min, (c) 390rpm, 150mm/min.

Fig. 3.25 1% ZrssCuspAloNis &8 A 7 2 DFMFFEIZ Zr;oCusAlgNi g BB H T A
AN TR GO ES LR OB REmOMU/NE XRD #RE27R LT D,
XRD #ERIZRT L 9 (ZEEREE DS 350, 360rpm {BHREL D ZrgCusAlNi &R 7 7
ATTERF R T 00— FZ— 2R LTEY, BERERIEREETTEL
7y AREEMER L TWD Z LR e0D, [BIEREE D 390rpm O5E L, B
7 ZrCusAlgNig 2B A 7 AR RIEAE Z o 72,

Fig. 3.26 1% ZrssCusoAl oNis & ZrioCusAlsNije 428 H 7 A DA O DSC I EfE R
2R LTS, ZrssCupAlyNis B Y 7 A0 O DSC #HIELIZRR. 7
ARFEIRE 680K, fEMR{LIREE 760K, BVzlEAGEEK(AT=T,-Ty)iX 80K TH Y |
Zr10CugAlgNij s &R T A DB O DSC ZHIE LTiEE. H 7 AERBIRE 619K,
ERLIEE 681K, IBE AR AMIRAT=T,-T)liL 62K Th -7z, ZrssCuspAlioNis
ERBATTAEETA Y — MM EAVTICEEEE 390mpm, HHEE
150mm/min TS L7-8B4 . Fig. 3.18 @ XRD BRIZTF L2 X 5 18I 7+
N7 7 ZAREEFHERE L TWDZ L3 05b, LML, ZrssCupAlNis &g A 7 X
DFEFRIIZ Zr70CugAlgNig B H 7 A & AN TES L7254, EEEE 390rpm,
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BEEEE 150mm/min DT TiE DSC FRIZAR L X 91T ZryCusAlgNiy &8
T ADFERILIBE TH D 681K LLETEENMTOh =), A U —FEhik
Zr10CusAlsNig BT T AL L= E¢E 2 bvb,

A Y — M TH D ZrCusAlsNiig BB Y 7 A DFERLIBEL L CHEA 21T -
Teleh BEEREIIKMEPTER L., 6 b TE Mol —J ., BEREED 350,
360rpm DFE . Fig. 3.25 D XRD FERITRT L D2A »¥— b STz ZryoCueAlg
Ni BV 7 AIFEEE Z 672057223, DSC HERIZRT L 91T ZrssCuzpAl
10Nis BB T A3 N T AEBRELUT TEEN TN, 77 AEBIRELT
TIXEEEREREE2WeD, BEREICKRMENIFERL, b TE 2ok
EEZ BN D, Shoji BB PdygNigPa. PdagCusePaNijg. ZrssCuspAlioNis & Y
ZryBeyTiaCupNijg &B AV 7 AZBWT, FNFNEBEEETAHEIZOWT
WA R DT T X EE IR E E D/ SV PdygNigPao/PdagCusoPyoNiyg K& Y
Zrs55CuzpAl gNis/Zrs BegsTiiaCupaNiyg DEEEIZREI L, BB DN T A EBIEEZE
DIK E U PdyoNigoP0/Zrg1BepsTi4CupoNijg K T PdagCusoP2oNi o/Zrs BeysTiaCupNi
o BEIIIEK LI L HEL WAL ik, RETH T ABBIEESED
BRI T AT NER L2 Th D,

500

— 350rpm
——- 360rpm
400 - 390rpm
2 300 J
N /
c 4 5
-8 et e o s T
£ 2004
i .w?‘*o\,,'\
e nec st V/ &V‘W«MM&* wwwwww SRRV VSRPRT
o4 T
0 . , . T .
40 60 80

Fig. 3.25 X-ray diffraction patterns of the stir zone.
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'“'““"""“"‘ZrmCU6A|7N i15 \

30 1075

|
Zr, .Cu, Al Ni }

Heat flow / m.w

600 700 800
Temperature, T/ K

Fig. 3.26 DSC result (heating rate=20K/min) of the base material.

UEDESIT, #EAM LA U — M OEBEBEREZENKRE TE5551C1,
BERIIRNEETHD, 2T, MADERT 7 ANEHER TEAL LT
EROT T AEBIBEEZLZ /NS TEHZEREETHD LB L, UTOERY
1To7,

Liu 5 2% Science |Z8 & L 72 FIR TR EWEMHEFR B Z D Zrg 13Cus 75Al10Ni
&R T AE&M (WT RERBIEEE 643K)% ZrssCusAloNis & B 1 5 2 Dk
FREANTEESOEES LERBORENEEE % Fig. 3.27 IR LTH
%, Fig. 327(@\RT & 5 12 EEREEA 360mpm OEA . EEO L — FR7EA
AL 72D, ZOERPOABBDINEEZGND, LML, BEEICIE
RDIZEVN, T ZrssCuspAloNis & B T 7 AL EIR CUMEREN 0% TH D
DITKE Uy Zrea13Cuis 75ALoNijo 2 @B A 7 A E@IXFIR CHEMEEEE 170% Th
L, BERIZED A Y — MR RESEHEER L2729 Th D, Fig. 3.27(b)
E NIRRT & D ICEEEE DS 365, 370rpm DF-AIIREO L — KE2 RS & AE
BIIEELEZOND, LML, ZOFGETHEREPMICABEN, ZOHE
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fA Y= b UTn Zrga1sCuisssAlgNig 1, &I H 7 A5 & DERERRKE WD,
FEEIITETREEICANRENZ L E X b b, ZrpCusAlgNijg & ZrssCuspAl;gNis
BRI T ABEON T AEBIEEE L BT ZrgisCuissALNigr &
ZrssCuspAlNis B 7 A58 DH T AILIRE Z TN S WA, FiE TOHEMEE

TR RKEVWICDERNR TERPSTZEEALD,

10mm

10mm

Fig. 3.27 Appearance of the friction stir welded specimens: (a) 360rpm, 150mm/min,

(b) 365rpm, 150mm/min, and (c) 370rpm, 150mm/min.

48



34 WS

ZrssCuzAloNis @B T 7 A 5& 2 BERERES AW TES L, &boniit
BEUTICELD D,

i

(1) BEEBHES %2 VT ZrssCugAligNis @BV 7 A A& i E L A HEE
BRI EAZ L THT R EEL FERLIRELUT CEST 5 Z LR F§E
TH 5,

1[4

=

Q) V=N DvaNVFEIT, N OREEZ/NSLSTHZODIZEE LY KRESERE
L, ZHUZEED v a VFEH S OFRBAEOEICH LT, @BFEO~ZLBE
10°L 0 3°L/NELF AR ETTa/LTENGOBEI LB OIRAEEZIE L,

!

B) EEX2mmDEBH T ADAL —A 7 L— MEATIIES Imm Bk LY K
SVWARDBKRETHY, BEFREEEIR, o, BESDLEESDEAIT
i, RZ—A 7L — MEGITHAATES FTRREEE R,

(4) BB R THE DN HEFRE TIE T BT 7 ZAREE & TER OB Rt
EHERFT D ERTFRETH Do

(5) BEAEY —LVEROESAEIEBOTHLBEASEY VOB WERERE
ZEETDHZ LIT LD ERLIRELL T CHEA M TE ., XRD, DSC, B IH#ER Tk,
TENT 7 ARG L FTEROEMAVFES RSN TWA Z LR G o7z, Lo
L. BIREROER CIIBMICHN TR IBRRECE TR I N, &
AVTHEFREICIZRL LT R D7D Th 5 LE 2 6 3,

(6) ZrssCuspAlioNis @B H T 2 DHEFFREIZHE 2mm D Zr,oCugAlsNig S B A T A
AP MEANTREGDEREE LSS, AHFORBN T X OBBIRE
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ERREVZODESEIRETH T,

@) TR TRKEWESEEREEZEE -S> TS Z164.13Cuy5.75A119N110 12 ERBH T AEE
Z VN T ZrssCuzAlNis ©€B Y 7 ZA DMFEREICAN TR EGDOEES LS
B FIROBEHEERENRE WICDBEEGN TERNoT,

) LELVEREIT T AGEDRZEN RS ETESLT A 7-0I21X, #EEM oY

T AEBIBEZEROVEE COBEEEREN/ NI WA U — M2 BWD Z L33
MWEThHDHEEZBND,
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HWAE Zr BRERBV T R/H Al OBMEES

41 &S

3BT, Y AOBRICTREHETZ & CREGLBELUTCO Zr £&R Y
5 ADEE LT, RBEBLRETIIERT 7 ADESOHBELZIEL T57%
O, Efo, LYV ERMORRICIL > TREIZIT O 720, @BRET & Zr BeR
T A& FAWTEEBHRES 21T o1,

INETILERBLEEENT T ADEAIZE LT Kawamural!, Kim™72 &% 7r &
UTiE ZrBEBT I AL DBEFE—LEAEHE LR BRERICIVH
TR 2> TVWDXRMEDRWESZETWD, £, Kawamura [ ZEERES %
FAVNT 5080 R TR 2017 DT VI =0 bG@ L ZiyTIisCupNioBey ©BU T AD
BEIEII L, LML, 7075 TAI=U LG LERT T ADESIT, BEE
BEEHITAEUBEVICE I EHEEIC L - TEK LR, o nbishic bikxe 284
FIETHEAICRII LIERERH AP0, Fir, Wang\0#EN S, BEERES
ZFT 7075 TV =0 AL ZrssCusAloNis &8 T 7 A O BAT S O FIEaME)S
Rohiz, # AL (MM, WA, B8R SITEN T A, BREIR,
FRARITREORVWEERL, A AL, ERESERECERAIN TS 2D,
ERSERFIRS NS, BRESBY T AL ORMEANARRIZZ2NIEIE A
FIZIL b EEZDLND,

RETIE ZrssCusAloNis & B H 7 A &l Al(A1050-H24) % IR EE Tl ZrssCusg
AljoNis & #fl Cu DBEEEHEEEIZR1T 2 BMEBEE OFIREM L RET L. B AT
DA R K O BRI DWW CHRE L7,
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42 FEBRGIE
421 HEEFE

AEBRTIL, 55x27x2mm D&B Y 7 A 54 LAl Al(1050-H24) AR ZE FV,
ZEx Sy TEESETol, BEY—NMIY a LA E 12mm, 71— 7 4mm,
Fu—7 k& 2mm, ~ZAAE 10° THERIBESES L Lo, BHEEIX
100mm/min, ERIFBE 3° —&€ L L, Y —/VOEEHRE % 300-450rpm DETE
EEDHETREZHIE LB OESEZ1To T, Fig 41IRT X OICE&BA
7 A3 R1EAI(Advancing side)lZ, i Al i3 1Bl(Retreating side)iZEE L7z,
—NAOFa—TEAMEBILM Al I 1.9mm §©5 L, BV 7 AT m—T7 N0
0.lmm NG & 5 ICERE L, 0k 5 20K E < B2 5 BHREOEE
BEHESICBON T, EMEZTERICERE L, BEaEICHT5 T r—T7 0
RZEEMBICTBAT D HFERRV EHES N THBEE,

=

22 FHmFIE

BAE%., BAHORBEEEZRET L7720, BAFRICEE LW Z2H
¥R X MREHrEEE (XRD, Bruer, AXS D8 DISCOVER)% AV T Co-Ka SR CHE L=
(= A—&—0.5mm), S U7-W¥iE % SEM (JEOL, JSM-7001FA) % F3 v T#
LKL, @B T A/ Al FmZBIT 5 fEEBIELTE 25 T DITEF & T EEL
EI#T(EBSP)IS & O TEM % FVNTo#T L 72, EBSP #BHI(CH;0H:HNOs=7:3)ik %
FAWTCEE 5V, HKIB-20C, 1020sec DG TEMFELIT-72, £z, TEM
#5239 5 7=, FIB(Hitachi FB-20008)% i\ C TEM A& /ERL L7z, TEM D
2213 HITACHI H800T % AV THLEERE 200KV THEAE L7, BREEEIX5I5R
RBREO~A /vy h—RABERRET o7, MFPR2EOFIERBRIL. B
A% Fig. 42 1R £ IZKR S S4mm, 18 10mm HRDOTEIR TMI L7k, A >~
Z k1 (Instron) BT RERRBRIE 2 FHV T BIIRIEE 1lmm/min TT o 72, B8 SFBR
X, A 7ty b —REER(Akashi, AAA-501)% W\ TS FEICEE 2T
E O S 32 BIE L7z, PEREL 980.7mN & L7,

Tﬂl{-l,l-

53



Fig. 4.1 Probe offset during friction stir welding.

A y
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4 54 P

Fig. 4.2 Shape and dimensions of tensile specimen.
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43 ZEBRFERRUOEBE
431 BEESRGOEREE

Fig. 4.3 I ZrssCuzpALNis @B W 7 A G&//M Al ZEZMES L =Rt oRmEst
BEEYRLTWA, Fig 4.3(@ZmT & 9 ICEEREE 300rpm OHFE 1L, e~
DABENR D72 | BREEMEW oD, REICKMEITERE LTz, LizB-oT,
BABRELZ EFIEL-0, BEEEL ETA2MNERNDHD, 22T, HEHE
% 100mm/min CEE L [BEHE Z JER BT 5 Z & TABREBORRE &2 - /=, Fig.
4.3(b) & (NIRRT & D ICEEEEE 350, 400rpm DBAITIE, EEROXMEIZHEL
BF2MENESNTZ, L, Fig 43I RT & 2 IZEESEHE A 450rpm D
BT, BERENETERBBTIL LIz, NUBEAE LR,

Fig. 4.41% Zr BERB T 7 A& Al & BMES LR OBE FRICEERR
Wm BEE %R LTV 5, Fig. 44@)Ir 9 & 9 IZEEREE 300rpm O Wi EE Tl
ABEDRRIZEY bR ARREHPBE ST, Fig 440) L (OITTT X DI
[EIEZERE 350, 400rpm OWIHFE TIIRKERRMBEARONT, BEFLRHEEFN
Bohiz, UL, BEHEEDN 450pm DB AITITESEENE WD, B0
EREOSFEEL Of Al O CTEBAT 7 AR THEBEINT-, [EESEHEEN
400rpm DBFEIVIEEE Y 10— 7 & #E il CEAT 255 DIREILY 7 AEEBIR
ERELEXDNER, ZOREXELD LEBY T A XEILT 5, 400pm &
D 450rpm D REEBENE L R B2, BN T AMUTH T AEGBIBEEL B
ZHEENRELROTEEERD, TDDERBTTIANER LI-LEZON
D

Fig. 4.5 13 Zr QB T 2 & i Al % BbHES LI s0BH0 B8 RE DR SEM
BETRLTHWS, SEMBIZKW TS EIEGEE DS 350rpm & Y 400rpm Tk & 72
RMEBRONT REFZMPEER OGN, LML, Al ICERT T ARLF1BLE
Shiz, Zhid, YL OEERICL D &BY T APEIERBI L, 20—k
Al ICIBRA LT LB A BND, £, BERRENEMT 5 LIBALCERTZ
ARFDEPBMLTNWD, EROK I, ZORBH T ADHN T AEBIRE
1L 683K THY, ZOREZBXDEEBEN T ANEIT B2, 350rpm & b
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T 400rpm ITIRENE L 25720, B H 7 AMUTH T AR 683K T H R
HEERKEL 2D, BALEEBA 7 AEREN LB BND,
PLEDRRIZ R M F AR5 -0 IHEU R BE T bbb ABRENELERE
HRERTHDMN, ZHITMA THEDKE < B2 BEMBE O EERLES
OHEETRVTIE, Tu—704 7ty FELEETHZPL, &BF T A~
DTa—TDF Ty hEPREWELEBELAEAEZ LIT< W, KEhE
RLEBERTERVWHRBERREVEEZ O, AERO L S IZHRAEBEIEE
ERREZVLTWVWAIL -7 OR¥EEF 72y 5 Z & TR RTINS
LA,

Fig. 4.3 Macroscopic overview of BMG and Al FSW joints: : (a) 300rpm, (b) 350rpm,
(c) 400rpm and (d) 450rpm.
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\ bulk metallic glass

Fig. 4.4 Macrostructure of cross section of BMG and Al FSW joints: (a) 300rpm, (b)
350rpm, (c) 400rpm and (d) 450rpm.

57



R 100um JEOL 2010/03/10
15.0%V 825  2EM WD §.3ma 13:53:23

bl 100pm JEOL 2610/03/11
15.0KV BRI SiM WO 10.0mm 19:31:58

Fig. 4.5 SEM images ol cross section ol BMG and Al FSW joints: (a) 350rpm and (b)

400rpm.
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4.3.2 PHIREE B OB RO S

Fig. 4.6 1% Zr &R T A A&/ Al Z[EEEE 350, 400rpm, BEAEHE
100mm/min TERMEES L7-RBOEE R EOM/NE XRD FEREZTRL TV 5,
XRD BERICRT L ISR T ADBNBE L AN E—7 Fhbb, TEALT
FADE—7 LAl D— I DBEIN.EBRIT I A LM Al DERILEHOY
— 7 3BE SN e hole, ZOBRNOEBEBRESEAWVT, BMESLE
REHIBEBBRESTICRENRBI SRV E L BT, &BY T R idkERLT5
e, BHAREMBENTELLEZ D,

Fig. 4.7 \ZEIESHE 350, 400rpm TERMEEE LB B OE&RB YT 7 A QOB &
1BEHH O DSCHEREZR LTV D, B8 O DSC ZIE LR, U7 AGEBIRE
(Ty) 683K, FEdRILIEE(T,) 756K, WMFENREEIR(AT=T\-T)IX 73K TH -7z,
DSC BRIZART L) I OREY —7 L &RV 7 AAOBBEHORE L —
XFEOZEETH 5,

Fig. 481X Zr &R T T R & Al & EMEEE U= BB OBEA 5l o TEM BHREF
B AR L TW5, 350rpm, 400rpm (TR W TEB Y 7 ABI Tk SAD /R&Z — 130
T AREERT AR — R —VERLTEY, #AREICBWTHH Al &R
A7 AREGET, EREMLEWIT R o o7z, Lo>L, 400rpm OFA I,
REEL D AUVAITIZERB T 7 ZADRFIBE SN,

Fig. 49 X Zr &RV 7 A L Hli Al DEBEBHEATICEERNEREREZ T LT
W5, IBERIERBRICTRT L ICESGTOREIIBEGEREER CHDZ &2
G335, M Al Z R OBBERES B 5 WVITBEBRBHES T 0t X CIHREN
400-450°CIZET 5 L EbnaM, AEBRTIX, u—72 0.lmm £BH T AT
BT 5700, BAEREIXZORERSRMAL IIRLRD Z BN TRIINER, B4
PIZEBT T AREIL L, PN Rdd, RERET o7, Uk
D& ST, XRD,DSC, TEM K NEERIEDRERN O, fEd{LRELT THEA A
TN Z EBRHLNT Iz T,
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Fig. 4.6 X-ray diffraction patterns.

Base material
e 3SOTOM
— 400rpm

et

T, = 683K, T, = 756K
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Fig. 4.7 DSC results (heating rate= 20K/min) of the stir zone of BMG side.
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Fig. 4.8 TEM bright field image of interface between BMG and Al: (a) 350rpm and (b)
400rpm.
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Fig. 4.9 Temperature profile of the bottom of between BMG and Al during friction stir
welding (400rpm, 100mm/min).

Fig. 4.10 1¥ ZrssCuzpAloNis &8 5 7 A A&/l Al % BIEREE 350, 400rpm THE
MEES LRBOBEE FMICEERBE OB SERERLTND, BEEFICE
T, ZrssCuspAloNis B A 7 AP TIITTDOER T 7 ADEI ZHERF L TEBY |
M ALICTHIEOM Al DS ZHERF LTS, 72720, BEREOEI AT
WD U, # AL(1050-H24) I3 TAT CTh b, BRERNICR T 2 AL E OB
AHHRITERIC L AL L D bEREL oz ThH EEX bR BM, Fiz,
400rpm 73 350rpm £ D ABMB K E W2, BREOE IO B KE VN, —F,
B85 BE 400rpm DFE SFER TS i < TIEBE I BN 2 Z L3505,
Z ik, Fig. 4.8 @ 400rpm O TEM BIZRT X 512k ALANZIBA LTZ& BT T
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AKFOEBETCHDLEELZLND, ZORREHRADDICESFEIC EBSP
w7 ERE LR,

Fig. 4.11, Fig. 4.12 % ZrssCusAloNis B Y 7 2 &4/ Al % BEEE 350,
400rpm TEMEE L2 OBEE HFMICEEZ2EE D EBSP v v BV Jf#R Kk
DERRIEZ TR, EBSP v v BV IR EEHRZROKRIRT LI
350rpm & ¥ 400rpm DA NEAREOUL < #i Al BICTRERIAHMETH Y, F
BRI S K VM TH D, 350rpm DHETL. K9 4%D3FEJRE 1pm LT TH D
DIZxt LT 400rpm DOFAIE, 59%2% lum LT H Y | FEERRIERH 350rpm £ D K
MO TH LNy h D, Fig. 4.8 D TEM BIZRT X 512 400rpm DHETL,
BALEERBT T ARTOENE ST, LIeRN->T, ZOERNT T ARLFD
U IEDZRIC L VM Al OFEERIEES IR S, BEREmOM Al Al TS
BEMLZEEZ BN,

Fig. 4.13 1% ZrssCusoAlioNis B Y 7 X &&/Ml Al # B 46 L B O35
SORREZRLTND, Fig. A3 ICRTEOICEBRI TR LMAI ZEE LD
DITH Al & B L CI%NRBREDSERIZEONT, BIHEREHD LBV O
WPIRE X I3 43Hv Th D, BEEHOEZIIH 38Hy Thd, B DEDEIT
N%RETHY , ZRFRBEDOWDIIZHEBOBEDBICLD LV 2D, L
L., BEEIREMN 450rpm OFEITIT, RERBIRE S LBV BBE S
Teo ZHULSEM BEIZFRT L) IEMES LIESREIBESN s T v 7
IZE D BIRBRE LBUMRED LI2bDTH D,
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I'ig. 4.10 Hardness distribution of a cross section perpendicular to the welding direction.

%

350rpm, 100mm/min 400rpm, 100mm/min

Fig. 4.11 EBSP mapping of interface between BMG and Al.
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Fig. 4.12 Average grain size of interface between BMG and Al.
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1137MPa

350rpm

450rpm

Fig. 4.13 Tensile strength of the BMG/ALl joint.

65

150

Tensile strength



Fig. 4.14 IX 7rssCuzpAlioNis &R H 7 A B4/ Al & B S L-3E 051
BRil DAVER R ORERTE @ SEM SR %5 LT3, Fig 4.14 (2R 0 9 (2 [=/E5H
FE 300rpm, 350rpm & %42, FLE Tlide <Hl AL HICHENT L7z, LAl [EfEE
FE7S 300rpm DA 1, Fig 4.3 < 7 n#EAWE T E THE I KB5S
FEFNRE LTz Z O H LAEWSBRAA L 1z,

[EIfZEEAS 350rpm DHEICITEBR L TR BEEIT Ol Lz, i
Al(l050-H24)H¢-MHIM*G&) D, =XV a rFESNBRENREBLS 2B
HEDOBEER T L EZ NS, —F, FEREEMN 450rpm OFEIZ
iX. Fig. 413 TSEM 5 EIZ ST RO ICEERE0 s 7 vy 7 nBlEZShiz, Z0
7T v 7 inBIGANER LTHETBRE LT, BEMD 7 7 v 7 BB LZRE
(%, Fig. 4.13 @ SEM EEIRT X HIZH ALANCIBA L= REREBT 7 AT X

300rpm, 100mm/min i 350rpm

350rpm, 100mm/min

Fig. 4.14 Appearance of BMG /Al FSW joints after tensile tests and SEM images of

tensile fracture surfaces.
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AZbDTHBHEEZBND, Fig 4.14 12 SEM OEEIZRT X 912 350rpm D
BVIREIIE 2> DITIESREE 2 R T T 4 VA E — U B EER S, 450rpm D
B, MmO DR E 2 R T U N—NF — U BB E ST,
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44 =S

ZrssCuzpAlygNis @B U 7 A &4 Ll Al Z BEEBHES 2 AV TRMES L,
BRONTRERZUTIZE LD D,

(1) &BFT T A ZRERITH AL IXSZBANCEE L T, 7a—7 % H AL AINZHEA
L. &RV T A2 0.1mm Fa—7 B s KO ICRET S Z & T RMDR,
b SN2 VWBHRESTLZ EBFETH D,

(2) XRD, DSC, TEM K ONBERIE DR O, Zr BB T 7 X Ll Al DEEHER
HES T OBREILRHEREER CH 5 LRI b5,

(3) [EIEREREE S 350rpm DA, BIIRMBERER Tid Al B4 & LB L T 91%DFRE
EHE LN, M Al OHAT 1050-H24 HMIIMIHMTHY . Tr—7 XD an
FERS DIREDE < 72 2 720 A0 0BG B OFE SRR & 0 5IRBED
B Uiz, IESHEREHRD &M OTHIES T 430y TH Y . BB O S
I35 38HY TH 5, S DOEADEIT NRWERETH V| FKX5IEMRE DR ITHKIK
EROFRE DN LD Lz B,

(4) EEEFEEDS 400rpm DBZFEIE. HEFE THONT@&B T T ARF B Al

BITIEA L, EVIEDZRBEER LI, TORR, M Al O SERECR 2SI
o, BEEFE O AT S 2SN L7,
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EEE SRV T R/MEORMES

51 %%

4 B CIEHM Al & ZrssCuspAlyNis B Y 7 AT BWCEMBEBHES 21T-
oo @B T A ERIERNIH AL IZBBRIZEE LT, 7u—7 & Al fllHE
AL, 7u—70B&BA T A 0.mm 5 X 5 ICRET S LT, Kian7z
WEBHREMBEETHI LN TER, ZOBE, BEHRHICBWTHLERY T Rk
b S g, TEALT 7 ARBEMER LT, Zhud, BEERESICX
DALLEERIT T AEZES LGS IR EITESLIBELT Th 5 - HIREH]
HRFEETCH Tl ThHD, LinL, BEFOIRED Al L) EIRThH 5408
Thob, BERENESBT 7 ADKRLIRELBX 2MBHI WX, Th
F CEBEERESIC L3RBT T R L ORMBESDHEREITELS , ikt
BRETT A2RERD B EEZLND,

% 2T AR TR S OB OISR & ZrssCusoAloNis &8 7 7 A D BAFEE
BHBEREEA 21772 o 12, ZrssCuzpAloNis &B Y T A & fliRA D B BEEEBREA
BT 2 EB R A RET L. BE I OBA R R OISR I OV TR
Tl

i)

52 ZERFGE

52.1 #EFE

ARFEBRTIEL, 55x27x2 mm @ ZrssCusgAloNis & BT T A & #igh(1/2H) AR % 22
XEbEEgEaELE, #BEY—MEYaAFE 2mm, e —T7 & dmm, T a—
TEI2mm ~ZAAE10° THEIIEBESSE S LT, B4 HE X 100mm/min,
ERABE 3° —E& L., YV—/IVORERE% 300-500rpm O TEILS D &
TEAGBEEZHE LN OEEE2ITo72, # Al DA & RIFRIZ ZrssCuspAlgNis
@B T AILRIERI(Advancing side)lZ [EE, #igH 1314188 (Retreating side)lZ & &
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L2 Yy — o7 o — T HAMBIMRARANS 1.9mm 3°5 L, 70— O
ZrssCusoAlNis @B T 212 0.1mm fith 2 & 5 iz E L=,
522 FHm5E

BETMICBERMEO~ 7 n ARBEE 2z AFEBE L AW TITo 7,
ZrssCuzpAlioNis & /B AV 7 XA DI EMME RN T 572, BE HFRICEE 2B
OV L. @BV T A/ E 2 WM/ X #RETERE (XRD, Bruer, AXS D8
DISCOVER)Z FAWTFAE L7z, ¥/, €B VT A/ mEC i) diEdbiE s
HEEND7DICEF %S BRELE T (EBSP) 24T 21T o 7=, EBSP #HEHZ
(CH;0H:HNO;=7:3)i& & FiV N TEE 5V, #KiE-20C, 10~20sec DS CEMHTEE
2iToTc, EBIT, @BV 7 AMMSAREIZBIT 2MHEELBIET D7DIT,
TEM(HITACHI H800T)% AV THIEESE 200kV CTHEEZ 1T o7, #REHI FIB
(HITACHI FB-2000s) % AV CYERL U 72, B AR RIS S R BR R O < B 2 H
WCRHE L7z, MEFEEDSERMEZRIE T 72010, BBRA & & 54mm. 18
Smm BCROIKRIZIN T U72t%, FEEREBRHEINSTRON 5500R)% AVVT, 5[RE
E Ilmm/min TITo 7z, BEIFHBRIL, BEFMCEBERFEEZ A/ 70y I —
AFREEE(Akashi, AAA-50) & AW THRIE 21T o 7o, BIERTEIX 980.7mN & L7z,
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53 ERFRRUTEZZE
53.1 BEEEHOKGFHE

Fig. 5.1 1Z/E & 2mm @ ZrssCuspAloNis &2 J8 4 7 A B 4/4lidh & BEE R R Ak
ZHOWTEMES LERBOREMTELTRLTWD, Fig S1@IZ=T L5
[ZIEEHE 100mm/min, [FEEERE 300rpm DalY, BEFEICKELESE SR
72 ZHUZABE AR THEORENR+SIT ER B ooz FRmEmC K
B LizEBEZ LD, €2 T, BEHEEZ 100mm/min TEE U EEREE & I8
WEFDHZETABERRERMD 2 & A ATz, Fig S1MOICRT L D2, HER
(R L D ICEESRE 500rpm D SICIIREICRERRBFEAELE, Ll
HEH, E—FRWIEAVPRBICRELTWDHZ b, ZOFERCELELE
TUIABAFRBIC L ARARMBEEIIRRY | APVERIZ L 2BEWENZ L »TH
BRAEICHEH S D Th B L EZ BB,

Fig. 5.1 Macroscopic overview of BMG and Cu FSW joints: (a) 300rpm,
100mm/min,(b) 400rpm, 100mm/min and (c) 500rpm, 100mm/min.
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532 fHHAETE R O RiE

Fig. 5.2 IZ[EEHE 400rpm, A HE 100mm/min DEETHE LN I-MHEFOEE
AFMICEERMEEE LR L TW5A, Fig. 521077 & ) ICEESEERICEB W
THRERRMGIIBESI NP oTz, T, BERAEIIBOWTOEBT 7R L
MEADISBIZR ooz, LM LZ2N6, Smik< OfsHDE s Tl
BWEBN 7 ADRTFRBERINZ, ZHXY —VOEERIZEVEBT 7 AH

BEREIL, EO—EPMSAANCIBA LD EEZBNS,

GBI T A LMEMOEBME 2 EET2HE. e —TEREPRICEAT
B, BRBH T ATEHER LR LIZ WD, Ta—T7 ~DAERKI,
UL, er—T7%EI8ENCEA L, WBAE&B T 7 A2 0.1mm OAFA I
AAUBICA Ty b B2 TP YREROEAER T a—T OEREHILEL
TREDRVERFRFEFRBELNELEZOND,

Fig. 5.3 1& ZrssCuszAlyoNis &8 U 7 R & &/Migh % FlERE E 400rpm, EEHE
100mny/min TEM S L2 ORUNE XRD #EREZR L TW5, Fig. 5.3 15
T EOITEESRAED XRD R TIE. ZrssCuzAliNis @B T 7 A DT ELT 7 A
DE—7 LMD — 7 BERINT-, £72.Co-Zr REEIRERIC XL B & . Cu-Zr
IZBOERICEDERRT IR THINP, 20k 5 2R&RBIEHO C— 271X
BEINT., BEREICBWTERY I X LMSIIEIG LiahoTe, ZORRE
DOBEBBEHESEHVTEATIZI LT, &BV I A 2/RILSET, £,
REICEBLEM BRI ETICREFRFFERBOND Z EBHALNE R T,
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Fig. 5.2 Macrostructure of cross scction of BMG and Cu FSW joints (400rpm,

100mm/min).
800 CU
] Cu

600 —
2
= l
8
= 400

200 +

0 T T T T ¥ ]
40 60 80
26

Fig. 5.3 X-ray difTraction patterns (400rpm, 100mm/min).
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Fig. 5.4 12, ZrssCuzpAlyoNis &8 T T A & 4&/#iR % B8 EE 400rpm, BEAHEE
100mm/min TEMES L2 OBEFRE O TEM AREG L2~ @B T X
HOoTRERBILEMIRONTH R TELT 7 RREXRMHEFI AL TWHWEZ L
Wb, Eie, @BV T ALHMEAORE CIIREBIIR R o7, S
DEBHE TIIBNBERICER T 2S#MuIBiEZ s, EETREIL, €
BT A EMEADOFRE DL TIHHEERLEMEVWEEY 7 AR TFRBE SN
T ETHBD, ZrssCuzpAlNis &B Y 7 A&/l Al EEEEITBWTY Fig. 5.5
WZRT L DITEBSP v v BV VR T HREEICH A~ THRE DI < Off Al #8455

TILBENIBEIND, ZTHITEBEPICEEE Y —/VOBEMRENC XV #HHE4e
BRERTTALEEY —VHICHLESNEZZDTH D, &RV T ADKT
BDRELSER LEZ LIT2o0TE, Al EOEMBES LV BEWRE TEAZTT-
etz ThbrEEZBND,

Fig. 5.6 1% Zr &RV 7 R L s O BEEBESTORERNEEREL LT
W5, IREBERRICTT L OICEGTOREIMEAMGEEL ETHD Z &N
533 %,  ZrssCuzpAlNis BBV 7 ABE&DHERILEEIZ477CThH B0, —&
WCEBH T ATIERERIEBRE DN X aX—va VEEBFEET S, K
TR ZrssCusALio)Nis @B T 7 ABE&D 485CIcBIT A A ¥ aX—T g
VRT3 HRETH O AN IO VR aN—v g VLV EW T
W, FERIEBEZORPoEEZLND,

Fig. 5.7 I% ZrssCuspAlyoNis &8 AT 7 A & &/Fi$h % FIEEHE 400rpm TR S
LERBOBEFRCEERBBICE SIRBREToERBRE R T,
ZrssCuzpAloNis BT 7 A TCIITOERT 7 ADEIZHERF L TW5BE, —F,
WG TIE, BEEICRB VTR S OB BBE S, SIS hORE -

FITEWFE RIS L L, BEEHOBEI N Liclzd B2 bD, MR
ZEEEREES LCRE, BEEOYHEEEL 780y Th ) BAMEEE 100Hv &
B UCR 2% 0BT 27 L2, RERICKE O T HEBE O FHEE X 72Hv
TH Y BMIEE 91Hy & B L T 21%DIR T ORBE S h iz 720, BERT I &
HEOREETIZLAbDTHEEEZ D,
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e BMO le Elongated grain area MJM Feptiaxial grain area

i
e

Fig. 5.4 TEM images showing the microstructural transition across the BMG/Cu

interface (400rpm, 100mm/min).

b

Fig. 5.5 EBSP mapping (350rpm, 100mm/min): (a) stir zone (b) BMG/Al interface.
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Fig. 5.6 Temperature profile of the bottom of between BMG and Cu during friction stir
welding (400rpm, 100mm/min).
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Fig. 5.7 Hardness profile in the stir zone across the BMG/Cu interface (400rpm,
100mm/min).

77



Fig. 5.8 i3 ZrssCuyAlioNis &B A 7 A &&/Hifh % [EEHE E 400rpm TEMHS
Li-sSE oS BE R KEO EBSP v v B FiEHR 4 R4, EBSP v v I
TR T HREOUE < ORMEIER TIERK B OB ENBE S ), 2
ETEMEBEIZTT L 3IRA LGB 7 AR I X 0 SR OB KL
&Nz Th b, BIHREBEMERICTT & 9 ICESREMLOMEES CE
SO LT, £z, @SGORS CIE 7 v — 7 ORE & Msgific 47 &
v FPLTWAHDBEENIREL, HRELIEFRNEES N, ik
=T Fig. 5.7 DIE SFHBAE R & 5 ICERAR S OBEEREOE & sl Lz,
TERETAEIIE&BT 7 R LMD REILERZERN22RAE TR, HEK
MEIPREENERREF TS THD, 20O &%, EBTFALHM
FAEIICES S D Z & THBEGEERAEFER L TWD Z L aREe LT

R

Fig. 5.8 EBSP mapping in the stir zone across the BMG/Cu interface (400rpm,

100mm/min).
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Fig. 5.9 % ZrssCusAloNis &8 A 7 A & /lidh 4 Bk E4E L=l o55ER
R DAMER AR LTV 5, BRI EE R E T < Fid 558 1mm FRE o g
RIOBEBETH 5, Fig. 52 OMAERICEBWTHRES D 1mm F2E OF 5 TH
BRWERBT 7 A0RADPEBESNED, ZOSBT 7 AT OFEEIZL > TR
NERRELTT2D O OHENBG SN EELBND,

Fig. 5.10 1T Zrs5sCusoAljoNis B W 7 A & &/H8R % PSR E 400rpm, & HE
100mm/min TEMEBES LIAmE OS5 EM S EEZ TR LTS, Fig. 510 12T
LORERTTALHMEALZES LELOIL MO & B L T3IEBRIIX
95%Th -7, L2L, BRED L, A L RoTe&B T 7 ARFEGH 5
WG T D7D, @B ATREL R DVBUREI LIEEEZ BN,

Fig. 5.11 {& ZrssCuspAloNis & B 7 7 A& &/Migh % BirEs L E o3 ER
B1% ORI O SEM BEE 4R,  SEM BEIT R X 9 [ RERR TR S AR R EE o
IOBENBEAAS = PRBRENTZ, SEMTFETLHEEVWERY T Ak
THEBENT, ZOEBRN T ABTOIFEIL L > USHEF AL Uk il
iR LB 265,

Fig. 5.9Appearance of BMG/Cu joints after tensile test (400rpm, 100min).
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Fig. 5.10 Tensile strength of the BMG/Cu joint.

Iig. 5.11 SEM images showing the tensile fracture surface of the BMG/Cu joint
(400rpm, 100mm/min).
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EoexE BEEBEBIoBRICLDFeEEG&BYT T ASWT IV
=0 LS B OER

6.1 &S
BT, BRI REE S (Friction stir welding) DOJREEZ AW THBIORESRE 21T
5. FEEEEBH Y 1o ¥ R (Friction Stir Processing) (2B DKk~ 2RBFFE 03T C
W5, BEEHR I OEZEHANAEZET, iz, TArIizvrsgev
AT E T I v ARF - B S REEAMEIOERICKR L
e, v SR AR eI T 5 — 1L B SicB B B iR F
2—7 RG-S SR, MEREICT ) 2 VR Yy MEREBE O
MREEME DS I B L7l 722 BB RE Sh T\ 5, BEERBERES L AKICERER
Fat R I ORELU T TITY Tut A ThEn, EMEERESETICS
0¥ RITZ5 E Vo REEZES, ZOFEIZEEB LA T, Rk FiE
ERWTC, Fe &RV T ART 2K T & LIeEAMBIOERERLT, L2
AT, Al BEDEBEBBRESD D VITEERBEES T ot X TIXEREMR
400-450°CicET 5 L Ebh T s LT, kLB Y I ARF DT T
ZEBRE B IV EWLERS D, Fiz, RFORETHNS D,
B LICS WHEISEEN S, 22 CARFA T, b F & LT Fe &RV
T A& W, HEAE2H AIA1050-H24) & L, HED - DIZE& B Fe KT %5 58
SRS BEEMEBORIE LRSI,
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6.2 ZEBRGE
62.1 BERFIE
AREBRCTIIEMIT, 300x70x5mm DHFfi AI(A1050-H24) M, WINT BHIFIC
FerB14.4Sio Nby (at%)& B A T 2RI CESR 2 45um) & IV 2, E72, Hloks
F & LU T4EB Fe A7 (BRI 150um) & BN 554 b T L7z, Fig. 6.1 2R
T X 912 A1050-H24 DEEZ SO EEDOMEIZE E 2mm D7 L— F&fieZ & T
FEIC 2mm ORRMEBET. & 21T FernBasSiogNby &B Y T AprFF 7213 # Fe
BFEZFRE LT, 7uACHRPRET 22 L 2D, $Tvan
FDHTNRAEBL, MEERICT7Z % Lz, TO®%Ta—TEBEALT 1 /8
AH LLIE 2 N ADBBBH o XA 2{To7z, V—/W I a /¥ 15mm, 72
—7 6mm, £ X 4.3mm THEIL SKD61 TH Y,V —/LETERIL 3R E LTz,

Direction of
rotation

Direction of
welding

Pure Al plate
(A1050-H24)

Shoulder

Fig. 6.1 Schematic illustration of friction stir processing.
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6.2.2 FHmTE

7 a A% OREOMMEEIX XRD, SEM, TEM KX TVEBSP % AW CHE£%
1ToTr. BEAEOMREIZM/ES XRD(Bruker, AXS, D8 DISCOVER)%, FSP 5
6] 42 2 1L 7 W T REL A D #8122 1% SEM(HITACHI, SU-70)% U8 TEM(HITACHI, H800T)
Z W, TEM 3REHI(CH;0H:HNOs=7:3)AK CIKIR-25 C CEMEME LIER L
Teo DI, BEHHMORRIME ORERRELSMEOTTDIEDICETFTEITH
ELIET(EBSP)RIE 21T > 7=, EBSP REHNIFEDH, (CH;O0H:HNO;=7:3)FK T
BTy TV UER U, BRI ot 2 FMICEERBIEO Y Y
—AREEIC L o TFHE L7z, BB, By — R (Akashi, AAV 501)
% AV 2452mN OTFE TIT - 75, |

63 ERFERIRUEBE

6.3.1 Fe E&B N7 A KO Fe b+ D53k

Fig. 6.2 [Z[E#5EE E 1500rpm. B ENEE 100mm/min DEEDH & T (a) Fe 4
BT AR KON (b) Ml Fe BiT % /il S &7 5Bl OB D SEM EE %R L
TW5, BEBBR oA 2V Z L CRTF2EMPIBATE, MOXM
DR EB/TDLZEBTE, &I T ARTEoBMIE7=54E, Fig. 6.2(a)
B EIZRTHHOMNBROERBDEFOEFEHERFRINTNDHZ B8 0015d6, I
ISEBT T APBREDZDY —NVOBEBIZL > TUFTE AV EEESLEE L7
WZ L BRI LTWS, —F, Fig. 6200 RT XL 9 I2Hl Fe ki F A2 o S 8725
EITIE, FIIORZEASOum) & ¥ b/hE < RoTEY, BRuER IRV E
BEMND, EHIT, Al & Fe DREICBWTRIGBMEE SN, Zhid, 7's
AR Al e Fe BIFBRBLTNAZ EERERLTWDS, &B 0T Xk
FOBRENE, ZES THERENEFEOSIAMNMELS . REABKE VWD, #
Al LRI T ARFORFEIOIEBEE LV, ZOHEBTH Al L RIGEEZT
TeDITIERERABNMELEZ DINLD, TR LT, #l Fe BRI ILBmS T
BB, M ALRTF &l Fe T OFEERE OBREMN Fe RE&RB T T ZARF LY
2720, RIGHEEMEEL, Al & Fe BRI LIZEEZOND, £/, Al &
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Fe (ZEHARIET D, Al & Fe BRIGHEELFCL-THEER ERETIED,
REEENBEMLELEELZLNS,

Fig. 6.2 SEM images of stir zone: (a) Fe metallic glass particles and (b) Fe particles,
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% T, BEE O XRD HIE&1T 77, Fig. 6.3 1% 1500rpm, 100mm/min D54t
Db ET @FeESRITTAKRD (b) MFehiF % B S EI-RABOBREIICE
7% XRD BIERKREZRL TS, BHNE XRD XF—rnh, &RV T AH
FESRISEZEAITIE, BEMTHETNAI =T ADOE—7 ORPBEINE,
—757., #iFe RiFZ FWZ3BA 1T AlsFe, DB — 27 BNEE S, &BILAMN AR
LTCWAZ ERG0n5,

70

1@
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Intensity

30 +
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20 -l e M’*ﬁﬁ{ Y RS 'y
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\& - 2pass/kw
1pass \M

60 80

Fig. 6.3 X-ray diffraction patterns: (a) Fe metallic particles and (b) Fe particles.
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6.3.2 IS R OB EO I

BMNWTERBYT 7 ARFOSERERERIRETREELRFET L1201
EBSP {HI7E %47 - 7= Fig. 6.4 13 (a)iBE D FSW R OB T AR F &N s &
TR OBPERD EBSP HIE» B/ BN OM v v ToaRm LTV D, BT Y
ARLF % TR IS L st O BHE O R SR EDK 33um THH D
XL, @BV T ARAL oS BRSO R AR 17um Th -
oo ZHUE, BB T ADHTICHED L bdBRIZE T, ERproERl
DINE SNz TH B,

100pm i ' e

Fig. 6.4 EBSP mapping of stir zone: (a) without metallic glass particles and (b) with

metallic glass particles.
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Fig. 6.5 1X1&% ® FSP %47 - 1= A (without powder) & & B Y 7 AR T % HE &
Wiz E(with powder) O —/VOBEFMICEEZRBEOE I SM LR, &
BT ADRF 2B ST HEITBE D FSP OHE L LT, BEEOH®
SRETHENT 5, BV I ARFEoBsE5 & T AP oA
FALHHIHI S iz & ki T 5,

100
—n—without powder
sl B With pOWder
L
")
7
2 60- |
<
S
S !
P 404a By | A A \ S 0y
() " ! /\ N\ ool R ™
X m \ A e 4 )
§ J .\'Iﬂiﬁ/ﬂ \,--\§ﬁ:: f.:—ll-l-l-.‘l'l':ffﬁi./. |
20 : |
‘ Stir zone R
0 T ' ' ' ; '
-10 -5 0 ° "

Distance, d/mm

Fig. 6.5Effect of powder addition on hardness distribution on a cross section

perpendicular to the FSP direction.
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633 WMIRZRETBHEE., SAFOZE

Fe B&RBY T ARTH# B LIMEHIB W T, BICRITTAREDEES
BRI HDIT, VoNVOBEREZE(LI T TEREITo, F. BINKL
FOSBELZM EITDZ LICEDBWEIMEZENE LT, SR 2 BEDE
BR % 1T o7z, Fig. 6.6 13 Fe &R 7 ARIT 258 L= RHI BT, BB & 0f
WRIETBENEE, SABOEEL R LTS, FEESEE % 1500pm TREE L,
BELEE 10, 25, 100, 400mm/min & ZE{LEH D2 L TABEBL B ST, &
oo NABUIENENOBEEEICBWT | RADFE L 2 R2ADOFEEBRE
LT3, @BV 7 A& REMOMKRSLPREZNRL S THRELEOTHN
IEEABNTH 213 18 & O ITIH S 4L R S 23& 75> BRI 400, 100, 25,
10 22513 THD, LLRRL BREZAD LR LEEDKE L 10mm/min
DEHIZEBNTEBHOBEEINELMELTWAZ NG5, S LITEEE
D—EIZBNTHMOEITH S 40Hv U LOEEZR R L TWD T b, 20D
RABEDFMHITBN IR AREOEEL T PBEESMICEELRITL TN
5 EEEBEZITS, 26T, HEETNE AL 10mm/min & 100mm/min DFF S 55
MITRITHENTH D, 100mm/min DT 2 /S AKICHE S 23D L7z ikt
L. 10mm/min |% 2 NRABIZEINHELTHNBZ ER8S05, ZOZ LTk
Y| 10mo/min IZBWTIIM DG & 13872 2 BUEEI BTV D L BE T
Ho FTo, NMAFOFEZHE LU CiE, 10mm/min DSETIIE IR 2 R L -
THAE LD, OEEHIZBNTIE 2 NRABICB W Tl S OFAICRE RERT
Roengnosi,

BT, Hi Fe W F 2 DS BAICB W T O RBENEE & A S 4570
W25 2 BEBIZOWTELE LT, Fig. 6.7 13#l Fe WF20BMIEBEEDY —
N DB I EE R WIEOE X 5 ERT, Fe &RV T AR T E2HBSHE
A L By | BEAEEEE N 400, 100, 25mm/min & B L, ABVEDME X T <
WONTESPEIMNT DI LBm0 5, £, TNENDOHREFIZBNT/NAEK
ZEMESED LEEIPEINT D2 &b 00nd, TNDOFRERERND, HiFe bt %
SRSV HEIERBOWTABERNREWVISEEINHET D LW ERIED
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Fig. 6.6 Effects of pass number and welding speed on the hardness of Fe bulk metallic

glass particles dispersed specimens.
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Fig. 6.7 Effects of pass number and welding speed on the hardness of Fe particles

dispersed specimens.
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rR LB EDEREZHEET 5720 TEM 818417 o7z, Fig. 6.8 i% Fe &
®RBN T ARF e B LA OBBEO TEM EELZ T, BEIFEEN
100mm/min ® 1,2 /N ADFEL L | BENEEA 10mm/min D 1, 2 NZADEHOR
B8R LIRRER LTV, BEREED 100mm/min D 1, 2 SADSEMHIZE
Wi, EMHIZERR D Fe &RV 7 AR TFHEBIR I, ZOHRD Fe K4
B T ARLAD SAD NEZ =3 T AR E IR T AT — R = ER LTINS,
—77. BEEED 10mm/min @ 1, 2 /S ADERMEITIBW T, R4 H 38
BAINn, Lo T, BEHEED 10mm/min {2V TEBEEOE I3 8Mm L~
BERIIHTHRLIC L 2 b0 EEZ BN,

Fig. 6.9 13/ Fe b T % S H S WL BA OBBEO TEM HREF B TH 5, AR
OFR/NMZEL LT EBRULEMBER L. &BYV I AT EZHRMLUEEE L
LT, RISERENZ LB hd, £, SAFEHESCTE, £BMLEY
DEREDIEM U, AU SZAEOBEIMT & > THBERM BT 5720 Tk
SABELZL 2D, Al & Fe OMORISHRES NI TH D, Tz, T
bDLEWIT 2000m LIEFIT/NI NI Enn, AR TOB L
HOTIEZRL Fe S oz A Al EHIFICER UITE LTS L E 2 5 008%
HThHdD, TDXHIZ, MiFehiFEoBITGEITIE. §XTOT kRS
HZRBWTHTHRILIC L o TREBMOBEEAm E L EE X bh b,
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Welding condition: 1500rpm, 100mm/min
1pass | | 2pass

Welding condition: 1500rpm, 10mm/min
Ipass 2pass

Fig. 6.8 Bright field images of stir zone of Fe metallic glass particles dispersed

specimens.
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Welding condition: 1500rpm, 400mm/min
Ipass

2pass

Welding condition: 1500rpm, 25mm/min
Ipass __ 2pass

Fig. 6.9 Bright ficld images of stir zone of Fe particles dispersed specimens.
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634 FeZE&RBY T A KU Fe DRLTFDEEE

Fig. 6.10 |Z[EEEEEE 1500rpm, FBENEE 10mm/min € Fe & BV 7 2K T%
FELTZ 1, 2 23 A0ORED TEM EE%2/7~T, TEM BED 1 RADERIZRT
EOIITHLAL & Fe &R T ARTORBMCBOTRISBMBERENZ, 2, 2
/RAD TEM BED SAD /RE — R X O Al & Fe @BV T AR
U CAR LTz AljsFey DTS NBE Sz MiFe BT 2 M LTI HE L B L
T, RGHEMEND, BENEED 10mm/min DFSFIZIABENRKRE L, MAl &
Fe BE&RBV I ADMORIEMEES - EEZBND, T, ARBBRIRT
LR EEELT L, WHDOARESEM Lz, 7. Zhbo{bEY
BIEFIHMTHEZ e0n, aE AP THBM LD TIERL<,
Wo Tt VBEBE ULITH LT HS L B2 0ORRE TH D, T, 2 XRADOBEE
BRIORT XD I I L > T b U 7 2 AD)ER S DENL OB ENNHE X
57w, Fig. 6.6 DIEIFERIZTAT L O ICHEREED 10mm/min D 2 /XX DFK
B ORI OBEE S HEMN LT,

Fig. 6.11 [3#l Fe B F 2458 L2t Bl O F OBRES T 2R, BENREN
25Smm/min, TROHLABENRKEWVGE., REEEEREX 457CThoTz, =
DFERNOEEFOREIIFMAU T TEEMTORTWD Z &40 5, Fig
6.12 1% Al-Fe IRFEX % 7R §, Al-Fe IRFERIZ X 5 457°CRRE DIRE TiX Al F~D
Fe DEAEEIXIZE A LRV, ZFRIZL DD BT, Fe KT\ o7c A Al EHl
HHZEEE LTS TER S N7 & i3 i & R a2 ICE 2 5 FSP A DH,
BTHHZ LR L TR JERICEERE, FSW 37 ok 2 o B
a2, Al BEM OBMBEESEM L, BALIZ Fe BTRMRETTAZ LICX
> CHEBEENSEMT 2 EEEND D, T, BASEEILERE L 725728 Fe
JRFIEB IR ERALIR A 1TV, JEEREERES N A2 & b, B—2 D=
DIZIE, BEBERT7 77 8—LEZ2bN5, ZDOX5I1T, FSW HOEEEEE,
PEEERRE DN DS Al-Fe RICBW T HHT (L Z FERIZ L& B2 b D,
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1 pass

2 pass

Fig. 6.10 Bright ficld images of stir zone of Fe metallic glass particles dispersed

specimen (1500rpm, 10mm/min).
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Fig. 6.11 Temperature profiles at specimen bottom during welding.
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Fig. 6.12 Al-Fe phase diagram.
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64 FHE

BEBEHE T o 22 HAWT Fe 22 BT 7 A K OW Fe hiF 2 # Al #1258
L. BOoBEEEITO> L E2MmET L, BOoNTERBRIZIUTOLIICELD L
nb,

(1) BEE®R o X% AT, # Al FIZ Fe &R T T A0M Fe R+ % 758
S, HoBEE b THZ LBFRETH D,

(2) Fe B BN 7 ARLF &2 Al FIZHB S B GE13, KK ORI T3]
ENAHMN, BEICKIESTEEII/NIW, 272 L, BEIEE % 10mm/min & KT S
B, ABEBLZHENIEEGE, M Al & Fe ERBT T ARFHRIGL, ERL
TeHT I & 0 BERE ORI RRIE D ) B35,

(3) Wi Fe b F &M Al FICHB S BB EIL. Fe &RV T AR T2 0SB
B LERY ., BEEED 400, 100, 25mm/min & D LABERNHE X TN IZD
NTHEIBNEMNT S, /2. TNNENOFBHITBW T IAEEZENEE 5 LR
ST D, £, Al-Fe ROEEMRABR LTIt Al F1~0D Fe DEEEEITIE
EAEIRNTE b B3 Fe L7203 o 72 A Al EEHERIZE YA LT H % AljsFeq
BHHTHZ LIk s TRILENTZDTH B,
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ABFFETIE, WIS LTEESNTWS Zr RERB Y 7 2 %, BEEREAEEH
WTH T AEBIRELE, BRGBELTICHE L 2R EET 22 & TRENICEST
LDEREEMLTDHIEEZBME Lz, £z, £BV 7 AOESEREHELZIE 57D,
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@B T A0M Fe LT & DS W@ BEESHBIORELZR AT, AR THOILIZR
REIEBICENLCNDED, ZZTRERDIHMRE L TICRIET 5,

B1ET, BRTHY. AROER, BIUBREBBNI OV TR,

#®m 0 BT, BEBEREAOER, B oNnTELHELET, 2BV T ADER L
MR OERB Y T AOBEAICET 5 BEFEOMEHREF 256 L, FFEROTURERR L ORE
ROBREEITV., £B0 T A DEERBHEASICET 3 RGO LEEEZ TR Y B/,

HEIETIE, HEY—NVOBREFEETEZ LIZEY | ZrssCusAlNis @B Y T X FARD
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Q) NYDFEEEZNELTHEDICBELYVREN Y a VIRDY —LERAND L L BHIT,
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H T EIVT 7 RIREE & TEIR ORI S HERF S TV B,
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(2) XRD, DSC, TEM DfERN 6, #i Al @BV 7 RIS ET, BV 7 A ML T
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