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F1E AROEREEW

11 AMEDOE=R
111 BEHREHROEIREBEBEEEIZSITARERF
HARTIEHEBREBIEADBEENBIZBICEEF>TEY. BEDNEHRDHEIFE A~ DE
DA DKL TLNS, 2015 FOSUEEBRHAENE 21 EIEGHESRE (COP21) TIXHA
DENR B LR EEEERURELERL T2 CUTICHIZ A ENBREBELTERESINTS
Y. COBEEEZERTLOICRETREENRAROHERFNRE NS LSITHEoT=,
BEDNEARAORRIZBEREZHIZEDE Fig. 1-1 [TRTESITTRILEF—EIR CO2 A 9
Z|, I5I12F D CO2 HHHEDS>HEHMEBMMNE 2 BlZ HHHIEMNHFEIN TS . 5
(SEEHERFINF 9 BIZEBENGDHLIEND, BHEIEN CO2 HHICRIFTEHEITKE
L), COP21 O 2°CEBZE/M T B1=HIZIX 2050 £ETIZHR D CO2 HEHEE 60%HIH
TEHEDLENHY ., BRI RILT—HEREE (EA) (XFBEEBHEHMICKROONS CO2 HIFEEZRE
LTLV %, Fig 1-2 TR RBEHER ? (TkDE. 2005 FRERT IS B HHINWTLWSEE
BRARE 2050 FIZIE 15 BV ETHIRT A2HENHY . COBEZEMTH=HI2F
SHEAOTFYRELZFDICTIDLENH D, TO-HEFETIEFKOPEEZFLICHE
(239 BB LLVRERHIAREIND L5127 o712 P (Fig. 1-3) 6

Dinitrogen
monoxide CFC substitutes
Methane 1.3 %

3.0%
2.1%

Non energy-derived
carbon dioxide
5.8 %

Energy-derived
carbon dioxide
87.8 %

Fig. 1-1 Detail of greenhouse gases in japan. "
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Fig. 1-2 Estimation of greenhouse gas reduction emissions from Light-Duty Vehicle.?
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Fig. 1-3  Fuel Economy Regulations for automobiles in various countries.®



112 TILFRTUTZ LR T DEEFRMOBEN

INEQBBEEETIEEMED CO, HIERFZERICLIZREHRENBRIROLNT
Y.  BFEHADODEREIEVOES B ENE (Electron vehicle :EV) DBFEMNBAIZEDH SN T
L3, Fig. 1-4 IZTRT KSICEEAEEH 100 kg JHAEREN 1 km/LBRETDHELVDODNATEH
Y EREENERIEHEEZICEVTRMYBEN TSN, SBEETIFAVIVE
M EV ADBITIZHSTEDEEMN—BEF TS, CNIL EV THERASNDLIIRIL
F—D55 2 EINENYERICE>TERONENSTH D, Fig. 1-5 [TAV)UEEEV DI
FILXF—HEBDORNREZTRLTEY ¥ (EV TII/NNT—FL AU R TORIBLENKIBIHDT
BIETIRILK—HEEN 3 5D 1 BEEFTRALTIIENGND, —AT/NT—kL A
DRDEBBERUNEIREERLEGEWN D, HEAMICIRIILX—HEIZEIT5E&ENYIER
NElld, COENYERIEIREZEUEARLARDEEITIKET 12D . EV IZEITHT
FIF—HEDOM LED=HICITEAREEDEBNEELLS,

30.0

250 r

200 r

Fuel consumption (km/L)

50 r

0.0

0 500 1000 1500 2000 2500 3000

Vehicle weight (kg)

Fig. 1-4 Relationship between Fuel Economy and Weight of Gasoline Vehicles. ¥



Rolling resistance = rolling resistance coefficient X (vehicle weight +
occupant weight) X gravitational acceleration

Regenerative Loss S O
' 5% Air Resistance
'~ Air Conditioner/ L 20% .
Auxiliaries

Energy consumption

Breakdown of Other Losses of EV

......................

Gasoline Engine

(1.5L CVT) NISSAN EV

Fig. 1-5 Energy consumption of gasoline—powered vehicle and Electron Vehicle.®

BHAEEDERRBRAEZD—DIZ, RGO EEMBERICERET S2EEDTILFITIT
WEDH B, RILFITITIILVEDRFEIF—EIIZ Audi Q7 GEBREZFRDICEDLN
TWADEEDRVRELT Fig 1-6 ITTRT &3 C~D ©J AVREIZETIILFITIT
EDVERLDDH5 ¥ RRMGETILFITUTILETBmD—DTHA Audi Q7 [FRT 145
MDD 50% U EETILEZOLEENEOHTEY., AEICIHECTO— M., S&EHM. L
HLHD ITBEDTII =D LEEEFERALTWAIENEHMTHS " (Fig. 1-7), £-HERK
MHDORRENEZL-H. ERREEICAVSEEFELSESHLGEMIRYANLNT
LV % "(Fig. 1-8)  HFIC. PILE= O LEE LD ERIESRBES ILTEFEN 2. Self piercing
riveting (SPR) 4° Flow dfrill screw (FDS) . Friction element welding(FEW) &L o1zl Rz
&4 Clinching, Hemming 73 & DM BIFHFE A RASN TS, 2O KOG HEMBIRERE A
FMFRENSREREEDOEEFETHS—A. BRATREGIRAEICHENHLHIHZE ©.
RYROBEUEREBOMEBREED T H. VNYMIKSAXAMEPLEEENELLLGEDR
FELAHY. EFET—E—ENHLI-OENEUEICETIERERESDODEELENE
HIISNTWVEWEE RS BETERLGHREFENG  ERDEEEELZEMEMT
BEEHAITIIVIZBAT L EFTEOLLHMEIARCDEMIZ OGN >TEY., 7L
FITVTIWEIZKPERBELDRELZTTIERD—DEHE-TLND, LEDITENG,
TILFITIUTZILVEARD—EBOERD=OHIZIE BLEWLIREEZESEMEESRELF
EDRAENLETHIEEAD,
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Fig. 1-6 Transition of aluminum adoption rate of Euro Car Body vehicles. ®

Al - sheet: 36 % Steel conventional: 38 %

b

Aluminum alloy

Steel hot formed: 10 %

Fig. 1-7 Body details of Audi Q7.”

Al / Steel Al / Steel
Al/ Al Steel / Steel R,,<<1000MPa R,,>1000MPa

: 4 Resistance ” Self piercing /" Special self e~
MIG-welding - spotwelding . riveting g~/ piercing riveting

Laserbeam e % : . Flow drill Friction element
welding \g MAGRESIRE e / screwing " / welding d

Self piercing Laserbeam

riveting = welding S Clinching "Q.. Hemmigg -
Flow drill AW First to market with AUDI Q7 AW Already in series with AUDI
screwing ’ -

Clinching o=

Hemming =

Fig. 1-8  Joining method applied to AudiQ7.”



113 EREEESEOWEEM

BREOEARETHAVLNLIEREEED RIEAEMIE. UNYMOBEEMBARDE
ISk > TR NER/I AR LERBRLTEAESNICEETIHENDH D, BFZED
FHOMRBAEUTIZEED D,

(1) #wevnsss (BEEsR)

HHAEREICLORBERED R EERMIEENRD Audi Q7 72(+TH SPR, FDS. FEW,
Clinching B’# %, FHESDERXEE Fig. 1-9 ITTRLTHY. LTFIZENFNDOEHEEFIEET
%9,

SPR [FF HZEDYARYEFHIEEMPITHLAD ZETIRYMNERELITAHKIICERS
B AU A—OVIERRT M THDS >0 BLERRENEONIILNLETENE
BEEEETRLLMEOLN TS —AT. #HIEEMOHBRDARER2H 590 MPa iz
BALGEEANEHEICHELEIENRESNATNDS ", ZDE=OEEHNEEESTZ5E
(FMEOBKREEBLIEFNEDOUARNINERWIRELHD ", TURYERIDRIRE
TRESTEDNSARAEICZIL D ELSEEETERT S-HICITBEESMEITEL
FIRYREFEND T EDELH D, TD=HDRREBIKDOIR YL ERESEEMEIC
L TEKRT S EENEREIERIN TS 7,

FDS [ZHLEERTHINYINERESELEALEATEIFETHY .. RADEFHELTH
BI7 VA TOBENARELRIENEFENE 'Y, THHBURYNEEAT D RAEIZE T
SEEFENTETHAD. hEBEBELGEDESITHASINSGIENZ L, RLEYFEEERE
MOURYEMEASNZEIFEHTHIENARETHY . COEFEFRNT)RYED LT
BREET—R N\ OFET 2EMHAAFEINTINS 9, SPR ERILKERAFHADEAHLE
#HTHY. TOEBIETNESANIRITIDELNHD ',

FEW [ZEERSE-RYNETILEZOLEGEAINSEAL, TILE =D LEEEHAAD
B CHEEET DL TR NDZ/{IFETHS ", Audi Q7 ICHIERAINT-FiEL
LTHSNTEY 7. SLBFRENBOND, URNYIERELSE DI LMD RNV RDIEREER
BN KELGEDIEMNEL HIEEM MO LDEHEAKRELGLHIENREED—DELTEITFS
N5, TDT=HI)RYEDBFEFEZ /NIKT LSRN EDH LN TLVS, FF-SPRYFDS &
BHRICDEKEL FRIDBIEEMEER T HNERHLTLES=O . BRBERIZK>TIEK
PDBRBAZHST=OIZ— T MEZERTIRELHS,

Clinching [EL\HRPEMLHEEDZETHY . ZIHAIDT 1 HLAABID /U FEFEITI
B5IEZANT, L THREERIEEIIETIUA—OVIERTHFETHD 9, YRV
FEHOLUVERMTEETHY . SHICEBINDELCLEVR RN H I, KEGEHEREE
St=ER AR~ DBERANREMICRETHS ',



Self Piercing Rivet Flow Drill Screw
I N e N
y \ ’ SN j 2o
|
Friction Element Welding Clinching

-’

Fig. 1-9 Schematic illustration of the mechanical joining method.

(2) AENEeE(EEEESE)

ERESREZAEMICREESTH2FEDORKRHEL THER AR YFBEHE (Resistance spot
welding: RSW) & EEIRIEH: s 1S (Friction spot welding: FSSW) MZ (F5 5,

RSW [I#IESHM D L FICEMIE-EiBIC&>T, MELGEASBEMNET B ETHIE
BMEBMBESIESFETHS.RSW L5/ MZEEDIZETEATHY BBERT(IEED
RKFZEEHE—AT.Audi Q7 DHEIERTETILE =V LER/HOEBERESLLTOE
RIFEATLGEL 7 SNIETILE=) LES/MOBRIBENRE L - THY. Fig. 1-10
TR BREEERODHAESLEICEITAHBEARMETE, 7S =0 LEE/MITBERT
HEG)EWLWSEHEICHE->TLNS 2, COKIIZTILEI =V LEER/HDBELNRHELINDIDIE.
EEFFIZ 2 EDEERE S (Intermetallic compound: IMC) 2R LIRS R EICHILEBA L
La=THs,



Ag[ AlTAulColCulFe[Mg[MoNb[ Ni[Pt[Sn]Ta] Ti [ W
Al | 2 T T T 1 17 T T 1
Aul 1]5 }
Col]3]15] 2 ‘ s 3 X
cul2 2] |2 i From. the equlllbl'llul} diagram, .
Fels bl 22 2 - welding of A and B is extremely difficult.
Mg| 5|2 5|55 3 [ ] [ ]
Mo|3[s5]|2]|s]|3]2]3
No|4 |5 |4 |65 |2][5]4]1
Ni 25111 [2[5]5]5
ptl2s|[1 |11 [1[5[2][5]1
sn|2|2|s|s|2[s5|[s5|3][5]5]5
ral| 5| 5[4]s[3]5][4a]1[1][s5|[5]s5
Ti|2]5[5[5 (5 MM 3[1]1]|5]|5][5
wls|s|la]s|a]ls]al17[1]5]1][3 2
zZr|[5[5|65|6|5|565|3[5 1555215

1:Weldable (Solid Solution Formation) 2: Almost weldable (complex tissue system)
3: Welds require caution (insufficient data on welds)  4: Welding requires extreme
caution (no reliable data)  5: Non-Weldable (Intermetallic compound formation)
*)Welding handbook, Vol2, 8th edition, America Welding Society. (1991)

Fig. 1-10 Possibility of joining dissimilar materials based on phase diagrams. 2°

ZTD=HRSWDEEERBIESODARTIIEESDEARLIZLSEERBORBZEHIET L
DMNELRZF5ND, FDO—HIELT Fig. 1-11 ISR T LSIZBETIERAREL AR EIZ B XL
BIZRBSE, ZIODDERMEEETILI =) LEEAIAND ARET EFENFRINTEY
D EEREADAEREKEBIERSESZETREIZKYECSIHMIERBOERSZINFILTUL
B, E-MOMETIE A-Zn EEFAEISEELTEY., SHIRREIC Zn BEEHTHENOHE
HtRET ILE= ) LsE®%E RSW §AHZETIEARTENEICGIETEZ IR T 5 EMAIBEA
CEERLTILNS 2, thiH RSW IS BB RIREIZENINT 52 & CHEFREM L&ZRL TLY
HHARLHY. CNITBFEIRIOFYET—LavHROENEOEILICKYBRMIZH T
ZEETOEREHEL., EEHPOREZNEERREL TS Y, FEETIEBELRAZIC
KBHBERMEINGIT 510, YT LA LTER  BEEERL I —F/\VIFIET B5E
DT ILE=) LEEDEMARYNBEEI—T VM RARIN TS 2,

ZD&ESIZRSW TIEEEREICEL D EEMBIC L LBERTHARSLMELL>THY.
FOHMEGENBRFESN TS, IREICHENHHBEESOESREIT/NSDENLEL
BHITEIRARZEREITZBLY,

Load, Ep,!?_[gization Y S—————
’\i,\__:;‘,; «:t",_
électrode r ‘J
, Welded
‘J *—‘«—-.‘. /Zf '
Alumgltun] R— I | ‘ .-.e;/ Q:Un‘lllnum
ee s "
| > Steel

Fig. 1-11 Schematic illustration of dissimilar joining by RSW. 2"



FSSW [LiamBEN LT ELLVEHESEZD—DOTHY . BHLEBEREESEL
LTEEINTLVS, FSSW [CKEHEBEEEAIL. 2005 F£(TIYH DO—FRZ—2[ZFHLY
T.ZIEZOLEEHNSUD)IRDEL D LAV TA—RERBERILN) T—FDERIZE
EEBAINT (Fig. 1-12FH) , COEEHLGN =D IEXEERY—ILZE ERIZOHAEAL., £
W7 INEZ) LEEDOMBRIACE O TTHROMRDIFEERZHAT H_LT. ERERE
DEMARITZAENICEESTIFETHD P (Fig 1-13) , COEETIREDY—)LiEfE
RET BT V—ILHRDERERTHOHIE L NEWNEEFHET D, TR RICITELE
FIBRENBRZE Gl HoEIHHEINTHEY ., THROFERDFEARINEEINOTLL L%
TIRNGESN TS,

Fig. 1-12 Trunk of Mazda Roadster. %

Loaa )
Plastic flow Contact of fresh interfaces

of Aluminum l
Aluminum
Zinc = B L
B

Galvanized Steel I I I I I I
g Removal of Zinc

Anvil

Rotation Tool l Frictional heat

Fig. 1-13 Schematic illustration of dissimilar joining by FSSW.%®
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—AT. OIS ERDMHRB TTROFEERERRT 2FEL. TROKREIKED
FEEZITOYL Fig 1-14 [TRT K12 GA Do (ERAL Zn H-F) HlOFEDH-THEDE
BERHCITEERENMET T EIENHESN TS 7, Tl GA HoZOHIRREDEE
RABEITHY ., EEFORENBETHLDLEEZLND,

4.0

Upper sheet: A6061-T6 (1mmt)

35

3.0
25
1.5
1.0
0.5
0.0
GI GA

Fig. 1-14 Relationship between coat on steel and FSSW joint strength.?”

Tensile Shear Strength (kN)
[SS]
=)

No coated

CDESITHERD FSSW TILEERDH>ZHLUN TOREMGIEENHLL FHI)L/NZy
BB KRELTCEBERBRIC - IR EF AL TIIEEN RSB LVSREEZET
%, ZCTEEY—ILETHRIZKEKEAL. THREBEBUICEERBISESILETTREL
RICBLVVAFEFEDLSICERSELERTUA—EEHHFKIN TS P (Fig. 1-15), L TR
DEBEICIEESIND=H . TILS SO LAEERLEED>EMEDEESTHLTRLBFREN
B, FHRMICO—IL D HLEELERTEELEAOND, CDEEY—ILDIEFEEIE
T T DD DEESY—ILEERALTEY . BEmISA > THARISIL 7 h—D s h
HIENFETHD. —AT. BB TUN—EETTILEIZVLEERLE RO >ZTHIREES
TEHE BEERENMETTAIENRESINTINND 2, CNIETILE I LEELERHHE
DRWIZEY . Foh—HEICZEDILEYRBHA KT HIE0T o h—HKN BT HIE
NERERELTEITFON TS, BEZDIIITERBOY—ILERW-BIET7 o h—EEDOHME
TlE. M ELTEIZ SPCC MEFERALTHEY., PILE =D LAEE/BNATUHTORESH
FRZITONL, CDEIIT FSSW TIEHRDREIREOCREFEDEZEEZITOTL,
MBLLRZE R EMICIES TESIENRDLENTINS,

Al alloy

Steel '
[T S ———T SOOI 11\

Fig. 1-15 Cross section and appearance of the joint of Friction Anchor Welding.?®
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114 EREEESEDHIREEE

113 IHTEITEEBERESEZICOLVT . URYLNOEE BFRE. fitkkmoH-
EOEEIIKITHEAAREM. MIRDBER S T T HEARRES. BFOFBIEFL
HTI-#ER% Fig 1-16 ITRT , URNYMEREZTHS SPR. FDS. FEW (XREMIZS VR FiE
ELFon. SLICH>TDOFEIZEH>TRITEIEZEF/NSWNEER D, —ATRIRDESY
SPR & FDS &R AMRDIESI L TRENHDH—H T, FEW (ZERREIZH D HET
BATEETHD . LOLEALWTNOFELHEEEMOLTEOVNT HANEY EASET
ENETENT ., FESFE LGOS, FURVRERLDTZH . UNYRRIKIZK St ER A E
DFHOYNYMIEDITRIAAMEN, ESEEMEVSEE LOFREEHL TS,

YRy L RS TH S Clinching, RSW, FSSW [XUARYFHEDERBITH LA, YRy
FMESIFEDBFREIXILEHAL, 51T Clinching IEEEAFDESHIEHLL. BEARE
(ZFIBEINDS, AEHIESED RSW, FSSW [ RELBEHEREFHLBN-OMIREED
LEMNREBII/NSNEZEZONSD REKREDEEEFZ(TOT LY, &I RSW [EEFE
ERBFREAICHEKRE IMC BERBLOT LV :H. RENGTIESHELZBLIENES TEL,
FSSW [LiARE LN =0 REDILEMREREIGITHIENARETHHA . KAl
BRETRELBIND O ZTERITEIVENDH D, COXSITHWEITBHINVN ADEEEEE
BEITERATRERBICEREENHY . BENGIREREEZRLTWSFEIIRZ TN
LY,

© : Excellent O: Good A:Poor X:Bad

coat on steel steal strength
Rivet Process t]omtth 7 Smoothne
streng ‘(lgl(’)at No-coat 270MPa | ~780MPa | 980MPa~ §§
SPR © O O T X
el
s!r 1 1 - ]
& FDS ®) O O | w2 X
X
FEW © O @) X
. Clinching O O O X
(5]
2 N N N A A —
E RSW AN O AN o O
2
o!¢ 1 e
FSSW O @) AN Ir _________________ X3 o AN

%1 special rivet 1s required

%2 pre-hole is required

Fig. 1-16 Features of dissimilar metal joining methods.

11

%3 Zn coat on steel is required




1.2 AMEDOERAXREBH
121 AAROBERAXR

ARERTIEIILFITUTZILERD—EOERD:-O. EBERIESZDIZET L
RAFKTHILEEMELTHY. ZOHERAMRELTENIIMREBETHMEDEEZEZHRELT
W3, BIRMIZIZTIILEZO LAEHD I —T 0N REVST=0— &, SHELD BIRERA D
BEEI—TYMZILTWA(Fig1-17) o CNIXTILEZ O LEED O —MNTIILFITIT
IWERICAWLONATILEZDLEEMOREZEHD. Audi Q7 THERSN-TILE =V L
BED T EFEEDHBIEICHET S, MATEEPIRMEZELLRWNWIRNYRRIEES
LT BHIHE . AEHIESIIRIENIZ SPR HEDHMBMNMBEEEHBRFRENEDHLN LN
b, EABELYILEEHCKEENEERINIMrREANELIZLDTHS,

: Aluminum alloy
: Steel conventional Py
BN : Steel hot formed .

Outer panel

Fig. 1-17 Audi Q7 body structure.”

122 FSSWZHAWEHBAEBERESZDOMRRE

FSSW (XA Z OBV EHESETHI 0. EBERRAICH TSN IMC B
DR B ZEIF A BEE TR EL THF SN TULVS, LALEMSSERR D KSIZ LR DO H RS
TTHROFEEZEHATIERERESTFEATEITHROZREAKRKEDOFEELZZITPTL,
BREROHOZTLEDLRMBRENBRSLGRIELZTRREICEKITILENHD, CDT=H
THRAED->ZEDEBEEEHMDIZES TIE FSSW #F(F+HHIESERENBTONLGNIE
NRESA TS 7, BBEEEICSVWTXRILEROLNTEZEZHERMEOEEN
RKOoND=6. THROKXEIKECHNHLT REMIZHRDFT & EZE K ATRELRF %
THOIVLELHD,

12



CDEIGRBEERERT H=OIT Y= IILEMICISBBHGIHEERM R ERETU =, R
BEA THAEIRIBHES (FSW: Friction stir welding) TIXY—ILZ TiRIZIEMIBEFiRE
L T Friction stir scribe AR SN THYB L BRFERENBTONDIIENRESN TLVS 3,
LAOL%ANS, Fig. 1-15 %0 Fig. 1-18 IZ5RT &K3IZ FSSW TIEY—/LE THRICHEMSE THi%
MEAZDEEZBHLTCLES O, EE@EICIZEYBEL, TS TEAMETIE, TRERG(C
MREEIBORT EMNTTRELEEITX FSSW(RFSSW: Refill FSSW) D BEAZ&ETL- 2%,
RFSSW D& KDHFHEIE Fig. 1-19 ITRT LI FEEY—ILIERDOEE THEB S TL
5T ETHAH, RFSSW U—ILIZRAINSHMBEIEHRT FHODEY | FASNEL NS (£
LTHEDOREEBSC IS TDZRBEDY—ILTHERSIN, ZCOEVES LT EFRFAMN
MEEHA RIS L THILICEMET HIE T EESHTELSE RN ETORFIZEET
EMETREICAR D,

AARTIETHRADY—ILEMZLTESRX TOERIZKEMEHERLEZHAEHE =5
- BIESEE S EEL T Scrubbing RFSSW (Sc-RFSSW) "#BAFLT-, BFEIX BB EM
MMV TOEREEEL., EFE TRV ARG ENREF/LI LMK ETRELTL
%, Sc-RFSSW TAHWGLNEY—ILIZBEE SR THY. Fig. 1-20 TR TOEREXED &
SITEEEAY—IILETHRE@EICEMSE LS ETERBUICTROGEEZMEHT526%
JALELTULS, T Sc-RFSSW [SHEHRLIRRIZEKY ERICEEINNEL T FBLMBFEN
BoNdILEEFEHMD—DoOTHS,

exposed

Fig. 1-18 Schematic illustration of FSSW when tool contacted lower plate.

Plunging Refilling Departing

Fig. 1-19 Schematic illustration of Refill FSSW.
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Pin

Shoulder

Interface

Fig. 1-20 Schematic illustration of Scrubbing Refill FSSW.

123 XKD B

FREIN BRI GhbBERAMARANGNEILEETET HE. Fig. 1-16 ITRT &
SICKERBHELERZE S Clinching (XREBRIZIESIRBETHIEEZOND 'Y, T TAHH
RTIEFRDOKRELEMERZLELE T SHITASMESOLEN THLHRMIZESEEN
BONAOF LY FSSW IZFFEBL. FSSW #EICL-EiEEEESEEL T Sc-RFSSW #BAFL
2o AFEFERERESEDELETZZBHELTEY. TDOICITLITD 2 RZEERK
TEHZENRLETHD,

(a) ZIEZLAEDIMREBERMDES TELHRBEBEMITES TESZL
b) REMGHEAZRERTA-OITRERBTEAN-XLAACNTHS L

FILEZOLAEEDHREBEEMTIEEES 1 mm BEDBNWTILIZHLEERE, O
ZOEECLCRERSDEGIKRRGIREZIZET OILENH LD, Fig 1-16 IZTRT &LIITY
RNyhLRGFETIEERAA A HRGEE IZHIRN HHHEE ©. HtkzRmOKEIZHIRAEE
SNTHEY. BENICESTESFERBEELLEVD, LA TEARAETIETILE =D LESR/
HMDES. TILE =D LER/BERAMDEE. 7TILE =) LEE/EMOHEHOES
ERI—ESEICGER TELRFEEMHRTHEEBMELE MATENREFNDORMEIZ DL
THMRETHECLONICESTNOFMGBREEERT SLT. AR T IFEORER
AN A LFEESMCTHIEEBRIELT,

SHICEBERESAICBTAEEDRBELTHILN=VIERLHY . CNIZEEERE
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DEMEIKIDNRALERIZEMBEMA RSN, HAMICRLCEBRNEESNSER
THD *, ZORMRELTRBECESHEREICS TN BRSNS RiESERE
BEDOFHETITESEAD KT ENEOE TERSNSICEN S, FICRIES LIEEH
DHATHS“VTILN RN TR ZHRE~NDIKBRISERY HI5EALIELIERZTS
Nnd O, LD >TERMRTIEVDIILR RO R TEDOER A EZ T 5L T, BEIEEIR
~DERFIEEREERY CEE BRIELT =,

1.3 KRERXDIERK

AARTETILIZV LEEDNMREEREM DIEETELLHIRMEEZMEMICEETED
FiZFBEL. Y—ILETHROEMICLAEBUGEHEEREREIVETMNILE-FHREES
JE A% Scrubbing Refill FSSW*#BAF LTz, AMHX TIETILE =) LEL/EADES.
TIEZOLEE/BERNMADEZES. 7TILE 2O LER/EHRO>EHDEEZR—DF%
TEATEDRILFBEIZKRELTNAILIINA, RENLGIEAERIRTA-OITRERR
AN=XLFERALNIFTHIELEBNELZ REDELERABITIUTOERYTH D,

FIEIRETHY. IEBEEIOROONIFMEREZFELD. FHHEEEBERERESE
DFAFEAV T RERMEIZE TS B HZR AT,

F2ETIITILZIZOLAEEEMIR®D Sc-RFSSW ##FAERIL . FSSW 42 Refill FSSW
WREEDMFRESF ML LB T O CERMNAEFMAE ST EIML -, MR THF
DBREIRREBAZFASNICT H-DIZ5 SRR AIHREREZEREL -,

FEIETIETII =V LEGELEBERAMRDIESZERLEFOHNRELTML -,
E512 Sc-RFSSW [ZHITH R DI AT R AN X LEZREIL. MRFERERFRE
FHEE OB RMEERAREIEL,

BAETIL Sc-RFSSW 2B ITAMMLERRERATENTL. TOLMEHEHSMIZL,
SHICHEBREZFMT 5-OICHM/NSIRAEBREZERLTEY . S/0RELT/OEED
BRMEERET L=,

ESETEATII=DLEELENRO > ZHDEESEEREL. V—ILRERRBEO =HE
HOBREREIELIz, MATY—ILEmBIRICESO>SHEEDRELRET L,

FOETIIEHEBERANDREGFELT. EBRILRESOHATH LIV TILRRURIE
DE AR ERE LTz, TN TEERIGFABOBRFREZTFMI SELE(C. Sc-
RFSSW [ZH T 1B FIBEH AD= X LEEETLT=,

REIZCETEIRIETHY., AMETHONE=-REZFEOT -,
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e

EI=N—R

F1E ARXOEBEREEH
"ARERGOUVICHEDBEL
HRERERESROFZEIV LT
HRREH

J
e . A\
BE2EF Scrubbing Refill FSSW #f F D %840 580 B 4514 D B hE# 5t
-EERETERIC & DT OER/NGA—R LB F 4 E DR R D AZEA
-FSSW, Refill FSSW £t ;AL DHEFREFFE D LLER
BRTETERIC & DR EIER AL DIBHE
EAREOASNER
. J
e N N
ETIE TIIZOLEE/EBEERAMD FEOHE TIEZZOLEE/EEHRDHZTHD
BE~DOER BE~DER
RFBREADOTORRNSA—IDOEZEIEE U— LR EH->EHEH OB
- Scrubbing Refill FSSW (& 112 8RR D Y— LSRRI kDD EHE M E
HFAERMBAD=X L DR
. AN Y,
e — ™
F4E ERBEREFAEORFHMEE
MR E DT
NS IARERBRIC & D R E IR E 72 DR
-SHOORRE LTI OEE DEERE
-REICHETSEENEERBOMMBERE
- J
4 N\
¥6E BFHEMUSHEADLODRET —IT)ILFRURILEOERA R —
ARG AR OB F RS
- Scrubbing Refill FSSW [Z# 1151 EE &I HEE AD=X L DfREA
\_ J
, [ \
BTE #iE

Fig.1-21 Flow chart of this study.
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ZE2E Scrubbing Refill FSSW ## F D F# 58 B 45 14 D B i 4 5
21 #%E

IFEQOBEHEEEXTIEIEMED CO, IHRFIZETRICLIMEBENRBIKROONT
BY.TILFITITILRTAIZKDEREEL® EV LDORARNBAITEDSNA TS,
BEEBEADTILFITITILRT A DELIETIL Self Piercing Riveting 75 E # O FEHE %
NEITEAIATNSA 7 URYMNILDORAMEPLEEEEVS-RENH D=0, IRy
FORATEEERRZAESNICEES T IERBH AES (FSSW) AEE SN TULVS,FSSW T
(X Fig. 2-1(@)IZR T KO ICEERY—IILE LIRICOAEAL. LIRDTILE =D LEEDMF
RBNEH>TTHROMIROFETEH KT HET. EEERDOEMERLZAEMICHE
BIDFEN BN THS, LOLGAL LIROMHERB TTROFEREZHRK T HFE
(X, FTFHROKXREREDEZEEZZ(TPTL. GAHOET(AEIE Zn HoZ) HHOEDH->SHED
EABICIXESREMETIEIENBESNTIND 7, COKILREEMHRT D=0,
AR TIEHESHK FSSW(RFSSW) ZRWN-F-LEBEBESELLT. BEELEEY
—ILETHREAICEMIEBBNLHERMBEEITIEEZI 2T RET S Scrubbing
RFSSW(:Sc-RFSSW) Z#BAFEL 1= (Fig. 2-1(b)) . AETILEE D FSSW TIIFHAEER A
BHETHWEDEMETNREL, Sc-RFSSW [Z&BTILZIZOLEE/FEHZHBEFED
ERMGEMAEFEZTM T LI FRL-BRFOEBREERAEDD AEMEEKR
FHLMCTHIEXFBIELT,

Plunging Departing
p——
p—
Pin \
Shoulder; E ; —
(a) FSSW
Pre-heating Plunging Refilling Departing
= = = =
) — — p— =
Pin
Shoulder
1 I
Clump
| A VTR
R

Scrubbing

(b) Sc-RFSSW

Fig. 2-1  Schematic illustration of (a) FSSW and (b) Sc—RFSSW.

NN
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22 EEBAHE

A EL T AB061-T6 ZILS = I LEEWR (1.0 mmt) EIEHHZTEEHR(1.2 mmt)ZE LY
fzo ABO61-T6 7 ILZ= ) LEEREFEH>TEHMRD EE 5 TR DD MG S U
B4 MEE Table 2-1 IZ5R9, EiRE A6061-T6 FILS=H LEE. THREFEDH>SE MRS
L.SIEREAMBERERTIE 100 mmXx30 mm, +F5|5ERERERTIE 150 mm X 50 mm
DFRBRFFEERTHERAL,

Table 2-1 Composition and mechanical properties of the A6061-T6 aluminum alloy and

mild steel.

Tension Strength

component composition (%)
P P (N/mm?)

Si Cu Mg Fe Al

A6061-T6 307
0.65 0.29 1.0 03 Bal.
C Mn P S Fe

mild steel 333
0.05 0.19 0.021 0.013 Bal.

BARRICITINEETERD FSSW EE L RFSSW EEZRLY, FSSW TlE a3 &
B mm, ELE Hl.6mm, EVRE0.05mm O T EHEY—)L (SKD61) %, RFSSW Tl 3
IWERE B mm EVE 45 mm DBEESEEY—ILEFERLIz, AAFT THL - RFSSW
HETIEY—ILMBDEEEXZN)A—IZTOCART—UABITT 50, ACEASEHIC
RELEEELEABRLIEBICEHTAY—ILOEBEEREICHR L TEABENZLE
B9 5, HHITARBOHEFIEELT, FSSW TIE 20 mm DRINEHRIT-IHEZAEEFH
L7zo —A T RFSSW [IHM B DFRHEEHST=OIZL I NEIZOS0 THEEZELTEY.
AETIEHREMEADSS 5 kN 2950 TMEHELTITRRBEOTEIZF AL =, €3k
EELTEBLEY—IL/ THIEREAMD FSSW(Conventional-FSSW: Con-FSSW) , *Y—JL/
T #R il D FSSW ( Scrubbing—-FSSW : Sc-FSSW) . Y —JL/ TR JE#E L D RFSSW
(Conventional-RFSSW: Con-RFSSW) ¥ D & & HIZLUT D Table 2-2 IZRFELYT
HdD. CDOEE FSSW (XEFREIHIE, RFSSW (X EHIEICTEESHREERELI-, FSSW @
BEETIINRELS VAMEHEERBHNICEDHEIETEM FSSW [CEVLWTEWRFREMN
BoONDILEFREL TSSO FAIEE 3 BRI T THRELTWS, BEY—ILE
AIFEOMEHNEZEICEILSESFETMD FSSW TERFEEREZICEMTHD
CEMNRESh TS Y, SEIBAFKLT- Sc-RFSSW TIXTOER/INTA—F LB FRED
B{RMEZ LN ICT H1=6 . EERFHE L (Design of Experiments:DoE) ZEEL TS, £
DI, FERG 8 NTA—FELTFRIEDORERE. EAIEOECBHRE. [ AR,
MEA. EEREBERLIBOEVRERE. MEH. BEnREZHREL. 2 KERDLS
BEXTIREFERLTHBERL:, BREVDOBEEEL LT T HEMBED5AH ., 18
RUEENEDLD-H FERELTLINTDBEERELERIND,
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Table 2-2 Joining conditions of (a) Con—-FSSW, (b) Sc—-FSSW, and (c) Con—-RFSSW).

(a)
Common Plunging (1st) Plunging (2nd) Plunging (3rd)
Rotationrate | Plunging time Load Plunging time Load Plunging time Load
(rpm) (sec) (kN) (sec) (kN) (sec) (kN)
3000 2 08 2 1.2 4 238
(b)
Common Plunging (1st) Plunging (2nd) Plunging (3rd)
Rotationrate | Plunging time Load Plunging time Load Plunging time Load
(rpm) (sec) (kN) (sec) (kN) (sec) (kN)
3000 2 08 2 1.2 4 42
(c)
Common Plunging Refilling
Rotation rate Pin speed Plunging depth Load Load
(rpm) (mm/sec) (mm) (kN) (kN)
1000 10 09 13 9
BF OB ZHALAICT 5=OIC5IRABRGELVICEYH—RBESHEBREEEL

Tz THEMFOEBMEETMEL THAMSIRRE (Tensile shear strength :TSS) ., +F
5|5R5R B (Cross—tension strength :CTS)ZZMNEH N:5 (KT DFHEL TLVS, BEDSI
RERERTIEVRRAYEEEZ 10 mm/min, 5I5REABRDF P THERFLLE AR TOMH
FREZHERITH-OORAEARBCIIEEDEFM CRBREFELT H-OIZIVARANYNEE
Z 1 mm/min EL TS, Evh—RBESHRERTIEAEBREHEHTE 100 of, MNERFRE 10 s &
L. ETHREEmMNS 05 mm DFLEIZTKEARIZ 0.2 mm ERTRIELT =,

BFHEOTI/OEBESVICTIOMBEI N TH-OICEERETFEME
(Scanning electron microscope: SEM) & LV BRI A EMEL -, MA T FEEFD L THRRA
ERKREASMNIT S22, TAEREHET DA T 7oL aVHBREERBLTEY. £
DIEMREIZH 20 pm OFETILE =D LBEEIL—HELTEHREL . A DRIZIEITILEZ
DLEEREMTILEZ DL —FDIVF T ELTTS—RiREFERL. LFIEMEIC
THEL-. FELTHREICELAHFBEERYMZSTT 5-HIC. ZBEEFRME
(Transmission electron microscope: TEM)ZFAWWTERELTHY .. RED RSB S 1 ZH
SOMZTB=OHIZTRILTF—2EE X #8259 47 (Energy dispersive X-ray spectroscopy :EDS)
AWM=,
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23 ERHR
231 TOERINGA—EDHTE

#FEAFK LIz Sc-RFSSW D TOER/INTA—F LB FREDBEBRMELFHESHNIZT S0,
DoE ZRWT/INSA—EMBRENHLT-, Fig 2-2 ITRIFHERMNS TSS. CTS EBIZEAT
BROMEHESBRLIBOMENZESERET HIENIFELLIEMBHLMN IR,
FEABRLOBMIETECOBEREEZERGEEET OAMNIFELLIEN M ST,
— A CRIERERE L TSS & CTS TEABIMERERL 120, R EERREEF I EHEL
HEREFEMLI=ET A, Fig. 2-3 I25R 3 &3IZ DoE TEHEON-ERE—HIT HIEREZTRIE
MBEASMZAEY, 2D EZ 1000 rpm TIX TSS, CTS ELIZTIILZZH LB ETESHNER
TEHTSTHNAREMICEONT-, TSVBIEIEICRERENHLICENEEICRS
N.ZERNERT IO FHFECREBISREKRFTIIENZ VO, REHKELVE
RERIEDBRSIZEVLTHFELL, LEASTLUBDETIE DoE HOURIZERASHRE
IEENF-HEREHLL T Table 2-3 IZRIT TOERNSA—E2FAVS,

Pre-heating Plunging Refilling
4.0

Tensile shear strength (kN)

I
|
|
|

\i
|
|
/
|
|

I
I
1
1
1
1
1
1
I
-+
I 1
I 1
3.6 1 1
I I
| 1
I 1
I 1
34 : :
—~ 13 I 1
e} I 1
Z I I
) . .
I 1
£ i !
o 1.1 F 1 1
= 1 I
o \ I I
= | ]
wn —— e il — — — — — — N .-_—-_., ______ 4+ — :B’ ____________
- ! r__,z. | ./.
= | I
‘m 09 I 1
= I 1
r.a | |
= I ]
“ I ]
o | |
S 07
Rotation rate Pin speed Plunging depth Load Rotation rate Pin speed Load Rotation rate
(rpm) (mum/sec) (mm) (kN) (1pm) (mm/sec) (k) (rpm)
2000 1000 10 2 1.15 1.02 13 9 2000 1000 10 2 13 9 2000 1000

Fig. 2-2 Relationship between the process parameters and joint strength clarified by
DoE.
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5.0

== nugget pull out ®
m  semi-nugget pull out
— = terface fracture ©
g 40 @ o
=< ® TSS ’
—_— ¢ CTS
g
— 3.0
Py
8=
=}
£
= 20
g
=
S 8
<
1.0 §
0.0 1 1
0 1000 2000
Rotation rate (rpm)
(a) Relationship between rotation rate and joint strength
Welding Tensile Shear Strength Cross Tension Strength
condition 1000 rpm 2000 rpm 1000 rpm 2000 rpm
Upper plate
Lower
plate
fracture nugget pull out | nugget pull out | nugget pull out interface
sioda gget p gget p gget p Haptiie

(b) Relationship between rotation rate and fracture modes

Fig. 2-3 (a) Relationship between rotation rate and joint strength and (b) fracture modes.

Table 2-3 Optimized test conditions for Sc—RFSSW obtained from DoE and

experiments.

Common Plunging Refilling
Rotation rate Pin speed Plunging depth Load Load
(rpm) (mm/sec) (mm) (kN) (kN)
1000 10 1.02 13 9

21




2.3.2 Sc-RFSSW #*F DM 4F S

FEAFE L= Sc-RFSSW EEKEZED LB EL T, FSSW & RFSSW DES FEHSLUICT
RADY—ILEMOBREEINTNEEL. BFRRLGOVICTRFREANDFZELTML
T2e COLEEEFEATHONIMFOMEEEZ Fig. 2-4 [TRT . F O/ ERIFHELTIE.
FSSW TILY—ILIRIZR > T EIRD AN EL S —F T, RFSSW TIXHHDOERL I
NHBZEIZEH>TERLEERBIRDEFESNTLSIENZEITOEND, ZDEE Sc-FSSW T
(XY=L EHEATIRICEZEL TS LIRBASNT7ILE =D LEE/MFR@mICEE
LTEY.HILNAZVIBBORENBREINS P, — AT, AHITY—ILAHEN TR
[ZEIZFELTLVSD Sc-RFSSW Tl V—IL BB EBIZHHEMNMBEHRENSHZETTILIZVLE
/MR EOBHEHLTEY ., HILN=VIEBFHIZE LT Sc-FSSW KYELEFFTH D
EHEAIIND, BB CDOKIITY—IILETHRDEMEZESIEESTO R TIETRAY—IL
ARSI > TERLTWAIEAEHBELTEITONS,

Fig. 2-5 IZRFEICH T A FRE LIZEERMERT . FSSW & RFSSW THAFREIZK
ERENRHY. THRADY—ILIEMOEELZRHT RFSSW TIXEBB TEMESHEEN
BoNBENDHMDT=, MA T Sc-RFSSW [& Con-RFSSW &Y+ EF LY CTS AFSNTLY
B, LTz oT, #ifSELTz Sc-RFSSW (X7 ILE=) LA LMDBEE TR ELYEE LY
BFBENABONDIFETHAIIENALHIIZEST=, FBLUOHELLTEHEIDESTO
CTATHHIBRLEITS FSSWPH, E THEICESH Y —ILEERELIEST S FSSWL
ENEBINTEY. WThETILIZVLEE/FEH-FHRHMOEESICEVLWVTRIFLGHTF
BEMNBFONTIND, LI > THRISGEV B ERZMA-DOLIZTIILI =V LEERE
BOHRTET, BN-HMFEENFIONDIIEAHLMIZEST=,

Process Tool / lower plate no-contact Tool / lower plate contact

Con-FSSW Sc-FSSW

FSSW

RFSSW

Fig. 2-4 Cross section of the joints obtained from Con—FSSW, Sc-FSSW, Con—RFSSW,
and Sc—RFSSW.
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5.0 10.0

ETSS
ocCTS
- ®- Welding time
4.0 L -9 8.0
\\
\
\
fann AY ~—
Z \ z
-4 A Q
~ 30 \ 6.0 g
Z
en
5 £
B o
w1 p—
3}
E 20 40 =
o
)
1.0 e 2.0
0.0 0.0

Con-FSSW Sc-FSSW Con-RFSSW Sc-RFSSW

Fig. 2-5 Joint strength and welding time in different joining methods.

LIEDIERMD Sc-RFSSW MERELVLE WV ESHENFTONDZEMNHLH,IZHES
=D TDEREZHERATH-OICKFETHERLBFITHLT, 5IREAERD &P THER
FLELBEARH CTOMRFREZHETI IRAABREERL . BRFORETHRIZEITS
FrE-ZEAIRRIE Fig. 2-6 ITRLTHY . ERFTRBRBFOMBEEES Fig. 2-7~10 (TR
9,756 Fig. 2-6 POXRENIFRFLIZAZEZRL TN, CDEE Con-FSSW & Sc-FSSW
@ CTS TIXEMEMIZIEEI A EL S-SR AXBREZDRFHNLEYETHY. Fig. 2-7. Fig. 2-8
[2IEZSZED-OWEEED CTS IEEEEZRL TS,

23



Fig. 2-6

4.0
e TSS —— Before reached maximum Strength
o CTS After reached maximum Strength
30 b After broken
—
Z
—
o
=]
<
Q
—
2 3 4 5 6 7 8

Displacement (mm)

(a) Con-FSSW

4.0
e TSS —— Before reached maximum Strength
O CTS After reached maximum Strength
3.0 ------ After broken
—
Z
2 20 |
o
]
Q
= 10
0.0 ' . ' : '
0 1 2 3 4 5 6 7 8
Displacement (mm)
(b) Sc-FSSW
4.0
e TSS —— Before reached maximum Strength
3 o CTS After reached maximum Strength
- 30 F I After broken
Z :
=
'g 2.0
(=]
—
1.0 i,
t
0 1 2 3 4 5 6 7 8
Displacement (mm)
(c) Con-RFSSW
4.0
® 7188 || —— Before reached maximum Strength
1 o CTs After reached maximum Strength
30 F T ------ After broken
Z .
=
..g 2.0
Q
4 foazona
10 T '
0.0 ' — : '
0 1 2 3 4 5 6 7 8

Displacement (mm)
(d) Sc-RFSSW
Load displacement curves in the unloading tests of the joints obtained through
(a) Con—FSSW, (b) Sc-FSSW, (c) Con—RFSSW, and (d) Sc—RFSSW.
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%9 Fig. 2-6(a), Fig. 2-7 [Z5R 9 Con-FSSW Tl TSS. CTS LLICRABREERMTY—
INEOEERAEHETHEEINTEY., AEEIMBRFOREZBRLTNDGLEER
%5, ZMDEE TSS TIETIEZOLAEHTEERIAERT TSV HMDELTLNSA . Y
—LERIZB>TLERAFEAL TLS=HELEE THEL TV S, £f= CTS TIXEEE
THREBEFAECTEY L THREOREBREIMNMENENTEIND,

RIZ Fig. 2-6(b) . Fig. 2-8 IZ5RJ™ Sc-FSSW Tld Con-FSSW &EREI#kIZ TSS, CTS &3z
RRXEEENCTY—ILNEOBEREBEHETHEESINTNDIEL NS, —ATY
— I/ THROEMENER T I-DESHEGTYFRT . SHROERERMELTITEEGST
LNBHIEM TSS, CTS LBITHREMNMEVWCEDERTHLEEZEZ NS, CDEEY—)Li%fM
BARICTHROBHEERICKETUA—EBHA B SN TSN RKEELZBR T IAEL
YUERBRAITHY . MATRRKBEERTIEIERATUON—FKREAZEBLERNETERL
TWWAIEMNRERSNT=,

Fig. 2-6(c) . Fig. 2-9 IZ5R9 Con-RFSSW Tl TSS ##F CIImZRBEERIZY—ILIMEZE
[CARY T RMEEAEAIN TV -—AT.CTS #FOESEEHIIIEARETEIEET
Hozo MATRKEBEZRTEHZFREIVWITNEREAMICERLTEY., EEEN 10~
15 %IREF DL TNSIEN RSN, LLEDFERMNS, Con-RFSSW TIIMFICAT
DOMBSEERNRAITH>TRAICHBRAITEATHNE REMIZIEETIZESZ LA
STz, CHOEESEABRNTELLZLDIE., EROMHBHZNLTTIHRADEL-
BBHERZECSE . YV—ILAEEMICTIROFEERMBIZIEFATELLY Con-RFSSW
DEEHFHICHEKTHEDEHAIND,

&I Fig. 2-6(d). Fig. 2-10 [Z5R9” Sc-RFSSW TlE. EXKBEERI TY—I/LS EHEY
DEFFETEEINTNSIEN OIS, RRKBERITEBE THE. Fig 2-3 ITERLIZLD
[2Sc-RFSSW CIX7 LSO LEEREZRHAERTITSUHEMAELTEY TSS, CTS
EEITY—ILIEMERDNE NS EIRBIZZFHRAERL TUKIENERINTz0 . V—IL
NEMREOESHBETRAMEZIBERLTOASIEABHLIITE T,
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Con-FSSW The point of releasing load
Before reaching maximum strength After reaching maximum strength
(Black line) (Gray line)
TSS
1 mm
location of the crack tip at the interface
Bef hi i trength .
Clore reachng maximum engt After broken (Dotted line)
(Black line)
CTS
— |
location of the crack tip at the interface |
Fig. 2-=7 Cross section of Con—FSSW joints at different points of releasing load.
Sc-FSSW The point of releasing load
Before reaching maximum strength After reaching maximum strength
(Black line) (Gray line)
TSS
location of the crack tip at the interface 1mm location of the crack tip at the interface
Bef hi i trength .
Clore reachng maximum engt After broken (Dotted line)
(Black line)
CTS

1 mm

location of the crack tip at the interface

1 mm

Fig. 2-8 Cross section of Sc—FSSW joints at different points of releasing load.
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Con-RFSSW The point of releasing load
Before reaching maximum strength After reaching maximum strength
(Black line) (Gray line)
TSS
location of the crack tip at the interface location of the crack tip at the interface
Before reaching maximum strength After reaching maximum strength
(Black line) (Gray line)
CTS
location of the crack tip at the interface location of the crack tip at the interface
Fig. 229 Cross section of Con—RFSSW joints at different points of releasing load.
Sc-RFSSW The point of releasing load
Before reaching maximum strength After reaching maximum strength
(Black line) (Gray line)
TSS
location of the crack tip at the interface location of the crack tip at the interface
Before reaching maximum strength After reaching maximum strength
(Black line) (Gray line)
CTS

1 mm

location of the crack tip at the interface

location of the crack tip at the interface

Fig. 2-10 Cross section of Sc—RFSSW joints at different points of releasing load.
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24 EE
241 BRTTEABRICKDIREIBREB LD EAMEIL

Con-RFSSW & Sc-RFSSW T AR PLEROERFMITEVWVARoNI--0H. EERE
REBEICEETLIEERELONITHREEDREEFIELNRDENERILz, L THRHE
[ShL—HELTHITZILE =D LSEEFREL., SOICEARBERPEFELTIRAMNTT I3
VEEAVWT.BRY—ILEAEMETOLTHRATBORRIZHELTEYZFDHEERES
Fig. 2-11 [ZRY . L FHRMWIZHBEL-FL—H T Y— LA LRGP EETLTUOSRF T
HENTIZHRELTEY., TRICEMLTOO TEESNEICHHEINS, COXS5BN—Y
EEIITIROMFREANDIEAZE L TLNSEE A, Sc-RFSSW DA SWNREEFFE
BREELTWSIENTREEIND, AT Sc-RFSSW TlXW—I/LiEfE 2@ T —9 M
B SN TWBIENHERINCEN . BRELTY— LN ZHELDEAELBON-ER
THHEEZLND, ZTLT Sc-RFSSW TIXZDRIBRLIFEIZE T a/LA NIZHEHHS
NTWETILSZOLEENY—IL/THREICTENAH, TILEZOLEE. HMETNTLOD
FEERTAEMLENSARNMOEETESRAICTRIERMIREINDEEZ
Y (W

Shoulder | Clump

-

-ABDGITE( DmmY

*
<

* -270MPa grade steel (1.2mmt) 100 ym

(a) Plunging depth : 0.8mm

Fig. 2-11  Material flow at a joint interface during RFSSW process.
(The point of stopping process at (a) plunging depth:0.8 mm, (b)plunging depth:1.02 mm and
(c)during refilling stage)
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Shoulder

270MPa grade steel (1.2mmt)

(b) Plunging depth : 1.02mm

Shoulder

Qe

S BRI
*+ Puré Aluminuni. ¢
“dghger ~ T 28

¥

270MPa grade steel (1.2mmt) 100 pum

(c) During Refilling stage

Fig. 2-11 Continued.
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ULDIERDFELHELT. BEESMRFORKBEERRICBITHEENEE Fig 21212
Y, ERBTRIGHEIERFORKAEEFNOEERTHY. RIREBTRIEHEAL
EMFORKBEERDEABRTHS LN >TERBLEREREDEREDEMNKEL
FE . RABEFECTOETHEREMMNRENES RS, FSSW [EY—ILIEABIZERD
FILEZDLEENY—ILELIVENBIIBLE SN D26, BHEREBIEEAIERL . B*t
BICKELGEEENEONDS, — A TRABREFETOEEREDENKREVNI LML R
ECHWTHREIMIZZERAERLTNSIEN LMD, ZDEE Con-FSSW TIXESEE
MAREVN— T, Sc-FSSW DFEEEIEIL/PELY, LTzA DT Con-FSSW iR E B R ERL
DHNBEDREVD, REREN+HTHEWNEEZ D, —AH. Sc-FSSW [EY—ILETHRDIE
MEAELLESEICGYALGN O, thTEIYELEESEENNSGELEIEN LM S, L
f=M>T Sc-FSSW [FIEAEBEMN/ NSV =D+ LB FRENELNGEISI-EE XD,

RIZRFSSW [ENWWTNMEEESY—ILEHYDESENEON TSI EN OIS, TILS
—HOLEE/FMHHOEHIRD FSSWHFIZEWNT, TSSHAFREBELELTEREINS IMC(Z
HEINTEAEBICIRET SIENHESNTESY . i RFSSW ##F TRIFRD TSS M
Bonf-CEIIREDEAEBABON TV =2EICKEEEZDNS, —A T, CTS (X5]
SEERER P ICRIBEAEE T2 IMC DEIEIIKTFET HIENRESINTHY . Sc-RFSSW f#k F
HY Con-RFSSW #F KYHF LY CTS BNFoN-ZLIFEEZHRL TV SESEENKE
WIENERD—DOTHBEHEAENS,

12.0 T T 200
! OBefore reaching maximum Strength

i @ After reaching maximum Strength

10.0 — i |_| - i - ®- Welding area

Shoulder dianjeter

150

[e2]
[==)

7.0
100

6.0

5.0

4.0 S

Welding area (mm?)

\
+

]
n
<

3.0 -

Welding diametre (mm)

2.0 i -

1.0

0.0 : :
TSS CTS TSS CTS TSS CTS TSS CTS

Con-FSSW Sc-FSSW Con-RFSSW Sc-RFSSW

Fig. 2-12 Outer diameter of each joint before and after reaching the maximum
strength.
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242 Sc-RFSSW & Con-RFSSW D LLE I kA58 E W EEF D04t

CNETOHERHIDS Con-RFSSW &£YH Sc-RFSSW TELMEAREMNEF S, $FIZ CTS
Tl Con-RFSSW THREHEI THoI=DIZH L Sc-RFSSW TT ST HEERFICIE S &N H
2TWS, —flBHICREBE NS TSI BRI E—RALEHhIELERELTIE, EH
HEREICH=DTILEI =V LBMOBREMETT5IE0. RAICEVLWTEBM IYLERN
HERLIKLKEBIENEITONS,

ZFZTEY Fig. 2-13 12773 &31Z Con—RFSSW & Sc—-RFSSW D FHEIZHITHTILS
ZOLEEOEINMEMBLIER. BERLGOVITTRHERIICOVLTEFE TR
DT IEZDLEREEINHERAT A END o=, SEIDKISIZHEESEH TIET T HESS
TIEEFNLIBEFELT- 6000 RT7ILE= D LEEFEEBHESLI-GEICIRLNS,
6000 R7 L=V LEEDES(IMHMEEHRITHYDOEEICL>TEHRIATE. 7ILZZY
LEEBMPOERITHYNEESDTDARTTILEZVLEEBMBICEAARTHIEN
HIETORRATHIZENRESN TS 7, LEDFERMNS Con-RFSSW & Sc-
RFSSW TSN DEES D55, LIRAID M IZBRBELGEENGNIENRES
ni=

140 . .
3 Shoulder diameter X
120 . E He:\rdness of base metal
L )
o™y, O : : Y
00 Ry ]
o . ! | B0 B
1 1 9 d)
7~ % 1 1 CQ
2 80 o' { o'
2 60 :d 5!
B | |
= . |
=40 | |
20 i i o Con-RFSSW
| : e Sc-RFSSW
0 \ \
-10 -5 0 5 10

Distance from the center (mm)

Fig. 2-13 Hardness distributions of the aluminum alloys of Con—-RFSSW and Sc-RFSSW

joints.
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RICBHRFIRERIZH TS, CTS RARKREBERZR TOETHDELFELT Con-RFSSW (FERH %
iHER, Sc-RFSSW (X &4 E&#8 % Fig. 2-14 (TR T ., WITNETILSZHOLEESBHMPES
ZERLTWAZEDLHMND—AT, Con-RFSSW A ETIRFEEICHA>TERERELTLNS
DIZxFL. Sc-RFSSW [FEEN B CERERARAN L THREERMS ERARIZEIEL
TWBIEMNBALMNIZE D=, Sc-RFSSW TIEEA S EEICH SN =N L AZER
THEY ., ERHIERITH>TLEANEERARINEL>TWSRFIARZIToN5, LILED
BEEINACEESNBRICE TA5 TR/ EERELGSVICHKEREICEZELTULVSATEE
ARSI,

Con-RFSSW Sc-RFSSW

Fig. 2-14 Features of the crack just after reaching the maximum CTS.

243 Sc-RFSSW DEARE NI

Fig. 2-15 [Z Sc-RFSSW #* F DS /B EDEE R E%E TEM SRELI-HERERY .
BER@ICIXES 4~6nm BEDEVDHEBELNERIN., FBEZ ST RITETIXE T
MAanFELZWEENASENSZEN L EEFREICERL-TRBIXIEZEDT7EIL
T7RABTHAHZENALMN oIz, COKILIFRERAIL. IMC A EEINBIHEE XY
IEVREREEETIEEZLNTINS P, ZOEE Fig. 2-16 [TR$ R ED EDS D HT#s
&Y. hfEENS O, Mg, Si DRIEHMDFEFESN., TEILI7REBIZITBRIEMNFET S

EDVRBEEINTZ, BEBEBPS PETILE =) LAELMRD FSSWIZEWTEESR@EICTE
IWIFRBHAERTHILERELTHY . SEIBRRIN-FRBLRAKDILDTHLLH
BEND, Liu s ®*OEXTILE= ) LER/MAEITBYNECHIILETTILEZVLERIZT
JRT—IVDEBREKBIEEIN., EEOHFBRLHBEELVLHEVNEEITA SN TRF
RTCRAICBITATIILEZVLEEDHARE ARV T ARELNMFINIZIGEEICTE
IWIFADHEENDEEZHMEL TS, Sc-RFSSW Tl W—ILIEREI NS 3LA 1245
FORERNKRECTILEIZDLEEDV T HRENKEVERDODNDILITMA., Fig 2-
NIRRT BT ZVLEENEORLIBTYII =V AGR/MRIIZENVT
HEENELDREEZOND, IHIT Sc-RFSSW [FIES R, (Y —ILETRE@OIE
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il CLOSEEREIAEL A RED LEMIZAON-CETEARAICTEILI7TABI
BENT-LDEHBIEND, LEDFERN G, FTHFKELT- Sc-RFSSW ZRWNSILT. &S
REICTELI7FRABEZALEVWVARERELZE ST IV LESR/MBFE/ERATREL
CEMBASM DT,

Aluminum

Welding Interface

Fig. 2-15 TEM image of the Sc—RFSSW joint interface around the outer edge of welded

area.

Point (0] Mg Al Si Mn Fe

C

1 0 0 04 | 98.1 0 0 L5
0
0

17.2 48 | 659 | 538 0.9 54
3.5 06 | 202 2.8 1.2 71
1.1 1.7 0 2.0 0 0 95.2

S VST I ]

Fig. 2-16 EDS analysis of the interface of the Sc—RFSSW joint.

33



25 #58

AETIL RFSSW Z AWV -HTHRERBREEESIELL T Sc-RFSSW ZfF L1z, AETIE
EH-EMETREL, Sc-RFSSW [2&BTILZIZ I LEE/IEH>EHMF D E R
WA EETM T 5L, FEL-BFOEESREREDASHNESKRIZOLTH
SMMILTz REIZK>THRONFAMRZUTICELED D,

1. Sc-RFSSW D TAER/NFGA—ALBFREDRERIEZHSMNCT 528, DoE AL
TINTA—BNRESHLT=, BERE(L TSS & CTS TEGLMERE RLIZF=8. Fli&
EEREEEM T EREL-RERZER LA, DoE THON-FERE—ET SHEM
ZRG CENERINT - BIESNI-EERMHTIE TSS.CTS &BITTILZ=ZHLE
ShESHRNERT DTSV HDRENIC/ONT=,

2. Sc-RFSSW 7=V LEELMDESICENT, HEETHS Con-FSSW, Sc-
FSSW, Con-RFSSW U3 BLVEFRENFONDIFETHHIENRALMZHEHT=,
MR THRAERERIER KLY Sc-RFSSW ##F (XY — LA ZBLEDESEETELO T #F
BEMNBRINTWSIELFERINT,

3. Sc-RFSSWTILTSS.CTS EBICTIAE I LAEREETRHAERTIT ST HAR
EMIZH/LNT=, Sc-RFSSW #F TILEE N ABICTHRAERELZTVF T HBRKA
BlEh, ZOTYF I RIRICROTTZILIZOLAETE2ERERTIHFIEDR
SNtz LA T IR S RELRSUICHEE R EICREL TLSATREEA TR
®BIni-,

4. Sc-RFSSW KBTI LEER/FEHH>EMBFIL. EER@ICES 4~6 nm IBE
DENTEILITFRABEETHIENALNILEoT=, CDEETEILITFREBMDIL O,
Mg. Si D RICHFERIN . TEILI7RABIZITBIL YD FEET 52 ENTEINT -,
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FIE FIIZULAEE/BaEHHOEE~DERA
31 #E

ARERTIEIILFITUTZILERD—EBOERD:-O. EBERIESEIDIZETES
KT HILEEMELTHY. ZOHEAMREL TENINMREBETHMEDEEZEZHRELT
L5, B2 EICHELVTIL Sc-RFSSW A RICRER S H R IRERITT EEE VBT REN
BONDIFETHIIEN RSN, F-FELUDOHAETHIEHEDESETOLATHEA
BRLFTS FSSW2O, L TEEICEEXY—IILEBRELES TS FSSWOTIK. LWTI'h
LT7IINEZOLER/FEH-EHMDIESICEVTRIFEHRFERENFTONTNDIELR
HEINTWEH, BEEAH~DOE AR XBASA O TLVELN, SEICEROAF
RETTHROFEAEZHERTIFEITHROREIKEDZEEZZITHITL THRAED
S>ENEEERAMDIGEETIEFSSWHFIEI+RLEESBENBONLGNIEARESINT
L\é 27)0

ML ECERARBETILE I LER/FEH-ERBESENFTOEESFEFRILL.
FDAN_XLBATEENTENIETILFITUTILVEFRDEERMIZE1T5=—XIZ
IS ZBFAMICHEYSDETEA D LI >TARETIIRHRETHS Sc-RFSSW ZALV=7IL
SZOLER/BEERAMOESTREEETRETL. Sc-RFSSW #FDRERMETDORE
HKIRAN_XLERASMNZTEHIEXFBRICLE=,
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32 EBRAE

HEMELTERIC AB061-T6 FILES=ILEER(1.0 mmt), FIRIZHLOEMESINT
LVEELY 980 MPa #REB S R AHR(1.2 mmt)ZE ALV =, ISR ICIT)IBFE T XS 0 RFSSW
HBZRAVINLE B mm EVE M5 mm OBESEHY—ILEFEALE-, BHES
[FRIBHIEIZTERELTEY ., EEEHE Table 3-1 [TRLTULVS, RFSSW TIEESY—IL
NBICHBOREEHSCTI=ODITTHEBEZRLTEY . KETIEFREMENDSS 5kN
FZOSOTMENELTHT R ABEOBEICF ALz, #F OBMMEEZETET 52012
JAXANYRIRE 10 mm/min [CTEIRERERZEEL . 515R B ABERE (TSS)GLUIT+F
SIERFRE (CTS)ZWLVF Nt N $1:5 (KTEFHEL 7=, FEmO /0T s IS /oM
BESHITA-OIZEBTREFEME (SEM) SV EBR EFIBME (TEM) ZHL V=
BREERELTEY . REOBS B HEZHAONITEOICIRILEF—72EE X &9
T (EDS)Z ALV, 48 TSS FHIEMTF. CTS FHMAERMBFOMEABRECTIIRERMNETHRTF
ELT.5 AD N HOSLEDOHFRENFONZIDEZERL TS, MAT, THREEDH
AERBARREBRLN T B=012, Tt REZHWT 2R T 7o aVv iR BEERKLT-,
CDEE.FEDY—ILVEAMBETY—ILEEFIMICSIEZHRONTITOREHEL, TD®
KEEIEF RIS LKBRTERDTILEZ I LEEEFRELE-RICHREREZE SEM [CTH
TLTLVD,

Table 3-1 Joining conditions of RFESSW.

Common Plunging Refilling
Rotation rate Pin speed Plunging depth Load Load
(rpm) (mm/sec) (mm) (kN) (kN)
1000, 1500, 2000 10 09,1.02 13, 14.7 9
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33 ERFBERLULVICER
331 MFREICRITTYV—IEANFESLLVIZREEREDZE

Fig. 3-1 [C7 L= LEE/BERAMESICE T M FEELY—/LEEEE DE
RETRYT . BHLEBEDE=HIZTY—IL/ THRIEEADHREEKE (Con-RFSSW: U — L[E ANRE
0.9 mm) . V—IL/ TR ZEA DB (Sc-RFSSW: W — LIEAEE 1.02 mm) Dl FEZET
HLTHY. WThEEALRRICHSFAMEAF 13 kN IZERELz. COEEVNTIhEES
B IEH 1.6~20 s FBEETH o1z, WEKETHS Con-RFSSW TIE+RLMFREZFD
ZEDELL, 52 1000 rpm T 10 4Kh 8 {&, 1500 rpm T 10 {&h 5 A EESERICE TR
NOBLTLESESTRMNELT-, 52 1000 rpm [ZHULVT CTS RBRALTTHEATRE
MNEL, FDEHEAFEMNELT- 1000 rpm & 1500 rpm [ZFLVT, 1000 rpm Tl TSS:
2 {K, 1500 rpm TIL TSS:4 4K, CTS: 1 ADFEREE > TREDEHEEFEHL TS,

Fig. 3-1 KUMFEALLICEERREMNMEMT HEEHRFREL R LT HIERMNERHLN
e B2EICHBITATILZIZILEER/EOH>EEHMMDIES TIL 1000 rpm TEHRAD CTS A
Bonf=Cehn, TRABERADMOIGSIEEHMDIGE LYES VY —)LREHIZERTE
FTHRENTFFELNWIENTREEINT=, F-OWTHOREREEE(CEINTE Sc-RFSSW T
Con-RFSSW % KIg(Z LB 5 FREMNFOLNTHY. Sc-RFSSW D [EERIEE 2000 rpm 55
I THRREE TSS:4.69 kN, CTS:1.37 kN ZER LT =, CDEEHMF DOREETHZEE(L Con-
RFSSW O TSS & CTS. #L T Sc-RFSSW O CTS ML T THEIEE A AL Sc-RFSSW D
TSSDATT SV W, SR TS5V T, REBENREET IERN TN, TS5V Wl
FEIZREARENTDICTEVETIZRAON, ERNERTHRIOMFFEOIREICRE
KETHENZ VO, FEEHSVLRERIEOHE RISV TEFELL,, LLEDOFHER
M5, Sc-RFSSW #AWVACETTILE O LER/EHHEBERNMDIZESHAIRETH
Y, #EEZEERIBIC LR DB FHFENFTONDSIENBHLMNIET,

Con-RFSSW, Sc-RFSSW ZNZNmAKDHEFREHF 54Tz 2000 rpm FHIZHUVT
FILEZ)LER/BERABBRFOHNEBEELZIGELTEY., Fig. 3-2, Fig. 3-3ICEEF
FOMFL TSS,. CTS FHERDHMBFOERETRT EAFTEFOMFIE IR FIZHE
BEFEMNREINTEY. Con-RFSSW TIIEVETDHDERE 4-45 mm [EE, Sc-RFSSW
T2 AWFNEIZHT=5 8 mm [FEDEERTH >z, SD&KSIT Con-RFSSW, Sc-
RFSSW THEAHDNENRKREKEL - TS — AT MFELLIC L TIRODESEMIKIC
RELBEIBDOONAL, $FZ Sc-RFSSW TIXY—ILETHRAES RIZHEAEL TULSAS,
THROBHEERIS/NSKBEEM THo -, RIZ TSS, CTS sHf & DB FOMEIER
9 %H& Con-RFSSW D TSS, CTS & Sc-RFSSW O CTS TIX L TFHRODZEHMMNIFEAERD
NIEN—F T, Sc-RFSSW D TSS TIX LHRMNKELERLTHEY., SHIC LRGP ESHLE
BLTHEIICESTWAIEN NS,
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Fig. 3—1 Joint strength of aluminum alloy / ultra—high strength steel joint.

Shoulder diameter
as-
welded
1mm
Welded area
TSS
CTS

Fig. 3-2 Cross section of the joints obtained from Con—RFSSW.
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Shoulder diameter
as-
welded |=
steel
1mm

TSS

steel
CTS

Fig. 3-3 Cross section of the joints obtained from Sc—RFSSW.

CCTHEAREDHMALEEMERLLT Con-RFSSW, Sc-RFSSW DIESFFMFE
SEM £ L1=#ER % Fig. 3-4. Fig. 3-5 ITRT . TNTNDERELIE (X Fig 3-2. Fig. 3-3 &
IZRTEBYTHS. TS Con-RFSSW #F TIIIESHEE CHELGTRIEBIZERDHONE
Motz COEZFEVE TICHE T S Fig. 3-4(@)0)C)TIXETIRAEEIN TNV =DIZHL.,
DAIAETITHET S Fig. 3-4 (TIEETRIFEE SN TV GEN 0T, SHICEVETT
DAHHRTEDOMOAFERIN., VIV FETOKREBA (FHREERNFEGERKTH
Tz HREZEOMMAERSIN-EHE TESEEEES B LT TSI D, kKA
OMYE EROMBERBIC > THREZEAARASIAFIERA BRI =L EHERIE
nd,

— 7 T Sc-RFSSW TIl&. 4FIZL3)LA E T D& (Fig. 3-5(c)(d) ITHE LT, FREATR
B—HLHALEERLTOWSHEFAEOONT-, COFREBIEIILFIETDIHRNNEAD
0.3 mm [FEDEHEDATHEZEIN, PINFOREFDLTERZITONEL, Pa/LFA
BEITIL 03 um (FEDEATH M, HEENEBICEWLWTIIBAAMIZRK 2um [FED
EEOfEEA RSN, TILE O L/ADOEEERAETIEIMCHE 1 um BEUTICE
KT HIEMNIFELLERESNTEY *2 BOFRHBEY TR T A ENEEL
155, B IDEZEVET (Fig. 3-5(a)(b)) Tl Con—-RFSSW & BRI SR 3= w0 [ #/MaE M
MAEROLN-LDDRELDEIRBEZZEOONEMN T, LLDFERMNS, Sc-RFSSW T
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Con-RFSSW KUHLELMEFREMNBONT-C&IE. Sc-RFSSW TU LA E FIZAHE—%4
Nob P BAEREINI=CETEEASENMLARLI-CEICERTDEHAIESN S,

2um
Fig. 3-4 SEM images of the Con—RFSSW joint interface.
(a), (b), (¢) and (d) corresponding to positions shown in Fig.3—2.

Fig. 3-5 SEM images of the Sc—RFSSW joint interface.
(a), (b), (¢) and (d) corresponding to positions shown in Fig.3—-3.
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LLE®D&SIZ Con-RFSSW & Sc-RFSSW TS RICENEL-EREZBHLMNIT 518
. RRDY—ILEAGMEICEIZELZERICEEZHHLY—ILEEFIMIZE I EHRR MY
TT7o 3 v EHLIz, BoNF=AMYT 7O a0 BFICIX ERDTILEZ I LEEHTE
BLTW =6, KBIEF R D LTTILEZDLEERZRELEZZICHIRREOKFEE
T"LTLVD, TOHER% Fig. 3-6 ITRLTHY. SEDH. Y—IL/TIREMEZRD XMy
TT7OaV$ERERLTVS BHEY—IL/ THREMERICSIESHRVV -GS LYIREXRY—
JVEAE 1.02 mm [CEHELIISEDANY—IL/ THROEMHEMIEH 01 s RO\ FEFTY
—JLEEAEE 0.9 mm [28H7=% Con-RFSSW (Fig. 3-6 (a)) TIXEVE T DAk R E D1
HAZIELTEYRIREDHEHENELTINS, COLEEVINFETIIEENEMEOER
(FEBBHBNAELY, Fig. 3-6 (d)(e)ZIX Fig. 3-6 ()BT RLI-BIE mIZFH 15 EDS S HTHER
RLTHY. BIRBIZHT=5 Fig. 3-6 (DITEVWTTILI =V LEEBHMHAKRDTERTHDS
Al o Mg DE—IMNEEBRIIKRELE > TR END I D, LN > T TR BIREBDE
BElE EEFICLIRTHAITIEZVLERICED NENERACAESNLERIENELT:
MBI THLLERSINS, RIZY—IL/THRHEMLUIZE R (Fig. 3-6 (b)) TIEa/LZTAF
B SRREDHEHENIERLTOSERFHERIND, CORETIHRREBDMHEEIL 3
WS EEBIZIEEELTE LT . PaLFREICHLTRZEIN S 45 %IEEDEHICRES
NTLD, FRIT Sc-RFSSW DS FHITHE T Y —ILIEAZRESE 1.02 mm(Fig. 3-6 (c))
TlIX., BIRBEOBEN LS EVDEEIZEN>TNAIEITMA T, a/LE S EERIC
#50.3-04 mm IBOFARROBEENEL TSI END M5B, Fig. 3-5 DIEEHNEFET
BOLNIZLLBEMENFREEE LA N EED 0.2-0.3 mm FBEDMEFICHLNTERDS
Nz, ARKOBEENECHEFLLLBRMEVN DRI R H DN DEE X EL T
WS EMNTRIBEINT-,

LEDEERMISRIRBEDRIEICE LI HEEM Fig. 3-2, Fig. -3 [TRITMFDIESEH
FEAELTEY . Y=L/ TIROEMIZCE>TERBDEENERTHIEMNBESHIZA
21z, LT=HA2T Con-RFSSW & Sc-RFSSW THEL=EEIZERREmDHRMEIDE Sc-
RFSSW TRIBIZHESENMEML TSI EMNRHONT=, 45T Sc-RFSSW TII L 3)LFF
[CHETLEEHNBICHEICHROFERIAEEINTLSBEAROH N, Y—IL/
THROEMICIIAEEBEFIENRORALENERDHONT,
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Shoulder diameter

> »
& P

(a) Plunging depth : 0.9mm

P Shoulder diameter N
Pin diameter

(b) Immediately after tool / lower plate contacted

Shoulder diameter

i »
il Ll

Pin diameter N

(¢) Plunging depth : 1.02mm
Fig. 3-6 Clear steel surface of the lower plate and EDS measurement results.
(plunging load: 13.0 kN)
(The point of stopping process at (a)plunging depth: 0.9 mm, (b) Immediately after tool /
lower plate contacted and (c)plunging depth: 1.02 mm)
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X-ray energy (keV)

(d) EDS analysis at position (d) in Fig. 3-6(a)

56000

48000

32000

0.00 1.00

2.00

3.00 400 500 600 700 8OO S.00 10.00

X-ray energy (keV)

(e) EDS analysis at position (e) in Fig. 3-6(a)

Fig. 3-6 Continued.
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332 MFREICRIFTY—ILEANMENDOEE

Sc-RFSSW TIXEEE A D MRAICHEK OB EEHESPEEFHFE@mMNELCTL
BIENDhD =M. FDEHE TS EHD 0.3-04 mm BIRE TH-oT1-, T TRENSEES
Y—ILERIC KA EEE R EEC SR TFREDOBERERALNCTEHHICZY—ILNEA
% 130 kN WoEEZRAMESND 147 kN FTIEMSE. MEASBFEELSLICREA
FHRIESRICRITTEEERART=,

FITEAFNENERFREDOEBRELT. MEHZF 147N [TEMSEF-LETDRFIH
E% Fig. 3-7. IR DM FHSREEZ Fig. 3-8, Fig. 3-9 TR I, G HEIEREE (X 13.0kN
EHTRREENBONT= 2000 rpm &L LLEEDT=8 Fig. 3-1 T/RLT= 13.0 kN D Fi
EEZRPICEERTHELTWS,. ET Fig 3-7 ICRIHFRETMERASY—ILEA
BOMEAZRLEIESHIETTSS NiEDL. CTS AR LTHERMNFEoMNT,

5.0
ETSS
OcCTsS
4.0
z
=
= 3.0
tn
=
jb]
B
72]
= 20
k=)
o}
1.0
0.0
13.0kN 14.7 kN
Pluning Load

Fig. 3-7 Relationship between joint strength and plunging load.

CDEEWFDIEEALEEIL Fig. 3-8, Fig. 3-9 &Y TSS [Z£ TS5 M. CTS (XTS5
WERE SRR TS . REBETARET DR L% o1 Fig. 3-2. Fig. 3-3 [ZRTMIE S
13.0 kN &£ TIE TSS [FTST B EE D TS J B, REBEOETE. CTS TIEWLWTh
LREBE CTHo1=1=0. MEHZEE LSEHETHHE—REZRERMREL LA RSN
f=o TEHEIEEEE 2000 rpm, SOES 14.7 kN EHTEHON-HEFIRE TSS:#9 4.07 kN,
CTS:#91.63 kN X, ZILZ=D LEE/EEHD Sc-RFSSW M F THLNSE&EHELLT-
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BRIZEONIMFRELREFLULTHY ., PILSZHLEE/EHORKES ML 1000 rpm,
130 kN ThHo1=1=8. THRDMHMEDRER S, NS WNMGEXEESFEHESEERRNDEM
EAICERETHAENFELWWEATEEINT -,

TSS Jomt(]zlt:l';:ngth Weldi(lsl)g time Fracture mode Lower plate
1 4.14 1.69 nugget pull out
2 4.10 1.72 nugget pull out
3 4.05 1.71 nugget pull out
4 4.03 1.70 nugget pull out
5 4.03 1.68 nugget pull out

Fig. 3-8 Fracture mode of TSS of the Sc—RFSSW joint. (plunging load: 14.7 kN)

Joint strength Welding time
CTS Fracture mode Lower plate
(kN) ©) P

interface

1 1.78 1.70 fracture

2 1.66 1.69 nugget pull out

3 1.58 1.71 semi-ugget
pull out

4 158 168 semi-nugget
pull out
interface

5 1.56 1.68 fracture

Fig. 3-9 Fracture mode of CTS of the Sc—RFSSW joint. (plunging load: 14.7 kN)
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ZZ T Sc-RFSSW #f FEIEmEL T A ETE DM F LBWETER D TSS, CTS F DOIEETE
BE% Fig. 3-10 TR . FTEEFFOMRFITEIETHLEEHORAEBROEERIE
13.0 kN &4 Sc-RFSSW TEoNT=#F (Fig. 3-3) DAL E(IRHOLNLL, ZDE
ZIEMT% D TSS., CTS ##F Tl Fig. 3-8, Fig. 3-9 [CERT LIICEZHERMBALEILLT
HY. A LEREREICETHELTWSALEN NS, LEDFHRELILS, BMEIIZEKS
CTS MLIFEWMNGHEE N OEEEBEOEMICLSEER L THEWIENHRSN Tz
OHEARADHFMBEREEMLT-, Fig. 3-11 [CRE®D SEM &IZRY . EVE T (Fig. 3-11
(a)(b)) TIX Fig. 3-5. Fig. 3-6 [Z5R9 13.0 kN A ERBRICHU/NEMANELCTWNVS I EAHE
PN, Y—)LIEEAEIEMENAFHICRSTHELUOREIREIZLE TS EEZLND,
— AT, 2a)LFET (Fig. 3-11(c)(d)) TIXH—m D% 0.5 um EEWFREEBA RIS TLY
BHIENALMIGEo Tz, LI TY—ILEABDOMEAER ESELHIETUINFET
LHICEVWTEY —GhEEZEM R AT &M REN T,

Shoulder diameter

as-welded

TSS

CTS

steel

1mm

Fig. 3-10 Cross section of the Sc—RFSSW joint. (plunging load: 14.7 kN)
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- Welding imterface layer

Zum

Fig. 3-11 SEM images of the Sc—RFSSW joint interface. (plunging load: 14.7 kN)
(a), (b), (¢) and (d) corresponding to positions shown in Fig.3—-3.

CDEEMENDFERMMBEICRITTHZELRALSNIT HHIC MMEN 147 kN FH
[ZEWTEH. ZRDY—ILEAGMEIZEZELE-ERICESZHELY—IILERGIMIZE|E
WLAMY T 7oL avEERLT=, Fig. 3-12 IZZDHERETRT . VAL ETFLEIZBLT
FRAARIZAT=EBEENROON., Pa)LF EHEEICRE T OEFE CHRELSHERMN
RIS TLNAIENBALAIZIEDT=, Fig. 3-6(c) TR MES 13.0 kN FHTIINE NS
0.3-04 mm IEFEENBEMGDECTWSEE THI=DITXIL. IEH 147 kN EFHTIE
DINFTAE 1.75 mm HHLEOHEFETEEHENEL TS, ULOERMS, MEHEMR L
SEAHIET Sc-RFSSW DY—)LIEARIC K S FTAE T REEMN LKL, < —H B
PNEBREIND LS D EH#ERITN S,

Fig. 3-11 (c) IR DO PREEZE. TEM ZRHVTEHEL#ER%E Fig. 3-13 ITRT,
EAREIZIE 200 nm REDLLEME—1T IMC AERESNTWAIENER SN, T
RED EDS R M5, FfEEIE Al,Fe,(Fig. 3-13 Point2) . AlyFeSi;(Fig. 3-13 Point3) TH&
REN TSI EMNHEBIESN T,
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Shoulder diameter

A
v

(The point of stopping process at plunging depth: 1.02 mm)

Fig. 3-13 TEM image of the Sc—RFSSW joint interface.
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AlgFeSi; [1-1-1]

(220)

Q (404)
-

. (2-24)

100 nm

Point o Mg Al Si Cr Mn Fe Cu
1 0 0 1.84 4.9 3.9 24 81.2 5.8
2 4.6 0 62.3 4.1 0.1 0.4 17.6 | 11.1
3 3.9 1.1 56.5 | 29.1 0 0.1 8.7 0.6
4 8.8 0 90.5 0 0.2 0 0.4 0.1

Fig. 3—-13 Continued.

3.3.3 Sc-RFSSW [ZH T 28tk DFEE A AN =X LDfiEER

Fig. 3-6. Fig. 3-12 DRI T T a3  RERIER &Y. Sc-RFSSW MY — )L A8k (< Hfi
THILETUINFETIZEVWTBBEE A >MRERIBREINSI LA Hhh o1, I
AT HRHEY—ILEAMEADFRESNATLSIGE., VIS ETLE TR EMIZHKR
HAEEAERINDENTREINT, CCTY—ILATRICIEMLAZVMEE OFE TR KA
=X LERET BTV — )L IEHEfMFEIL THSD Sc-RFSSW #F (14.7 kN &) DE>
E T 8% SEM BiRIE5 VI EPMA D #TLTz. ZDHER%E Fig. 3-14 [TRT, CDEEHFHL
=8 F L Fig. 3-12 IZRT RT3V HFTHY . RF@DMEEFRELTLVD,
9 SEM BRITEE T AHLTFBLEEEEAZT BN HEZ LA DM D, RIZ EPMA T7
IWEZDLBHMBAEDTRTHDS Mg DRIGEIVEL T LIzECAH, EIZLFEEAFIC Mg
RSO FERINT=, COEZELTLNDEADKESIL 2-5 ym BBETHY . lL Fig. 3-4
@) TELIMRREDEALER LT —HLTWAIEN L, HRFREAMFRENIC K
STREFBMONTLSEDEHBIEIND,

ZITEAMNEC-EEEHERBABEEEREL. FRAMTTILaVBFTRBLEZ
SEM EfghoHEEmEREBEREZEL L., COLZFEVET. P3ILTE TORE AT
. DANFETONEGRBO IEATEEREZFEHL TS, BEY—ILAEALIEEE
NEC-{EEIXAB LB ERAROON-EFRELTEETHEBIARIN-2DE
LTHK-TLVS, Fig. 3-15 [IZZDFERERLTEHY. Fig. 3-14 O SEM BRIZTRT LGSR
DIMRFEICELI-ZEAEIEB LT 10%EBEOEBERTHLHEMNHALMNIZEST-,

49



Clean surface area ratio

Yoo W E o

Fig. 3-14 EPMA measurement result of the steel surface.

e e 20ﬁn

(Pin area of Sc-RFSSW joint (14.7 kN))

0O Pin area

1.0

non-welded area
non-welded area

0.0

@ Inner edge of shoulder area
® outer edge of shoulder area

13.0 kN
Con-RFSSW

13.0 kN
Sc-RFSSW

14.7 kN
Sc-RFSSW

Fig. 3-15 Clean surface ratio of each welded area.
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ZCT Fig. 3-15 ISR HAEHKBERBRELAIGCT IR BHOERBENTEHEDIL
T. B MFOEMESEEETEH L=, Fig. 3-16 IR F D CTS ZHta-. AVIEC TR
FHEEICLI-T 57 RLTND, TDHEE., Con-RFSSW ##F (13.0 kN &%) . Sc-RFSSW
#EF (13.0 kN £44)Sc—-RFSSW ##F (14.7 kN &£4) D 3 FBEEOMFICHWT. ADEESE
BHAKELGDHITE CTS M EMT HERNFEON, CNLEEE L THRENLGEBZRTHL
EMNBALMI o= 1EED PIETILZZHLEE/FMO>EMRBFICEVTERNR
mEiEE @Bl - A MEFEEE CTS ICHEANH DI EEHREL TLVS, Fig. 3-17 @ SEM {8
(& Sc-RFSSW(14.7 kN &) [2H115 CTS FHERMF O THRATMZERLTEY . BMFIC
BSOWTHREBEEEFICEROKRBAAN L THRFATEREBL TSI EN TN D, LTzA>T
Sc-RFSSW TIIHAEMBRENR LT R ETENGIESTBENEML., S CTS 1B
b=t EHERIEINDS,

UEDHERM . AETHASh-EESRNERRAOFEDHERAAN=ZX LDER
B#% Fig. 3-18 IZFEH D, Con-RFSSW DIEE LM O, Sc-RFSSW DEVE T ERRE Y—
ILHNERM LV B CIEMERBICE>THIRREAREMSN S ETHETA S
Nd, COEERIBET HTEIEIE 70%BEOEERTHY. kFkELE TIEHEIBRKIE
ERINIL, — AT Sc-RFSSW TIELa)LA E TR EMT A ETHMRREICHER
NEBEND, DT EMEOFERBADONELDT=-HIZITI T EABEDOMED
FECEETHIIENTFFELL FICO AN THNEAICH T HEBMEREBENENT 5,
F+HEMEATHRICHLYETONEISGE (X /LS EMSLE CH—AHERNI RS
NBZEMB, Sc-RFSSW TIEY—ILETIRDEMIC K> CILSE L EE TH—LEHEERE
REMIZEON ., REEEZEYVEF L CTS AELNOTNFEETHDEEZ D,

20
OCon-RFSSW (13.0 kN)
@Sc-REFSSW (13.0 kN)
@®Sc-RESSW (14.7 kN)

15

Z.

= +

=

=]

[

E 1.0

(7]

=

Q

‘»

[ =]

2 .

[72] <

& o

O [

00 kL
0 20 40 60 80

Effective jointed area (mm?)
Fig. 3-16 Relationship between CTS and effective jointed area.
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10 pym

Fig. 3—17 Features of the crack.

Con-RFSSW Sc-RFSSW

Pin

Shoulder

tool/lower plate non-contacted area

departed
jointed / =

/unjointed

the old
interface

Fig. 3-18 Schematic illustration of clear surface formation mechanism on RFSSW.

52



3.4

+=
Q=R =]

AETIXRAFEETHASc-RFSSWERAW=TFILSZH LEE/BERNHDOESATHENE
ZHRETL. Sc-RFSSW #F DB EFELZTNRERBT AN X LZHLMN LIz, KEIZEL
STHRON-MREZFZLUTIZEENH S,

(1)

(2)

(3)

4)

(5)

Sc-RFSSW #FIZHWLWTHEZZKIBICERSEVEFHHUBENEON ., BEE—FD
WELEOHLNTz, LI=H 2T Sc-RFSSW #HWL\SZETEBN-HEBMNEZFEEE T ST
IWEZ LEE/BERNEBFLERABELRIENBELN LT,
BEEHBLBFREDOBRICOVT, TIRICEREL-HAROBERSASVEEE
EEEEEENMEHNEESRET D ENIFELWNEEBALMIZLT=,
Y—IILVEAMENZRALEELHEREER LIRS METHIETH—ADEHMH
BEHMRTESIEL I 2Tz, CDEEEOHOLN-FREEIX 200 nm FBED IMC TH
L. Al;Fe, AllFeSi; TSN D EHERISN D,

Y— LIRS SRR ER S B (T A ERMBEAN= X LDEWNEHBILTEY., EEE
FOEVE THREY—ILAEMLUGVER TIEMBREC K> THRZREAREFES
NBZETHERMNERINSDIIHL ., V=LA +2EMEATHRICHELYS TN
EIEA I EMTEE T —AFERNIEREINEZEERLUIZ, UEDAD=ZXLHS
Sc-RFSSW TlXWY—ILETHRDIEMICE>CTILSEAEE TH—LHEEERTEMIZE
BNDBFETHAHIENBALNIZHEST=,

Sc-RFSSW ##F ) CTS AL B D FHEE A EEERLINICH ST IEBEENTE
HESILETREHLE-ENEEEBITKRE I S EEHALMNITLIZ, Sc-RFSSW (Fiz&
NERTEVHERMRENGONDIEEFETHAH. DEMIZEL CTS 15
bNAEFETHAZLERLIZ,
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FA4E EESEREO BTN CMMEEE DR
41 &S

ARERTIEIILFITUTILERD—EBEOERD:-O. EBERIESZDIZET LS
FRRETIHEAFBHRLTEY . ZOEOIZETILIZHLEEDNREBTEEMDIEETE
CAHRMEREBNICES TESI L, REMGESERRT 5-OITEERBAN=X LHH
LMITHIENEETHLHEEZEADND,

F2E FEIETETINIZVLAE/FEH>EHMDERICENT, M SBEE NN
DOIELEWHRAREICH L TEESARETHY. LB FEENFONSIIETHLM LI,

T TAETIEEEHOFMGEHREEMRT S LT, Sc-RFSSW #FDREFKIRAH=
ALFERALMITEHIETBMEL -, FICREAREZ BT 570 12N SRR ERE EIE
LTHY. S/OEELT/OEREDEFZRETHRETL -,
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42 EERAE

AETHEEEHMOFHGHRELT. EEERHFOREBRELTATET 5O DM/
REABRE . MR EEBOBRREERL -, TR ELT Table 4-1 12779 3 FHTHER
L= F%ZIRL THY. Joining condition AB [FEFNEFNEZEIZEFETILEIZHLE
£/IEDHH>ZTERED Sc-RFSSW., Con—-RFSSW #£3F . Joining condition C [XE=EIZHIT5
TIEZOLESR/FEH->EHEERAMD Sc-RFSSW(14.7 kN &) #FTH D,

WNEIRERER CIEXRAIEHBR A IRERE T 50D F BT EREL=. CDOLEEF
HEREBRTETILZ =Y LBMO— KRN M/ ERABR FZUIVHL., MBI RK
FIRACRIFTEZELTMUT-. Fig. 4-1 [CT L=V LEEBMBEARDIE H-U T AHEE
FEFIA-ODRBREKE. Fig. 4-2 [CRAR THREILI- 4 FBEOM/NSIRAR A2
KETRT M/NSIEREABRFIEWLVTNEES 05 mm THY., FITEICLIYREFER(IFTTLVE
LVEEER A (Specimen A, B) EFEATERICHIY REFE% (T TULVSHEAER /v (Specimen C, D) Z R E
MIIZTHEELz, COEESFITEMEIE 04 mm & 05 mm D 2 FEFEELTLNS, BH
Specimen C, D DYIYREFIZFAMKTHY . REMUOEFTDIEA 0.3 mm [THED LS TiE
EHRELTVD, FLUYRZIEEERBFORAEMEADOMEIZEKITS-O. HEHFD
—IEM5 1.0 mm(ERERD) OREICTYRERDLNHEHEIMILTINS,

FIRARICTGEEL-ARBRREREAVT. 3 FHOEEEREMTF (Table 4-1) oM
NS RERER A ER L=, UM SIsREABR A DR AN EREEBRAMEEEICLSH LI
PYHLTHY., HEADFEIAIE L Fig. 4-3 (a)~(h)D 8 fBigiEL . TNZE 4 N 1:3 TE
RLT=, 4P Fig. 4-3@)~M)IEZFNZENIE 0.5 mm THAH=® . HEFES 05 mm &—E T
%, W/NBIRHERI AR RZEBRAREMEOM/NSIEHBREEZERALTEY . AR
BEE 1.0 pm/s [ICTHRERERL =,

FrMNEIREBR A GO VICHNRERARFOBEZHRE T S5-HICEBELEFEM
85 (SEM) . TRILF—8E X 2 H7 (EDS) Z ALV, SEHICETHRAEICELHPREER
MESWTH=HIZ. ERBEEFEME(TEM)ZRHVTERELTHY ., REDOK S S
MEBELMNITT H1=0IZ EDS ZRL V=,
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Table 4-1 Joining conditions of RFSSW.

Common Plunging Refilling Average of joint strength
Rotation rate Pin speed Plunging depth Load Load TSS CTS
(rpm) (mm/sec) (mm) (kN) (kN) (kN) (KN)
1000 10 1.02 13 9 3.68 1.43

upper plate: A6061-T6, lower plate: mild steel (no coated)
(a) Joining condition A :Sc-RFSSW.

Common Plunging Refilling Average of joint strength
Rotation rate Pin speed Plunging depth Load Load TSS CTS
(rpm) (mm/sec) (mm) (kN) (kN) (kN) (kN)
1000 10 0.9 13 9 3.58 0.88

upper plate: AG061-T6, lower plate: mild steel (no coated)

(b) Joining condition B :Con-RFSSW.

Common Plunging Refilling Average of joint strength
Rotation rate Pin speed Plunging depth Load Load TSS CTS
(rpm) (mm/sec) (mm) (kN) (kN) (kN) (kN)
2000 10 1.02 14.7 9 4.07 1.63
upper plate: A6061-T6, lower plate: UHSS steel (no coated)
(c) Joining condition C :Sc-RFSSW.
100 mm . ‘l.U mm

h 4
k.

A

<

30 mm ‘ _
A
Y

[
=
=}
o
o
F ¥
J) g |
N X =] L
NS =
v
Ve
2, i

Fig. 4-1 Specimen configuration of tensile test of aluminum alloy base metal.
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1.5 mm 0.5 mm 1.5 mm 0.5 mm

A
h 4
A
h 4

1.0 mm
2.2 mm
1.0 mm
2.2 mm

[ «—>
0.4 mm 0.5 mm
(a) specimen A (b) specimen B
1.5 mm 0.5 mm 1.5 mm 0.5 mm

h 4

A

A
h 4

< » < »
i hd

1.0 mm
1.0 mm

osmg) (1 |

osmn i

1.0 mm
2.2 mm
0.2 mm
1.0 mm
2.2 mm

<4 »
< T

0.4 mm 0.5 mm
(c) specimen C (d) specimen D

Fig. 4-2 Specimen configuration of micro tensile test.

@8 mm

©4.5 mm

~]
=

Shoulder

Aluminum alloy

i
!
|
Steel I

|
i
| @O (DI D] d)
I

region

Fig. 4-3 Observation region of the joint.
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43 ERHER
431 B IaREER A iz Ik DIRES

WNBIERERER A IREEE T 2O D FlimidbREL T, 7L =) LBM A LM/ R
HEREZUVYHL., RBABERARAXEISAICRITTHZELF M. TTAMAETTHL
1= AB061-T6 7ILZ=") LEEBMDIE L1V T ABERE Fig. 4-4 ITRLTEY . RKRERN
(£#9 305 MPa T#o7=, RIZ Fig. 4-2 (TR 4 FEFED A ER H 24K (Specimen A-D) M/
SIEREAER A EFEEILTHY. 5IRRAERIER%E Fig 4-5. Fig. 4-6 [TRT . HHHEBA DY
HLARIE. BHMOSIERAREB/NSIRBEBRFDSIRARMN—HT HELITZELTLD,
F7- Fig. 4-5, Fig. 4-6 OEE D ELLIIHUNSISRAERBED AN YR ENIRE (1.0 um/s) EH Y
TV EREYERLTLS,

FTEITEICUIY REFER T TUVELEER F (Specimen A, B) Mix K E G 711E Specimen
A(Fig. 4-5(a) : F1TERNE 0.4 mm) TIE#J 290 MPa. Specimen B (Fig. 4-5(b) : F=4TEBME 0.5 mm)
TIE# 280 MPa THoT=, F-T7ILZZD LEEHBM TIEH 300 MPa fHETERADES
KF—FEITHRBREMNH B, Specimen A, B ELIZR LS ERMNEON =, CTTHUN
5I5REERF D Specimen C, D DEMDFRFZ Fig. 4-7 ITRLTHY. LWTIELEFETE TR
YXRTHEL, FTER THRETIZE>TWA I EMNFERINT-,

RIZETFHRFAICHSTAHEICFARDOUIREZHELIZGAER / (Specimen C, D) D&
REBAEZNWTNETILEZHDLEEBMDRERARER HELYEL Specimen C(Fig. 4-6(a):
SEATERMRE 0.4 mm) THJ 340 MPa. Specimen D (FF{TERME 0.5 mm: Fig. 4-6(b)) THJ 350 MPa
T#Holz. £1= Specimen C, D TIEXEILANEH LT —EIZEDXEH Specimen A, B I
EARTEWZEN DD o1, /NEIERRERF D Specimen C, D DEF DHF% Fig. 4-8 12
R9 . Specimen C, D WIFNEYYREZEL (F-SFEAKEERLTEY. 45 Specimen
D TIEUIYREFEDAHIZERAEFRL TS, LI=M > TERAETEIFT=UIYRERIKTIE
W—BRvFx o T RBFoNGLEY DY RERICENDEFTEHILETAESNDEIGAD
EEfEMEMEG NS EMREINT,

UEDHEENS, FITEBIZYIY REZEERITTLVELY Specimen A, B D55, ZILEZ= L
BEBMORKEICHEELWVERMN GO Specimen AZT LI LES/HMFD
FmEREZFHE T 5O ORI REER F IR EL TERL,
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Tensile strength (MPa)

400

300

200

100

Fig

0 2 4 6 8 10 12 14

Strain

.4-4 Stress strain curve of aluminum alloy base metal.
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400

+ N1
= N2 .
N . 305 MPa: maximum stress of base metal
+ N3 0e, S R (aluminum alloy)
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Fig. 4-5 Stress displacement curve of macro tensile test without notch.
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400

« N1 I
*N2 X 305 MPa: maximum stress of base metal
+ N3 (aluminum alloy)
1
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Fig. -6 Stress displacement curve of macro tensile test with notch.
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width of . . . .

. appearance of micro tensile specimen before and after tensile test
specimen

before tensile test S during tensile test s after tensile test
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Fig. 4-7 Appearance of micro tensile specimen without notch before and after tensile test.

width of . . . .
. appearance of micro tensile specimen before and after tensile test
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&
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Fig. 4-8 Appearance of micro tensile specimen with notch before and after tensile test.
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4.3.2 /5| sREAERIC K5 5F m o9& E ZT

4.3.1 TiETELT= Specimen A 24K (Fig. 4-2(a))Z FAL VT Joining condition A~C M 3 {858
DEBEEHEFOM/NEIREE S EENIFL 1=, Fig. 4-9 [Z Joining condition A, Fig. 4-10
[Z Joining condition B. Fig. 4-11 [Z Joining condition C D{ER % RT . 55 RFSSW HEEE
(FARTHLH=ORINED region H DM/NEIERABRF I T RIEEHEEL ., TDH
region H IELVT NEESEELLTRIFITRLTLNS,

FITTILEIZVLAE/HIMD Sc-RFSSW it F DHUINSI5RIRE 77 TS Fig 4-9 [T3F
B 5L EERDIZHT=S region (@) TIEM/NEIERBEICKELZESDENRHLN.
NIEY—ILEREMNEE /NS B RENICKSREFRLERAIN/NSNILISERT S
EHERIEN S, —A T region (b)~(g@)DILEWEETEH—LHMU/NIEREBENFELONTLD
CEMRRMB, ZDEE region (b), (d), () TETTIE=ZVLEEF TORMBERMNELT:
DIZHL. T U DB EE TIEBM B ERmEMANRET SR LGz, GHRIDE
EEMEE SRR ORRMGHNETEEE Fig. 4-12 [TRT . LLDBERMSTIL
SZOLEE/EEHD Sc-RFSSW ## F TILEEE D region (b)~(@)DLEETH72ITHLY
FRHEBENELNSIIEANHALIIZEST=,

RIZTIVEZ) LEE/EEMD Con-RFSSW #F DHUNG3REBE 2 THS Fig. 4-10
FBTHE VINFETEICELT Fig. 4-9 D Sc-RFSSW F LB B L ZRZE DM/
REENFEONT-—AT. REEEOEIENEMT S5 EE. HEEFIDER (region (a)~(c))
THRUNEISRREMET I 5 EMN T o1,

RZIC.TIVEZOLEE/BEERNMD Sc-RFSSW BFOM/NEIREESH THD
Fig. 4-11 [Z3EB T 5&. DAL FETHIESOVMUNREENAFONT-MN, EVETEIX
X BIZH/N S BRI EAMEMN oz, EVE TERE region (b)HM5S region (e)IZME M > THU/
SIRFREMNR R ITIET I DIER ARSI $5IZ region (e) TKRIBIZH/NEIERAREMNET
FTHEMD M=, 14E Joining condition C TIEZT R THDM/NEIERAERIZE LN THREK
A ELCT-, EULMEU/NEIERBENEONZERMICEVWTHEREEH N ELCEML. Ch
(X Fig. 4-13 ISR EIITF A=V LEE/HBEHIRAMD Sc-RFSSW FTT L= A
BEDEEHESNEN 2O, TILEZ U LEEDRTOEMMNELIL >N EH
HEhd,
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Fig. 4-9 Maximum stress of micro tensile specimen of joining condition A.

(a) to (h) corresponding to positions of Fig. 4-3.
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Fig. 4-10 Maximum stress of micro tensile specimen of joining condition B.

(a) to (h) corresponding to positions of Fig. 4-3.
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Fig. 4-11 Maximum stress of micro tensile specimen of joining condition B.

(a) to (h) corresponding to positions of Fig. 4-3.
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Fig. 4-12 Example of fracture mode of micro tensile specimen.
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Fig. 4-13 Vickers hardness distribution in aluminum alloy of the joint by joining condition
A, B and C.
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44 EE
441 FREEESAIBFOTI/OREICRIZTEE

MERBAN—XLERALMNZT S1=0HIZ. 232 IE(Fig. 2-5). 3.3.2 IE (Fig. 3-7) THLN
F-RERIGREE L 43 BITHELONI-HUNSISRIRE DB RIEZAMILL -, £ TSSITEET S
&. Joining condition A~C TE B L ZRIFDFFIRENFONTLND, NI Fig 2-12 %
Fig. 3-3 [IZRT LIOIHEEBRINBELTRAETHA L. MERRIATHSESHAERIC
BT58/N5I3RIEEM Fig. 4-9. Fig. 4-10, Fig. 4-11 [TRT KSICBEBLZREFTHo1=C
EICRRT HEMHRIEIND,

— AT CTS IZ;FH 9 BH& Joining condition A~C TRREZEZEMNZHLN . (T Joining
condition B, C DM FIIRC R T A ELADIZEh M HET KRELGLHEENELTLNVS,
% ZT Joining condition B, C @ CTS FHfifEF LM/ S IBRABRMF DS R EBETAEL
30ZEHEL. #MFOT/OBELAEmOI/OREDEREETRITL -,

F 9 region(a)~(h) D& $EEIZDULVT Fig. 4-10. Fig. 4-11 THEONI=HUNSIEREDSS
REBEBNELC-LODTFEZEHMEIC. FRBOEBETEBICELOH-HER% Fig. 4-14
[27RY . 4§ Joining condition B DA EIRIL Fig. 2-12 TR Y BT A BREF D S K 3R E Al
DEEE% . Joining condition ClX Fig. 3-3 [T R ESMHEIBEHLEITRELT-, 241 HiTH
R F=&S1Z Joining condition B(Con-RFSSW) @ CTS #F IR ARERT TS FEHHE/D
L7=7=8. region(h) D EESEIEH/INELY, —7F T Joining condition CD K57 Sc-RFSSW T
[ Fig. 2-12 THRT LYV ERLDESEEZHFIND =5 HHEAD region(h)IZ
BLWTKELGEHEEBENBEONA TS,

CDEEMEDW/NEIRRELAEHMOEEZRE I HET. FEEAZTHEHOTESL
HHTHIEMNTE. region(@)~hDILEEDMEE i I(TEITHHREEZ N EEERT HE
RATRIZENTED,

N=agXxA (1)

ZZT q AlEEN T N region(@)~(hDSEEEDEE i (2H(+5MWU/N5IIREE . tEI T
BTHD, LIz 2T Fig 9 DENTNORAEOEBENREEOBRRETE NZRLTL
BEEZDH, ZDEZ Joining condition C M region(a)& region(h) D KINIZEH KZFRECH/NF]
REBETHOTH. EEEBOEICL > TEEHDERTEIXIREKELGLIIENA LMD,
region(h)l& region(a)D#] 15 ENEBEEXE TS LMo, FEHOERAFEICITEEEE
DHEEHNKRE SN EITEIICTONKEGEBIBRFENBLNDIIEMNREINT -,
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Fig. 4-14 Maximum stress of micro tensile specimen and total welded area at each region

of the joint by joining condition (a) B and (c) C.
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333 ETIHRZMmOMEEMAEE (AMEEEE) & CTS ITRENGERLHD
CEMBALMNIESTEY  FEED XTI = LEE/EMOSTHRBFICE T
ERUNREABEEBL-ESMEIEE CTS ICHENHAZEFREL TS, 2D LSS
EEHLAEICAITARAEmKRENBRFOTIOREICERELRITTI IENREIN TS
H.BFHEBOERATEZEZSEEEZE CEELELLOZRAEAE (Total interfacial
strength) ELTEZEL. TOEHBFER%E Fig. 4-15 129, FDHEE . Joining condition B, C
BFORNEEBTH S region (WDIBERFEICKELENHDHZEND M Tz, THIKHTH
D EFY) Joining condition B TEREZEMME/NL TV =ML THY . NETHS region(h)D
EENNEIS=ZEIZERT S, 20 EF Joining condition B, C ##F DA R msa E X HEE
(2. CTS ZHtEh“FBIBLI-KER % Fig. 4-16 [CT, TORR. MAEMBENMEMT DEE
CTS AEMT BIERMERDHSNT=2EH S, Joining condition C T Joining condition B & £
[% CTS NBLNT=CLIXRNBETHS region(h)DIERFEN SN EITERT HE
EZbN D, —AT region (a)~(@DEHEBRFTEDRMEIEELZRFTHY . RIS EER
ZREERNTOBFEE~NDTEEILHALGHTEL, HENBO R EmREN B FRE
[CRIFTEEZTHICEBTHOI12E. BERFTICEIBRIALPDETHIEER D U
£ &Y. Joining condition B, C TTHRDIEPLEEFENELLICLEAHLLT LEEDHERKR
BERONFIEMD TILE=D LEE/HD Sc-RFSSW #F M CTS (LAEIBRMEHIZH
(15N EDOBREFTELMAELH LI ENTRESINT,
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Fig. 4-15 Total interfacial strength of the joint by joining condition B and C.
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Fig. 4-16 Relationship of cross tension strength and total interfacial strength.

442 UNREEBO ST
441 BTIETZILI=ZOLEL /D Sc-RFSSW ##F D CTS AAEBEBEEICE TSR
NEDHERFTEIKGF TSI LERLI, TCTARETIIERERESAEICH (TSR mA
ELREBBEDORBREBELNCTHIEEBHIC. BUNEREBRFOBEARLSUVIC
TEM IZ& B R EMARBEBREERELz. ZDEEMUNSIRIEED region(a)~(h) THRHY—T
Hot=-CE. 2TORUNIERABR A TREBEAELT=-CEZFEHAIZ Joining condition C
DMFERRICHEEBEREERELT =,

F 9 Joining condition C DHUNSIERERER K (ZDULVT., EDS ZAWLVTEHRAIEEM@EIZH TS
AIRYE T ERGELIEER% Fig. 4-17 IZRT . ZTDHER. 2a)LA HMEALAL region (a)
~(ATIEB/NE T IILE =Y LEBEYMAEEICEZL TV =013l Sa)LE AN EfT 5
region (D~ TIFEKRGTILZZV LEEYMHIBEEICEBR T AEMINGEONT -, COIER
[T a5 HEARER . FEEAERD IR R TH S region )IZBWTHLEEIZEHLNS, ZZT.
Al DNRHSN-EEOBEREZEHL-ERZ Fig. 4-18 [TRT . GEHPICIESEDT-
& . Fig. 4-11 IZ7RL 7= Joining condition C D/ RFREZHFEEL TLVD, T DFER. /I
SIEREMELEED Al HEEIC—EDHBELH S EMNHELMZEST-,
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Fig. 4-17 Al distribution of the fracture surface of micro tensile specimen by EDS.
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Fig. 4-18 Relationship of maximum stress and Al area ratio of fracture surface of micro

tensile specimen.

UEDESIZH/NEIRHER A CH T2 EEWED Al MERIC—EDHEINHoI-1-
&.CTS #FOEEmEREHRIZ EDS 4L . MEABEE@EICE 75 Al TvEL T ERFLI,
TR, FHHSRESHEICHIT5H CTS BEETEICHLTH, S a/LF HEMLZLY region (a)
~(A)TIEBUNETILE= ) LEEMNAEEICEFZL T =OIZRL., a/LF b Efitd 5
region (D~ TIEMRETILZ =) LEEYHIEEICEE I HEMNGFoNT, T T
MREMEICHS TS CTS ETEICELTE Al AR SN -BEOEBEREEHLI-ES
5. Fig. 4-20 [ZRT KSIZ CTS BEED Al @IEERE, MUN5IEHERBELSUIZHMUNEIER
WHED A BEEORICHEBEMNHDHENBALMITEST=, LI=A>T CTS BHER /7 o fH A8
BIEICE TS Al mEREZINEGETHILET, AEEEZ FRREELRIENTESNT, /D
SIERABRICK DR AMBEDIBIIBZ TRV =O, Al mERFRBIBIZELLTRADIE
FEEICREBREEZROIFETHILEA D,

region | (a) | (b) L (c) | (d) L (¢) | (H | (€] | (h) ‘

Fig. 4-19 Al distribution of the fracture surface of CTS joint by EDS.
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Fig. 4-20 Relationship of maximum stress and Al area ratio of fracture surface of CTS

joint.

COXSICHE MR EFEEEICHEND DI EN DD oIz, TEM [ZXkDFEAAH
BREENELT=, 1 Joining condition C DIMFLLL(Z, BEEHEE TR ERENSF
btz Joining condition A DFEFH LB R EL TEHE L=, Joining condition A DIER%
Fig. 4-21. Joining condition C M#5 8 % Fig. 4-22 |27 9, Joining condition A £ 3 @ region(f)
DREEBDORIEDT=-HIZ EDS EEFMZEERLTEY . TDHERZE Table 4-2 [ZRY,
512 Joining condition C #£F M region(d)& region(h) D R E BB D FEEDT=6IZ EDS <
EVvTZBMBLTHEY. T0HHEE Fig. 4-23 IZRT . 48 Joining condition C #F D
region(f) MDFREMHI(L Fig. 3-13 DT 4735930/ 3—UM5RETELT=,

£ Fig. 4-21 [Z5R 9 Joining condition A DMF TIXEVLESEE TEVLVRAEEBNEON
BTEN D MoT=, 243 1B (Fig. 2-16) THIBRTULVAKLSIZ, region ) TTEILIFZFRAMBIA
% 4-6 nm FREDFBNREMBBMSFONT, S5IT2a/LF FEEMERTH S region (c)TH.
12 nm BBEDTEILIZFABHIEEIN TSI ENBHLMNIES -, RNE TRULABMN
BWEEbNS region (WTHEEENS IMC [EEE 120 nm IBELEENIEMNDS, Joining
condition A TIXESEDLELHEHICEVLVTCEVNV R EABNA RIS ETEVVREA
BMENREMNICHEONLO LRSS, GEM/NEERBED (E5D2ENKREL VTH
L REHET A E L= region (a) TIXBAREARREIBIERH NI ST,

|2 Fig. 4-22 |Z5R$ Joining condition C D#EF Tl 3.3.2 IE (Fig. 3-13) THIRARTILVD
K32, BLVRERE N B SN T= region ()T 200 nm F2E D IMC (Al sFe. AlFeSi;) HiFEER
iz, E-mIED region () THT 7 1Z5ELY 500-600 nm D Al-Fe-Si RIELEMHFEH S
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Ntzo — AT, SALS FEEMETHS region (OTIE A-Fe RILAMEROLNT . RE
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SIaRBEHIMEL. RN DHWEICHE TS A EFEENMEVLEE TH--2EM 5, Si-MnE1E
B Mg BALMEASEET AREMBTE+AERERENBONEN 1D LHEBE
% 158 region () TEWS N 1= Mg BHL YIS 3.3.3 10 Fig. 3-14 TRLIz Mg RIS &Ext
BEBEDERBSND, COESITMUNEIRBELSVICHED Al BRELREISHA
I SRR —E DA H S EMNBALMTE T,
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Fig. 4-21 TEM image of the joint by joining condition A.
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Fig. 4-22 TEM image of the joint by joining condition C.

Steel

Table 4-2 EDS measurement result of region (h) of the joint by joining condition A.

Layer C 0] Mg Al Si Cr Mn Fe
AlsFe, | 2.81 2.94 0.18 | 66.28 | 2.11 0.06 0.30 | 25.32
AlFe 1.10 4.00 048 | 40.99 | 1.49 0 0 51.94
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region (d)

region (h)

Fig. 4-23 EDS measurement result of the joint by joining condition C.
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AETIXESEOFMTEHEREEMT AT, Sc-RFSSW #FDBEXRRAN=XLE
BESMZLT =, IR E R EE T A -OICHMUNB I BERBREZERLTHEY . SYNBELT
HOBREDREFBREFBELNIZLz. REICK>THON-MRZFZLUTICEEDH S,

(1)

(2)

(3)

TILEZ) LEE/HD Sc-RFSSW S ICHITAREEER T IIFT HILET.
BENEEEHOERFNEICIEAEBOFTENAKREAAISEIIZTONKEL
BRI ELNBONDIEN RN, COLEEEHNRNEDIERABELHRTF
D CTS IZHENH D ENHLMN oz, — A THEERIBIZH T2 R EEEH
FREICRIIZTEEAODERIEILT+HTHY. BIEREFTICKIBRIINBETHDE
EZDo

WS IERERE LU ISRERER A DE D Al EHERIZIHEAH L LN b0, &
5IZ CTS BED Al mERE., UM IRAEBREELZSVITHU/NS SRIEE D Al EiE
FORICHEBEAHIEMNBALMH Tz, LI=A>T CTS HERF DA E I
BITEHAEBRERFIHILT. REREEZ FRRRELGIENRESNT-, U5
RABRICEAREBEDIBIEIBRS THLV=O, Al BREAFRBIBIZEELTIRAZS
CLIEEEICRERELBOIFELLTERTHLIEEALND,
MUNBIERBEASUICIEED Al MEREF@ICHART 2MMMERIC—FE DA
HEZENRESNTZ, V—IL/ THIROIEFEAHE TIE Mg DEEMMNFREICHEINT
W=Dz L., Y—IL/ THIRDEMHETIE Al-Fe-Si 2D IMC NEHIN TSI E
N YN feb Ay

LLEDFERNS HEFIZ CTS ICHITEBERBAN_XALIFUTOLSIZEEING,
O FREAICHESNS2HMAEZICSCTRERENREINDS
@ HHMMEBOEBESICL > THEEAMBE@IIK ITIREBEMNRESIND
@ MFOBERRBEEICHTIRNEDBEBELHBFTIOREICHABENDS
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F5E FIZIZOLEER/ERHH-EZHMOEE~DERA
51 #§

ARERTIEIILFITUTILERD—EBEOERD:-O. EBERIESZDIZET LS
KT HILEEMELTHY. ZOHEAMREL TENINMREBETHMEDEEZEZHRELT
L5, B2 EICHELVTIL Sc-RFSSW A RICRER S H R IRERITT EEE VBT REN
BoONBFETHAIENTRENT=, T-F 3 ETETIZIZVLER/ED>EBEERN
HDEECTERWRFERENTEONDIILEZHLMNIILIZ LIRS TTZILI =V LEER/IE
HOEHDIEE TEN-RFIEFELBONLIIEA M ozA ., BIDH>ENEKTONT
BEETRITEESN TG, BEIERAMRTEBREOSR AN KFICHERDHE
NESN TS, HoEL R FRELSVICEEERAEICRZFTZEDEMRIIEE
THD 99, K CILEEMICIZENLGE RO > ZTHIBMEMO>T(GDERREL
TS, SHICEATDY—ILIEMIZKEH>EDHHEEFZAEONICTIENBHIZH
WTHEFFELWWEE R, GIO-ZTFEIRLT-. GA H-ZEHl Zn BL Fe-Zn RDEEILET
BRENTWDDIZHL, GIOEEHMZn BOAHTEERINTIND, ED=HTILZZI L
BE/Gl HOoEMBFTHNISESREICHE TS Zn BEETEHT. Ho=DHHE MRS
WMCEHEERT, EbIC

ARETILFAFEETHD Sc-RFSSW ZHLV=FILE =D LEE/HNO-EHODIESIEE
HERFL. TILE =) LAEE/BHMERDHE (G MBS FOREFELSVICH ETDHE
HEFEZALNCTEHIEEFBMELTZ, MAT, BFEREY—IL LMD EEEMTHER
PR ENET=D . V—ILEmRIKDOERIZL SO >ETHHER EF&E LT,
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52 EERAE

M ELTLEMRIZ AB061-T6 FILS=D LEEMHR (1.0 mmt), THRIZ GI Ho>ZEEIR
(1.2 mmt)Z L M=, AB061-T6 7ILE =) LEERE Gl H-ZFHIHHRDEE 5 TRDER
RS IR Table 1 ITRT . BHHERALI GIOZHMIRDOHH>ETESIEES
KT 22 ym BETH 1=, BEHRICTNFET X DOEEX FSSWEEZF AL, PalL
AR Bmm EVE MB5mm OBESESEY—ILEFERLz, BHEAXLEHEIZTE
MLz, CODEEMEREZE 2000 rpm EL. EAIIRETOMESNZF 13 kN, EBERLIFEETOM
EH% 9 kN, JHLDY—IILEARSE ERFEHDS 1.02 mm ELTULVD, FBENRK FSSW T
FHEAY—ILARBEICHHEOREERCEOD IS THEZALTHY., RETIHEREM
FEADSE 5 kN 2050 TMEAELTH R BAEOTEICFIAL, BFOBMAEEE
FEE T B1-DIZBIRAEREEMEL -, BEDSIEHRBRTIXIIVORAYRREZE 10 mm/min,
SIRAEBRDED THBRELLZARB CORFRELZHRTH-ODORAERBRTIIEE
DEFTHERFLETH-OIZVORANYRREEZE 1 mm/min ELTWS, #EFEEO <TI0
HBLESYICTIONEBE P T A-OICEEREFIEMEE (SEM) ZRANV-BREEEREL
THY. REDOESERS HEBELNITEEHIZTRIILT—7EE X #8547 (EDS)ZEH
Wz MAT EERO L THRAERKREBALSNCTZHI1Z, TOEREHETIHR LY
T7o v BERELz, COEE, EAIRREXROHFEEE AR REZHAREILT 510
2. EAIENISERLIRBICEITTSHEMEICY—ILEEFIMIZE|IERNTTOEREF
LTS,

Table 5-1 Compositions and mechanical properties of the the A6061-T6 aluminum alloy

and GI coated steel.

component composition (%) Tens(lg?ﬁfgg)]gm
Si Cu Mg Fe Al
A6061-T6 307
0.65 0.29 1.0 03 Bal.
C Mn P S Fe
GI coated 340
steel 0.04 0.15 0.009 0.006 Bal.

MAT, BFEREY—IILLHOEFEMTHREDMNEBINDO . Y—ILEHR KD
ERICEDD->EHH MM EERE LTz, EAMIICITERD>ZTERONHETHH
2. BEFBLE AT HAEICT—/I\BREE Tz, COEEFELLT—/\EIHHIE %
EMMIT B=OI2, T—/NEIHEMNIILFTHNEE (Tool 1) . L 3ILAAEHIL (Tool C) .
2AILFHERI (Tool O) D=FEFEDY—ILERELIz. TNZNONBEELZSVITHE
B% Fig. 5-1 IZTRLTHY . LWIFhDY—ILET—/AFEE 0.2 mm ELT=,
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Fig.

5-1 Shape of the tapered tool tip.
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53 ERBERLGLVICER
5.3.1 Y—ILREFEFEEH-SHH DB R

Fig. 52 [C7ILEZ) LEE/BRO-THBRMF O REFMIERETT . COEEY—
W/ THROEMEBFEEE RO >THH DOBEFZRERLH,IZT 510, E)\IEE?&(:“J—)L/
THROEMIKEZRIETIIEZEMLTVS, BELEDI-OFE 2 ETHLN=TILS
ZOLEE/EDH-EHMOMBFRELZRDIZHELTEY. _o)&%@ﬁﬁﬂ%?ﬂli 0s TH
5, FTREFFEM 0 s TIE. TIESZ I LER/FEO>SHMBFICLERTKRIBICHEFEREN
ETLTWAIER D MBS, Fig. 5-2 ITEETILDISOFEBRARICESREMEARD 2n El&%
H#SLT- EDS #£RZRLTHY. FEHEME 0 s TIXESMIFIFLETEED Zn RIGET
FTENBELME oIz, CNITHMH-EN TR ICHEH SN G- EERLTHEY. R
M 0s TOMFRERTIIERD>EDHERRICSERTHEH#BIEINS,

RIZY—IL/ THROEMBREZRIT-IGEIEE T 5L, RIEHM 1 s LIFET TSS.
CTS &EICMET HIEMMRHOENDDITHL ., RIFFFHE 2 s TEHAD CTS A FLNET
Ehh Moz, EBIC Fig. 5-3 NoRFFMZE T2 TOEHT. RAICEITS Zn RIG
NRIBICH DL TWSIENER SNz, LA > TREFEEZRTAZETERDED
BEH A KIBICHRE T HEMNHALI I ST,
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Fig. 5-2 Relationship between holding time and joint strength.
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Fig. 5-3 Relationship between holding time and Zn concentration distribution at joint

interface.
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CDEESHEONLMFEEO—HIEL T, REFFRME 0 s FHLZRK CTS BNEONT-REF
B 2 s RUHEDMFOMBEEEZ Fig. 5-4 (R Y . HESEEL T Fig. 5-3 M EDS BB
BZEPITTRLTLNS, RIFEME 0 s TIETIRIGFBLERAREHFLTUO SN REFRRE 2 s
DJFTIEFMDBEREBMNEL., FTHRAD IS EMERISB>TRECERLTLEL>TL
%, CNISBREFEBOHEENEEHOMENLEOMIEHE=RIFTILOTHY . V—
IMIBEZRFTHLDOTIHLGNIEN L, EEREOEMIZEVEROBIENEAERE
NRELESF-EDEEZOND, F-RIFHERM 2 s OWFICHTHI LN EEIZHAY
I 5HERIE SEM BRET HEE ML RBBMNROH LN = (Fig. 5-5), COFRENE (L EDS &
ISR EY Al-Fe-Zn RDIEEMTHAENHM>THY LIRETIRABRIAERSL
LD EHBIENS, COXSICEEBEERTABUERIN-BIR OB T ERIBHE
B (FSW) THLIELIERHEN D 0 FICTRICY— LA ERT HIEEICELPTL L
THRARSYEICLETAENERIGHBESNSZLICTMA T, COBKRMEBTTERE
LPFTNIEAFHRESNA TN ),

Shoulder diameter

P >
‘ P diameter i

GI coated steel

Shoulder diameter

D B >
B Pin diameter i

GI coatc_ed steel

Fig. 5-4 Cross section of the joints. ((a)holding time: 0 s. (b)holding time: 2 s)
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(, " & Gl coated
s “steel
20 pm

Fig. 5-5 SEM image of the joint interface around the outer edge of welded area.
(holding time :2 s)

CDLEEMF OB REITEE I5&. REFHFME 2 s FHD TSSHFERENTILEZ
DLEEPEERERTITZVHEMNELCT=DIZHL, CTS TIEITRTOMFELENT
ST T T o1z, Fig. 5-6 IZIZZFDRERHIELT TSS BEICTS U WER. CTS BRICEH TS
JHELI-BFONEEEETRT . CCCEOMA TSV BB EIIEAHDSLIIILTE
TE ISR I EVETHIE TSV BN ELCT-LDTHS, TZT CTS FDEHE
BOBRFEEETLHHIC. 5IRABOET THERFLLEARBTOMRFIKELHE
T ORISR EERL =, GHRABREFLLI-RZ Fig 5-7@FPIZKENTRLTLS, Fig. 5-7
[CRIBRFARBRERNS RRRBREICRFET HANIESHNABICETHARELTHY., /I
O FE RS RE B PEESHNERLTOAIENBALMIZ o=, LIS TEAZD
ENEAITBRFORKBEICIFELTELT . RENLGEESEN N GLoTUM DL
RSN D, ARG RENE L FSW TIE+RHRMEE R T IBIELGYSHM., HESICH
WTIERBBAEWERT 20 um LLEITET S8, EHOERFRIZHE>TLES=D
DEBRDOND, TIL =D LEE/HOEREERETIEIMC Z 1 um BEUTITER K
FTEHIENFELVNERESNTEY " BFRERLOOICITILEYMEBESZERT
BIENEELD,
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Tensile Shear Cross Tension
Strength Strength

Upper plate

Lower

plate

Toudt 3.70kN 1.03kN
Strength ’ '
fracture ¢ vull out semi-nugget
mode nugget putt ou pull out

Fig. 5-6  Fracture modes of the joint. (holding time: 2 s)

2.0

(a) —Before reached maximum strength

- == After broken

Load (kN)
=

0.5 S

A\
A\
A
A
—

Fig. 5-7 (a) Load displacement curves in the unloading tests.

and (b) SEM image of the crack just after reaching the maximum CTS.
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Fig. 5-5. Fig. 5-7(b) T.RLI=AHAMGRBB DR ERZREIL T 51=6HIC., ZE&D
TTOERGTHRAMT7ILaVHBREERELTEY. TOHER%E Fig 5-8. Fig. 5-9 [
TY . REHE 0s.2 s OMEH T EBRLIBOER /O hLERB/MICY—IL
ZEIEFRLNTLND, RIFHEME 0 5.2 s EBITTHROBRIERAMY T T UL a U AT TH
THEBEZT—HBLTHY., LIRDIEBEBRLHMDKENKELELD, LA > TR TT7H 3
VHFTIHERLEBOMBRBOZE TG Y—ILEAIRLGLSVICREFIEOEMR
BERDAEZRLTNSGLEEAD, COLE RAADHMRRLLTHRFNMIEEENDBRN
M SEM BREITHE. RIFHM 0 s TIEAMNGRBENIZLEAERSNGLDIZHL.
RIFEERAE 2 s TIXABMAODHERERBBARZTONTz, LIz TY—ILETHRDE
BRI DIEMELBITY—ILICKD ETHROEBEH I/ EXRL., RENGREEEAILEKT S
CEEHEREL:z LED#HEREZT. RETIEIRBBESDEFZBMIZ, Y—IL/ THRE
R AECTE TR ICE RO > ELHHIN DY — LR EREILT=,

Holding time

0s

: 20 um
GI coated steel LY

Fig. 5-8 Cross section of the joints formed by stop action test. (holding time: Os)
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Holding time

2s

' 20 um
* Gl coated steel

Fig. 5-9 Cross section of the joints formed by stop action test. (holding time: 2 s)

532 Y—ILEImMIRIZLHHE

HEHOFTEROMNIHE T H-HIC. BEFBG AN A MEIZT—/\IREER(ITS
CEEREIL- COEETFHRLWNT—NEIRMEZHSMNCT SH-DIT. T—/\EimiE
M a)LFREAI (Tool 1), IILFARAEFIL (Tool C). 3L E I (Tool O) D =FE%E
DY—ILERELT-,

F—I\Y—ILERAW-#RFOMBEEES Fig. 5-10 [TTRLTEY . WIFNDY—ILTELT
WO T— /RIS > TERL TWAHFIAER SN, LA > TTIRERE DB RS
[ LT—/ B —EDNREZE=LLTNDAIENTEEIN-, BEWTHOMFLRIEFT
FRERITTULVGEL O RIFEFHE 0 s FTHITHAT L, F-BRFERO—DDOHFEHEL T,
EHRIBT—\BRICH>TERINDZENE(FOND, RBIZT— /TR EZRITT:
Tool | TIEFLIRRADRELNEFINBONERIKICED2D. LIRESHRIERT DT
SUHMMBFICHRERENRAFTFNSIL, HEMMBOEEZEREOERFEIRET S
CEMNHAFEIND,

Fig. 5-11 [CRMFOREFTMERETT . RAIICT—/EIRMEZERITTZ Tool I &4
BT —/\EIRGIEZER(TT= Tool O THREHREMNZEOHONT-A., AEFDICEIRMEZ
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£%1F71= Tool C TIIWRKY—ILERIFEDRESFENFONT=, $5(Z Tool | TIXREFRMZL
RIFFEE 2 s HHLUOMFIFELABON, RAIIZT—/\RIRABEEZ R TI-EEIZHRLE LR
EREDRENBONSENERINT-,

Shoulder diameter
;<Rn1_dia1netel:_,:

e_::AGl?él

GI coated steel

1 mm

(a) mside :Tool 1
Shoulder diameter

« >
i >
A6061 -
GI coated steel

1 mm

GI coated steel

(c) outside :Tool O

Fig. 5-10 Cross section of the joint using tapered tools.
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5.0

ETSS
aocCTs
4.0
z
S
= 3.0
)
= PRI RN UNIIPRIPRNIPI | |
[3)
A
- 20
8
Q
—
1.0
_C_l:é of Conventuion;ai E)E)i j]'c;i_nt )
0.0 S| |

Tool 1 Tool C Tool O

Fig. 5-11 Strength of joint using tapered tools.

ZRIZ Tool I, Tool C. Tool O THREIFEDIMBEREEERELI=FER% Fig. 5-12 12777,
Tool | CIEFEMNLH MO OEN+RITBRESN TSI LITMA  RE O R EANLRENE
EAKIEICEBL TV S FHARERINT =, €K Y—ILTESE 20 um KL EIZHBESNIZR
EfEHE (Fig. 5-4) [&. EIHROEBRMUEBICBVTHIRATEES 7um BEICHIHSN THY.
BEE 1 um UTOEELZEDH NI, L= >TOa IS LimnDT—/ N\ BKIZE>TY—IL
EMERNECCE TR EERO>SHHEABLA ., MX TY—I/LIEMEERMNELRS D
ECHREOFEHMNLGREEEEZINHE T AENTEDLEA RSN =, — A TELVEFI4
ET#H->T= Tool C DIEFTILIEENELIZ Zn VyFHILEMENZDLN ., CNIK Al-Zn
HERMETELLREANHELRERBTHIEEHONDS ¥ MAT Zn VyFILEWMED
REIZA>TERINEOONT12O. CORKRGILEYRINEERETOERICH 122D
EHERIEN S, Tool C TIXY—ILEImMEHL TWS-OBRLEDY—IL/ THRDZERL
FBHLI-RBKREGY . ERMORBIENEEINI-CETERDO>ENFELOT M o2D
DEEZBNDB, LI=H2T Tool C BARIZEWNWTIZT—/\EEHELTBHIENIFELILVET
HENd,Tool O TIFMAREREEILZDHONT +HLEMO>ETHHENBSA T
=M., BENEESMARERELBEE RN ECIEE TH o =D, ESIHE DMK
BlIZBWTERNRZ (TN,

ULEDIERMNS, BEEHSMBICHETHEND->ETHEERBBINHFHOTMILEVNSEH AT
Tool INKRELEENTEY . EBEDT—/\BKRDIBE Tooll [TEVLWTHRLE WV BFRENF
BNFEDEEZOND, LEEA>TY—ILEHDT—/\RATILIZ I LEE/EERO
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SEMBFOEAUHREBICENTHY ., AT ARBIT—/NEInEHRITHIEMNTFEL
W EMNTRENT=, LOLENSERE+ 5% CTS LN TGN & Y—ILTZRIZE-T
[THKRTIEEYMBNECTLEIZEABESH LT,

(a) insieTol h

Zn-rich Al
/

(b) center :Tool C

(c) outside :Tool O

Fig. 5-12 SEM image of the joint using tapered tools.
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5.4

+= =

(==

AETIIAFEETHSD Sc-RFSSW 2RV =T ILZZH LEE/FEOH>=H D IES AT BE
MEREFL. PILSZOLEE/BAREIRDO-Z (G B F OREFELZSLIZH>ZDH
HAEMHEBRLMNIZL = AEIZEH>TEONE-HRZUTIZEED S,

1.

REBRZRITACLETTREIICBTI2ERD>ESOHLEAKIBIZALEL., #F
BENREMARETHIZEEHLMIZLIZ, LA > TY—ILEMIZ&K>THEERO D
EHEHEHAIEETHY . Sc-RFSSW [ZKBTILE=D LEER/FMOHZHDEESH A
BEThHAZEERLI=,

FIEIZOLEE/BRERDHET(CDHBF CEIRAICAPRNGREBLIMAES
NEGEELRHY. CORBEBLEHERINSGEBFRENMET TS5, F-REER
BIZRLTY—IL/ T iRIEMER EDOHBNH S EEBHLNIZLT,

DAL ERIRICT— I\ R ER T =T—/\Y—ILEEREL. T—/\ERKERITHZE
TTHREAICETEH-->FDHEFHEORELGSUICF LN TREN B R LD HNH
DAIBEECEZT AL MLz, ELITT—/\SiRfiEE S a/LT RAIIZE (T 5T LM T
FLWWZEFRLT=,
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¥6E BEEMUSHADLODRET —J)ILFRURIEOEHA &R —
6.1 #&S

BEREEERESEICBTABEEDREELLTHILNZYIBENRHY . CNIZEEERD
EMEICKSDRALEZBRICEREMSAEESIN., ERMICELGZEENERINIBER
THd *P, ZORKRELTHRECEESRER@TIZO I MDD ERINDH. BEEERE
BEEDOFETIEIEEMADLKAENEDLE TERINIIENZL FICREEL
BEFRIOHATHS VIR RF TR ZREANDIEKBENIERTHEZEMNLIELIE
RZFoN5 O, Do) FRUFTEIESHEREICSVTHROES TERELINTEY.
ZTOIRBELTIIEILAIDEEFINREICHHOKEBTERARYNAEL, TORICEL
BIZKYEBFREBIEISEDELDEDTHS, VLR RV R TRFEEFISIEERDO—
DTHAV)—TERENMHTEELILITMA ., BEARRIMEO M L CEAOIREFEZHE
FTRLREEFREBEICE TR A) YN ENIETHONTINS 7, IGIZHESEVNSEAIC
BULWTIEEEESREHRFOERZINHTIEMET T EEFIORELILICH T H4E
RIELTOBRENBLETH-O. EEMEELEERRENMILT HIENEEIZLGS L
MLENSERARYNFEDEREEEES CIEERARYNE RO E A KIF(ZiFH
LTLEL. EEBRIPEHICELIIENRESN TS O, ChIZEEFHRMEIZFEZET
HIETLETHROEREMZEEL, EEAREICHEITS IMC OFBEEHITHIENRRAT
HEIEEINTWD, COLSICEEREDAETNERIGEESIBEFEITBLTIE., EEH
MNIAERELYSDEHITIIRRURIEOERAHELLENSN TN,

HREEAOREICERT A LEBETAELIEVTIILRRURIEEQORME T
BLERBDIIEEETHY. RETILRFEETHS Sc-RFSSW DI T)LRRURITEDERE
AIBRZEHE T AL T, BEREEAADEAMRENERI ZEEBMNEL Iz, DVTILRRURT
EOERATTREEERITTA3A T, AR D EBYIESHEELEEIREOMINEE
E15BT-8 . Sc-RFSSW i S E B AR DRELEERZECHRF 2 ADBREZTMI ILE
DNH5, LI > TAETIIRMBICEBERZ A, EERICEEREZELIE LI LM
FREFMTOICLETRIESIEEZ. BERICEEREZEIELISOATHRFRETMET
HLETHFLARDBELTTMUI Iz, S5IZ Sc-RFSSW IZE TR EBFIDHEH A H=X L%
BASMZT HIEEBRIC. SAROESHEI OEERIOEBRRES LI,
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6.2 EERF X

HEMELTEMRIZ A6061-T6 7IILZ =) LB EHR (40 mm X 125 mm X 1.0 mmt) , FHRIZ
HHOEMFESATULVELY 270 MPa $REERHR (40 mm X 125 mm X 1.2 mmt) ZFLY, 2 DR
DERKZFE4O0mm ELTIEADMFEAERL -, REIZHEDHEEHFIEL T Three Bond #H 3
D —REMEFE LB TR EEHIAE TB2249G ZFALTHY. FILD=-HDENIE (L
160°C. 40 7T TEELIz, HFEFEFICIIERFTERIELLTTIILSHFMRRAFMEINTEY.,
CO&IGERFRERIFERARVMNFORERFEEZRETHSLLEMIC. BT ERBE
EEFICIELIXLIEHEMENS P, BE5F O ZEHESILESHERE JASO M 353 [ZEEHLL
150 uym &ELTULVS, Fig. 6-1 DKIIZAR—HLLTESH 150 um DAHSRT—TZBEHL
THY. EERZERMRICEREDLERLREV YT THA . ROGIEBRIERET HILET
BLoEMmESEL,

ARETEHVIIFRURTEDOERATIREZEET T 578, Sc-RFSSW & BADER
HEELEERZECHFLAROBMNRELIT MLz, Sc-RFSSW EEEEADERNE
EEEFlT 576, L THREANDEEFIDZEHRDHEE (Fig. 6-1 Joint A, B) THLELTHY.
NOBFTIIEEFITFEELSETOEND, SHICEERIZECRFEAOHMNRELZST
g 57, EEFIZELBRNIEBLI-IZ1TDOHEF (Fig. 6-1 Joint C) E L THRMEICIEEHFIZ
ZBHLISATESLTORBILRNEZELI-#F (Fig. 6-1 Joint D: DT JLRARURETF)
TR,

BERBRICITNNEETRED RFSSWEEZRAL. 2 3)LFE 8 mm, EVFE ¢4.5 mm
DEFEEEHY—IILEFERAL, GRESIIHEHEICTERLTREY., EEXKHEZE Table
6-1 IZTRL TS, 5 5 BEITBWTTHRIRAICHELIZOOZDREICTIRRETOREL
BAFNTHAZEA LM >THY ., RETERRICREFRMZEZ 1 s RITTWS, BB 5 ME
FEALT- RFSSW ZEIZHITARFFEEIEEEGEHOMENLEDMIEGEEZRET SE
DTHY . Y—IMBEFREFTDHEDTIEAL, RFSSW TIEESY—ILABIZHE DR
EHCT=0D IS THBEELTHEY. RETIEREMENDNSS 5 kN 2950 TMEA
ELTHESHEAROTEICFIRAL:, BFOMBMEFEHEZTHMET 57-OIZV0RNYRRE
10 mm/min IZTE|3REXERZEML . 5I5R B ABTTRE (TSS) % N #1:5 (KA TERHMAEL =, #EF B
EOYIOABES VISV OMBZE ST S=DITHZETEMER (Optical Microscope) %5
WICEBEREFEME (SEM)ZRAWV-EREZERLTHEY . REOBS S mEHLA
(2T B=OIZTRILF—DEE X 85 #7 (EDS) . EF <X A(/O07 54 —(EPMA) 2
LMz %58 TSS FHERMFOMEBA R CTIIRKRVGMFLLT. 5 KD N #HDS>60H R
ENFONF-ELDERIRLTLNS,
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Joint Schematic illustration joining adhesive | hardened
upper plate
spot welding
A joining lower plate O - -
adhesive (no hardened)
no hardened-adhesive
B .. O O —
+ joining
spacer
adhesive (hardened)
as hardened-adhesive — O O
adhesive (hardened)
hardened-adhesive
D + joining O @) @)
(Weld Bonding)
Fig. 6—1 Schematic illustration of work pieces.
Table 6—1 Joining conditions of Sc—RFSSW.
Common Plunging Refilling
Rotation rate Pin speed Plunging depth Load Holding Time Load
(rpm) (mm/sec) (mm) (kN) (sec) (kN)
1000 10 1.02 14.7 1 11
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6.3 ERBERLLVICER
6.3.1 FRAY5E B ET{E

DI )LRARUR A E A BEMERET T 575, Sc-RFSSW S EBARDEFINHREL
EBEERZSTCHFLAOBHNEBELIMMLIER%E Fie. 6-2 (2RT . ZOHRE. LWVTHhD
BEAEBFCTLERARYNBEBOLIGEETR ONELDILEFHL, + R BFRE
NE/LNEZIEND Motz COESTELENEZEHEL TLVELY Joint A, B DLEEEAS . Sc-
RFSSW EAEEADRMARE XIEEFIOARIIOIOLTEELT—ETHY. AERE
ELTOEEFINREICHFEELTCHLESAIRETH A LA HL MG o1,

CCTHEEERMLIEZ L TULVELY Joint A, B DB MF DML EEE% Fig. 6-3 TR
T, BEREERLLEMN - Joint A [FETERDTILEZVLEETEESHNEET ST
ST WM THO=DIZXL . EEFIZFZERLT- Joint B TIETSH BT N:5 {kdh 3K Th
21z, TSV BIEEICREBREATRICENEEICEON ., ERNEET IR O
HOREITEEERET HSENZN O REBEHSVERERIIOBERIZBVTHIFE
LUy, #EEFIZZE LT Joint B TIX—EDMBFAREBEMT LG oT=128. Joint A KYU+$54
EESD2ENKE 2D EEZLNS,

15

o

10 |

Tensile shear strength (kN)

i I
0
Joint A Joint B Joint C Joint D
joining no hardened-adhesive | as hardened-adhesive hardened-adhesive
+ joining + joining

Fig. 6—2Joint strength of the Joint A, B, C and D.
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J Olllt(ls‘:fli‘;;ngﬂ1 Fracture mode Lower plate
| 2065 nugget pull
: out
5 3% nugget pull
2 - out
5 S nugget pull
- out
. — nugget pull
: out
nugget pull
5 3.58 out
(a) Jomit A: joining
J OlllfaS(TIII e)ngth Fracture mode | Lower plate
| s nugget pull
e out
interface
- 296 fracture
interface
3 3.14 fracture
" 248 nugget pull
; out
nugget pull
5 3.98 out

(b) Joinit B :no hardened-adhesive + joining
Fig. 6—3 Fracture mode of the joint A and B.
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RICHEALBMNEFELTZ Joint C, D DLEMN G, EEFIZESTHRFLADOFHMREL
Sc-RFSSW DEMDBEICHANMHET 12 kN FBEDELY TSS ABSh . EEFIE Sc-
RFSSW D # M AIRERC EAVRIBENT=, CDEE Fig 6-4 [TRTESY. WThO#FE
FILVEZOLEEDOBMBEMMNECTEY., EEHEEXI+TI/EVLD THOIEARSE
Ntz CCTEBFIDHD Joint C & Sc-RFSSW SHEEFID B TH S Joint D DIEAIZ
BOWTEBMBEENELDEEDEMEFERENBTONIZERESZET S8, Joint B A
5 Sc-RFSSW & D B EIEREZ . Joint C MoIEEFIDBEUEBELL-YDREEXE
HLT-. ZDHERZ% Fig. 6-5 [TRT ., 43 Sc-RFSSW TlHLa/L A ZHLUDBESEENS
BNBZZEMNDMOTNS=OLIILEFE® mm ZHEESEELTWS, THEEFIITEHE
BEmEEAEELELIZ, CDEE Joint CIETIILEZ D LEEDBHMBENELTINSIE
Mo ZPILEZV LEEBMEMALELKIEMEREYDOREZRLTVSEEZA D,
Fig. 6-5 [TRYHER &Y. B EEREIEEFIDHD Joint C &YE Sc-RFSSW &S
BEZIRT Joint B DAMNGELIENHMY, Sc-RFSSW #EEEITILE =V LEEDE
MIBENECHLU EDBEAEIEREEFBLTLAIENRELMIZHE>T=, LT=H>T Joint D
(DTILRARURH#EF) ICENT, EBEFIDHD Joint C [CHLHEWEMEBERENEOND
CENHEBIEN ., Sc-RFSSW IZH TRV TILR ARV R T T IES B ELEE T EENTE
MABETHAEMNTREINT-, LLDFERMNS MFREDE RITH LT Sc-RFSSW A~
DITIRRURTEDERMNATEETH A ENBALIIZHE ST,

J omt(lit;‘gmgth | Joint appearance
1 12.10
2 12.26
3 12.27
4 12.12
5 12.33

(a) Jomt C: as hardened-adhesive
Fig. 6—4 Fracture mode of the joint C and D.
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Jomt(ls(tli‘]f):ngﬂl | Joint appearance
1 12.13
2 12.17
3 12.09
4 12.17
5 12.22

(b) Joint D : hardened-adhesive + joining
Fig. 6—4 Continued.

— 20
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= :
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—
2 10
=
= p
o
(o]
=
17
=
S 5
=
7]
(]
hyun}
)
5
=

0

Joint B Jomnt C
no hardened-adhesive as hardened-adhesive
+ joining

Fig. 6-5 Tensile shear strength per welded aria of joint B and C.
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6.3.2 Sc-RFSSW IZH I+ 5B FIDHEE AND=X L DfEHA

Sc-RFSSW JOtRIZHITHEBERIDHEEEZHSHNIZT 5120, HFNEEBRLS
VICHEBRREERL-#E82% Fig. 6-6. Fig. 6-7I2R9 . =9 Fig. 6-6 |X Joint B D 3I3E
HTAMBREZROEETHY . L THRESHITEEFIOZMEEZRLTLDS, EEFIZELLS
BTN =O5IZHALEFICERLSHNELCTLSD, BEHEDICEERIDOEREEN
VIFVVEEDHERTESD, CORBROERFEENDLEVEEIE. P RETRLTLSY
SUTHE(HIE mm) EBBEEF—HTEHEND, ISV T TRIESN S5 THEBEFI R
HEINTEHRESH 150 uym LUTIZHE-=H D EHERISN T,

RIZ Fig. 6-7 [Z Joint A, C, D DEMHTHRL-BRFOMEEEZRY . Joint B (X%
FIANEELTHELT . MR O MEFICEERINRE T 50BN EYE THo=. F
9 Joint A & Joint D D LLEETIE, Sc-RFSSW S ERIZH (T Y—ILIEAEICEENH D
END D, EBEFZZEHL T Joint A TIE., FEBEBDRICTRATRIELY—ILIEA
EMNEMLTNAIENHERSIN, CNIEE 5 ETHEON-HRLEAKDIERTHS, —H
TEBHRZZEMLTLS Joint D TIIRILTOEREHETEELTLWADIZHLEHLTY—
ILDTHRADEAZIEDEN, CNIFEERBTHLIEERZHLE T HITENREFRREIC
BONTHENTHI=EEZTELTND, UEDERENS, EERIDERDAEIZEST
Sc-RFSSW EA D ABMNELDIEMNTEINT =,

alummum alloy

Fig. 6-6The Sc—RFSSW joint appearance of Joint B after broken.
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Jomt A : joining

i Shoulder diameter
.< ..................................................................................... ’

i Pin diameter i :
< .............................................. ’ Ahlminum a“oy

Joint C : as hardened-adhesive

Aluminum alloy

1mm

Joint D : hardened-adhesive + joining

¢ Aluminum alloy

lmm

Fig. 6—7 Cross section of the joints of Joint A, C and D.
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RIZ Joint C. D DLLERTIE. Joint C DMEFEIE TIIIRMEIZH—LGEEFIBH RSN
TWBDIZHL ., Joint D DMFME TIE Sc-RFSSW EAEICTEDEEFIBXZEDHS
NGV, CCTHYFHGHRFRmOBREHERELT. Fig. 6-7 IR D(a)~(d)x SEM EHZL
=458 % Fig. 6-8 IZ5R9 , Fig. 6-8 (a)) TIEEFNENEEFEBMNRHONLIDIZHL., EE
EihTH D Fig. 6-8(cHdTIXEFRBIIRHONT L TIRAEEEML TSI EARERES
Niz, CDEE Fig 6-8(c)FIHITFHMICERZEELIZEI A, Fig. 6-9 ITRT KIICEERMEIC
05 um BEDOHREIBAHERINT-, LT=A>T Sc-RFSSW EASETIXEZFFINREI S
BHEh, AT EANERSNTOSIENBALIIZHE =, ZCDEE Fig. 6-8 (a)TlE
W— 2B RSN BBV TEERRIRISANIN 2B REFINEETED, VTV
TETIZHI=S Fig. 6-8 O)THLRBKDERFEFINRDOLN, EEEHTTHS Fig. 6-8
CXDTIEERFERN LIRFICEZ LFONRAISRESNDIHFINER SN, C
NIELINFTDEAZE S THRLESINEZTILEZOLEEN L AINFTANTETHEIZE
LAEDTHY., PILSZHLELRETO RFSSW IZEITA L THREABDRE THLRBKDE
EINFERIN TS @,

CCTHEERIDKRBEHBEEZBALNIT E5-OEE/ERFEICH I T 5 Fig. 6-7 (e)& SEM
BRI, DR, Fig 6-10 [TRTELIIZ 12 ym BEDBEIMEBZEMNROHONT-, — 2
HICEERIDBAMBEIXIEERNELSIEER LT HERLAHY. EEBH 10um 18
EIECEAINEBISGEEE—INECDIENS V=D O 1-2 um IBEDFEVEEE
[CEVWTH TR EEBERENBONDIEDOLHERIND, COEBERITESREONEINS
100 ym FEEDEFM L Fig. 6-8(b)DMEHFE TEMMAIICERDH B, Fig. 6-8b)DFE D
RRICEEBESINEMNT 5, LA >TEEHDPIIEEFIN+2ITHEHINDIDITHL.
IS TETFIZEWTIFEERIDNZE LIKENRIZN D ENHLI IR ST,

(a) (b)

Aluminum alloy

p e

Adhesive

Aluminum alloy

7

Adhesive

Steel

Steel

(d)

Aluminum ‘aﬁoy

3

N

Fig. 6-8 SEM images of the cross section of joints of Joint C and D.
(a) to (d) corresponding to positions in Fig. 6-7.
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Alummum alloy

Fig. 6—9 SEM images of the cross section of joints of Joint C and D.

Aluminum alloy

Fig. 6-10 SEM images of outer edge of welded area at Joint D.

RIZYVZIVFRURBF THS Joint D DFREIZH LT, Fig. 6-7 (b)~(d)DEFHZE EPMA
BRLUI-#ER% Fig. 6-11 ITRT . TTHEEENTHS Fig. 6-11 L) TIEFRAEITHEEHIICH
k95 CPOERFEFITHS Al DRIEHRHONDS, TD—A T, EENBIREBTHD
Fig. 6-11 (O)TIHXFEEAZLUIZETHRPIZ C DRIGIEEBDHONEL, 5F 2 EDOHER LY
FORKNEBEFESHHICE > THREINTLWAIENTEINTEY ., ZOHESHEIZH
WTEBRIDTRICHBMIN-BLEGEEREIEBEINTNSIENHLMIZLE ST,
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ZLTEEHHIDTHS Fig. 6-11 (A)TIEEEFICEEFTOEREFTIEH. A-Fe RILE
WS ERPIZEE EFONIBEFIERIN-LODESRAICEEEICHETS C M
BB B IEHERINE LD, L EDERMNSSEERLT- Sc-RFSSW M F TIXEER
HAEAEICEVWTHASERELTOEEFFINHEHIN TOAIEMNBAELHIIZE ST,

LI EDFERDID Sc-RFSSW IZEITEEFIE AN LEFLDI-HD% Fig. 6-12 [
TY . RMEIZ 150 um BEDESIZERINEEEFR I TOERPHIH/ZoTICHESA.
Fig. 6-7. Fig. 6-10 [ZRT &KSIZ 1 um BBEFETHEIN D, RIZEASND LI HEE
BOTRICEFZEEMTIZLICE>TERE - EEFILRmMSHEE SN S (Fig. 6-8(c).
Fig. 6-11(c)) o COLEZHBFIOZDEBEFRIEH. HRFTEORBILIELZE A LR#HHHIC
7ET 5 (Fig. 6-11 (d)) . ZLTRRIZSALT ROMEDIBHINGHALIEHRIND L
TEENERINDG, COLEESHON B TIEENMEERINEHFENICEZEL TSI E
N EESEEMEBOBKIFERINTEY. GEEMND Sc-RFSSW [FEESHICE@EINH
EULBIMERETHAIEND, TORMAILNZIBEBEERTHIEAHAIINS, LU
L OFHERMS., Sc-RFSSW (7O RAFIZEEREMNSEERIEZETICHHTHIEMT]
RELFETHY., BRI EDOHATHIVIIIRRUR I ENARELF A TH DA ENBES
MMz ot=,
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1lmm 1lmm

Al"

1lmm 1lmm

Fig. 6-11 EPMA measurement result of cross section of the Weld Bonding joint.
(a): Outside of welded area (Fig. 6-8(b)), (b): Outer edge of welded area (Fig. 6—8(c))
and (c):Center of welded area(Fig. 6-8(d))
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Shoulder Pin q g

o B

Adhesive Adhesive

clean surface formation refilling

scrubbing Stir zone

Fig. 6—12 Schematic illustration of adhesive discharge mechanism at Sc—RFSSW.
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6.4 $EE

AETIIBARETHS Sc-RFSSW D ITILRRUR LEDEHEAEZHMAT 52T, B
BEEAANDBEAARENE RS CEEBMNELz, DTILRRUR I RO B AR E RS
TEHIATIE. FIRDES YIRS RELIEBRFREDOMINEELLGSHT=8. Sc-RFSSW
BEMBARDRELEERZECHRFLAODRELTME I ILENH D, LIZH>TKRE
TIIRMEICEERE LA EERIEERZEEIEIIEGBFRESTMTSLTH
B AEL. A RICEBRIZEELIOATRFRETM IS LTHRFLEDEE
ZEFML Tz, S5IC Sc-RFSSW IZHITHEBFIDBLEAN=X LERHLNITHILEEM
. ROEEH AN SEEFIOZRBRRES Lz, ABEICI>THLONZHMREZLT
[ZFEDB,

1. Sc-RFSSW [ZXfLTOTILRARU R T ED@ERAMN ARG EFBAL MLz, Y TILF
RUORLEDOERAAEEMERET 532 CTHREICEEFIFRALIEROE S EREE.
BEFZEUC VIR RN BFLAOBEZIHELTEY . WThEBRFRENE
TLEWIEMNBALIIZEST,

2. Sc-RFSSW EEHOHEMEBEBLR-YDESRENTILI=D LEEDEBMEE R
ELUEt+2IcENEZHALMIZLT=, Sc-RFSSW SR RENA T+ IZE ULV =
ERZEED VIR BRFE2EOEEMET LA I-2EbD LHfERISN T,

3. Sc-RFSSW [ZHITHEBFIDHE AN X LFBALNZLIz, TOERMEAIZITY
TOREICEYEBFRIIHEH SN, STV F ETROEMICKYESBEOR
NEICEWTHREN OEEFINEHENS, T59 5 ETLETHRAEREZEALTL
HIENHERINTEY . AEMEHE NN+ RITHBOEN TSI ENRE SN,
MATESHERIZITEBRNEZEELTNAIENELH,IZKY  EEEH DS ET
[FEMEBFIAEHEMIZEELTWAIENCEREBEMEIOEKITEGFESNS
CENHERISNT=,
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FTE #BE

AARTETILIZV LEEDNMREEREM DIEETELLHIRMEEZMBEMICEETED
FiZFBEL. Y—ILETHROEMICLIEBUEHEEREREIVETMNILE-FHBREES
JE A% Scrubbing Refill FSSW*#BAF LTz, AHX TIETILE =) LEL/HADES.
TIEZOLEE/BERNMADEZES. TILE 2O LER/EHNO>EHDEEZR—DF%
TEATEDRLFBEICKRELTNAILIINA, RENLEIEAFERIRTA-0OIT8ERR
ANZXLERASMNTHIEEZBREL -, AR THEONFERE. KFEZLICEHLTL
B, CCTIEELAMREZFLUTICRIET 5,

F1IEIIRETHY. IEEEINOROONIBMEREZFTLO. FHREEERESE
DRAFEIVETNERMEIZETHBEME RN,

FE2E TIL RFSSW ZRLV - REEEREIESELL T Sc-RFSSW ZRF Lz, 7ILZ=
D LEIEHOTERIMIRD Sc-RFSSW #EFZEEHL . FSSW A0 Refill FSSW fiEEiEZ LD HEF
EERFMET LT AL TEARAMLGEMMES M T oLLtIC. FELE-BRFDOERE
ERFAEDAEHESKRICOVTHEILEL -z, Son=HBRZLUTIZENT 5,

(1) Sc-RFSSW OTFOER/INTA—RLMFEEDBERMEEHSHIZT H1-6. DoE M

WT/ISTA—2NRE S LT=, REEZEEIL TSS & CTS TERASERZERLI=T=0.
A& R SRR EE I T EL-REBREERELI-EZA. DoE THLNFERE—HT
AERZERT CENER N, RBEIESNIZEEEHETIE TSS. CTS &BIZTILE
—OLEERESRAERTITSVHMARENICELONT,

(2) Sc-RFSSW [E7ILZ=) LEELMMDIEESICE T, HEKiETHS Con-FSSW, Sc-
FSSW. Con-RFSSW &YU3ELMEFRENFONDIFETHLIENHELIIZH ST,
A THRAERERIER KLY Sc-RFSSW ##F (XY — LA ZBLDESEETEL T, #
FRENMBFESNTNEIENERINT-,

(3) Sc-RFSSW TILTSS. CTSEBIZTIIEZ I LERTEERIAERT TS BN
REMICHEOMNT=, Sc-RFSSW #F CIEEENBTICTIRAERLIZTVF TR
KO EN, CDTVF VT BIRIZB D TTILIZOLEETEESRERT HH5F
DEER SN, LA > T TR KN EERELS IR AEICEZEL TLAT
BEMEAVRIE ST,

(4) Sc-RFSSW [ZKBT I LEE/FH-EHMBFIE. EEREICES 4~6 nm 12
EDBENTEILIZFRABEREITLHENALNILGST, COLEETEILTFRAEMNS
(X O, Mg. Si DRIEHHEDRIN, TEILIT7RABIZITEILMNEE T HENRES
nt-,

F3ETIE Sc-RFSSW ZAWVE=7IIZO LEE/BERNMOESATREMEZRETL.
Sc-RFSSW #FDREHFMEEZDEBERBE AN X LEZHSHNIZLz, BONT-HEREL
TIZEHNT S,

(1) Sc-RFSSW ##FIZHELTRFEZZKIBICLESELEFMEENEON ., BT E—F

DRELRDONT=, LI=M>T Sc-RFSSWE AW ETEN-H#METEEE T
BT IIEZ) LES/BERNMABRFEERATREGIEMBALIIZLE ST,
(2) BEEFHLHBFREOBERICOVT, TIRICKELZFROBRERLS NS NEE
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(3)

4

(5)

(FEEREREEMENZSERET HEMNFELVEFHALAICLT -,
Y—I)LVEAMENZRLEELHEREEREHENMLET HIETH—HDELVF
BEBZHERTEHI L hhofz, COLEERHONTI-HREIL 200 nm FEED IMC
—C&-)U . AlzFe. AlgFeSi; T*ﬁﬁkéhé t*ﬁuﬁu_é*béo

Y— LIRS LEMEIC B T A EEM AN LDEVWEHAILTEY., &S
BPDOEVE TLREY—ILOEALGVERTEM BRI C L > THIRKREARIE
BRoNDIETHERDERINDIDIZHL., Y=L+ ME D THtRIZHL S
Tont=SaEEMNem cH—EHRERISERINSIZEERLIZ, LD AAZ
R LD Sc-RFSSW TIEY—ILE T HRDEfIC K> TILEREE T —LHEREZ
REMIZH/ONDIFETHAIZENBHLMIZHE ST,

Sc-RFSSW ##F ) CTS AR FEE D FAEEM A EEERELENICK LT SEEEN T
EhEAILTEHLE-EMEEERICIKFET HETHLMITLT=, Sc-RFSSW &
BEENEMTEVHARTRENEONIEESFETH IO MEMIZTTHL
CTS N EboNbSFETHAHIELERLTI,

FAETIIESHDFEMTEREEEHET ST, Sc-RFSSW MFDREHRIFAH=_X L
FBALMIL -, HICREREEFTHET 2=-OIZM/NSIERBRERHBLTEY ., S/O8EL
YOOBEDREFREEFRELSNILIz, REIZEI>THON=MREZUTIZELD D, Boh
EERELUTICENT S,

(1)

(2)

3)

TILEZ) LEE/HD Sc-RFSSW S EICHITHARERESMETIIFI HZLT.
BENEEEHOBERFAEICIEAEBOFTENAKRE ABISEIIZTONKEL
BRI ENBONDIENTREINT -, COLEEEHRNEDIERBELHRTF
M CTS IZHEENHHIENHALMN G2z, — A THEEANEBIZH T 5 R EREH R
FREICRIFZTEEADOERBIEIT+HTHY. BIERTICKIBRIINDBETHDE
EZDo

WUNSIRREREEHUNSISREER F DOBEE D Al IRERICHB NHLI_ENHI oI, &
bIZ CTS BED Al mIEFELE., WU/NEISREAEBREE GO WIZHUNRIEE D Al EiE
EDRICHELNH DI EMNBELMZEoT=, LI=A>T CTS RAERF O MAIREETmEI(
BITEHAEBREIFIHILET. REBREEZ FRRRELGIENRESNT-, U5
RARICKIREAEONBIEIRZTHENV=0, Al REERFREBRELLTERZS
CEIFBEEICREBEERIFELLTEATHLIEEZOND,
MUNBISRBELASUICIKEED Al BIEREF@ICHAT HMMEMERIC—FE DA
HEHAIEMNTRENT=Z V—IL/ TIRDIEEMERTIE Mg ORRIEMNFRAEICRBSINT
WE=DIZRL, Y—IL/ THROEHHETIE Al-Fe-Si 2D IMC NERIN TSI E
MEASMZH 1=,

UEDFERMD. FIC CTS ICBITHRERBTAN—XALIFUTDOLSIZEEIND,
@ HEICHASNAMEEEIICCTREERENRESNSD
® BFWHEBBOEBEESICI > TEANELEICETIRERENRESND
©® MFOBREBRELBICE THRNEADEKBRELMFI/ORECHELHD
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ESETIL Sc-RFSSWZRAW=7ILI=ZO LEE/FROH>EHMDEASTTREEEREIL.
FIEIZOLEE/BREHROSET (G HBFORERFELZLSVICH-TOHEFEZHA
STz, BONHBREUTIZENT S,

(1) REFEZRITAZETCTRERAICHSTIERO>ZTDHEAKIBICALL., #F
BENREMARETHIZEEHLMIZLIZ, LA > TY—ILIEMIZ&K>THEEROD
EHEHEHAIEETHY .. Sc-RFSSW [ZKBTILE =D LEER/FMOHZHOEESH A
BEThHAZEERLI=,

(2) PLE=ZOLER/BHMEHNOHH>ZT(C)MMFCIIRTICEALNLERB BN
NBEELHY. CORBBHNEHHE SN D EMBFRENMET T 5, T-REER
BIZRLTY—IL/ TR EDOHEBENH S EEBHLNIZLT,

() AT ERIHICT—I\IRER T I=T—/\Y—ILEEREL. T—/\BRKEZRITHZ L
TTIRREIZHBITEH>EDHHIFHEOHELGS U IZEEARZ TR ENE 2 5L D N
DARERE CEF AL MLz, SHICT—/KIRAIEE T AILST RAIIZER(TH M
FLWWZEFRLT=,

FEOETIL Sc-RFSSW DU )LRARURTEDERAIEZ T 5L T, BEIEEREA
DERATREERT ZEEFBRELTz. DTILRRURLEOE AR ERETT 552 T,
AR D ESYIESERRE LEBERREDWIINEE LS8, Sc-RFSSW EAEBAD
MELEERIZECHRFLARDORELTMIILELH D, LA >TARETIERMEICHE
EREEAS BEERICEFREBILISEIEHKMFRETMTIETRIEATBES.
BERICEBEREEIELISATHRFRETFMET AL TRFLADEELZITMLUIZ, 5
[Z Sc-RFSSW IZH TR EBEFIDHE AN X LZHESHNIZTHIEFB I, SMERDOES
BrE M SIEERIDEBIKREDT LIz, SONHERFLUTICENT S,

(1) Sc-RFSSW 2L TO /LR KRR TEDBERAMN AIREG I EEBAL MLz, DTILF
RUFTEDOERAREZ R T 55X TREITEBE R EILALIEO EAEEE.
BEFZEC VIR BFL2AOBEZIHELTEY. WThEBFRENE
TLAWIEMNBALAIZEE ST,

(2) Sc-RFSSW EEHOBEMEBEBLA-YDEERENTILZ =) LEEDBMIEEE
ELYL+0IcE N EEBASMNIZLT-, Sc-RFSSW AT REN+ 2 IZE LV -HiE
BERIEEC VIR BRFL2EOBENMET LGN oI b0 EHRIEIN T,

(3) Sc-RFSSW [ZHIT2EBFRIDHHE AN X LFRASHIZLIz, TAERTEAIZIZY
TOREICKYESBFITHESIN, S5I2PaLF ETROEMICKYIESHEEDR
NEICEWTRE,N OEEFINEHEING, T59 5 ETLETHRAEREZEALTL
HIENHERINTEY. ALK E NN T RIT/BONATNDIEATEINT,
MATEAHEARICIIEERNZRELTNDAIENBHELMIZEY  EEAEHDOHNET
[FENMEBFIAEHEMIZEZELTWAIENLCERREBEMIOAKITIEGFESND
ZEDHEBIINT=,

FET7EIIRIETHY. AR THONT-HEEFLHT=,
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KAREDRITESWITKRBXDBEIZHT-Y . BRI TELTHREZBHYFEL- KR KE
ARERIFEARF vTUT7IINEERFER £AERFI—X g EFEAXEFELIC D
MNoEEALBL EFES,

KX DERKIZH-Y . BRGIME-CHMEBYELLZKRKRE BHEREHRMR
Bi% BHEREL. KIRKE XKFRIFHER & KAFTELTLASUVIZKRKE
KRERITFMER EHR PMREBLIC. EELBLEIFET,

AMEDREITICH-Y. EEARE B LBERSELICE. TEGIHEE-2<{02
BEZTAEFEL . CCICEHALBLEITES  FLARRDOZXITICHIZY. EERICH A
BEW-EEARZEOIHRFEZL. RIUEEFTZIELHETEIEDARITHLT, &
FN=LET,

KBNEBEODIZHZY., KIRKFXRER TEHER ELRPFE~ADAZEZRE
LTIEE, ZMIBICEALEKOIZEFEEELLNBEIEXRA ST L0 OYHEE
toA— wUA—K BKEHK. GOSUICREIEU 2 —R BANXEBTIIHL T, RS
WLET B2 — £EBMERS ARFRXEK. KERAEL. HLUBLTEK. T
BER. RUBRTEK. FERAEHMERZIILHETHAE. GOVICRMERAICKHLTIH A
AWV EFRRBILLET,

SHICAMBEDHRNTOD I IRAN—THIBEEEW -OR Y o/ =— ORvbT
(Evay ERHApLK.IMREER. ZEFABE. RINEXRKEZFLHET HEERBA
[T LT, BLDOTE - S HhZETEW-CEEMALBL EIFET,

REZEIC.ABXDERH-->TDEEBITKRATHO-FE FRLGLWITHE—RICH
LT, DEYRBLLET,
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