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PUSIT MITSOMWANG : INFLUENCES OF MAGNESIUM AND
THICKNESS OF WELDED SHEET ON THE FEATURE OF
INTERMETALLIC REACTION LAYER IN STEEL/ALUMINUM
ALLOY DISSIMILAR WELD. THESIS ADVISOR : RATTANA

BORRISUTTHEKUL, Ph.D., 92 PP.

INTERMETALLIC REACTION LAYER/SELF-BRAZING/WETTABILITY

In this study, effects of magnesium in aluminum alloy sheet and thickness of
welded sheet on the features of intermetallic reaction layer formed during GTAW
steel/aluminum alloy dissimilar metal welding by a self-brazing technique were
investigated. Moreover, finite element analysis of heat transfer in dissimilar metal
welding was carried out in order to provide additional information used to explain the
effects of magnesium and thickness of welded sheet on width and maximum thickness
of the intermetallic reaction layer.

According to the results, it could be indicated that magnesium added in
aluminum alloy reduced the wettability of molten aluminum alloy onto the steel
surface. Moreover, the magnesium also suppressed the diffusion of iron and aluminum
atoms during welding. Furthermore, an increase of thickness of welded sheets resulted
in an increase in wettability of molten aluminum alloy onto steel surface. In case of
the welding with different welded sheets, it was found that the maximum thickness of
intermetallic reaction layer was mainly depended on the heat transfer behavior at

welding zone.
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M3 3.1 AIUNANNIUANVOITARA 9 (ACL, 2010)

Material Chemical Composition (wt %)
Fe C Mn Cu Si Mg Zn Al
Low carbon | 5y 1 0077 | 0277 | <0005 | 0016 | 0.001 - 0.052
steel sheet
110([)%—5112 0.581 - - 0.073 0.110 <0.001 | 0.018 Bal.
5052A_1H32 0.40 - 0.10 0.10 0.25 2.5 0.10 Bal.
M3°199 3.2 aUTAFINAVOITARA 9] (ACL, 2010)
Mechanical Property
Material Yield Strength (Mpa) | Lensile Strength Elongation (%)
(MPa)
Low carbon
steel sheet ‘ol 380 21
1100-H12 Al 105 110 12
5052-H32 Al 195 230 12
M135199 3.3 gufannnuiouvesiaga e q (ACL, 2010)
Thermal property
Material Thermal Specific Heat Thermal
ateria Conductivity Capacity Melting Point (K) Expansion
(W/m-K) (W/kg-K) (um/m-°C)
Low carbon 65.2 481 1811 13.7
steel sheet
1100-H12 Al 222 904 930 25.5
5052-H32 Al 138 904 922 25.7
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Item Specification
Rated Output Amperage 350A
Rated Output Voltage 34V
Rated Duty Cycle 40%
Rated Input Voltage 380V
Input kW 17 kW
Input Frequency 50/60 Hz
Input Phase Single
Pre flow Gas Time 0.1-5 sec
Post flow Gas Time 3-50 sec
Crater Fill Time 0.5-15 sec
Spot Time 0.25-6 sec
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Material Chemical Composition (wt %)
Fe C Mn Cu Si Mg Zn Al
Carbonsteel | gy 1 075 | 0753 | 0116 | 0116 | 0002 | - | <0.001
backing block
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Mechanical Property
Material Yield strength (MPa) Tensile strength Elongation (%)
(MPa)
Carbon steel
backing block o83 963 12
M3190 3.7 audanennudouvesuiananseeldFunuien (ACL, 2010)
Thermal Property
. Thermal Specific heat Thermal
Material .. . . . .
conductivity capacity Melting Point (K) Expansion
(W/m-K) (W/kg-K) (um/m-°C)
Carbon steel
backing block 47.7 490 1811 13.7

Jdu K o A Y . Y o o v K @ A
-UnIaldUBANIUFOUNT DY Dial Gauge 15d 11T VT VIAN T O U
1 1 ad v Aa ay 4
HAZAIUANIZHTHINTZHINUMeB1aN INTANUAIVOIFUN LT
¢ A ay =3 2 o va 9 a 4
- gUnsalAoUFUNUUN WALV VNI TUTANILANAIBADNNIUADS
" - 4 ANE 4 o 4
19511MIAIVANNANIIMIAADUNVOITUNUFOULAZAITVALANNG I UM T TR
dou XK Qy A o =
-ginsaldvBaFuIIFoy i nTarsnaueygiiiauinga 6061
9 o v o K Qy o A Jou K Qy A dyl I~/ ]
ldrsuTvgaruuvaziinsron TasgUnssldusasuuFoNH UM T2 UF04
o "y U A o [ ] 1 slay 1
luduveadruarsveanuimsysudivisulaunalavzsoalasuau Iasunalavziod
Slay dyo Y ~ o Qy d' 19 Y a Y o d'
Tdruauiidmrhntesiusuauseon lildinanmswasunza laheluvaziinmayeou
' v A ° < 9 o =
- unalanesee AU K19 1NIMannNAINIsUOUATA 1080 HUUIA
15x20x 170 Haaas Sarunauniauail auiarana tazauiianiannusou auaaq
11915199 3.5 3.6 uaz 3.7 Muany
d o o = Qy A A 9
A) gUnsald 1T AT ouFUFoUNDATIVAR D IATIAT 1NN IALAY
NATOUANLAFING
-1A5039AA 1ave EDM WIRECUT § 4 CHARMILLS TECHNOLOGIES
1Y ) ] 4 A A
ROBOFIL 190 #3oudgalaaaiiigie Tangnournaesvuiaduriugudnai 0.25 Naamas

Y o [ o QS’ [ A Iy o I Qy o A A o
1sﬁﬁ1°ﬁiﬂ@]ﬂ%uﬂWHWaQﬂ'lﬁlslfﬂllmh’illaﬂHﬂ!%’;L‘]JHGlfuﬂ"lu@]ﬂ"llﬁ'mll,u')ﬁf‘]fJ!GIf'EJlJLW@Ll"Ill‘]J



19
9 9 o [ [ Qy = d! = [
A52980 1 1ATIA3199001A 1Az IS T UAATUNUNATDVUITIAITINANHULAILTAY
Tugin 3.4
o o A a 1 9 o [ o o A Qy di A
- gamidaFounusFuviae la ddmiuihdnTourunudonidums
ARYINUUITOBIFRUINEAUEZAIN 1UNTIAT BUAIA NTATINEDD TSI 199aN1AAY
o
NABIYANIIAMINVDIAT
A v 2 A 9 ' R
- 1509 UAFUIIULVVIIUNY U 0 BUEHLER 51 ECOMET6 1411 u
g Y] % = Qy d' ~ o o A 9
gUnIalTedare LAz TAaZDATUNUFONNTIAITOULA)
-N3zAIENTI Adnraia weezgiiun Taadiuiunmsianeiunag
o = my A A o o A Y
TAALIDIATUNUFDUNAIUNTIIAUTOUIAD
J o [ va a
9) gunsaidmiuasndeuInssadvganiauaznageuduiaiinaves
Y )
FUNUIYOU
Y o ' Y Y
- NADIFANTIAUUVULUAL U ZEISS AX10 Wiowud21811U51unT1 Image
. 9 9 Aa A 1 a 1 I~ 9 1
Analysis 1% 1unmsasivgeuInseds19usnasosyon lanea NFUATEHIIURANNA N Y
N TangHeauozgittionuny
-IATPINATOVUITIAIVYUIA 100 KN 3 U INSTRON 5528 14 d111 50
Y [
MINATDULUITIAIFUN U
SAq Y 3 v ° o a Y ~ an
v) gunsanlslunisifudeyadiviun1s A 1eHA18521 00075
4 a 4
Tl ludroamud
o [ a a 9 o YY) a o 1o Aa a oij
-3 lualila vila K Tddmsuiagaungl o aumianinsaaay

mos ludiiila

A o KR 9

- 1nSeetiuindoya  (Data Logger) 910 YOKOGAWA UMW 100

¢y

Faufuneuiuaes 11Aln B1e Compaq 31 Compaq Presario CQ 45 wouTisunsa MW 100

E]

o Y] Y] % a Qy o 1 § o a o v | A
software 1¥dmiuTiuiinnams inguvgivesduaiu a dwrtsinimsaames lualila

a 1

119U AN ge 31 CARBOLITE TYPE CWF 12/13 19 d1m5uou

U £ q

a J =2 9

Qy o < o Qy 4 o 4
Fuanuliiiguugiigeneunistiiuiindeyamsdudlrvessuaiuieiiivoyaniszynd
4
wimduiszansmsniemanuiou
313 asndnldlumsise
Y v
-ihinau nsalalasnaesn idudu 37% nsnlalasWgooasn idudu 40%
a Yy 9 G = ' dy v A =) 9 1%
nialuain idudu 65% uaz lenuea 95 @ns esatimaril oI oudisazared sy
0o o o J a 3 Y a9 Yo 1Y v a
Adadueen laasennndaunanndwruiasou taz Iddmsumanaid Tane lunmsasivaeu

Tnssadeganin



MINAADIFON laNLANTHATEH I

< 9 ] [ a A 1
Lﬁﬁﬂﬂﬁ?LLNHﬂUIﬁW%WﬁN@%QZJLUEIZJL!WH

o = 1l til )
MmMsns e Tansurunaz i

a 7 A Y,
NITAUATIEUNITLBDUAIY

sefouns I ludoauud

AnTzramInaneuiiont e nTNavesmAuuntliFoutazaninan U

Y ¥ Y
VoI UNUFON Tarzarianesuaslsznoudalany

v

lﬂ' \ QSJ} a
Wwounotua1ssznouss lane

9
ﬁqﬂamwaﬁuawmLmﬂﬁa%mmzamwammwmmawmm

1 T d‘ 9
PRLN mamaualsnly

2 d’ [ a Q( a I'd
mnsiyey auilseansms lumsansizy

, MmN o INUNAIB1989

MmsrouTangaayiia A9
[ < 9 1 Y]
sTUMNAMANNANLNL Tany v
WOzl aNIHY 4
Mmsaauusiaesdmsy
\ 4
a J
l l 151 unsias1ze
a A a 2
13 8UFUIY A3 IUTFUINUATIVADL J
= F) o ) 9
NATOULTIA Tn3983199a010 mmamuaude Tdsunsy
i v MARC MENTAT 2005 R1
NAAOUUTIA A319a01
9 o
Tnssasnegamea AVADUNANITAIUIN
\ 4 A l l

=~ ad o a X%
g‘]J“I/] 3.1 MWITIWITNMIAUUUNITIVY

32 3I5mInaasa

polv}

Y
2835MTANHUNITIVYN
1

3

Y v Y v

THa10TUADU 1ITUAILANITIATIN Jaus AN IV
o y 4 1 1 < ] o a 1
#1n9¥en mn¥enlanzansiaszritunannandunu lavewanozgiiionuny



21

4 ]
nMsasrvaelnsiaseganiatazMsnadeuauAFINaveIFUNUTFoY tazdlinigi

= ad s A < 9 [} a 4 A 9 @ 0911 A Y a
igl‘]JfJU’J‘ﬁlh\lUlu@]L’(’J'@IiJ‘Ll@HﬂiJT%'JEJ'JLﬂﬁW%‘Hfnﬁl“lf’EJ‘JJﬂ'JfJ asue lnannuazanlums

Aav Ygaw

9
legljﬂfl]ﬂTW'i’Jll“]J’E’N’J%ﬂ?iﬁﬂuufﬂi’lﬁ]EJW’N]EJ%?Q"I,@Q]}?(%)NLLNHP?Qﬂiiﬁ”lflﬁflﬁﬁﬂllﬂ aanaaaly

Y

A as 1 = 09/‘ 1 aw Y a v 1 dy
5109 3.1 TaedTmMsedvazidealudunounie q veansisess laesuredese luH

U

3.2.1  maessnlanzuduiihanimsyon

= =) o A o ) < 9 '
Msasen lavzununiiuiinsyeunszi lastiuvanndupunay lave
Aa A VoA Y M dy 9 = o v 9
neruezgiitionudu ldnnmsdareaiuiosnaiagaliving 4 va 011 8 1a ¥1imsdaaae
A ) ] o A Y 9 a a Aa a o
1n5099a larzuny lagedeusunou 1Riv11anA19 65 Haawas 817 85 Uaamas aduaadly

d' [ [ ] o 1 d‘ sldy o W = d‘a [ Y a =\
517 3.2 ndennda Tavzuduii lavzurun 1diunsidans unnaannsaa Iaeldiut es

u

3 o 1 A Y A £ & < 9 [l o o w :JI I a dgl
mﬂuuuﬂammuﬂﬂumﬁwammﬂumaﬂﬂamwummmimi}%uaaﬂ"lcmmﬂmumﬂ

2y 1 Ay v a 9 9
ﬂﬁ%‘l]’JuﬂTii@13f]ujﬂﬁlﬂ1§ﬂna\11uﬁ15ﬁ$ﬁﬂﬂ‘ﬂhlﬂ%WﬂﬂTiW’dllﬂiﬂulaIﬂiﬂﬁﬂﬁﬂ!"llllsllu

Y
v ) a2

I J (a a aa o a a A A
37 1Wesisua ﬂ'ﬁiﬂﬁﬁ 12 Yaaaasnuiinau Usuias 88 Naauasg NYUNU 80 ’f]\'iﬁ““]fal‘%ﬂﬁ

U

A

IS a0 v A 3 ] = 1

Lﬂunmﬂ‘igmm 2-3 UIN ﬂaum‘iwamwmmaﬂﬂéjmwmmﬂaﬁmﬁmgmuﬂmmuﬁw
7 a A o A g 3 o a 1A o

NITAIHNTIUBT 180 Gl,umnmmzmmﬁwau i]'lﬂuu&“]fﬂﬂ'lﬂ')'lllﬁ'%@?ﬂW’)Iﬁ’ﬂZLLNuﬂﬂﬂi\‘]

Y 9
AN DA

I< 85 mm >=

»
»

65 Rolling direction
mm

= Y 2 q ¥ A
?J“L]‘VI 3.2 ANHAZLAZUUIAVOITUOIUN IF lumsiow



22

4‘ 1 a J < k% L Aa A v
3.2.2 mimmﬂamﬂ1wumzmnmannmuwunuiamwangwuﬂwmu

4 1 a ' <] 1 [ a 1
TumsionTanzanriaszununanndwduny Tanznanozgifouru

A 4

3 o o s Qy @ a .
1!1!ﬂi$TI11@EJhl“]gf}ﬂig‘]J'JL!ﬂ”l'il,clfi’)Nllﬂﬁﬂ\iﬁl@]ui’ﬂiﬂﬂaﬂﬂ uago1fuinaUn Self-brazing

Y A

= o [ ] ~ dou K Qy A [ A
¥911M3Ta19 larisuiuNAoIn si¥euuuglnialdvdaFuuden adaadlugii 3.3
1 4’ o [ 3 d' d’ Y ] o Qy [ dy
HAZADUMTIFOURINTUSUAUATOUFDUUNANIAIAUDS AAAIAII
v o ad & o 2 & o
(1) Y5va7 i Taglodn Insaludraunaz suauiuiiuin (DCEN)
Y] 1 15 A 1 I a =\
) sunarlumsilassmalnagusesyeunoumsersatlumal 0.5 31
) ' o A o s d Aa ~
3) Usunarlumsiassmalnaguseseuridamsersaiiumal 5 31

v @ ) 4 1% a 1
) Ysuoaiins Inavesmailnaquiseonludnsims lva 8 Aasaoui

TAW
torch

Aluminum alloy sheet

|

Steel ¥ 15 mim

block 1
e Steel sheet
20 mm

~ o o Y A Co = &
7191 3.3 dnparmIvasyureNuglnsalduBAT LY

) v ad { 4 I a o
dmsvoidan InsanlFlumadeuiuriia EWTh-2 130 2% noseuean luq)
9 1 o Aa A o ad Iy o 3
YIAdURIUgUInae 32 Jadwas Mimsan)arwaianInsaldidnvaziilunsie
v A [

d’d 1 1Y 9 4‘ d! o a
TIllﬂglliJﬁTEJ!‘l/Hﬂ‘]J 60 D3FN Glclﬁ/i’Jﬂﬂﬂ?“]i‘ﬂﬂﬂ’q3J'i’EJEJLGHi’)ﬂJ‘ﬂNVI"Ii]”IﬂL‘*Bi”IiJﬂGUH"Iﬂ

] 4 a A :/’ o qu; ] v ad
%HNWHﬁuﬂﬂaNﬂ1ﬂju 12.55 Uaaluag MNUURINMTAITZIzHITEnIdaredanInsa

o—

] 9
1 A

DIHITUININY 2.4 Hadun5 1AeN15IATLEL A28 Dial Gauge 11199910 1uA15H1 V0t

De

L4 =2 a A ~ A A A 1 a A 1 a a
@mmﬁﬁﬂymmwammﬁmuuﬂuwwmﬂaag“luiaﬁzWﬁuazgmuﬂmmuuaxwﬁwa

v ] Y v Y
ANUHUIVDd TanuruNIININS e uaBdnYULYRIFUasUse o U Tarsnavu 11

Y
=

Qy 4 1 a ' 3 Y a 1 v o
%umm%uTamﬁN%umzmwmaﬂﬂf{mwuﬂuiamwmazamﬁﬂmmu muum'lﬁmmi

U

Y
v A

4 1 a ' < 1 [ a ' 1% @
Lsdva3JTawzmwumwanmaﬂﬂé’umumﬂamwﬁngmﬁﬂmmuﬁ’aaﬂu 4 anyULAIY



23

(1) wmanndwdunu 1 dadwas fuTangwavezgliionuiumnsa 1100-H12
MU 1 Uaans

(2) wmanndukuvu 1 dadwas fulavswauozgiflouurdunsa 5052-H32
MUY 1 Nadung

G mannaduvul 1siaawas fulavenauergitiouuduinga
5052-H32 ®u1 1 aamag

(@) wmanndwduvu 1 dadwes nulangwaueygiiiionurunsa 5052-H32
MU 1.5 Haamas

Tunsisen Tavizansiassnnaundnndwrudy Tavsnauezg i suriy
. .

(% @ @ J o < 1w J 1 =
NI4aNHUTAINAT ‘anﬂiL%f]llﬁ’)flﬂ'ﬂllli’)ﬁ'lllﬂ?ﬂﬂﬁ 0.55 0.6 4% 0.65 LUATADUIN

v 1 1 Y v
Tuuaazanus191¥lunmsyensz ldnszua i lumssouduasianszua 116

=1

[ E4 ] 1
lusgavi luausaimldsunuwnamsgouaa’ld sunseanszualdigedeszduy
Y [ [ 1 1 4
M IFFuasemnanisvaounzg lasnszud lWd1nldlunisiFongnisumnuiu

& P
As9ag 10 uouuls

e 120 mm
Joining zone
4
Aluminum 12.5 mm ce 20 mm
alloy
v
19.32 mm h 50 mm i R 12.5 mm

1 Y
UM 3.4 dnvasFunud I UNMINAdoUITIA

a A A A v wa o
3.23 ﬂ]ﬁlﬂﬁﬂﬂl‘lﬂ!QTL!E‘U@N!‘W@ﬂﬁ')‘i]ﬁ@‘ﬂiﬂﬁﬂﬁi1Qﬂﬁﬂ]ﬂ!!ﬁgﬂﬂﬁﬂﬂﬁNUﬂW\iﬂﬁ
o A o & & o v ¥ A o
NIPYUAIINNITLYOU uwmmwau"lﬂwmﬁ@mmmmm@ﬂiawz EDM
A ) Qy Ay Y o y (2 A
WIRECUT L“W'E'Ju16151!\1TL!“V]1@N1ﬂ1ﬂ13ﬁ53%ﬁﬂﬂjﬂﬁ\1ﬁﬁTQi]‘aﬂWﬂGlul!L!'Nlﬂ"ll')'l\ﬁf)ﬂlf]ff)u
09.:’ ay o v A 4 o y
GUUGI’E)HGIL!ﬂ?ilﬁgElllGIﬂN11&'(5(']1’15‘1J'J!ﬂi'l$°l’iiﬂi\‘1ﬁ%j'l\‘iﬂﬁﬂWﬂiuLLuﬂﬁﬂﬂlﬂ%‘lﬁﬂﬂl%@N
A ) le o A Ay ¥ v 9 A @ o
fo HWGI)'LN'IUGIﬂeU'J'N'i'E'JEll“]ff]ll‘ﬂvlﬂﬂWﬂﬂWiﬁﬂﬂ’Jﬂlﬂi@QﬂﬂIaﬁg EDM WIRECUT th‘VﬂﬂTﬁ

1 I~ v A Y a 1 A = a Y
wamﬂumwﬂummwuwaeGlmwemmazmﬂuﬂmmemmuazmﬁm’maaﬂﬂimiw



24

4 @ a ' 3 o 1 d o Qy
ﬁ;amﬂé’f’gfJﬂé}mﬁ;amiﬂmmmmd ﬂ']fl‘Viﬁ\1’1]']ﬂliGHHW@ﬂifﬂﬂl\i@]UEJEJTQﬁ?JTEJliﬂJUTGKHQTuhl‘]J

v A 9

“ﬁ?ﬂh’ﬁUﬂN’Jﬂ’Jﬁlﬂi3@131/]51‘(’1!&65{ 100 180 320 400 600 800 1000 LA 1200 AIUAIAY

v v
Y 9 14 o = o

udrdreareiiiazern naziisuaiulidaazideadrodrdnvaialasldneozgiiun
o o o A dyvy v o Y 9
YA 0.5 1az 0.03 Tuasoumudran hsuanui lddnarnhazeranazadlsioniuea
3 9y Y 9 o o o 2 v A A gy v
waliudedlrenszaivdisy vindwihsuaulidaruneldaunsonsrvaeulaseaiig
4 H 9
vama’ld Tassuaungiimsasaaeulassadnusnasuasdsenowsa langaziirllqu

Ay v a 9y 9 s 3 o aa
ﬁﬂiuﬁﬁﬁ%ﬁﬁml‘lﬂiﬂﬂﬂﬁNﬁwﬂiﬂhluﬁiﬂl"llu"llu 65 LiJE]iLGIf‘LlG] 4 UaaafT LLastoniuea

a A a aa | ) [ Y
95 @ANT 96 Yaaang L“]J“L!L’Jﬁ'l 1 4N ’ﬁ'WiTUﬂ1i§]§')i]ﬁ'ﬁ]‘ﬂTﬂi\iﬁi'l\iﬂﬁﬂ'lﬂﬂl’f]\iiﬁﬂ%ﬁlﬁﬂ

J < 4 a aa a 9 9 J I 4 Aa aa
u 37 1Wesidud 60 Hadans nynlalasvigooin dudu 40 1losisua 5iadans
a Y 9 S 3 4 A aa g’ o A aa [ v Aa 9
nsa luasndudu 65 nlosidud 30 Hadans wazihndu 5 Hadans nawNMInend Tanzay
o 1y o & Y v N9y Y Y Ay
AsazaleaInaNal MFuIUaNaIgenIUea tazithliumadisaseutl
9, U = Qy dl ﬁ' =K AaAn = A o Qy
AMTUMTATINTUNUFRUNONAAOUUTIAINITNTATINAD WIFUAIU
Sy v o A o v ¥ A o Yo
ldmendiannnmaireuuiinisdaaleaieddalans EDM WIRECUT 1#iivuia
nazdnvazaaalugli 3.4
324 msasgevlassadamauaznageuaNaFIng
Y
MENaINNIAIeNAIFUINd M UaTdeu Inseddngamassuioonds
o 2 A9 9y (o v v y ¢
ruaui ldlliinisastvdenlnssadsgamadisndesganssmivuunalagnis
9 9 ] ]
asrvaeuInseaduganniuiinisasaaeuans I luuuIda19s0eien ¥In13
dy 9 A [ 9 QSJ‘ a A a d?
asvaeutiniuliinsdannunin uasanunmgegavesuasisenouda lans itnay
] 9
vsnaseudon Tadtninsrviannunwvesiuasilszneud lanzazanunugga
9 v 9 ]
YoIFUa15sznouF lars MAATUUS U UIFONITAIRINIAKNLIN .
Y ] Y v
dmiumInadeunsdsFunurey nszi lashFuauiiiumsdnaig
d‘ Y d! =Y (% d' 9 o =
1950940 lariy EDM WIRECUT #alidnvaizagili 3.4 udr lihimsnadonuseda Tagly
= OBJJ 9 A = o =® 9 [ A [
MINATDVNTIANTU]HATEINAADVNTIAIVUIA 100 kKN 1AZITINTAIAIBTATINTIAAD
Y ]
A 0.5 NaAAsAs U 1A INFUNUFOMAANTUANTNIFENIEIINATNATDULTIA

“I/hﬂ"li@li’J‘ﬂﬁﬁ]ﬂﬁﬂ‘ﬂﬂ!&ﬂ?ill@]ﬂﬁlﬂﬁjﬂﬂﬁ%ﬂﬁT

a d A Vv = A Jd a Jd
33 fﬂ‘i'Jlﬂi1$°ﬁfﬂ‘iﬂiE)Nﬂ?ﬂi%!ﬂﬂﬂ?ﬁ"lw"luﬂ!ﬂmﬂuﬂ

Tun13370il 1852 gna 14 T1 51050 MARC MENTAT 2005 R1 G a1iuTisunsw

=
N

@

dgl [ ~ an J a 4 o Y ' g'
UWGUHN"ITQEJ’E)"IﬁﬂizL‘]JEJ‘iJ’J‘ﬁllV\Iulum’t’)ﬁmuﬂ Tunmsiueanundtevestetii lanswey



25
a A a A a Aaan [ <3 Y 1 o A o 1 ~
DTQUIUIY U ‘]Jil')ﬂ!°Vllﬂﬂ‘l]QﬂifJ"Iﬂ‘]JL“VTaﬂﬂaWL!NuﬂlmgﬂTﬂWil‘;})’@M HagmueE e lave
Aa A 1 & g A 9 o 3

Wﬁi]’f)%Ql]!fL!lel’E)Qiuﬁﬂ']“L!gsll’EN!‘Haﬂ“]f\‘ll‘ﬂuﬂ']‘VIGl‘b'ﬁluﬂ1§1/]TL!']‘c’Jﬂ'J']iJ‘I’iH"I‘UfN%Uﬁ"Iﬁ‘]Jﬁ%ﬂ@‘U

a A A dg’ Qy A 1 a 1 I 9 ] ] =
wﬂawzmnmuiu%mmwaﬂawwN%umw3nmaﬂﬂmuwuﬂﬂamWﬁngmuﬂu
[ o’/’ o A 9 o 9 ~ ag 4 a o’dy ] a 4
AU mﬂuumwaw"lm1ﬂmi“mmammzmsma‘ﬁ"lv\l"lumaauuﬁuuwaaalumﬁamﬁw

answavessguunibFeuiniaeogluTaviznauozgiitionunuiazdninannuruved lans

v
1 [

) Y v Y Y )
AUV Yo usednYazveIFua1TUsyno T Tansntnayu luF Uy
1 a 1 < ] [ a ] [ 3 3
TavzanyiaszrNnunannawduny Tavenanozglitiounry TasunuAITuADUNIHNA
a 4 4 A, 4 a 4 [ ~
Tumsansgimasendiesdouds W Tudeduududaasgli 3.1
T a Qd v Y
33.1  msimaniszansmssemanuion
[ a a" 1 I~/ 1T W a a"’
FulszaNTMINENANS U (Heat Transfer Coefficient) i uaduilszans
v Y v v
NavendanuasalumsoiemanusoussuIeiumvesszuunaulanudunaden

d' 1 1 % a QJ 1 a % {
noglagson Taemduilsz@nsmamemanudoulidemaeaunisi 3.1

A
h ___ A0 (3.1)
AT x Ax At
d‘ A 1 o a QJ 1 9
Tagh  h Ae  eduilszansmsaemanuiou
A a 9 d‘ 1 1
AQ Ae  UsmannuseungemIziINg U
Auduadon
AT o ANUIANANUBIGUUYLNAIRUUONER
YOI UUNUGUHYNUDITUIAGOY
A dy d‘d’ a ] 9
A Ap  WuNNAMIfIEMANNTBU
At Ao Fanalinamsmomanuiow

o o 9 =~ an 4 a ¢ A o A 3
drmsumslgszteuds I ludpamudieiiuignszu UM IFoNITu

o [ a 1 Y A Y A Y] I a ~ (] 1 9
mImruamdulszanimsmemanusounlnamesnuanuduasannngadoudnali
o A A ] o 9 A A 9 )
Msi1uelsingmsainmedvesdiunuieulunssuIumsIFeulnINgNAD I UEN
A d? o 3 9 ~ an S A s A o A [
1193y aaiulumsldszidonds W ludeamudimonsiinenszuIuMsFeN MINIa
1] a = 1 { ] I a I A 1o & T W Aa a(
Fuilszansmsoremanusounladifestuanuiuasstudugainsuilu Tasarduiseans

1 9 av dgl Y9y ax Y [ A
ﬂ1§i]'lﬂ!1/]ﬂ’313J§’E]U1Uﬂﬁ’Ji]ﬂu?ﬂh],ﬂﬂ’w’mﬂﬁim\‘lﬂﬁm mua@ﬂugﬂ‘w 3.5



26

[

9 Aaa 3 Qy 1 Ay 1
ﬁi'NIll!ﬂﬂ 34e anyuUFUAIUNABINTHIA
Y
3

4
duiszansmsoremanusou

v

4
'ﬁ"ﬁ’iLlﬂﬂ"Iﬁllﬂ'i%ﬁ‘]/l‘ﬁﬂ"liﬂTﬂW]ﬂ’ﬂlJ%}ﬂu

A4

o o Y = an J a 4
mmsmmmﬂ’mizmw'm”lw"lumaamu@

A

o o v o 1 a
u'lwaﬂ']3ﬂWH?mNTﬁ%WQﬂ?WNﬁ?JWUﬁﬁ%W'J'l\‘iqmﬁﬂ"ul!agﬂa']

A\ 4

v o J a 4
L%ullﬁﬂ\‘lﬂj’lm’ﬁuwu‘ﬁigﬂj’mQmﬁ{]mllaglja’lﬁqgfﬂ’lﬂ
o 9 ~ an J a J Y - 9y
ﬂ'ﬁ‘ﬂ']u’]ﬂﬂjﬂﬁglﬂﬂﬂ']‘ﬁvlwulu@l@a!uuﬁcﬁauﬂﬂﬂﬂlﬁu

[ @ o'd'
HaraInNUdNIUTN 1d1nmInaasa

Tails

Tay

A 4

4
mauﬂizﬁmmmwmmm%u

d' Q.l QBJI 1 % a Q( 1
g’iJ“I/] 3.5 !LNMW\TLLﬁﬂ\‘]ﬂIH@I@HﬂﬁWWﬂWﬁiJ‘iJfJ’%ﬁTl‘ﬁﬂﬁﬂWElmﬂ’NiJ%@u

o a J ' Qy 4 [ v
- ﬁiJ“lJi%ﬁ‘ﬂ‘ﬁﬂWiiﬂEJWlﬂ’NﬁJ%”E)’L!i%‘l’iQWQ%uQWHLGAK@NﬂUQﬂﬂiﬂ!ﬂUﬁﬂ

v '
FUNUTFOY
1w a = 1 9 1 Qy A @ Jo K
f‘lﬁﬁ']ﬂ'lﬁllﬂi%ﬁﬂ‘ﬁﬂTﬁﬂ"IfJL‘VIﬂ’J"IiJif)uj31’?’31\16}51!\1THLGD'fJiJﬂ‘UQ‘]JﬂSmﬁ]‘UEJ@
ay A Aaag o dy o I Y ] o Aa A VoA A kY
FUITULFDUUITNITAIU mmaﬂﬂmgmumJTaﬁzNﬁuaxgmuﬂmmummumswamgm

o a o v A a o = 4 4 Y .
luimsaames luditla siia K & dwvitianenaleseeson Iaen13i%oua 18 Resistance spot

. qgj o g/l o [ a QBII 3 1 Y o d‘ =" 9
welding Mnduhtveunss lualilansaesiiaoniuniesiunndoya (Data Logger)

u

1 Y
aaa %

% 1 1 1o a J 4 {
FIaoNWI90gNUADUNIADS tNoudasnan si)dsundasgquugiNFuaIu 9101

U

e

Y
= a %

o ay 4 9 a ) Qg’ y o
uwmmg%mmnmgmqmwgnqaﬂuﬂﬁgwwuqmg%nmam“ﬂﬂm 873 K a9 1NUU

q U

v Il
=X A

o Qy 4 a &Y %
HWGKHQWHL%@Nf]@ﬂ%?ﬂm'lm'lqmﬁ{]ﬂqqLL%’J'NQQ\?UuQ‘IJﬂﬁﬂ!ﬂUﬂﬂ%u@’luL%ﬂN%ﬂﬂiWﬁﬂWﬂ

1 < ) o Qlay A ' < A o [ Qy Y du R
Llﬂﬂlﬂaﬂﬁ'lﬁﬁﬂiﬂﬂiﬂ“ﬁuﬂWHl%@ﬂJ@ﬂWQiﬂﬂﬁ?LﬂJ’fJT]’lﬂ’liﬂUﬂﬂ%uﬂ’luﬂ?ﬂQﬂﬂiﬂﬁ]Uﬂﬂ



27

ay A ~ 9y o = A A A 42’ ay A A < %
FUIULFDULTIVIDY NINTUUNNYUHHUINDLIA VNNV UIUTUIIUFDNNHIUNTITD VN UIUA

= a g o v Ay v ¥ v o ' A
AN UV UK O mmauaw"1mnff'iwmmmwuﬁizmwnaﬂmmuueuuazaquu

U ]
9
<

3 [ ) an Qy < T Qy
Tunnuunuas vasnniwimsadieluea 3 58 WugdFuaumanndwdunaz suauTane
A
nawozgitiloundud1o 151050 MARC MENTAT 2005 R1 91nWusiinisdivuaauia
Y H
nuaudeulinuTanzMidesdremanianisnnudouvesianden1snei 3.3 uazin

Y k4
IamuwuﬁmmmﬂizﬂaufTuGluﬁﬂymzcffﬂumﬂTﬂEm?nmiaaﬁaﬁzmmiamuwuﬁmm

9
A A o a

° ] ' o { ° P
sviualmiusosaoauysal (Perfect Interface) Tuaahn 14 lumsineiifisueamud uaz
Y ) v
17U THUANIH VAT 24656 LA 28097 ANUE1AY taziipaaanlFlumssiuiadie
o ] a J A 4 < [ Y Aa A
Tdsunsy 3918 msutaedmudusnuuuisosdeu IR N UIARNNINY 0.625 Hadiuag
v ' ¢ ' v
nuiimssmuadeu lvveuasdulszansnsoremanudou lUnnunR1 v ua
Qy 4 a 4 3 Y 1 ) A A
YoIFUNUFoNINIUUTNUTDTFOUNIAIUD LA A 1WA tazd i ualdgurgilisudu
1 o o o . Y 1w . A 9 3 9y 9 A A=
A 319 K $1m3i1vua time step 19V time step N1 I@91nmsinudoyadoniotiudin
Y 1 A 1 . A g a ~ 9 <3 o :/‘ a =
Yoyana1INe uAa time step LIAUNNIU 0.5 31U 151201 1UNITIIUAINIHUA 200 TUIN

T Tumah 19uaaangili 3.6

Steel sheet

Al sheet

{ { 1 QI a Qd 1
sUN 3.6 TumailFlumsmadulszanimsniemanuiou

' Qy A @ Jou =R g A
331’?'J’]\?GHU\‘]"IULED"ETJJﬂUQlIﬂﬁﬂlﬂﬂﬂﬂﬂfuq'n:!lﬂfﬂil

09: o o 4 o < ay o o
mﬂuuiﬁiﬂstmwmmamuam Lﬁ@ﬂWﬁﬂWH?ﬂllﬁi%ﬁUUWW'ﬁﬂTiﬂWU'Jﬂ!

o ' A £ o [ v o I A o a J Y =
u ﬂ']LLW‘LN‘]JuTlILﬂﬁﬂ']ﬁlsb"t’]‘JJ“lNLﬂuﬁ’]!iﬁu\1Lﬂﬂ')ﬂ‘ﬂﬂ']LL“HuﬂﬂﬂWﬂ’]S@ﬂl‘VI@iTNﬂﬂlﬂa

a a

9 1]
uu%uﬂmg%uuW‘iTmiﬁ%’nﬂ3m€fnﬁuﬁi$mm’mﬂmmmﬂuuau HagQuUNuaUNg

Q u



28

'
aa

Y

[ 1 [ 1% @ 4 1 [
lunwannudusu@edny msad nanuduiusszniananuguuyin ldannmsnaaes
o [ Iy P o a 4 a 4
Manuduiuinldainnisiiviedreszteouds i ludedivud llSsuney
[ [ o P 9 o [ ~ LY a 1 Y
fuanuduiuinldainnanaass iimsdsunlasuamdulseansimsoremainuiou

{ o a 4 a 4 @
TuTwaanlglunisiiuredroszdeoudsInludiedauud sunsenudunsa

1% % 4 1 a A 9 o 2 = ag 4 a 4
paaenNNduR Ui senINguugiuazna1n ldninmsinedlesadiends W ludeauud

o [ [ @ 4 1 a 4 o

Foununudunslanuduiusszningungiuaznain 1da1nn1snaaes Huudana
1 o a Q( [ 1 ay 4 % v Qy 4
mdudszaninisoromanuiousgninFunuyeuiuglnsaldudasuaiuiyon

& A YA o A Qy a
Fainnulnamesnu U s o usUaIUS

800.0
700.0
6000
&
g
£ 5000
2
g
=
400.0
300.0
200.0
0 50 100 150 200 250
Time (s)
A v o J v Ao Qy A < 9 1
E‘IJ‘V] 3.7 ANNFANAUTISHINGUNYUNULIAVDITUNULTDULHANDN AN

nuTavgHauorglilonrunga 1100-H12 919N3NAQ0I

o Y a < o e 4
i]1ﬂWﬁﬂ'li'IJ1!ﬁﬂell’E'J3JﬁL'Ja'l!,l,aﬁﬂﬂ!'HQNiHﬂWiLﬂH@’JﬂJ@Q%HQWUL%@M

U q

< 1 @ a 1 [ a
maﬂﬂé’mwuﬂﬂamwauazgmﬁﬂmmumiﬂ 1100-H12 ¥1adU190NINIAUNIGUNHN T

1Y Qy y @ @ J 1 a
ynvugdasalivdasunwdon Tdaruduiussgnitanaiuazguugi uaaq

[ = z A o ¥ o o’tﬂy = ~ @ ¥ o J a
fe31n 3.7 ’l]'lﬂuulil@‘H']ﬂ'J']iJﬁﬂqu‘ﬁuulﬂlﬂi‘EJ‘]JW]?JUﬂ‘]Jﬂ'J']iJﬁ'iJW‘Ll‘ﬁﬁg‘W'J']\H'Jﬁ']klﬁ%@ﬂ!ﬁ{]u

B k4 o 4 =} an 4 a 4 1 o Y = =
"]Nllﬂﬁnﬂfﬂi‘VITL!”IEJ@’JEJESL‘]JEJ‘]J’J‘EIII,V\Iblu@]L@ﬁiJu@ W°U’3111!ﬂ131/11u18ﬂ’3815&ﬂﬂﬂ’3‘ﬁ

4 a 4 o Y [ a a"’ U 9 1 qy d' csy
Vl,‘i/\lul ALDANUA ’H'lﬂﬂTH‘Llﬂclﬁﬂ1ﬁllﬂi3ﬁ‘V]‘ﬁﬂ1§ﬂ'lEJL‘1/]ﬂ’JTJJ§€Jui&‘ﬂi]%i"lfl!ﬂ?u!"lfﬂuu

U
@ Jo = Qy % 2 o Y 9 v o J 1
ﬂUQﬂﬂﬁmfﬂUﬂﬂ%uq']ULﬂ'lﬂU 145 W/m” K agm Ivtduns mugasanudunuiseninranan



29

o ady v o Y ~ an s a 7Y v Y
ﬂUQmﬁﬁuﬂvlﬂiﬂﬂﬂ15ﬂ1u1ﬁlﬂ’lﬁlﬁgLUﬂﬂﬂﬁllw]luﬂL’E)ailu@]“]if]u‘ﬂ‘ﬂﬂﬂlﬁuﬂiﬁ"ll!ﬁﬂ\i
7

@ 1

[ Y] Aaa 9 ~ Y] ~ o Y I 1
ﬂ’J']iJﬁiJWu‘ﬁ3$‘W’J'NL’Ja'lﬂTJQﬂ!ﬁf;ljﬂJVlllﬂﬁﬂﬂﬂ'lﬁﬂﬂﬁﬂ\‘]ﬂﬂﬂﬂﬁﬂﬂﬁgﬂﬂ 3.8 Huuaad IHi N

1w ¢ Y

a a J J Qy 4 1 a 1 [ ]
ﬂTlel‘]J'i$f‘ﬁ/l‘ﬁfﬂiiﬂEJL‘VIﬂ’NlIiﬂlﬁgﬂ'31\1WUQTHLGAHBNIQ‘HS’J@1\1“1511@33??7]1\1&14@1ﬂﬂé}ﬂlﬂu

o aa Y do R 2 A 2
ﬂuiawzwangmu&mmﬂ 1100-H12 ﬂ‘]JQ‘]Jﬂimﬁ]‘]JEJﬂGIfuﬁuiJﬂ”l‘ﬂin"lm 145 W/m™ K

800.0
Exp.
= = 'Sim.(h=145)

600.0 —
g
g
2
5
[}
o
g
[}
[_1

400.0

200.0

0 50 100 150 200 250
Time (s)

{ v o ' a o ay 4 < 1
51U 3.8 anwduius sz NguUANNUNa e IFUIUFOMHANNA LAY
n Tavgmauozgiltisnununga 1100-H12 91nN1SNAa03

o 4 = as J a 4
!Lﬁ%fﬂi‘ﬂ11118@’3855L“]JEl‘iJ’J‘ﬁllV\Ihluﬁmﬂlluﬁ

4 4 i1
[ A

nazifiean nlunisiidsonseiiinisiFemnanndiuruin Tanenay
pzgiiflouuruinga 5052-H32 Halansnanesgiifouuduiiinquauuanaiueradanalsl
matmANdaunnIINT LR o AR T U iy lumsiTensanas ldima e
FulszansmaaromanudouszninduansoyTanga s ias e ann sy

[ a A Il 1 v o d J
VlavieNaNQIHoNUHUING A 5052-H32 991/’381 AINNITNAADNINUNANUTUNUTIEHINLIAN

U
9 v

[ a a J a 1 <} 1 o a ]
ﬂ‘]JQﬂ!ﬁQN%’GQ%’%QTUL%@‘MIﬁ‘ﬁ%ﬂﬁ%’uﬂﬁ$ﬁ31ﬂlﬁaﬂﬂéjHLNUﬂUTaW$Nﬁﬂﬂ%@jmlﬁﬂulmu
v ' 9 i1
1NIA 5052-H32 ﬁaﬂymxmgﬂﬁ 3.9 LLEI%ﬂTﬁ?Jﬂﬁ%ﬁVI‘ﬁﬂTiﬂWEJL‘VI?I'NN%I’EJiﬁ%‘I’i'JN“])"LNTL!L‘ABGIJ
o o K a" A A 1 @ 2 [ =\ )=} [ o @ 14
ﬂ‘]JQ‘]Jﬂim%ﬂﬂﬂ%u\i'luﬁf@lIEJﬂH‘Vﬂﬂ‘U 160 W/m K@\“Ifﬂi!,ﬂifJ‘lJWIEJ‘]JﬁﬂHm%ﬂ'J'INﬁ'iJWHﬁ

Tuzin 3.10



30

800.0

700.0

600.0

500.0

Temperature (K)

400.0

300.0

200.0

0 50 100 150 200 250
Time (s)

! v o 1 a o Qy 4 <] 1
1 3.9 ﬂ'JHJﬁ?JWu‘ﬁﬁ3W'JNQﬂlﬂﬂiJﬂ‘UL’JﬁT‘U’t‘NGIqu"IuLGdIf’E)iJLﬁaﬂﬂé}HLWH

U

Qat

nu TanewanezgiiloutHuNIa 5052-H32 91AN13NAG0Y

o g o

msuinemsifen Tanzauriaszuiunanndurdunu 1.5 Sadwas
fulanenauesgiidiouuniuinga 5052-H32 w1 1 Gaawas uag lumsiinemsidenTans
AnFilasznaanndwiuu 1 dadwas fulavenauezgitiounruinga 5052-H32
w1 1.5 fadwas Wmdudszdninsmemanudonnidy 160 Wim’ K iifeenin Tansnau
axgﬁgﬁsmuviuﬁﬁmw‘i1msL%@M‘uﬂsﬁﬂm%au‘ﬁmauﬂuiamwangﬁgﬁﬂmﬁu
1N3A 5052-H32 W9 nd Tuvaizsinisideuininissuasuanuien udnuazifor iy
fulunsddinisiFeunanndwdurut 1dadwas fulanzwanesgiiiounnuy
In3@A 1100-H12 v 1 Sadwas uazlumsiFeumanndusumu 1 fadwasiuTanswey

@
%

Y Y
THOUUHUINT A 5052-H32 ¥ 1 Haaas altomssusasuaiuludnyazierdull

o e

]
= sldy a @ [ ay A [ o K Qy A A o A [
N 1{1141’\11/!W'JﬁllWﬁ"ll’é]\161)'1!\ﬂulGI)'lelﬂUQﬂﬂﬁil!%‘]_]ﬂﬂ%uQWUL%ﬂNNﬁﬂ‘nglﬁﬂJ@uﬂu
9
=1

a J Q" 4 4 <} ]
ﬁ)ﬂﬂ!ﬁ@!qu@ﬂﬁﬁ3J1°Llﬂ?iﬂWEJWI‘ﬂ'NiJ%}’E)u@’Gﬂ‘iﬂﬂ“])'l!\i"luL‘dlfﬂiJGlUﬂ"IﬁLGAIfﬂiJlﬁﬁﬂﬂgHLNu

a [

MUl Lsdadmas nulavswauesiilenuruinga 5052-H32 MU 1 Hadiuas uag

< Y

MIFoNHANNA A UMY 1 Hadiuas dulavgnavozgulilonunuINga 5052-H32

Aa A ] do =R ay A R A v 9 =K o A
HUI 1.5 Maalﬂ\lﬁil’lﬂQQﬂﬂﬁm%‘UfJWIf‘L!\1']‘L!L“D'fJ3Jﬁ]\13Jaﬂ‘klﬂ!gﬂaWEJﬂﬁ\iﬂ‘]JGlUﬂ"lil“]fﬂiJIaﬁg



31

1 a J <3 1 a A @ = [l
@lN%U@‘i%‘I’T’JNH’iﬁﬂﬂéﬁllWHﬁuW 1 uaammﬂﬂamNﬁuazgmﬁammumiﬂ 5052-H32

a [

a 3 o 4 < ] Aa a ]
U 1 Uaaluag @1QuuGlumi‘inmWﬂﬂﬁﬁ%umaﬂﬂgumuﬁm 1.5 Nﬁﬁlﬂ@iﬂﬂiﬁﬂgﬂ\lﬁﬂ

=~

o
2D

' a a o 4 < ]
o9 Lﬁﬂllllwulﬂﬁﬂ 5052-H32 ¥id1 1 Yaaluag Llagbl‘l‘lﬂ']ﬁVl’]u'lﬂﬂ'lil%ﬁlﬂlwaﬂﬂé}'lllwu

a A [

w1 1 dadwas nuTavewanezgiitionuduinga 5052-H32 viul L5 Haamas 39191

=~

Y v

@ a = 1 1 Qy 4 <] 1 a A @
ﬁ‘JJ‘].]i%ﬁ"Vl‘ﬁfnﬁﬂ'lfJ!fﬂﬂ'ZﬂlJ3’E]u3$Ti'JN%u@TuL%@NLﬁaﬂﬂ'gﬂmuﬁHT 1 Jaawasnulavisway

pzQUtlaNHUINTA 5052-H32 WU 1 Hadmag

800.0
Exp.
= = 'Sim. (h=160)

600.0
“
[
Ei
5
Q
o
£
L)
2

400.0

200.0

0 50 100 150 200 250
Time (s)

{ v o 1 a o Y 4 < 1
513,10 AnwduRuTszHINgUMYRAUNAIVEIFUIFIUHANNA LAY
nuTavgrauorglilonurunNga 5052-H32 910N3NAA0DY

o 9 =1 an d a 4
HazNMINIUIeaesedeuds v ludoanud

o a 1 1 ' I ay 4

-ﬁll‘IJ‘i$ﬁ‘ﬂ‘ﬁﬂ15fl'IEIL‘V]ﬂ’J'lll%Iﬂuigﬂ’J'Nllﬂﬂlﬂﬁﬂiﬂﬂiﬁ%u\ﬂul"ﬁﬂh
@ Jo KR Qy A
ﬂUQﬂﬂim’ﬂUﬂﬂ"]ﬂu\ﬂuﬁfﬂh

as 1 @ a 1 Y 1 ] < 9}: A

’J‘ﬁﬂ'l‘i‘ﬂ'lﬂ1ﬁllﬂi$ﬁ"ﬂ‘ﬁfﬂiﬂ?fll‘ﬂﬂ’ﬂlli@u‘i514310&!‘1/]\3!??’(,1ﬂ‘i’f]\?slﬁclfuﬁ'lumf@ll
@ o R Qy A QaJJ o (% = v o 1 o a J
ﬂUQﬂﬂﬁﬂ!ﬁ]Uﬂﬂ%MﬁUl%@Nuu ﬂﬁ31/]161uﬁﬂ1¢1ﬂ‘!$mfJ’JﬂLlﬂ‘UfﬂiﬁWﬂTﬁﬁJl]iZﬁ“l/]‘ﬁﬂ']ﬁﬂ?ﬂl“l’l

Y 1 Qy A [ do R Qy A o 1 Y 9 1 dt:ly [
ﬂ?nmauszwmwmmweuﬂuqﬂﬂimﬂuﬂﬂ%uimwaumﬂmﬂmm meluﬂﬁmu%!,ﬂu

1w a = 1 9 1 1 < Slay A [ Jo K
mﬁmmﬁuﬂ’izﬁwﬁmﬁmﬂmﬂmmauizﬁ’nmmmaﬂﬁmGlﬂ%mm!ﬂf’fmﬂuqﬂﬂimﬁmﬂﬂ



32

9
a

Y Y
o . v @ < a 1 .
Fuaruunu lun1ssivua time step Ui lgaianuaiu 200 Jurfilasuaag time step
[ o Y 1 [ a =1 d' YA o a 4 o
gad1vualdinaivianu 0.5 3119 TagTwaan 1S 1ulwoauuatazs I UIU Ivue
1 % [} % { 1 % =) Q( 1
Y 26784 1182 36004 udey uas Tuaan 1 lumsmiadulseansmsoiemanudou

v 1 < s)ay d' [ o =R Qy ci [ ~
5314')']\1!&‘1/]\1Lﬂﬁﬂi@ﬂiﬂﬂfuﬂ']u!%ﬂnt’]ﬂ@qﬂﬂi‘mi]‘]_lflﬂ"]fuﬁ'lul‘]f’ﬂllllﬁﬂﬂﬂﬂgﬂﬂ 3.11

D Backing block

~ A 9 Y a = 1 9 1 1 <
5UN 3.11 Tuwean s lumsmidudse@nsnmsoomanusouseninunavan

U

9}::91 A o Jou X Qy A
5i’)\119]GIﬂN"I‘LlL%@NﬂUQﬂﬂimﬂﬂﬂﬂ%UQTHL%ﬂﬂJ

o 1 < ay 4 a
i]'lﬂﬂ’li‘ﬂﬂﬁ’EN‘Ll'leQL‘Viﬁﬂi@Qig]}%u\ﬂu@ﬁmﬂE]ﬂfl)'lﬂLGI'I’E]UQﬂ!WQMQQ’JNEN

1 Jo ay 4 o % a 1 <
1“%@0%6\1@‘1]ﬂimﬂﬂﬁﬂ%uﬁu&%ﬂlﬂlgﬁﬂ'lﬂ'lﬁJ‘L!ﬁﬂ%’i)yjmﬁﬂ'ﬂmgqmﬂQﬂﬂlﬂﬂllﬂﬂlﬂﬂﬂﬁﬂﬂ

]
IS o

Qsl J v o d v @ a o @ { a 1
Gl,g])GIfHQTHWTJ'J'I ﬂ’J'llI?fllW1!‘ﬁﬁ3%’)']\1!')?]']ﬂﬂqmﬂﬂvillﬂuﬂ\1§ﬂﬁ 3.12 idulszaninisatem

Y

9 1 1 < 9}@3' 4 [ EEs = [
mmiﬁluaz‘ﬁQNLmuwaﬂ‘iﬂﬂﬁ%uﬂmﬁmuﬂuqﬂﬂimi}‘uﬁﬂﬂiuﬂmmmu 170 W/m2 K

o Yy 9 v o d 1 o a 1 3 9}@3’ 4
%37]’]611’3lﬁuﬂi'W‘lLlﬁﬂ\‘]ﬂ'J’liJﬁiJWl!'ﬁiZﬁ'ﬂ\ﬂ'Jﬁ’lﬂ‘UQﬂ!ﬁJ;]ll u LLﬂdLﬁﬁﬂi@ﬂWhUﬂulﬁ%u

o

Y o Y ~ an s a <Y v o Y o I
1/1llﬂ%WﬂﬂTi“V]WHWﬂﬂ’JUEmUEJU’J‘ﬁthlluﬁL’E']aliJLW]GI)"E'J‘LWIUﬂULﬁuﬂiWﬂllﬁﬂﬂﬂ’ﬂNﬁMWl‘lﬁ

1 Y aa < 1

Y { o { o v
i%’ﬂ’JNL’JﬁWﬂUQﬂ!‘I’iﬂN‘VIMlﬂﬂWﬂﬂWiﬂﬂﬂ@\iN1ﬂ‘ﬁ’q{f’] muﬁﬂﬂugﬂﬁ 3.13 uuuﬁﬂﬂmwum

U

1w v KR

a & 1 9 1 1 < Qlay 4 ] t4
ﬂWﬁll‘]J‘ig’ﬁVI‘ﬁfﬂiﬂWEJWIﬂ'Nll3E)u3$T‘i')1\1ll‘l/l\1Wi'ﬁﬂﬁ@ﬂiﬁ%uﬁWNl‘dﬁﬂMﬂUQﬂﬂim%UElﬂ

9 v
a A

FuNuFouialszua 170 Wm' K



800.0

700.0

600.0

500.0 7

Temperature (K)

400.0

300.0 1

200.0

0 50 100 150 200 250

Time (s)

! v 1 a o v <
51U 3.12 anwduiussgniguugiinunavesmaman

923 Y
‘jElﬂmfuﬂ1uv%u%1ﬂﬂ1iﬂﬂam

800.0
Exp.
= = 'Sim.(h=170)
600.0
<
o
£
<
2
5
[_1
400.0
200.0
0 50 100 150 200 250
Time (s)

! v 1 a o v < Qy 4
g‘ﬂﬁ 3.13 ﬂ?TNﬁﬂJWHﬁigﬂ’JNQﬂl‘ViﬂﬂJﬂ‘LILTJa"IEU’E’)QLWIQlﬁaﬂiﬂ\ﬂg{%u\i"lul%ﬂll

Y

o Y = an Jd A 4
1NNITINAADI Llﬁgiﬂﬂﬂﬁ‘ﬂ11&18@]’3853L‘UfJ‘U’J‘ﬁVlWVlumemlluG]



3.3.2

34

MsmnenNun NIV lanzNaNazgHENNAZMINIMIET I
NanzwanozgiitHenagluaaruzvounalinalisunss MARC MENTAT
2005 R1

9 9

9
lunisiiidenseiillaiinearuninvesteti lanswavezgiiionuay

o ] { a [ Lzy <
Murggaai laneravezgiieved ludaiuzveuralrveaFuaulunnniius?

{ o 4 a ﬂa/l o o Y
Lla31/!ﬂﬂigllﬁul(]/\lﬁ’]ﬁﬂ’]ﬂ’ﬁ!%'alrﬂiq Iﬂﬂ"UUWUUﬂ’]iw’lu’]ﬂ HAZNITATIVFDUNANITNIUIYAIY

Y
A v A

T11/51n3 MARC MENTAT 2005 R1 U@4il

Steel sheet

A A 9 o 9 1 g’ a A
U 3.14 Tweanlylumsinnennunievesion lansweauazgiition

taznai langrauezgiitionog luan1uzyeu1a

E
M) JuapuUMINIIea1e 1151058 MARC MENTAT 2005 R1
- a$aluea 3 U6

Y aa o Y A A @ c§'
1uﬂ13ﬁi"lﬁhllﬂa 3 mﬂz‘mm'iﬁsNTmmmgﬂmﬂmmuﬂummm

A < Y Y A A A& A 1 I slay A Aq ¥
LG]YE'HJL”H@ﬂﬂﬁ?LLNUﬂUI@W%NﬁM@%QN!uEJZJLLNH%NJ!L'V]\‘I!’l’iﬁﬂi@\ﬂ@lﬂfﬂ\ﬂu LLﬁZLW@ﬁ@L'Jﬁ'I‘I/]lT

o o ] a J a 4
1uﬂ15ﬂ1u’3mﬁﬁﬂiﬂillﬂiu ’%Q‘ﬂWﬂWiLLU\‘lL@ﬂLNu15]Glﬁa%t%ﬂﬂlﬂWW%‘U‘iL’JmLLu’Ji@EIL%@N

a Jd a 4 a A 3 o o va
TﬂEJL’EJaLﬂJ‘L!G]‘]JSLTJ‘Q!LLM’J?’E)EJLGAH’ENJ?IEUH"I@ 0.625 UAALUAT IINUUNINITNINUATUUA

Y
mMaanufeulinuaIua1e q v lumanua N ULMTINTFUNIUABFNTANIAINT oY

Y ~ dy Y o o Y ' '
A9M1519N 3.3 1ag 3.7 u’ﬂﬂmmﬂumi‘1J‘5zﬂauimmahlﬂmﬂﬁmwuﬂelﬁ MU IDYADITHIN

< 9 1 [ a [] 1 1 g 4 % 1 <
maﬂﬂmuwuﬂuTawzwﬁuazgmﬁﬂmmu Llagi@ﬂ@]'ﬂigﬁﬁ'l\'l“]fuﬂ'luL%'fJilﬂ“lJLl‘l/]\HWﬁﬂ



35

2 4 [ ' o { ) [
souldFuaudeuiusosnoauysal (Perfect Interface) Tuaaf1dlumsiinelidnyme

[

~ o o [ A < 9 1 a a ]
a3 3.14 TagTuaa lumsinnedmsumsweurannamWuyu 1 Jaawasnu langHey
A ' A a o o 4 < 1
pzgltionuruinga 1100-H12 vu1 1 Hadwas uaz Twaad m5umai¥eumannduny
a a [ a 1 Aa A o a 4
w1 Hadasnulanenanozgiidonununga 5052-H32 ¥ 1 Jaamas USuiueamua
Y '
HAZIIUIUTHUANINUALNINY 77060 ag 81162 A 1ud191 uazluaanldd1usy
o 4 < ] Aa A @ a
st IemaFemrannauniurul 1 Nadwasnulavenduozgiifiounsa 5052-H32
a a 4 3 ] a a ] a ]
WU 1.5 Haamas uazmageuranndwkunul 1.5 daawasnuTangnauozgliionunu
Y
1NTA 5052-H32 ¥U1 1 TaaNas U8 1L A uanaz s 11U THUATIHUAIN AU 92470
1AL 96757 MUAIAL
° A A
- Mruananamsweradluluea
a 4 a 4
Tunsldssdeuds I ludoavuddreTdsunsy MARC MENTAT
¥ v Y v
2005 R1 1911190320 UM TN dosiinsmuuananialums¥ey naneanudou
Y )
asgFuau nazianed miuduasalivesunassnidannuiou Tasfianianisiyoun
' v d‘ a d‘ 1 d‘ a A A
A9 9 ueraeaazali 3.15 nnammuuaunilsinged lugdn 3.15 NEmemuunu z - Aena
NNMIATOUNUDILHAIN AN NNTOU NANIMTAULUNY x ADNANNEMTUMHUAVUIA
1 Y Y
Fanvoanasiuiannudou Falumsdnaasatdsivualiurasduiannudsulanyus

I a ay 4 a o a Y 1491
Lﬂuwﬂauuumqﬂmmﬁau HAaZNANINAIUUUY y mwuwwwmmiaumq%mm

o d o a 4
UM 3.15 Tweangnimuanamalumsion



36

o A A 9
- mﬂumﬁ’aullﬁmﬁimu

9
miﬁmwmwm%’wwawaﬁﬂamwﬂngmﬁﬂu HasNIINIULIAN

A a A (] o’/’ dyo o A A Y A o
ﬂTamNﬁmzqmufmagﬂluﬁmuzmmmmﬂiQummimﬂumﬂau'lmsu@luﬂa NIUUA

v
Y=

gaungiisudu ldnTvuann TvualuTueamiin 303 K seguugidil lavinnmsialuany

o d‘
NINILYBY
o d‘
- ﬂ’lﬁuﬂN@ullGU"U@UL(’Uﬁ
o d‘ A o dy
ﬂ’liﬂ’]ﬂuﬂlﬁﬂuhl"llsllf)ﬂl"llﬁﬂ JU
Y Aa dy Aa ay A 3 Aa < Y 1
1) @519 Face film USIUNUNIT U ULFDUNIUTLIULHANNATUNU
i1 P’ 9 1
uaz Tanznauozgiiiiouunu iofmuamdulszanimsmomanuiouszninguanuion
o du = A A
U'Qﬂﬂiﬂl VYAV UIULBDUY
9 a a v < 9}::9/ A d‘ o
2) @3 Face film Uil']mN'JGU'BQLL‘VNL“YTGﬂiﬂﬂiﬂ%uﬁTul%@NLW@ﬂ1ﬁuﬂ

1 [

a 1 9 1 1 < 9}@9’ A [ o =K
Mdulsza@ninminigmanuiousgninununansodldsuangsouiugilniaidvda
2 4
FUNUFDY

Y dy a o [ 9J 9 le d' a d'
3) afnurdmiulianuionasgFuarey a USNULUITBITD

] A Yo £ A ~ )
Taganuioungnlinuyuaurenlulisunsy MARC MENTAT 2005 R1 Un1305291862
11UV Gaussian

2 g N . ; : g 2
Tusuaouildaldiimssmuanszua Iinlslumsden anusnly
[l v Y )
Tun1st%on YUIASTANVDIAIINS O UNANNTLNUAIFTUIUIFDUININY 6 HADIUAT
. 1 v J 4 4 Y A & Y]
(Pierce, S. W. et al.,1999) ANwANANIvouATouFon azmdulsz@nimsgagunaiuion
o A‘ Y S I 4
VUZHMITF NN 40 BT IFUA (Messler, R. W., 2004)
Y v )
-Usudananlslumssen
A Y A o ° Y
esansuaruni lddinisastvaeulnssadegania uaznaaon
vAa A :JI Y] o 1 % 4 [ z a o
antiaFanaiugnaaseniindiunianinalsvesuiseayon auiulunsiniiziale
A aa S s Y v o Y o , A A A ~
szfeus I ludeamud 39delsudaunarliiisanonomsnanuToesouNne N gIND
Y ]
dsumstineanuninaesteti Tanegnanezgliiounaztuiesianain lanenan
I ) Y Y
pzqitionodluaniuzvounar & usHadwININauuIsoadon Tumsiiuensail
= 9 di 09: a =1
alsnarlumsweunaviua 4 1N
) MINTNTDUNANINIUI8A8 115115 MARC MENTAT 2005 R1
k)
nMiasdouranunItvecoth lanswauezgiiiion nazaiaial

d' a A 1 AAad 3 dy
1/1Tamwangmufmag“luﬁmuz:mmmmmmﬁmimu



37

Y
- MsasdeuaNun Vet Tanznauoz giiiioy
Ha991An15A1U A28 1151050 MARC MENTAT 2005 R1 35013
9 T 31 a A A o dy o @ A
asvaeuANUNI Voo Tanenauezgiiioniiaal iimsdaveTuaanisiron o
A a & A v Y
nurseuyonluuinuninaed laamsiyon lumsasrnaeunnuninvestetilany
Y 4 ]
Havezgilitionnnwanmsiienauaiu nsziilasnmsdavan Teamasonluusinm
1 1 1 [l A
MmAamsvaouralIved lanzurunieiige o Aunianilsvagiimsiyon 1Inuiing
v o J ' a o 1 a 1 1 3 Y
adnanuduiusszIgurgluazA e o DnusosassznIuaNNA UL Tany

a A ' @ v o Jo J
HANDSRNIUINLNU Wﬁ\iiﬂﬂﬂﬁﬁ%%‘lﬂ’ﬂhﬁ'l}Wu‘ﬁﬂ\‘lﬂaTJﬁ]$ﬁ1h15ﬂﬂ‘i1ﬂ1ﬁﬁﬁﬂ’ﬂhﬂ%1@

1 v v
TumudavaeTuaanisisevvesuei lanewanezqiitioy dadr0d191u31U9 3.16
Y 1 o A ] g’ a A A a d? =\ Y
nnguaadlimunvagiimsireuteii lavgnanozgitisuiinavuinnunnlssuna
6 NaaLuag
1522
1422 .
1322 ,//.\ \\
< y N
e / \
£ 1222 | / \
()
S, l/ \
g \
H
1122 \
1022 ,/ 3
Melting /
Point of Al / \
922 D Width of Al weld T\
0 1 2 3 4 5 6 7 8
Distance (mm)

o ]

{ v o d J a o
71N 3.16 ANuANRUTIENIQUNYTAUA LN



38

- MIasRapUNaN lanewanezgiitiened luaaiuzueunad

naInMIsIIudIeT1sunTu MARC MENTAT 2005 R1 ta5vauyssl

E4
~ o v

N3N A VSN lavznauezgiitisveg luaniusvouraINaIl 11n1saaug

TumamadouusnauninaeTumau¥on uaziaon Ivua o A1UHUIT0IADTEN I
< [l @ a ] a % 4 z o

mannawkunylanzranezgiiflouuiunsnaninalssesdoy 1ntuiinisaii

v o J ' a @ 1 @ v o J 1
ANVANUNUTISUINIAUQSYUN YN A TriuafINa? 'ﬂﬁ\‘l%WﬂﬂTiﬁ%INﬂ’JﬁJf;‘fiJWl!ﬁi%‘ﬁ’JN

a A 1

nawazguuIzdsaNIutIEIan lavznauezgitioveg ludouzvounad 1q

U

aadaed1alugln 317 Fanudgranaiilavsndvesgiiiovegluaniuzvouriad

ISP

Tadszana 0.6 7UM

o0 ITTTETTT

Melting Point
1400 of Al alloy
1200 /|

& 1000
E
S 800 }
8
£ ¢
S 600 |
400
Melting time
200 | 4+ of Alalloy
] LT |
I
0 [ 1 [T 1 I
0 0.5 1 1.5 2 2.5 3 3.5 4 4.5
Time (s)

v o ' a o
31N 3.17 anuduiusIzrINgungInunm



v

UNN 4

Nﬁﬂﬁ‘ﬂﬂﬁ@)ﬂ!!ﬁz%lﬂ‘ﬂ%ﬁﬂﬁﬂfiﬂﬂﬁ@ﬂ

4.1  answavesswuuntiFenlulaviznanazgiitianIH A AN YL

o A
m@ﬂ‘ﬂuﬁ1iﬂ'§$ﬂ@ﬂ!‘ﬂ\ﬂaﬁ$
S A d‘ a a A 1 1 Y
siquuniiFenegmanaslulanenavosgiifonunuazdinali langnan

a A 1 = vAa d' (] Q’ vAa 9 [
prgiiionuduiiantaasuly Tasmnizedwseauianiennudowsu Tavznau

a A 1 & A A A = 1 ] o g’ v A
Pz QUIEUIAUINTA 1100 FAUTUUNITENB0EU Tz 0.001 1WoT1EUA Tasriniin LA

o 9 A a A 1 & A A A
M311ANIoU 222 W/m K Tuvazi Tarisnauas glitlsutiuinga 5052 $au51guuniaen
= [ = S < 4 g’ ] s o 9 ~
wooglszuim 2209 2.8 1o iua Tagiiimiin UA1N1311AINIOY 138 WmK n1sh

Y 1
Amsinnudeuveslanswauezgitflonuiuuanarsnuil dewaldluvaziimsiyon
a 1 @ a a 1 v < ] [
INAATINUANAINYDINITNTZDIBAIVBIQUNAN B UTUToERDIZN AN WHUNY Tans
Y
navezgilitlonuny uazdinaliinanuuanaeiuvesdnyuzFud1slsznouda lans
d‘ ) d' 1 a d! 9 Aa A 1 1 a [ dy
wetiimstyoulanzaasiagalylavewavezgililouurua19yiany yanaini
1 [ a a( 1 1 ay 4 (% v
nnmInaaesmmdulsganimsniemanudon senieFunuwdeunvugnisidsuda
Qy 4 1 1 @ a -QJ 1 1 Qy 4 [ o
FunmFeounud adulszaninisoiemanuiouszninsunwdeunuglnssisuda
Qy 4 4 < [ a a [ a ]
FuarmFouluvuziFomuanndwrunul 1 Hadwas nulangnavozgliionudunsa
a A [ [ [ { 4 < ]

1100-HI2 ¥ U1 1 Uadtuas UAUNIAY 145 Wm K v N lunstoutvannalmu
MUl ldadmas nulavswayesiidenuruinga 5052-H32 M1 1 Hadiuas Wy

[

1 a a( 1 1 Qy 4 [ &Y Qy 4
adulseaninisoromaniuiousgnieFuanuFeunvuglnsaitudasuiuion
J ] Y
TAUNIAY 160 W/m’ K area1dulse@nsmaniemanusounuana19iuil 0190z daHano
d' ] = [ d' 1 o 9 d' Y a 1 R Aa A
seu¥ousunelInuNMITasuulasninsiinnuieu tazie 14 inan11uNIZ919D90NTNA
' Y
vousguuntisunanaslulavsnauazgiiovuruaadanyas v FuaIslsenay

£4
=

~ v 9 Ya o ° A = = A a A A A A
Falang TuriadeiidiseaziinisesureninisAnu1dnswavess1quuniidouiige
Y
ogluTanzwanezgiiiouniudennunuazaNuMIgIgavestumsUsznouse Tans
A a 4%/ Qy A 1 a 1 < 9 1 o a A ]
mRavuluFunugen Tansasiaseniumanna AUy Tanswavezglitounmiu
411  anunevesrumsdszneuyalane
Y
I 1% a 4
naransianuninvestuasliznowmFalangarendosganssal

1 09/’ 4 < ] a A 1% a ]
UUULTINUI 1/]\‘]11!ﬂTiL%@MLWﬁﬂﬂéjﬂlﬂuqu 1 3Jamamiﬂuiamwauazgmﬁﬂmmu



40

a A 4 < ] a A v
INTA 1100-HI2 U1 1UdaLUAT uazmig%umaﬂﬂé’mwuwm 1 Haawasnulavizneay

a A ] a A qg/} d' Y a 9 4’ Q‘ tg
DEQUIUINHNULINTA 5052-H32 YU 1 Uaaluasuu Wwalssuannusenlumsiyeunuau

G

3 a A a d? Qy A = 9 d? [ ]
Fua1sUsenou¥elarnemnavu luFuauFonasia1un 198NN Ausuuaaslu

1] 1] 9
517 4.1 wazdannan e ldlsurmanudeonlumsiowmidy suaisisznemFeTane
A a dg} Qy A I U 1 A A o A A ]
Mmaavuluruwdowvannaiuduyul 1 Jadiuas dulavenayesgiilonuny
k4 H 4
insa 1100-HI12 U1 1 Hadwas Tanwnduinnnduaisdsznomdelanziinady
2 4 <] ' a a @ a '
TuFuudemvanndiudu vul 1adiuas nulavgnauezgiiionnruinga
a Aa v 1 { o 1 4 '
5052-H32 w1 1 Jadawas ausunaasluglin 4.2 Tasanuduiusszniteanuniig

4 1 ] H
YourumsisznoudlanznulSunuanudoudldlumssoundasdagii 4.3

5052 Aluminum
_ Aalloy

.\ [5052Aluminum]

alloy

(a) 18.4 N1aga (b) 24.5 N laga uaz (c) 30.6 Nlaga



1100 |¢
Aluminum |.

~ ) 3 a A F) a 9
7N 42 anunievestuaslszneuda Tavzainmayendielsmannuion
a Qy A I v LY
24.5 nlaga Turuau¥ow (a) tnanndwnuny Tangmey
a 1 a3 1
pzaliflouuniu 1na 1100-H12 182 (b) tmannaumy

nuTargHauorgliloNrUNg A 5052-H32

Width of IMP (mm)
N
|

=©=Steel & 1100 Al

*EF*Steel & 5052 Al
0 T

10 15 20 25 30 35 40

Heat input for joining (kJ)

v o d 1 9 3 Aa
ANVFUNUTIZHINANUNINVIFUasUsEno LT lavie

e
=
=i
N
(98]

v (a P ~Aq Y A
Audsuaanuseunlslumsiyew



42

L Widh or ARG LSl
- weld pool t b A

5052 Aluminum
alloy

Width of Al
& weld pool

5052 Aluminum
alloy

i SR Stcol |
: - Width of Al G
|<'——— weld pool —’l
IR 5052 Aluminum :
alloy

~ ) 1o A A A Y a Y 1
zﬂ‘ﬂ 44 ﬂ’JUJﬂ’JN"U’e’N‘Uﬂuﬂ’dﬁxWﬁuﬂzguLuEJiJmﬂﬂﬁmeﬂ’JElﬂimmﬂ’JW'iEJ‘LMN 9

(a) 18.4 N Taga (b) 24.5 Aaga 1a (c) 30.6 N laga

4 J a 3 <3 ] @ a ]
%"IﬂﬂTiL%@llIa‘ﬁ3@]"I\i“]ﬂ!ﬂi%ﬁ'J'N!‘Haﬂﬂﬁaﬁlmuﬂﬂjaﬁzwﬁmﬂzg‘hlﬁﬂﬂlmu

9 Y
a o o

E4
Tagedumatia Self-brazing WU Fuenssznoude Tavzazifaduanmsnilgnsenssning

a % I~ [ { o [ <3 Y] 0911 a {
Tangwauezgiifiouvasurarnumanndwaundsed lugoiuzveads duiuusnunazny
Y
[ [ o a 3| a a a
manesvesrumslsznoude TanzduiluusnurivuvesTavgnauezgiiisuraouad
v Y
=

2 o v v A 9 1 < 9 1 9 [ o A A =K A
PFITUNTNUNIATUANWNUDIUUANNAUINY ﬂ’Jmeﬂu5111!WWUfN‘]JﬂuWTﬁﬁ%WﬁNﬂxgmuﬂNﬂﬂMNa

9
a A a K

1 as/‘ Qy 4 < 1 1
@]ﬂﬂ’JNJﬂ'gJJ"N‘U@Q%UﬁWﬁﬂiZﬂfJUlﬂf\‘]Iﬁﬁ%ﬂ ﬂﬂmuclu%mmL%mﬂuammm LW](‘?{'J?J
9 v E4 Y Y
anunisvesteiirlavenanozgiiisuinauiiuiuegiuanyuzn1sn1omAINs o
Y ] ] 1 9 Y
TugunuFeuvaziingdou FIanyuznI01ema1u3ouveTaga1e 9 Wy Iuegiu
wa @ { 1 ] @ 0911
autannanuieuvesiaquazdnnzuiadeunszuulingegiuediaun deiuluns
) 9 =R A a S A d‘ A a A 1
1/]'lﬂ'J']lJLSU1151]ﬂ\1ﬁ]ﬂﬁWﬁﬂl@Q‘ﬁWﬂl!NﬂHl“BﬂMﬂQﬂl%@ﬁﬂulﬂalujﬁﬂzwﬁuﬂgﬂL‘LlleJLLWLl

9 9
G]’E)ﬂ’J"IﬂJﬂ%]leU’t’N%uﬁﬁﬂizﬂ@llﬂﬁiﬁﬁz fﬂi@]i’Jﬁ]ﬁi’)‘]J"U‘L!"Iﬂﬂ’J"IﬂJﬂ’gJ}N‘]J?N‘]J’EJﬁ"IIﬁﬂSNﬁll



43

~ Y = o

a = 9 091’ a A a d?'
azgmuﬂmgauﬂiaumﬂUﬂmummmﬂawamawumiﬂszﬂ’omﬂfﬂammﬂﬂmu‘lu

1 4 4
A =® o =

Py S A Ao & Ao AdY Yo v
Funwyeudauduadanuaiuiniu vazlunsiveil Ulﬂ“l/ﬂﬂWiG]i’Ji]f’f@‘lJﬂ’ﬂiJﬂ’ﬂ\‘l
Y Y

voaUo Tangmanozgiition 1991NN1503529TAAI0NADIANTIATLDULEIAZIINNG

o 9 =1 ax Jd a 4
Mneaieszdiends il ludeanud

Width of Al
weld pool

1100 Aluminum
alloy

Width of Al
weld pool g

5052 Aluminum
alloy

a A d‘

' Y
UM 4.5 anwndvesoih Tanznavezgiifeuninmssondrodsuimanuion
a Qs/ A < F) ] o
24.5 nlaga Tusuausew (a) tmannawnuny langwery
a 1 =4 1
PLANIToNAUINTA 1100-H12 tag (b) (HANNA LAY

U

N TangmeaupzgitloNiHuINg A 5052-H32
o ) v J A~ v v
IARANITAIIVTAAIUNINUBILBM TareHaNDLQililoNAI8Nd DY
4 [ [} ~ Y 1 1 :I Aa A
ganssaduvuuay ausuuaaslugln 4.4 naasliiiuived lavenauozgiliiowy
=1 9 Q‘ dy d' Y a 9 d' d?l 3 = d' ld‘
ziaNuN UYL 1F5 v nuseu lunmswenunvu lunsaensalMsIFoN LALND
o = 1=} [ 9 1 g; a A dl a dgl d'
Mmslseueunanisansiaianiuningvestienillavignanayguilsuinayuise
o d' Y a 9 LY Y] 1 ] oy a A ay d'
Mmswen Iesldlsuannussuminu ndununuei lavgnavezgliiiey IuFunuiew
< ] Y o a ] Aa a
manndwdunu 1 ladwas nulavznanezglilounduinga 1100-H12 w1 1 Haduas
1 -Qy 4 a3 1 Aa A @ a [
HvuauaunluFunusemnanndwrunul 1 Naawas nulanewauozgliiouuny
Aa A % [] { (% @ 4 1
159 5052-H32 11 1 daawas ausuudaslugdi 4.5 Tasanuduiusszninanuniig

1 3' a A o a Y Aq ¥ A [ A
"U'EN‘U@’LHIQWZNﬁﬁJEJ%QiJLUEJNﬂ'UTJ'illT'LLlﬂ'NiJ'iﬂuﬂi%iuﬂWﬁL“ﬁﬂMlLﬁﬂﬁﬂ\‘l?‘ﬂﬂ 4.6



44

[ Y
FIHANIINAADIAING VAUIINUNANITATIVIAANUAINVIFUAITUTEno T Tany

da d g 2 4
navu luguaugen

=

£

S 6

o)

o

=

z

< 4

[

)

=

B

= 2 - o
=©= Steel & 1100 Al
"B Steel & 5052 Al

0 T
10 15 20 25 30 35 40

Heat input for joining (kJ)

A v o ' ] 2’ A A
g’ﬂ‘ﬂ 4.6 ﬂ’ﬂllﬁil‘l"luﬁi%W’JNﬂ’ﬂiJﬂ%lNﬁll’éN‘UﬂuWTﬁﬂ%NﬁN@g@'ﬂJluﬂﬂJ

% a 9 d' 9 d'
Audsuanuseun lglunssou

~ 9 1 2} a A Ay ¥ o 14

gﬂ‘ﬂ 4.7 LLﬁﬂ\iﬂ'ﬂNﬂ')N"llfN‘U’E]u’lTﬁW$WﬂlJ’E]ggillufllmhlﬂFI]'IﬂﬂTi‘VH'HWEJﬂ'JEJ

=1 ag o a 4 d! o Y ] 31 a A dy

izmmnﬁhlwllumaamm] G]NWﬁﬂ'lTVITIHﬂﬂ’)']iJﬂ']1\‘1ﬂl@ﬂﬂﬂu’liaﬂgwﬁhﬂggﬂluﬂhu
c,' o o . v o & =

nJuNamﬂmimamaﬂymzmiawmmmiauiummzmmiwau fl]"lﬂzﬂ‘ﬂ 4.6 o 4.7

' 9 ' 3’ a A Ay Y v 9 Y L4

’i]g‘W‘]J'Nﬂ'Nllﬂ??ﬁmﬂﬂﬂﬂu"liaﬂgNﬁlli’)gglllu&llﬂllﬂiﬂﬂfﬂﬁ@]ﬁ'ﬁ]ﬁﬂﬂﬁﬂﬂﬁﬂﬂﬂaﬂiiﬂu

HUDLHEY taz1nnIiIuealessdeuds 1 ludedmuainisiasuntas 1y lunania

= % 1

] ] Y
Lﬂﬂ’]ﬂUﬂﬁTJﬁ@ LﬁﬂﬁWﬂTﬁWﬂ1ﬁm1ﬂ1ﬁL%@Mﬁ’)ﬂﬂiuWﬂ!ﬂ’ﬂN%@ulﬂWﬁu o lavignawy

a A 1

a 4 < 9 ] Aa A [
prgiioulunsaimsiroumanndiukiuyiul 1 dadwas nulavsnanesgiiiouun

A a = 9 9 ' = A <] Y T
1N3A 1100-HI12 U1 1 Uaatuag ﬁ]gﬂﬂquﬂaqquaﬂﬂjqil‘lﬂﬁmﬂ’]il%"ﬂmlﬁﬁﬂﬂa’]llwu

9
W 1 Hadwas nuTanenavezgifounduinsa 5052-H32 vun 1 Hadwas aaiuiaild
Y 4
wooyu I 1a11 vinavesteth TarzkauezgiiisndIuegiungAnssuNITIIBINAINT o U

U

a A ] o A | Y
ﬂlﬁ]ﬂiﬁ'ﬂgF\I’ﬁiJE]szuﬂNLLNqu%mZTﬂﬂﬁW@Mﬂuﬂﬁﬂ



45

Width of Al weld pool (mm)

== Steel & 1100 Al

"B Stee & 5052 Al
0 \ \

10 15 20 25 30 35 40

Heat input for joining (kJ)

{ v o 1 1 :1 a
7 47 anuduiutsgninanuninvestoi Tangwavezgiiiiou

v (a Y Aq Y o A
Audsuannuseunlslumsinnemssou

=~

Y
uademMIngIve ldduiumsinneanuniveieth lavenanozgiiiion
i1 4
Tuvazgiimsirounsaeensdl 91nms IdaimsihanuiouvesTanswauozgiitiouuy
[ A & 1 9 A [ [ I A A A
pazAd Nl szaNIn1s019MANToUNANN Y DU UNANIINNITITTIUUN HIFYY
9 ] 9
asluTanznavezgiiflonnru auwmeaziliinannunszintauavesio lavgneu
a A A 3 ' 492} 1o I o [ v Yaou K 14
pzgiiiouin)asumlaniu MIuegiunavessquunilidenludnyus laidlunan 43369904
Y 1 4 1 v
Bimsitneanunitveseti lavenaueggiisuinaiuyaziimsdounuandnaos
v 4 dy
anyay A9l
Y
1 MsAnbIKavesaINTiinuioudealunIteueseiirilanznay
] 4
pzgitiion Tashimsiunemsiyeudiemssiiuamduilse@nimsoiamanuiouszning
Qy A [ dov XK Qy A yd' 2 o A
FuarmFeunuginsaidudasuaimdon 130 145 Wm'K nagiinisiasuuilag
mmshanudouves Tanenauezgiiitiounriuasnifio 222 naz 138 W/mK
4 Y
2) msfinwwavesmdnlszaninmsomemanuieuaeniunievesien
Tanznawozgitfion Tagiimstiurenisieudlenisaimsimnuiouveslavzndu

[ o { 1w a J iy
@ZQNLHEJMHJH 222 W/mK LLﬁ$ﬂ1ﬂ1‘§!f]_]aUullﬂﬁ\iﬂ'lﬁilﬂﬁgﬁ‘ﬂ‘ﬁﬂ'ﬁﬂ'lfl!ﬂﬂ')'lll%}@u"ll@\i%u\ﬂu

A v Jo = Qy A 1A 2
FOUNURUNTUIVIATUNWIFONEDIAIAD 145 1aZ 160 W/m'K

Q



46

7 B
2 6
(=}
(S
=
[
=
< 5
G
o
=
=]
2,
= k=222
"B k=138
3
15 20 25 30 35

Heat input for joining (kJ)

! v o J v ' 3’ a @ Aa
71 4.8 Aanuduiusszninanun e stioi Tavenauezgiiflourvlsmunnuiou

u

Aq ¥ o A A o 9 J o Y
w“lclfsl,umimmﬂmiwau ‘lummmuwmammimmmsau

anusouveslanznanozgliiouuHuiuAna 19y

Y
Han1stImenundevesteir langwavezgiiiousinnisiiuieluy
1% @ 1 [ A o Y A Y < A
AOIANHULAINAINAAIAI3IN 4.8 Az 4.9 91nHan13iuIeaezl 4.8 uaasliiiuiuile
o A < 9 ] [ Aa ] &L A o 9 1 ]
Mmswemannawduiylansnanezqlilonury $a0AI1N151IANNToUIANAIIAY
o 1 Y Y 1 g’ a A A a 2 o A ' Y
"y dawalnanuninveateii lavenavezgiisuninavuyasinsiFouuana 190y
1 ~ o Y] ~ £ Y I K [ a 1
2619110 vz A IMueaeglin 4.9 Faaaslmiudawavesnrdulszaninmsaiom
9 v ay A [ o K ay A 1 9 1 :’
ANVITOUTLHINFUNWFONNURUNTAIVIATUNUFBUABANNAIYBILBN TansHay

a A J d‘ o o d' 9 a 9 [ D% =\ d'
IQUIUEY NUIUNORIMIMIUIMSIFIUAIBYTIUANNToUMINY Taslinsidasundas

e

1w a 1 1 Qy y [ Jo 4 3 ~ 1

f‘ﬂﬁll‘l]33@1’1/1ﬁﬂTﬁiﬂElmﬂ’ﬂiJ%fJUiZW’JN‘ISUQ11!!‘?5’8’)%ﬂUQﬂﬂiﬂ!ﬂUﬁﬂ‘BuNUL%ﬂﬂuu UAOND
~ ) ] .-f} Aa A 9 [ 091} 2 o Y Y

ﬂTﬁL‘]JaEJ“L!LL‘]_]ﬁ\1ﬂ’NZJﬂ’JWQﬂJ@\?UﬂUWIﬁﬁ%NﬁN@%QNLuEJ?J“LJ’E)EJlﬂﬂ mumwﬂwwaﬁiﬂ"lmw

q

'
A A A A

14 1 r?’ A 0911 a A
ﬂ’J"IiJﬂ’JNEUEN‘]JEJMTIaﬁgWﬁﬂJ’f)VQiJLUEJN“VILﬂ@ﬂ"IﬁL‘]JﬁiJL!LL‘]Jﬁ\?L!“L! nanmslaguuias
1 ) 9 Aa A ] [ A a ==t
mmiuwmmiaumaﬂammngmufmuwu @mummmﬂmﬁmmmunnumaumiu

a < @
Tanewauozgiiouiunan



47

7
Re
Balel

-~ 67
g
E
S
(=}
a
=
5
<
Gy
=}
=
=)
=

4

=h=145
"B'h=160
3
15 20 25 30 35
Heat input for joining (kJ)

A v o 1 ] oy a
Z.i"]J‘ﬂ 49 ﬂ'ﬂi]ﬁiJWH‘ﬁ‘i%ﬂ’)Nﬂ’NﬂJﬂ’BJ}N"UEN‘U’E)u1Iﬁ°H$Nﬁi]f]gﬁm,ﬁﬁlll

u

v (a P Aq Y o A A o
ﬂuﬂimmmmmuﬂﬁum‘immﬂmiwaﬂuﬂimmmﬂ
N 1

Y " @ Aa a 9 1 Qy 4
ﬂ'JElﬂ'I’ffllﬂﬁ3ﬁ‘Vl‘ﬁﬂ15ﬂTﬂlfﬂﬂjWNiﬂHi%WQTQ%uQWHLGABﬂN
Y

[

4 =< A A ~ 1 o
UQﬂﬂﬁm VAT UITULIBDUNUANA NN U

e

I Y Y )
pid T UANNULMInodIueIFuaIsszno T Tare TuFuauyou

= (] a = v Y T g’ a A qsz’ a
1/1”lmﬂu”lﬂiumﬁwNmsnmJwammmwwawauﬂamwﬁngmuﬂuuu D19ISINAIINNIT

A

d‘ a A d! = S A 1T =
mTamwamazgmuauwaaumm G]Nll‘ﬁW]!,LllﬂuL“]ﬂlllLﬁ]’ﬂﬂgﬂﬂ’!"ma"liﬂiﬂgluﬂiﬂﬂEJﬂ

a < Y T Yo dy = Aau A A 9 @
"hJuummmmaﬂﬂmuwu‘lﬂmm HENIINUNANITANHINIUIVININYIVDINUAIMUTINITH

Y
a A =}

=\ dﬁl a 1
GlumaLﬂaﬂm@ﬂamwaemwm"lﬂuuwum NUIIPUNDUUTLIUN

=
=)D
)
QA =),
e
Lo
@
ee
30
-
—9
=

=
a)
o

= A o 1 Y
143J6]JENﬂﬁl,‘]JEJﬂ (contact angle) HA1anA 109 uazdenali lavevaout

]
Yy KR

9 Y
Tduuiua'18@4Uu (Shinozaki, N. et al., 2002) A1e1vadi lun1539e17 18 1452100073
<

[

o a 4 4 o o Aa a [ 1 ]
"I,N"lum@amumﬁammmmwﬂqmwgumnmiamaiwanmaﬂﬂéﬁuwuﬂuiamme
A A i o A Y o Y < oA o 0
@zgmuﬂmmuiummwwmiwamw ﬁﬂﬂNﬁﬂ"lSVITlHﬂLlﬁﬂQl‘HL‘H“L!”JWL‘JJ’E)“VHﬂWiVI'Iu"IfJ
y a 1 o a a 1 1 < ] o
ﬂm%@uﬁaaﬂammmm%’aummu UMY W mnmﬁeaﬁmzmmwaﬂﬂﬁ'mwuﬂﬂawz

a ] o 4 <3 9 ] a a ] a
wﬁngmﬁﬂmmuiummzmmﬂ%umaﬂﬂamwuwm 1 Haaluasg ﬂUIaWZNﬁTN@ZQNLﬁﬂN



48

1 Aa A 1 o 4 <3 ] A A
URULNTA 5052-H32 YU 1 Uaaluag ﬁ]gqxiﬂ’J']Glu"lliLlSVHﬂ'ﬁLG]dfﬂﬂJlﬁaﬂﬂé}HLWUﬂH'] 1 HaaLuag

nulavgrauozliiouunuNga 1100-H12 ¥ 1 Jadawas awaaalugili 4.10

Steel-Al interface temperature (K)

= 1TF - Steel & 5052 Al

—6— Steel & 1100 Al
— 500 T T

-4 -3 -2 -1 0 1 2 3 4

Distance from center of heat source (mm)

3 4.10 auduiusszningungiusnusesaoszramu Tans

U

ﬁ”mzﬂxmqmﬂﬁmammdqﬁnﬁ@mm%’au

o 9 = aa d a J v ' 9 '

ninramsieaesziiends il ludeduuddnanuanldifiuiing

== d' A 1 a A 1 =\ o Y a A 1 1
uuniliyeuinesdlulanenauezgiiflonuruiinai IigungiuTNUT08ADTTHIN

1 o A [ a dy d? o I ~ Aa A
urn TavgTuvazimawen Tansaayiaiigeuy suitluwauannmsn lansnanesgiiiion

A A N A A [l a S 1 ) Y A o o &
nusuuniGeueeg lulTamnziamaiinnuieuidias Tuvaziinsaey

¥ o= A A vy = Y} ' o A a
ANuFeuTIameanINUINUTawel 1ad1n11 Jeih Idwulwamsinnegurgiusoa
' 1 1 o o & Y a Y ' v 3 @
soednszriIudu Tans luvaziiimsiuensireualslsannuiewminu ifuas
317 4.10 FudehinsinsawansiinegurgIusNUTesasIs NI Tane s WA

U q

Y ' 2
HanunANveto lansnauezgliisuniidonunisvestumsilsznoudalans

9
A Aa K

Qy A A o Y Y S A A A 1
mnedulusuanwgon et ldamisoaglldlsquuniiilFeunitooglulanznaw
a A = v =S a A a
azgmu&mmuuwammmmmsaiumimﬂﬂmaﬂamwﬁuaxgmuﬂuﬁaaumaﬂﬂuum

<] 9 ' £ = Av A A 9 YA o 1 :JI 4 Aa A
VBDIUNANNANULNU ‘ﬂNﬁ]1ﬂﬂ1§ﬂﬂ‘]&l"lﬂﬁﬂTi'Ji]EJ‘VILﬂfJ’JEU@QEj'llﬁ]ﬂ‘i/lﬁWTJ’JTGHHE’JBﬂ”lGBWIJ@Q@SQNLHEJN



49

A ~A A 1< 4 :JI = = J g 4 a A A (0=}
nisuuniiFeniluesdlszneutiulianuadesuinniduoen lsavesozgiitioun Tul
A A I 4 oaj P s 1 tiycu =\ o Y
sguuniiFeumiuesdilsznoy Tassusen lsanlanuadesuinniidalinaiildyy
v 4 I
Tun1513)en (contact angle) tNNAUY Fadamalianuainwisalumsitlenveslavenay

v
A YA v

Y v
pzgiitionvaourad luuiuAiand1as (Shinozaki, N. et al., 2002) Ae1HiifItede 1905
9 A A A A 1 Aa A 1 3 1 9)3 s A d?'
lansmuuniidouinesglulanenavezgiitisuunuiindina lisuoon ladiinaduvmy
o di = = oa.;l o’dy = o Y =
Mmseuianuades uazsusen leaioninaniivanuainsalumsdlenveslans
Aa A a < 9 1 o A
neruozgiitionnaoumad lluudmveavanndwauluvugiimsisouanag
412  anuningIgavestumslszneuisalariz
o 4 1 a 1 < [ [
TuvaziinmsFoulangaayiaseniiunanndududulansnay
A A 1 A A o aaa @ 3 a I g
pzitouiy oznoNvadezgionszinlgnsonuesnevvearannausuaslsznou
Y 9
e lane Taganuruvessudsilszneudelane aziuegnuanudamnsalumsuns s
< [ a % 3 A
YpozABUIHANNUDZAONDZNiloN FeanunvestudIsdsznowdilavzdinisn

Yszna ldnnaunsh 4.1 (Borrisutthekul, R. et al., 2007; Kobayashi, S. and Yakou, T., 2001)

9 9
v A Ya v

9 v
Taglumsdsensaiigive lainmsfnmnnugegavesiuasisznouda Tans tazeinneg

U
v

o a A a d? Qy A =< ) 9 Y = ag
ANuMINgIgavesudsUsznouids Tanzinadu lusuaudondaldlszynd 145zio03%
4 a S A o ] { a [ o 1
T udeawudiioiiuesiunari lanegnanozgitiovod luaniuzvoararludwmiis
4 A~ ' 4 o &
yodluaanurend lavgnavezgiiisveg luanuzvouranunga Taslumsiiuiei
Y o aq Y 1A dg' A a A aq Y
ladmsaunalinmsunsinetu a gunginaoumadlves lavizndanezgilition uazauua v
1 @ a a"’ 1 1 d’ a dyo Y d'
aduilszansnmsuns idsunlasmugurgl venvintidmualdsrawarin laneway

a A

9
1 9 1< 1 a 1
’e‘)zgmuEmagiuﬁmuzmmmm‘wqwaJﬂnJummaﬂumimﬂmmm

Q
X = K, vt exp| — — 4.1)
0 p RT
A = QSJ‘ a
Tagh X Ao ANUMMIveItumIYsznou lane
A 1 d' o 1% a a
K, ae  easndmiumsinamdsznourlane
= A a 1
t Ap AINAMIUNT
A v 9 '
Q AD WANNUNILAUMITUNT
A ' = Y
R Ap AIAINvEINIY
T Ao QuugUAMAMIINS



50

o 4' Y = as 4 a e’dy l A' Y (Aa
nnHamyiIemsreudeszilionds W Tudedwuatinud e ldTuw
Y o A A dg’ 1 ~ a A [l
anuseulunsiinemsiyeoiuyy 13a1i lavisnauezqiilsvedluaaiug
091} 4 <] 1 a a Y a 1
younarndlumsiFommannaiunul 1 Jadwas nulavznduozgiiiouuny
Aa A 4 <3 ] a A o
1038 1100-H12 wu1 1 Tadwas uazlums@eumanndwiuvu 1 Hadwas nulansneay
E4 ]
pzgiiilionnringa 5052-H32 U1 1 Jadwas wxuuiy uazdanuiuiie 19uUSunaniuiou
lumsitnnemadouiinu e lanenavezgiiionod luaniuzvourarlumsisou
< 1 a a [ a 1 a a
manndmAuru 1 Jadwas nulavenavezgiitiouniuinga 5052-H32 w1 1 Haawas
1 4 < 1 a a (% a 1
vzurunlumsiFommanndiuduvul 1 Jaawas nulavznduozgiitlonnny

1N3A 1100-H12 wu1 1 Haames aaaalugilin 4.11

1.2
.'ﬂ
1 -
2 08 -
(o]
£
%‘3 0.6
S
g
z 04
02 | &= Steel & 1100 Al
© *B Steel & 5052 Al
0 T \ \
10 15 20 25 30 35 40
Heat input for joining (kJ)

4 v o ' 1 { a T
JUN 411 AnuduiussenINgaIn lansnawezgiiiiened luaoiuzvoural

v (a Y Aq Y o A
Audsuaanuseunlylumsiiuensaen

Tumsinesanaii Tanswanezgiiiisnog luaniuzaourarlumsison

g
~

dda’d Y o 9 a A 1 U [ a
aoINIUY uﬂﬁhﬂwmﬁmmmiaumaﬂamWﬁuazgmuammu gazmdulseans

v
v KX A

1 ' ay 4 @ 4 4 { 1 o v g
MsnmANSoUsEHINFUNUFounugUnTalduTaFuuFouuana1aiuAe dati

A Y Y @ (R A Aa A 1 dgl 1
LWf’]clfl’if‘ﬁll']'iﬂig1!“lﬂ@EJ"NGIW]H]U'J"I“If'NL'Ja11/]Iaﬁ$WﬁllﬂggllLUﬂNﬂgiuﬁﬂ"lugsllﬂﬂlwameuag

P
=< 1

1 o a 1 1o [ a J
ﬂummﬁum’Jm?awuaﬂawzwﬁngmﬁﬂmmu ‘Vi?f)"lluﬁ)ﬂﬂ‘ﬂﬂTﬁlJﬂﬁgﬁﬂﬁﬂ15ﬂ1m‘ﬂ

U



51

Y ]
2 =KX A A =2

v Y A J v & o vq ¥ ~ an
ﬂ')']ilﬁ’f)uﬁgﬁ'ﬂﬂﬁb'uﬂ']u!%@llﬂﬂﬂﬂﬂiﬂ!ﬂﬂﬂﬂ%uﬂ’]l‘llsﬁﬂmlﬂuﬁaﬂ fl]\‘lulﬂﬂlﬂfigl‘ﬂﬂ‘ﬂﬂ‘ﬁ

Q

v Aa A ~

J a s A o a 4 a v W ~
Vl’l’\llluﬂl'ﬁﬁllluﬂLﬁﬂﬂWﬂWiWQ’ﬁ]uﬁ’Jﬁn%ﬂWﬂaEl')ﬂuﬂUﬂWiﬁuﬂu@‘ﬂ‘ﬁWﬂﬂl@Q‘ﬁWﬂLmﬂULGﬁﬂN

A 9 ] 3’ a A [ Y Y
wmammmnmawauﬂamwangmuamﬂﬂﬂanmum

Py

E

on

£

2 05 -

<
=8 k=222
"B k=138

0
15 20 25 30 35

Heat input for joining (kJ)

A v o J 1 1 A a A v
JUN 412 AnudIUTIENINYIaIN lansnauezgiiitiened luaniuy
v A Yy gy ° A =~
éuaqmmﬂuﬂsnwmﬂawuieuwiwiuﬂ13mmwmawau“lumm

ammsihanuseuved Tanznavezglifiouuana e

MIKAIINMNINUIEFIIAN Tanewanezqliiouad luga1uzvourial
Twadwanalugd 4.12 naz 4.13 91030 4.12 worudeldUSuannuseulumsiune
] [ 9
maFoumny lumsiinesienaii lavznavezgiifiowed luanuzveurarlusuam

A < Y ] o a A & A o 9 1 o aa/‘ 1 Y
lefﬂill'ﬂaﬂﬂa’]!LWHﬂUIaﬁgWﬁﬂ@ggﬂluEJ?J%Q?JﬂTﬂ']ﬁHWﬂ'J']‘JJi@HLW]ﬂ@]W\Tﬂuuuﬁ\iwaﬁl'ﬂ

¥ lavenanozgitioved luanuzveaiadTuvasiimsireuanaaiued1auin

U

=

[ ~ Y I 1 9 (a 9 o A 1
11N ?j‘ﬂ‘ﬂ 4.13 Llﬁﬂﬂ‘lfim‘H’J”ILllEJEI,GD"]JﬁJ”Iiuﬂ’JﬁJi’t]leluﬂ"li‘i/]"liﬂﬂﬂﬁlﬁb"t]m‘l/nﬂu °lums

o A R 1 9 1 Qy A Y] o K Qy A
“I/l"ll!']flﬂ?ﬁl“b’@1]“])’\13J?ﬂfﬂﬁﬂTﬂlﬂﬂ'ﬂiﬁﬂu33??'31\16]51!\3'I‘L!!“]f@Mﬂﬂ@'ﬂﬂiﬂlﬂﬂﬂﬂcﬁ‘l:!\i"lul‘lf@ﬂ

a A 1

4 1
uana AL dawatiosnasyiuai lanzwavezgiitlowegluanuzvourad Joi g

)



52

Y ] d‘ a A 1 ) d’ oa/’
ayulanyreaiilangwauezgitiovogluaniuzveunarluvmziinisiyouiiu

[

= 1 1 o 9 Aa A I o
VDY ‘ummimmmiaumaﬂamWﬁngmuﬂmﬂuwaﬂ

S

£

2 057

S

=

<
== h=145
*Brh=160

0
15 20 25 30 35

Heat input for joining (kJ)

A v o 1 1 A a A [
gﬂ‘ﬂ 4.13 ﬂ’ﬂllﬁiJWlJﬁ‘i%‘Vi’ﬂ\‘l“]f’Nl’JﬁWlIﬁﬁgWﬁuﬂ%ghluﬂh@@iuﬁﬂWH%

@ a 9 ~q U o A =
GU’E]\1L“l/i‘a’Jﬂ°U1Jﬁ3JTtl!ﬂ’JﬂJiE)L!‘V]1%1Uﬂ1iﬂ1u1ﬁlﬂ1i!°ﬁﬂniuﬂim

[

1 a Q‘{ 1 1 Qsl 4
1 ll‘lJi3ﬁ‘Vl‘ﬁﬂ13ﬂ1EJL‘V]ﬂ?WN%ﬂH‘i%W’JN‘BuQWHL%@M

€

Jou R Qy A ' o
Uﬁgﬂﬂiﬂ! VAT U UITDULUANA NN U

NNHAMINUIBFIIIAIN Tanenanoyglilouag luao Uz voaurad Adaag
A o Y aa/’ a A A d?
Tugin 411 i ldansedsznaanunngegavessuaslsenowd lans maa vy
Q" 4 @ ! { < 1 4 o
TuFuarugonladegdi 4.14 11031 4.14 uaasltiuiuie ldanusoulunmsiiuie
4 4 X 2 - da 2 42 3
MIFeUNNIY FuassznouFeTarzinaduazianurugagamuuInyy uonani
[ = 1 d‘ Y 1a 9 o d' 1w :j a
ganvaniulelslTuuanuieulunisiimemsdeummidusumslsenoumdalane
A a d? Qy A < Y 1 a a o a a '
Mmaevulusuawsownannaiuduyiul 1 Jaaiwas nulavenayosgiiionuny
a A J z:y 4 I ]
1N 5052-H32 w1 1 Jadwas azlianunuigeganinniluduaiusemuanndnu

¥ 1 Haawas fulanenauezgiilonununsa 1100-H12 vu1 1 Haawas



53

30

25 o °

20

15 7

10

Max. Thickness of IMP (um)

== Steel & 1100 Al

=8 Steel & 5052 Al
0 T

10 15 20 25 30 35 40

Heat input for joining (kJ)

{ v o 7 1 091} a
51U 414 anudiussznINaumgIgavestumlssneura lave
@ a Y =q ¥ o A
nulsunanuseunlylumssinnemarey
Y o a da £ 2
NMIATINIANNNHUGIgAURIFUaT Tz oV Tans iAav L I uFuaL
4 < 1 a A [ a '

Womvanndmduvul 1aauas nulavenanozgiitiionuruinsa 1100-H12

a A Qy 4 < 1 Aa A [ a ]
Wi 1 Jadwes vaz luFuanudeumanndwrunun 1 Jadwes nuTanznavezglifiousiy

a A 4 J
INTA 5052-H32 MU 1 Hadiuns A28n8099ans sAiuuULaIny3I1AIURUIgIga
:;} a A d? A Y 1a 9 A A dy [ 1
vousumslszneude lanzazimyvuie lssuaanuionlumsreninniy duruuaa
] 1] ] 9

lugd 4.15 uanduwuaudie 15suannudoulumsidomminu suaisdsznoums Tany

A a 431 qy A <3 9 ] a a Y] a A ]
MmaevuluFunuwFowvannamdurul 1 Jaawas fulavewanosqiitouury

a A = Y A [ Qy A <3 9 ]
IN3A 5052-H32 MU 1 dadmas Uanunuigegalndmeanusuaudenannainny

wul 1 daawasnulaneHauazgliiouunuinsa 1100-H12 ¥ U1 1 Uadtuag Aduaad

D.

v
v o J ' o a @ a
11!5‘]J‘VI 4.16 IﬂEJﬂ’Nllﬁ’iJ‘Wu‘ﬁigW’J"Nﬂ’ﬂllWuigﬁfjﬂﬂl@ﬂ%uﬁﬁﬂizﬂi’)‘]JlﬂNIﬁ‘Vi%ﬂ‘]Jﬂill”lﬂ!

U

anufounlflumsisounansdagii 4.17



25 um

~ 3 a A 14 a Y
?j‘]J‘VI 4.15 ﬂ'J']ﬂJ‘WLﬂZ;NQ’ﬂ‘lli’N‘]f‘Llfﬂi‘]JiZﬂ’f)‘Ul‘INIﬁﬂ$%1ﬂﬂ1§'Lﬂfﬂﬂﬂ?ﬂﬂiﬂﬁ“ﬂ'ﬂiﬁﬂu

7199 (2) 18.4 N1aga (b) 24.5 N 1aga uaz (c) 30.6 nlaga

~ 3 a A Y a 9
qﬁjﬂ‘ﬂ 4.16 ﬂ'ﬂiJﬁuTq@q@‘UEN“HuﬁTiﬂigﬂ@’UﬁfﬁIﬁﬂ3‘t]"IﬂﬂTil"]f’ﬂiJﬂ']ﬂﬂijﬂmﬂ’ﬂﬂJiﬂu

a Qy A < ) LY A A v
24.5 ﬂiaga (luslfuq']ul"]f@ll (a) lﬁﬁﬂﬂanlwuﬂﬂiaﬁgNﬁnag@'NLUﬂﬂJ!lNu

1N5A 1100 — H12 tag (b) mﬁﬂﬂé’mviuﬁ’ﬂamwamzgﬁgﬁﬂmﬁu
1N5A 5052-H32



55

30
25 1
g 20
[a )
=
S 15
2
=
35
210
&
>
=
57 @® =8- Steel & 1100 Al
B} Steel & 5052 Al
0 \
10 15 20 25 30 35 40
Heat input for joining (kJ)

{ v o 7 ' 03.:’ a
zﬂ‘ﬁ 4.17 ﬂ’JWNﬁNWU‘ﬁ551’?’31\1?]')’]1]1’7u'quq@ﬂl@\?%uﬁ'ﬁﬂigﬂf)‘ll!f]f\iiﬁ‘ﬁg

o a Y q Y A
Audsuaanuseunlylumsyeu

4 [ a 1 I 9 ] [ a [] 091}
Tumswen Tavzgansiaszn Nuranndmnuny Tavzozgiitonur i

v ]
(% I a K

Fursdsenovoenleaninatu e vsnuseoFouiinaiildndsunsedulunis

Y 9
imavud1sdsznouFe TaneiA1gan (Rathod, MJ. and Kutsuna, M., 2004) a9 10dNN15

=

< 1 4 @ dyd 1 4 1 [
1 4.1 ugas i udendsnunszduiliiamintuazadwwaldanuauiso lunmsunsves
o ) d d 1 a 1 I ]
'E'J$S5]’E]3JNWiﬁiJﬂuclusUmg‘ﬂWﬂVJL%ﬂllﬁﬂﬁ\i IﬂﬁliuﬂWﬁL“dlf’EJllIEWWGIN%uﬂi%ﬁ’)Nl‘ﬁﬂﬂﬂé}HLNu
o a s R 9 a A A~ = A A o
ﬂ‘]JIﬁ“l’i’gWﬁu@ggﬂluﬂﬂ\llmu%’ﬁiﬂﬁaﬁ$NﬁiJ®$Q3JLHEJiJ‘VI§JﬂVJH]§)‘ﬁWJI,Lllﬂl.ll,“]fﬁllluu leutuz
0 A a 09/’ S = 1 qu u'dy < A o Y
1/]1ﬂ'l‘ilf]5@3Jf]ﬁ]Lﬂﬂclfu'é)'é)ﬂh],c]f@‘i/lllﬂ’ﬂlllﬁﬂEJ‘iiJ'lﬂﬂ’N uawuaaﬂ”lcmummﬂummqﬂmclw
[V 9 a 09/' a A dg’ Ay KR o 4 Y
Wawmmmumimmmmiﬂizﬂam%ﬂammmu ﬁﬂﬂNﬁﬂ?i?ﬁ]ﬂ%\i‘ﬂﬂ‘ﬁ@'l’l]ﬁiq‘]_lllﬂ’JTﬁWJ
~ A A ] a A 2 o ] [ <
LLiJﬂu!"]ifJiJVIﬁ]@@giuiﬁﬁﬁﬂﬁﬂ@%glﬂuEJ‘JJ?JWaGlUﬂWTUW’U'JNﬂ'IﬁLLW'ii’JiJﬂu‘lJfN@%ﬁfJiJ!‘ﬁﬁﬂ

nuezaeuozgitouluvmzihnsyou



56

Width of IMP

(5052 Aluminum]|-
alloy :

[5052 Aluminum
_alloy

1 Y 1
71 418 anundevesduaisilszneudsTanzninmssendlellsinuanudon
a Qy A 3 Y 1 @
24.5 nlaga TusuOUFY (2) IMANNAWRUYU 1 V0D TarzHay
a 1 3 ] [
pzgiitionurunul 1wy, (b) manndwaunu 1 un.iuTanzwaw

a 1 <3 ]
azgmﬁﬂmmuwm 1.5 . 1ag (c) maﬂﬂﬁlnmuwm 1.5 Wi,

n TavgHauazguauuAuHU 1 Uy,

a a | \ w 33 a\

42  dNSWanNNHMIvRdarizuN A anHazUR Uz dlaniz
A 1 a 1 3 9 1 [ a A ]
lumsieuTaneanrtiaszninanannawnuny lanenanoygiiloutry viunauay
Y ) ]
JUnswesFuarenlnadonslasuulasdnyasmInszaedIvesgurigl & VTN
d' I [ o qa: A Y Aa 9 a a oA o

soat¥ouuog1ann adie lvnanuilalusninannuvuives lavzuruniiim
0 A "o o a A a 4 e A ao A
#IN51¥ON AoanHULYeIFUa1sUseno e lavznavu lusuauyeon lunisivten

[ ] k4
'ﬁq"ls?fﬁwmiﬁﬂywamwammwuweqTamuwuﬁmmﬁwmﬂ%weﬁﬂymzmmﬂ?’u



57

a A a dgl ay A ' a 1 < Y LY
asdszaeura Tavginavu luFuayen lavganyiassnnunannawruny Tanenay
a a ] = = = o dy = A <} 2 1
prQitianuiulagls1oazieAnITANYIAINE (1) ANYINITIFONINANNAIUHY
Wu1 1 Jadwas nulanswauozgiitiounruinga 5052-H32 w1 1 Haduas (2) AnyINs
4 <] 1 a a @ a '
Wommannamauvul LsNaduas nulavewauesgliiounduinsa 5052-H32
a a 4 < ' a A @ a
Wi 1 Jadwas uaz 3) Anvimsyeumannawrdunu 1 Jadwas nulansnauozgiliion

a Aa [

i1 F4
UAULINTA 5052-H32 U1 1.5 Uaaliuag ﬂ1814’61\‘1ﬂWﬂﬂWi!%ﬂMVl%ﬁWﬂ1iﬁﬂH1ﬁﬂ‘]3|i1!$"11’8')\1“fi’1!

E4
a =

a a 2 A v A = v
ﬁ’]i°]J33ﬂ’f)‘]JL"]fQIaﬁgﬂlﬂ@ﬂlualucﬁu(numfﬂil Iﬂﬂluullﬂﬂﬂ'lﬁﬁﬂ‘ﬂ'lﬂj']mﬂﬂ'luﬂ'J’N
Y 1 Y 9 [
nazANNHINGIgavesFuaITUszneuF Tanzinadu lusuaudon uazHan1sany

Y
arasnane 11l

Width of IMP (mm)
S
!

2 7 S =& 1.5 mm steel & 1 mm Al

=A =] mm steel & 1.5 mm Al

"©' | mm steel & 1 mm Al
0 T T

15 20 25 30 35 40

Heat input for joining (kJ)

{ v o J 1 9 09.:‘ a
E“]Jﬁ 4.19 ﬂ’JﬂJ’ﬁ‘JJ‘WU‘ﬁiZ‘H’ﬂ\iﬂ’J'liJﬂ')'l\isU'ENG]fuﬁﬁ‘]Jigﬂ’f]‘]JL“lNIﬁ’VT%

o A 9 ~Aq Y A
fulsuaaNuseun lylunsrsen

421  anunMevesruasdszneuyalare
9 09.:’ a A a dgl Qy
1NNITATIVADUANNAIVIFUAsUTL U Tarienavu I uFuaIu
A o AR A Y (a P A 2 22
Woundaunsalany wudnle lsdsuiaaiudeulunm s unuiy Yuaisisznou
a JREPN d? ng A =\ 2 ‘3 ] = Qy A ~ o =
@ Tangnnavu lusunudouazinnuad ey uas lusuauysunninsdnu

9
ansnavessguunilFenaennuninvestuaslsznourlany



58

idth of Al
weld pool [& RS et el
5052 Alumium
allo

Width of A
weld pool

8 5052 Aluminum
: alloy

Width of Al :
T, weld pool —_FI
5052 Aluminum
allo

~ Y} | A A A Y a Y
?;]J‘ﬂ 4.20 ﬂj’lllﬂ'J']QGIIE)QU@u’]IanWﬁiJaganLu811%'lﬂﬂ’]il%f]uﬂjﬂﬂﬁu']mﬂj'luiau

U

< Y

v ]
24.5 nlaga TuFuanudon (a) ianndwmuvu 1 uu.nuTanway
a ] < 1 [
pzglitionurunu 1wy, (b) manndwrurun u. fuTanswaw
a 1 < T
pzglifouuAUU 1.5 1. 1az (o) IMANNAMNUNTUY 1.5 W,
N TangHauz QuitoNuHu 1 U,
A Y (a 9 A [ % 09/’ a
vaziiolslsmaanuseulunsirewniinu Yuaisiszneudelans
A a d? Qy A I U 1 a A o a A 1
Mmaavulusunudemvannaiuduvul 1Naawas nulavesnauosgiiieuusy
Aa A = 9 9 1 g}’ a A a dgl
IN3@ 5052-H32 U1 1 dadwas NAunadeensuaIsdsznowmselavemnaayuly
Y ]

a <] ' a A o a ]
%umm%umaﬂﬂﬁmwu HUIY LS uanluasg ﬂ‘]JIﬁ‘H%Wﬁﬂﬂggulﬁﬂﬂllwulﬂﬁﬂ 5052-H32

A A Qy 4 <] 1 a A @ a ]
U1l mammuaﬂu%mmz%mmaﬂﬂ§1lgwuwu1 1 yaaluag ﬂUIaﬁ%WﬁNﬂ%@jﬂJlﬁﬂNlmu



59

a A @ 1 A v o 1
1N3A 5052-H32 ¥1U1 1.5 Uaaiuasg mwuuﬁﬂﬂugﬂm 4.18 IﬂElﬂ’JHJﬁiJWU‘ﬁi%“H’JNﬂ’NiJﬂ’QJIN

4 ' ] '
vosrumslsznoude lanenulsnuanusounlslumsidon uaasasgii 4.19

10

i)
2 oo
=
°
3
<
% 4 o,
£ o
B *©' | mm steel & 1 mm Al
2 —
== | .5 mm steel & 1 mm Al
=A=] mm steel & 1.5 mm Al
0 \ \
15 20 25 30 35 40

Heat input for joining (kJ)

1 Y
51N 421 anuduiusizvianunNwessumsdsznouslans

U

v a ] Aq ¥ A
Audsuannuseunlylumsyou

d' Y z a a dgl Qy d' a 42’ 4‘
ievnlerua1sUsenouFe lanznaiu I U U SO UINAT UL 991

= = a <} Y ] o AW Y 1 Y
ﬂ?ﬁlﬂﬂﬂﬂlﬂﬂiaﬁgWﬁﬂﬂgij,MLUﬂllﬁ'ﬂ@llLﬁajllﬂ‘lluW'J‘U'f)\‘iWiaﬂﬂﬁ’lllwuﬂﬂﬂllﬂﬂa']'JMWLla?

Ed 4 ]
@ A o 9y

o Y 9 o ' { o
luirdenauniiiil dauiioniadud1ladanavesanurnuived lavzuduniiiug
Y

o A J 9 v Aa Ja v <K Y o Aa = 9

‘VnﬂTiLGD"E)iJ@]f’Jf"l'NZLIﬂ’JNsUi’NGHLlﬁ”Ii‘]Ji%ﬂ@lllflﬁiﬁﬁ% l%d'lli]EJ’I]Q"lﬂﬂnuuf‘ITiﬂﬂHTﬂ’NiJﬂ’ﬂﬁ
1 3’ Aa A d’ a d?’ o Lﬂ' OBJ’ ~ R us/’ [

GUEN‘U@LHTEWTZWﬁ'llf)&@llmﬂuﬂ!ﬂﬂ‘uuﬂlﬂ%ﬂWﬂWiW@MiuﬂQﬁﬂJﬂ'ﬁﬂlﬁﬂ‘]&ﬂ ﬂ\iiﬂﬂﬂ"ﬁ@lﬁ’)ﬂ')ﬂ

Y Y 4 o 2 = as Jd a 4 v 9

ﬂﬁﬂﬂﬁ@ﬂﬂaﬂiiﬁuLL‘]JTJLLE‘NLLﬁzﬂﬁ‘1/]114']8@1Dﬂiglﬁﬁlﬂﬂ‘ﬁhl‘i/\lvlumﬁ)mlluﬁ 1NNITINTIVIAAN Y
Y 4 1 A Y (a Y A A dgl 1 2’

NADIVANTIAULU VLA wmumﬁlwimmmmsauiummsamwmuuauﬂamwau

Q
4

P
a =

a A = ay d' 3 ~ R = Y a‘ = 1 d'
quilgun AU U U UFOUNIAIUNTUANEIVLUANUANUNUUY LA WUINUUD

ee

3]

o & Y a v v o d A A Aa 2 e
Tnﬂ1§!%@MﬂjﬂﬂﬁMWmﬂjﬂluiaul'ﬂWﬂu W1]'3']1]@1!Tiawgﬂ‘lﬁi]ﬂg@‘llluEJiJT]LﬂﬂeUu(luG]fquu

<3 ] a A o a ]
Lsﬁﬂulﬂaﬂﬂé}"lllﬂuﬂu'] lyaatuag mﬂa‘wzNﬁuazgmﬁﬂmmumiﬂ 5052-H32

a A ' ay y < 1 a A
HUITlUaaluasg ﬁmmﬁ'wmﬂmﬂu%mm&%umaﬂﬂﬁmwuwm LS5uaatuasg



60

Y a ' a A Qy 4 < 1
fuTavgwauozgiiitlounny 1n5a 5052-H32 v 1 Hadwas waz luFuauseumanndiumy
Mt 1 Naamwasnu Tanesnauesguilouunuinga 5052-H32 ¥u1 1.5 Nadiuas Auyunans
d' [ [ 4 1 9 1 3’ a A 1Y a
Tugdi 4.20 TasanuduiusszraneanunInveaeii lavenauezglidounuilsuiu
Y gy & o = o 9 v
ANuIeUN IFIUMIFON uaAIAgln 4.21 taznnmsiineanundvestieii largnay
a A 9y =~ an I a J ' Y a =2 v o @
pzgiitiionaloszionds W Tudedwud wonlina I luiema@erduiurannmsasieia

Y
4 [ [ o 1 ] o a
ﬁlﬂﬂgﬂﬁﬂaﬂiiﬁulmﬂuﬁﬂ Iﬂﬂﬂ’JTZJE‘T?JWH‘ﬁi%W’JNﬂ’J”IEJﬂ’QJINGUE’N‘]JGHWIaﬂzﬂﬁMSSQNLﬁﬂN

o a 9 d‘ 9 o d‘ [ d‘
ﬂ‘U“IJﬁ‘JJT’Lllﬂ’JHJ56uﬂ1%1uﬂ15ﬂ1u18ﬂ1il%ﬂuLlﬁ'ﬂ\iﬂQ?}ﬂﬂ 4.22

10
g
2
3
o
2
<
3 4
£ .
& 0 5 An "C"'] mm steel & 1 mm Al
2 7 o
=57 1.5 mm steel & 1 mm Al
=" ] mm steel & 1.5 mm Al
0 T 1
10 15 20 25 30 35 40
Heat input for joining (kJ)

v 9
s 422 anuduiusszrinanunivesierh Tangwauezgiition

v (A v ~q Y o A
ﬂ‘ll‘]_l'ill']ﬂ!ﬂ'ﬂllﬁ@1!7]1%111?“51/]11”8?“5LGI)'@lI

d! 9 a A o d' 09/’ ~A =R
G])'\'iﬂTVﬂﬂIﬂWgWﬁﬂJfJgi;]iJLuﬂuﬁaﬂhlﬁa’)ﬂlﬂ!%ﬂWﬂWiWﬂN Glu‘VNﬁﬁJﬂimﬁﬂ‘HW
= = a I ) ] A o a’j Aa A a d?
Nﬂ'J"IﬂJﬁnﬂiﬂ{luﬂTﬂ‘ﬂElﬂul‘]J‘]JuN'Jlﬁﬁﬂﬂﬁ%mulﬁﬂﬂuﬂu %uﬁﬁﬂizﬂam%ﬂammﬂmu
Qy 4 <} ] Aa A @ a ]
Glu%umm%mwaﬂﬂé’mwuwm L yaatuag ﬂuTamwamazgmﬁﬂmmumm 5052-H32
A A ' Qy 4 < 1 A A @
HUT 1 Uaatuasg ﬂ')‘iflﬂ'Nllﬂ%}NNWﬂﬂ'ﬂiu%l&ﬂu@ﬂﬂlﬁﬁﬂﬂ'ng!WHWHW 1 uaammﬂﬂam
a ] a a Qy \ < [] Aa A
Nﬁngmﬁammu 5052-H32 1 yaatuag LLEIZGLH%HQ'IHL%E]?JLWQT]T]%’ILLNHWL!'l 1 Uaaluag

N TangmauozgitlonunuINga 5052-H32 U1 1 Jaawng



61

Steel-Al interface temperature (K)

—&— | mm steel & 1 mm Al

=© = |.5mm steel & 1 mm Al

= =A== | mm steel & 1.5 mm Al
—560 T T T

-5 -4 -3 2 -1 0 1 2 3 4 5

Distance from center of heat source (mm)

{ v o 1 a A 1 1 1
';Sj‘]_]ﬁ 4.23 ﬂ’JTJJﬁﬂJWL!‘ﬁﬁ3‘”’3']\‘]@"&!1’7QiJ‘USL?ﬂlﬁﬂﬂ@]@ﬁgﬂ'ﬂﬂlmuiaﬁz

ﬁmzﬂzmqmﬂﬁmamméqﬁnﬁ@mm%’au

] ] 3 a
uaed1e lshaw anwawnsalumsilenvesTanzwanezgiiifiouraouviad

9
a I 9 ] [ (Y] Aa A 1 1 ] o
"hJ‘UummmmaﬂﬂamwuEjﬁuagﬂuqmwgumnmﬁaamaizmmmuiamiummzmmi

9 = a a

A o Ay Y 1 9y @ A A 1 9
mmmq1/1'lﬂﬂanilmaﬂ,uwwamsﬁﬂmamwammmmmﬂumﬂmammmwmm

Y
A K a

Y
Fuaislsznowdalane dromqiliodnyinavesguugiaeaiuainisolunsiien

a A a <3 Y ' g v KR Yo A 9 S|
ﬂJﬂQIaﬁ$WﬁN@$aNLUﬂﬂJﬁaﬂﬂlﬂaallﬂUUW'Jsll@QLWaﬂﬂaH!Wu Q'Jﬁ]ﬂ’i]\iulﬂﬂ'lluuﬂ']ialsﬁiglﬂﬂu

U
]

as 4 a d A o Aa Aa 1 1 ] ~ R :‘/ ~
’J‘ﬁ]’h/\lh],lmLi’)ﬁmu@]m@‘ﬂ11!18@“@!‘HQ?J”LI'EL’Jﬂlii’)8@653‘”3NLLN‘L!Iaﬁ$1uﬂimﬂﬂy1ﬂﬂﬁ1uﬂim

)]

o Y 1 A Y 1a 9 o 4‘ (Y
naramsineaadliiud e lslsnannuseulumsinemsireumiy guugil
a 1 1 [ o 4 < 1 a a @
VINUIBEAITZHNWAU TanzuaeiImMsFoumanna WUyl 1 Jaamas dulansnau
a [ a a o 4 < [
prgiiflonuriuinga 5052-H32 viu1 1 Jadwas uazluvuziinsiyeunannduku
WU 1 daawas nulavieHauozgiiloNunuInNga 5052-H32 ¥ 1.5 Jaamas 9¢gandn
4 <3 1 a a @ a ]
lunsdims¥ourannaduniul 1.5 Taamasnu Tanenanozglitiouunumsa 5052-H32
Aa a o a ) dy Y 1 ~ =R A o
M 1 Haawas aaaaalugilin 4.23 aranmsinnetiuaasimunlunsaneniims

A Y < 9y T oAA 1 3 Y 1 o a v
mmuTﬂ815115,14aﬂﬂamwumummwummmmu AIMNIDUITINUUAINUUAISYNUAUIN



62

< ] J [ ' o a A 1 1 1
Tagmanndwru lauinnd dewaldwndmamsiiuigguugiususoonoszHI1HY
@ [ @ {
Tanelanvazitluawueaaslugiin 4.23

a 1

mﬂwamﬁﬁmm’qmﬁ@,ﬁmnmiaﬂﬁaizwﬁwmiuiaﬁzﬁlumﬁu,%@mizmm
nsdidnuil s Idmusaniam 8 duasdszneniFalans mAatuluguauien
mannd UYL 1 Taawasiu Tanzrnaueygiiflonurunga 5052-H32 v 1 adwas uay
TuFuaudeumannduriunun 1 fadwas nulangnauozquiieuuHuINTA 5052-H32
Wn 15 Taawasii aseiiaundanani lusunudeumanndusiumn 1.5 fadwns
nuTangnauezgiitiouurumnsa 5052-H32 v 1 Jaamuas uAnINKNan1sns19anunAg
mmsi?yumiﬂizﬂam%ﬂamﬁaﬂﬂé’mamﬁﬁﬁammgm NAUNDITANNTALSINUHANTS
maﬂﬁeummﬂﬁ’wwmﬂaﬁyﬂamwamxgﬁgﬁﬂmmzwamw‘hmaqmwgﬁu?nmi@ada
321 MAU Ty

y

d’d [ Y A Ya o d‘ o d‘
VINAANITINAADINUAITUUYALYIURNIVYLY 1 nannluvuziinsisou

9

I Y 1 o Aa A ] o A <3 Y T Aq Y A
maﬂﬂmgmuﬂﬂamaqmuﬂmmumm 5052-H32 U Lllﬂﬁ/iﬁﬂﬂa"ILLNuVIGlGHGLuﬂTﬂGHSEJ
Y o Y <} 9y ] 9 = a da{ 1 Yy va Aa 9y
]’lﬂi‘]Jf"l'JﬂJiﬂu maﬂﬂammmmuu%zaJ’qamQuqwumwaiwuauum%mamam uag
a = 1 Y d‘ = o A Aa A ] 9 1 a
mamsnldeugilielahedeliuswnnszi vazh Tangnauoz giiltionuHuA LA 1IZINANS
o 0 & A = = < &
GUEHEJG]'J@fJ'I\ﬁJ'Iﬂ"’Umg‘VI'Iﬂ'lﬁL‘]f’fJiJ!u@ﬂiﬂﬂiJfﬂil‘]Jﬁﬂu?{ﬂ1u$ﬁ]1ﬂﬂ]@\1uﬂl%ﬂ‘Ll"ll'f)xi!?iﬁ’) ‘]Jigﬂ’mj
o o Qy 4 4 a @ @ 1 I 1
AuaN1IEMITVIATUIFoN e Tansnauogiiiouvesd 19z 0o NI UGIHannNAIHY
9 A o dy 1 9/09: s A 42’ a A a aaa ' o
ATUUU Lm‘nﬂizmumﬂmwaiwwaaﬂ%ﬂwmmm 3] ‘]J5!,’J’EL!‘V]Lﬂﬂﬂaﬂ581ﬂ1il,!w5ll,ﬁﬂﬁﬂ
di Qa}/ c’dya @ KX o Y =~ Aa A a
LL€‘1$L3JE]"])'1!’E]E]ﬂblclfﬂulﬂﬂﬂ1illﬁ]ﬂ‘ﬂﬂ iN‘VHGh"iﬂ'li!ﬂﬁ]ﬂellﬂﬂiﬁﬁgNﬁﬂﬂggﬂluﬂMWﬁﬂM!ﬂﬁﬂmﬂ
Y ,3 [ g A v A o d? = a A
"lmwsuu ﬂ\1'LJuluﬂlliﬂﬂu‘VIﬂi$‘anﬂﬂleUﬂ’NiJﬁnJTiflsluﬂTiHJﬂﬂﬂl@QIﬁWZWﬁﬁJﬁ)%QNLHUﬂJ
A 4 4 @ ' o Jd o o a
waaummmiﬂmwwfju Llﬁ$%1ﬂﬂ’NMl%ﬂﬂﬂﬂ613ﬁ1ﬂ1ﬁﬂu1ﬂ1ﬂigQﬂﬁﬁ1ﬂiﬂa‘ﬁﬂ1ﬂwa
A Y v dy o A < Y ] Aa A @ A A
ﬂﬁ'!%’@ilulﬂﬂﬁu leumzmmiwanmaﬂﬂmuwuwm 1.5 yaaluag ﬂUTﬁW%NﬁN@%QNLMSﬂJ
1 Aa A < 9 ] = Yo 9 [ A ~
UNULNTA 5052- TUT 1 Waaluag maﬂﬂmuwuuum“lm‘ummziaummumiwaﬂuﬂim
d‘ =\ Q‘; 1 d' dd’ 1 Y va Aa 1 d' =}
U 9 %zuqmﬁgwmmmﬂ%ﬂummau 9 ffNNﬁiﬂﬁu‘ﬂﬂl%\iﬂﬁaﬂﬁ\‘]thlﬂﬂLll@Wlfl‘U
@ =\ A A A 1 dy ~ <3 Y 1A 1 ~AA o Y
AUNTUNITIFOUDU 9 El\‘ill‘iJﬂ'ﬂllfnﬁﬂH’TﬁﬂﬂﬁHLNUNﬂ’JUJT‘iunﬂﬂﬂ’Nﬂiﬂ!@u 9 ‘1/11611’1
< Y A A A o 9 dgl %] :JI A a A ] 1
LﬁaﬂﬂﬂH‘]JﬁEJULL‘IJ'GQE?J!?J@MLLiQﬂJWﬂigﬂWUlﬂﬁlWﬂ"llu muumaTamwauaqmuﬂmmuan
a @ a 9 < 9 ] 9 1 = A A o 9y
Lﬂﬂfﬂiﬂlfﬂﬂﬁ'J%%Lﬂﬂ!ﬁ\‘l@ﬂl!‘ﬂ?l!%WﬂL’ﬁﬁﬂﬂﬂnmuﬂWH‘Uuiﬂﬂﬂ’)ﬂuﬂiﬂ!ﬂWiL"lf'é)ll'é)u 9 ‘1/]111’7
A’f J Aa o 1 = A A 1 9 =1
“Hu@@ﬂhlcﬁﬂlﬂﬂﬂWﬁL!ﬁﬂﬁﬂiﬂﬂﬂ’)ﬂuﬂﬁmﬂWiLﬂf@ﬂJfJu 9 ?NNﬁiﬁﬂ’ﬂﬁ\lﬁﬁ\l1591Uﬂ1ilﬂﬂﬂﬂlﬂﬂ
a A 1 Aa <3 9 1 ddy o <3 9
TamwﬁuazgmuamLmu‘Ha’emmm"lﬂuummaﬂﬂanmuﬂmu ﬂ\ﬁl%l,ﬂu”lﬂﬂTﬂWﬁﬂ'liﬂﬂaﬂ\‘]
~ [ Y 1 3’ A <3 9 ] Aa A o
qu”nﬂmumwum‘u’e)uﬂawﬂummmf’aumaﬂﬂaumuwm 1.5 daawasg ﬂ‘]JTﬁ‘VWWﬁZJ

ziilonuAuINg A 5052-H32 vu 1 aawasiinniuniedosiiga uaniuniieues

)]



63

3 a A a z:? ng A dyd 9 ~ o [ ) A
Fumsdsznoude Taneiinavu lusuaureuiiianunnannige dmsunsamsiyen
< ' a a [ a 1 a a
mannd U 1 Hadwas nuTanznauezgilifiouniuinga 5052-H32 vu1 1 Haawas
9 a < 9 A J A < Y Il A A @
Argguniiveunannawnuigan lumsenmannaruyiu 1.5 Nadwas fulaveway
a A ' A A v o < Y v KX a d‘
pzQiioNunHINga 5052-H32 WU 1 Haamas asiumannawruuuInnamsnlasumlas
1 Y ' A @ a A ' Y 2 @ = |
sUs 9 Idunn 1 luvagimsveeaves Tangnauozgiiiowing Indifesiunsaimsiyon

3 ] a a Y a A 1 a a
L’l"iﬁﬂﬂéjHLWMWUW 1.5 yaaluag ﬂUIﬁ’l’i%N’L‘TN@%QN!HUNLLWHW?@ 5052-H32 ¥iu1 1 Uaatuasg

4 1
v o

[ ={ o < 9 ] ddyd 9 1 1 9}:: 4 Y] o
gaiuseunnsziuumanndmrulunsalidalseni danalivuson leduaniiniiiaie
Y Y 1 1 Y =y a A =1
ladosndn vazdwmaldanuansolumsdenveslanenavezgiitiouvaommar lunsal
A dy(; ~ o 1% ~ A [ 9 1 a A @
mareutdinge dinsvlunsamaFourannd Ul 1 Haduas nulanenay
Y
a ] Aa A o 1 I~ [
pzgiitlounHuINgA 5052-H32 ¥iu1 1.5 dadmasiy ufduvannd mdud U uaz a1
a ~ 1 Y A a A ] A 9 A z;‘
mamslasundasgliedade uaiesnnTavenavozqlidoundui s lunsgonil
~ = A a ° A = a o A Y Y
TANUNUIDG 1.5 Vaawas Iuyaeiin1syoudunanisversduilosnrnanusoulauin
9 dyﬁ 1 Y 3‘ a A [V d? o aaa [ <3 9 1 9
areoigtivedawaliih Tavznavezglifiongnuandu lUinlgasodumanndweuaiuyu
v o A \ Yo o a 2 o A a v o )
areussauinge dawaldsuoon lealinatuvuziinsdeunanisuaniniiate lduin
(] Y = a A a I Y ]
vazaama lianuaunsalumsilenveslangnanorgitisnraouyarvurInannaMHY
4 3 1 Aa a @ a [
lunsdimaiyeomanndwrunul 1 Hadmas nulangravezgliiouurnuinga 5052-H32
Aa A 1 4 < 1 A A [ a 1
W1 1.5 daawas annlumsifeuranndmdunun 1 daawas nulanenauszgiifiounny
A A [l < 4 % 1 o [l =4
1N5A 5052-H32 ¥ 1 Hadwas 0619 150a1manudenina1nalsgniimsfinyied1eazidon
IRIRET
422  anumNgIgaveItuasUszneuslaris
] A aa s a s A o ' A A a
vinms I9s2idion s W ludedmudieinesisai Tavznanoz giiition
} o 4 < 1 Aa A @ a
agluanuzvounar luvaziimaseumanndurunu 1 Jaamas fulavewauezgiiion
1 Aa A 4 a3 [ Aa A [
HAUINTA 5052-H32 ¥ 1 Haaluas MIyouvannawuvul 1.5 taawas nulavnsnay
a ] Aa A 4 < 1 Aa A
pzgililouuruINgA 5052-H32 ¥t 1 daawas uazmadoumanndwkunul 1 iadmas

fuTavgwauozalflouHUIATA 5052-H32 ¥u1 1.5 Haamas nui il leanusouluns

Q
v
=< ]

] v v 3 E4
RurenaFomnuIusIwIaIn lavenavezgiionsdludniuzveunalrszinuiy
dycu 1 A Y 1A 9 o A 1 o [] A
wennnidmuiulelslsnannuioulumsiinemadeuminu $raua1i lavewey
Aa (] ) 4 <3 ] Aa A o
pzgitionogluanuzvearar luvmziimsyeumanndwrunu 1 Jadwas nulanendy
prgUIHeNIHWINGA 5052-H32 MU 1 Haduas 32U lansnayoygiiiioy
| 0 y <] 1 a A [ a
agluanuzvounadluvazihimasoumanndumkunu 1 Jaawas folavgwauezgiiiion

UAUINTA 5052-H32 U1 1.5 Haaiuas uazyiaaii lavsnauezgiioved luaniug



64

o 4 <] [l Aa A [ a '
ﬂl@ﬂ!ﬁaﬂﬂlﬂ!%'ﬂ"Iﬂ']ﬁ!%@ﬂlﬂﬁﬂﬂél"lllﬂuﬁu'] 1.5 Naﬁlll@ﬁﬂ’]_lifﬁ’igNﬁllﬂgglllﬁﬂllllwulﬂﬁﬂ

5052-H32 nun 1 Jaawasaziiosiige aaanalugii 4.24

1.2

Al melting time (s)
) )

o 0

| |

e
~

o7 "®" | mm steel & 1 mm Al

I
(¥}
|

O

=5"1.5 mm steel & 1 mm Al

=" | mm steel & 1.5mm Al
0 T \

10 15 20 25 30 35 40

Heat input for joining (kJ)

51 424 anuduiussgninganai langnauesgiidioueg luaniuzvounad

v (@ Y dqy o A
ﬂ‘].l‘]Jiiﬂmﬂ’J”llliﬂu%i%‘luﬂﬁ%11!”IEJﬂ”I’§L‘If’E]3J

InMINIIgEIuIaIN lavgnauesgililonsd luanuzveurialvay
o 4 a 4 a Jd o
AmavouTasnsldszidouds I ludedmudi ldawnsodszuiunnunuigega
3 Aa A a dgl Qy A Y o A A A Y
Yourua1ssznoude laneiinatuluFuaren laaeg i 4.25 1ingii 4.25 wuduileld
a 9 o d‘ Y 3 a d' a tg Qy 4‘
Ysunaanuseulumsinnemayenmiu sumsisznoumda lavnsninavuluruauiou
< ' a A [ a ] A a
manndwruru 1 Hadwas noTavgnavezgiiiflonunduinga 5052-H32 w1 1 Jadwas
= ' 3 Aa A a d?l to A <] Y ]
uanunIgaganInnNFuaslszne i Tavsninavuluruanuremannany

Muriiaduas nulavenanozgiideuuruinsa 5052-H32 U1 L5 daatuas

Qe

a Qy 4 < ] a a [
nazFuasdsznoudilavz luFuauFoumanndunuvul 1.5 aawas nulaveneay

@

1 4
prgliHeNUHUINTA 5052-H32 WU 1 HadIuasNA21D1aNINAga Uena 1INl nyn

£

k4
HAMIIEANUHNGIgaveITuaTsznouT TangapandesnuNan1TAT IR AR UKL

o a A a 2 2 A v Y ¢
QQEIQ“IJﬂ\1"]51!@'15ﬂﬁ3ﬂ'ﬂUL“])'\‘IT@‘VI%T]LT‘I@]"IJ'LlGlHG]fu\1TL!L"]f'E]‘JJﬂUﬂﬂaﬂﬂﬂaﬂiiﬁuuﬂﬂuﬁﬂ



65

& o 1 3 a 9 4
Fai0e1 1nTedT9ganavesruaIslsznewFelanzanmiasiaindiendesganssmi
[ { (% @ 4 v 09/’
LLUULLﬁQLLﬁ@QﬂQEﬂﬁ 4.26 Tﬂﬂﬂ’)nJﬁiJWH‘ﬁiZ‘Vi’N\‘]ﬂ’J’liJWu1q&q¢]ﬂlﬂﬁﬂ1uﬁ'15ﬂigﬂﬂﬂ

W TanznulSunuanudoudldlumsisounaasdagli 4.27

30

15

10

Max. Thickness of IMP (pm)

"0 mm steel & 1 mm Al
1.5 mm steel & 1 mm Al

=A =] mm steel & 1.5 mm Al
0 T T

10 15 20 25 30 35 40

Heat input for joining (kJ)

{ v o ' 09/’ a
zﬂﬁ 4.25 ﬂ'J']11ﬁllWuﬁi%ﬁﬂWﬂﬂﬂWﬂJﬁqu@q@ﬂl@ﬁcﬁuﬁ'lﬁl]i%ﬂ’t‘)ll!ﬂfxﬂﬁﬁ%

Y a v q Y [ &
nudsunaanuseunlslumsmiuenisison

o [ a Y AA o A < ) '
MNHANIINABeIAINa1019e s Id N lunsaiiimsienmiannd
Aa a o a 1 a a > I
WUl L5 Hadmas fulavgnanesgiiionuruinga 5052-H32 ¥ 1 Hadmwas sy
A I Y 1oAa A A = = [ A o A
maweu lagmannawnuniaNumnnnngaonoumsudulumswonludnyusdu o
o 4 { 1 ' o a v <] 1
yauzihmsdeuanuiouiaemonnurasduiannuiouszgniavnelasmanna ey
& A dy Y Y a o Iy 9 A 1 ] a A
Fatianuvunnil 13 1aludsuann mldlianuieuinemasasg lanenavezgiifion
v 9 ' a Y A A = ~ @ A @ A 4 dy
uruauan lulsnadessngawenlisunsunumsrenludnyuzdau q dremailanms
0 v N aa s A s 2 oA o 0 Ay a v
medieszbonds i Tudednud Sanuduieihimsiinemsdeuarsliunaninuiou
1 o ' { a ' o y < '
iy anai lanewavezgiitionod lugoiuzveunar luvazstimsioumannd iy

w1 1.5 Dadwas noTanswavezgiitionudumnsa 5052-H32 vun 1 Taawasiindesiiqa



66

5052 Al|
alloy

5052 Al
alloy —

25 um

] 9 ]
71 426 anuningegavestuasszneuiFa Tanzanmatsoudiennuiou

a e A < Y ' 1Y

24.5 Alaga luruanudon (a) mannawnunu 1 u.foTangwey
a ] I 1 |9

azgmﬁﬂmmuﬁm 1 Y. (b) maﬂﬂé’mwuﬁm 1 Mil.ﬂ‘iJTﬁ‘H%NﬁiJ
a T < ]

azgmﬁﬂmmuwm 1.5 Wy. 1ag (c) maﬂﬂé'umuwm 1.5 W,

nu TanenanozguiTounHUnI 1y,

o 4 < [] a a o a 1
Tunsdidhimseunannausunu 1 Jaawas nulanznauoggiitiouunu

) A <

INTA 5052-H32 ¥u1 1 Haatuas uazlunsainiin s souuannd HuMul 1 Jadtuas

Il ) Y
fuTavenauozalilouHUIATA 5052-H32 ¥u1 1.5 Haawas ¥alumsiFouasanymeil

£l

2~ '

<] T @ o 4 {1 1 o a
Gl‘l’f}maﬂﬂﬁlumucmumnmmmmu Glu"um81/11m‘§ﬁaumm%}@uﬁm&mmmmmmtuﬂ

o

9 ] Y ] [ a A ] Y U S A Y A 1Y
mmsauNmmaﬂﬂmuwummaﬂamwﬁm)zg3JLuﬂmmuﬂmma%uﬂimmiﬂamﬂaﬂu

<3 4 A A

ua lUN1TI ¥ anNAIUAUYUY 1Hadtuas NUlaveNaudsaillio NN UINTa

U

=) 1

E4 I
5052-H32 U1 1.5 Haatuas iy Lﬁmi]mTammeazgmﬁﬂmmuummwummm
= [ 9 1 Aa A ] dy 9 1 [ Y
mmmm@,wmmmaummqiammeazgnmﬂmmuwum”lﬂmﬂmw danaliyaanan
~ Aa A 1 A I k) ] a a o
‘vﬂamwamzqmufmagiuaﬂmzmfJamaﬂumiwaumaﬂﬂmuwuwm 1 Haawas nulang
Aa A 1 Aa A 9 1 1 9 1 d' 9y (a

WAV QUIUINLNUINGA 5052-H32 YU 1.5 ¥aaiuasuagnI danalinuinie 1¥Usum

Y A T W qsz‘ Aa A A d?l Qy A I Y ]
ﬂ'J”IlIﬁ@uiuﬂWiLGIf?)iJL‘VHﬂu‘;lfuﬁ?iﬂiﬁiﬂf’)ﬂl‘]ﬁiﬁﬂ$ﬂlﬂﬂﬂlu1u%uﬁ1ul°}fﬂﬂlﬁﬂﬂﬂaTLLNL!



67

vt 1 Haawasnulavenayosgitleuuruinga 5052-H32 1u1 1.5 Jadamas ¥aumun
9 ' 09/’ a A a 4? A < 9y [l A a
gegatiosnNFuaslsznoudi lansinavulunisi¥eunanna i unu 1 Naamas
Y
N TanewanezglitiounruNga 5052-H32 W1 1 Hadwas taganuniuvessuaislsznou
Aa A A dg‘ d' < 9 ] Aa A [ Aa A ]
walangmAavulumsiroumannaukunul 1.5 Naamasnulavenanosgitiounny

1n3A 5052-H32 w1 1 Hadmasianuuannigadaaaslugili 4.27

30
o c
. " O
=y (<24 .
[e] O P
20 - 0
o
=
G
1)
w)
3 0"
g Ry
s R
= 10 o '65 S
5 O“ ‘/‘ =@ mm steel & 1 mm Al
= -,
=5=1.5 mm steel & 1 mm Al
[m] a
=A =] mm steel & 1.5 mm Al
0 \ \
15 20 25 30 35 40
Heat input for joining (kJ)

! v o J ' Qsll a
gﬂﬁ 4.27 ﬂ']'uJﬁﬂquﬁﬁgﬁ'NQﬂTuJﬁu'liI\ifj:ﬂGUfJQ“IfUﬁ']ﬁ1]33ﬂ@ﬂl“ﬁ\iiﬂﬁg

o A 9 ~Aq Y A
fulsuaanuseun lylunssen

£ 9 = A 1 o A o a A = 1
DUNLUISHAITULED ITUINAUNNDTIENIUILIUIDYLTOUISUNDAANDAITUTI U

9
gegavestumslsznowdalane Taouseauasnanvzinaiildmnaaunszduuoanis

A v

2 v
masumsiszneumFelanzdras dawaldarduilsz@nTnsunsgain uadeanumun

1" o

v P s v
61]6\1"]511!@'15TJigﬂE]‘]JHNTE]W3%uaﬂﬂﬂﬂ’1ﬁﬂﬂ53€f%‘ﬁﬂ1ilwﬁ uazmmaﬂummwa AIUU

U

dyo Y 2 A Ao
nnwaminaasstiildenaunsoagllanmaddsundasnnuvuaesTanzunuiniumn
v ]

o A = Y v a = v
MmMsseniralianuruIgegavestuaisdsgnowd lanzldsuulasaudnyue

Y [ ]
MInEANNTUVIFUFINIINNITTATED Y o



68

v
U

43  answavesvumsiznoudalarzaen NNUT IV ITUNMIF O

4 Y
% v A

o A =Y o ay A 1 a 1 < 9 ] %
Glufﬂi1/]TJi]ﬂﬂi\iuhlﬂllﬂﬁu161)'1.!\111!!,%811Iﬂ‘l’i%ﬁN%‘Lmi%ﬂ’JWQLﬁﬁﬂﬂﬁHLWHﬂUIﬁT‘ig

9 ]
Nﬁ‘lJ’f)gQiJLﬁEJiJLLWH?J"Iﬁ"Iﬂ']SVIﬂﬁ@Ulli\iﬁﬁ %Wﬂﬂaﬂ']'i‘ﬂﬂﬁ'@‘]_lLLiQﬁQWU?T%‘HQTHL%ﬂMIaﬂS

Y 1 ]
A19rtialun15I98il AN TUANT A e 181H0 99101590 IUA AN UL AUANA 1A U ADIAN YUY

=1

1 2 ] 4
DHUSNHIN %uﬂm%mﬂﬂmwmﬁmﬁamﬂﬁu W mnmmwu%’aumaﬂamwau

€

De

<
U
Y [

a A a A A = [ dy Y 1 Qs/l a
SRUIHYY Tugununnamsuanin@emesanyus g Iiaunsuassenouyelave

9 9

A a & a A = @ =< Y J Aa 9
'VILﬂWIJ‘LlhlLlGH‘L!\TTL!L%?Jllllﬂ’ﬂllﬁﬁﬂiﬂclufﬂﬁiﬂuiﬂﬂﬂnlﬂil"lﬂﬂ'ﬂﬂinmﬂ§$ﬂﬂiﬂuﬂl‘0\11ﬁﬁ$

o))

nanozgiitfionTasnruainisolunisdiuniudeonsins o gauaninazgniivua
Tagaua 5o lumssuns e o Usnunsenusouves lanenavezgiition anvuziidos

S & a v A £ a o - 4 a &
FUNULFDUINANITUANH ML ToN10UU & USIuFua1sdsenowmFelaeNinavu

a v

2 A 2 R yaw y Yq Y = g A a v A
luguauron Flunisivelidise ldIdanuaulsdnuFuauimamsuaninidenie

Y Y v
TudnyaziuInANTFUNUNAANTUANT T 8YE o USIuUNTeNUSouvesTangHay
1 Y ¥ v
pzgiiion dwilownnlumsuaninidenisvesFuanuyonludnyusz i aAnwanso
[ Qy 4 o < z a
lumssoussdevessuasonszgnimua lasanuudausswossuasdsznoude Tavy
Y ¥ Y
HarnNnIvearuasszneudelany uazsiedududionsnavessuaisilsznon
A ya v K Y o =3 a a [ us/‘ A 1 <3
1w TanzdIe99 laimsAneianinavesdnsuzdumslsznowdeTarzasanund s
Y 1 Y
VoI UNUFON Tanzaariail
=< 1 Qy d‘ d‘ a 9 = [ d' dy
NNANITNATOUUTIAINUNTFUNUFo AN TUANi nFere luanyuzNanail

4 1 k4
wlimanuansolumsdumudensads a gauaninunduiedumssznoudelane

9 9 )
=2 o

a a A =\ 9 492} [V A dyﬁlaw Y o
mmuclmmmmmmJmmmwummumuﬁﬂﬂugﬂm 4.28 uﬂﬂﬁnﬂulﬂ')fﬂﬂﬂ\ihlﬂtﬂTﬂ15

=).

o 1 < ua/' a a o <
ﬂ']u’Jﬂ!ﬂ']ﬂ'J']?JLHNLL?Qﬂlﬂﬂ%uﬁ?ﬁﬂigﬂﬂﬂmﬁiaﬁg Tﬂm%miﬂmamﬂ’amLHNLLNEU@Q

Qe

k4
Aa [ o 1 < a
Fua15Useno B lane Huaniaan1nNuIn V. AIMNMNITATUIUNUITAITULLUILIIVUTLIN

Qe

v ] 9 v Y
Fuaslsznemd lanzzaadiad iosuaisdsznomdeTansianunuigagamuang
v 9 v ]
lugresianunngegavessudisseneudalarzdin 12 Tulaswas uazilonumnu
9
o a 1 1 <3 a
qagavesrumssznowdeTanzunnd 12 Tulaswas wuaNuudause o s
QSJ‘ a tﬂ' v
Fuassznourlansazaanduanalugil 4.29
Qy 4 1 a 1 <] LY
MNHANMINATODUTIAWOIFUNUToN Tanzayias s uannndmruiy Tane
a T < 1 o 1 o 3 a 09/1
neruozgiitiouudunaaslfiiuedadanui dnvuzvosduasisznoudTanenaludu
9 3 a d' a ; Qy d‘ = 1
AuAIazANUNIIgIgaveItuassenouFa lansiinavuluFuaudeulinade

[ Qy 4 1 a 1 < LY a '
mmmmswawm”|m%uia14m1QGmmi314aNmaﬂﬂgumuﬂuTaﬁzwﬁngmﬁﬂmmu



Load resistance of fracture (kN)

1 2 3 4 5

Width of IMP (mm)

{ v o 1 Y
?l‘ﬂ‘ﬁ 4.28 ﬂ'J'13JﬁllW1!‘ﬁi$W'J1\1ﬂ')'mﬁ?ﬂ?ﬁﬂlﬂﬂ?ﬁﬁ?ﬂﬂ?ﬂlliﬁﬁﬂ W YAUANTN

Y
fuaNuNIvBITUaIslseneume Tavs

100

60

Strength of IMP (MPa)

20

5 10 15 20 25
Max.Thickness of IMP (um)

{ v o J 1 < g a
Eﬂﬁ 4.29 ﬂ’J'liJ’ﬁ‘JJ‘WU‘ﬁigﬂ’J'Nﬂ'J'lllLLGU\1Lﬁ\“l"ll@\ﬂfu’ﬁ1iﬂﬁgﬂ'@‘ﬂlﬂf\ﬂﬁﬂg

9
AUANUHINGIgAveITUassznouFe Tans



= a A A A d‘ =) 1 a A 1 J %
mﬂmiﬁﬂmamwammmmmﬂumsawLﬁ]aag‘luiawzNﬁuaxgmuammumaaﬂymz

:JI Aa A A tg Qy A 1 a v < 9 [
vousuarsUsenouyilansnavuluFuauyou lanea19sUaT AN NA LAY

v
S A A A 1

nulangnauezgililenury WuNsIguuniliFeyieoglulavenanoyquiienuny

= o ~ a A a <] Y '
uwa‘lumiwmwﬂmﬂﬂﬂﬁUfNTamwamzamuamwaamwm"lﬂuummmmaﬂﬂamwu

U
[

o d‘ dy S A S A 1 a A v A
Tuvagimsi¥en venanisiguuniliFenninoeglulansnanezglidondilinalums
o [ ] I [ a o 4
PAUINMIUNT I UVORzABMHANN DO ApNE gltion Tuvmzhims T

INMTANYIDNTHAANHUIVDI Tan N U NI YD UAD AN YU VD
qul a A a 421 Qy A [ a 1 < 9 ] )
Fuasusznowda lavznavu lusuanideu TarneariasenNurnanndHuny Tane

a A 1 1 d‘ 9 1 d‘d Q‘ d? 3 ~ 9
Havozguiieuury wuNlumsiyen Tagly lanzununiaNunuuNuIURINIANT 19
< 9 ] a A 1 z o Y =1
manndwnutay TarenayezgilsnunuiiuazinlinnuausalumsilonvesTangmewy
A~ a 3 Y ] o A A d%‘ dyw [
pzgililouvasuman ldvuruvanndiuluvaziinmsiyouiniu uonvinidinui
d' 9 ] d‘d 1 [ 3 3
mawouTagldlanzudunianunuIuana A UL ANURIgIgaveIsuaIsdsznon
a A A dg’ Qy A d? (Y] a [ 9 A I o
wa Tane Ny IuFunuFo Nz IURgNUNYANTINMINBNANYIOY &l SouFauTlunan
4 Qy 4 [ a 1 < 1
UDNINTNNANINATDULTIAIVDITUIUFON AN ANFHATIHIURANAA U

v
@ a T v @ ] 1
mﬂamwﬁngmﬁﬂuggwuuuaumﬂﬂﬁ'mmw ﬂ?ﬂJﬂ’gJ}N!Lﬁgﬂ'J'liJﬁUT’q\iQ(ﬂsUﬂﬂ

c?;’ a A a d? Qy A = 1 1 < Qy A
G]ﬂ!tﬁﬁﬂﬁ3ﬂ@ﬂl%ﬂjaﬁ$ﬂlﬂﬂmuﬁlu%u\ﬂuLGISEJiJiJW'ﬁfJEJNNTﬂﬁ’E]ﬂ'JTN!L"’IJQLL?Q‘IJ@QG]SHQWHLGH’E)N



5181391999

'
a A

aiia dasaunde uaz Sau uTgnina. 2553, maseulanzuiuariasznilunannaiiy
pgiItlguNaNINIA 5052. ’mmsmsn%aﬂlm. (51):21-25

21381 1hum . 2551). uTev1enasnUAUANILISoUNTZIN. Engineering Today. 5(51)

Automation Creation, Inc. (ACI). 2010. Mat Web Material Property Data. [On-line].
Available: http://www.matweb.com

Karl. (2007). GLOBAL WARMING 1: CULPRITS, SCOUNDRELS AND VILLAINS [On-line].
Available: http://ldesign.wordpress.com/2007/01/

Muhr. and Bender, KG. (2007).Tailor Rolled Products. [On-line].
Available: http://www.mubea.com/english/download/GE_TRP_GB.pdf

Albright, C.E. (1981). The fracture toughness of steel-aluminum deformation welds. Welding
Journal. (60): 207 —214

Bonifaz, E. A. (2000). Finite Element Analysis of Heat Flow in Single-Pass Arc Welds.
WELDING RESEARCH SUPPLEMENT. (MAY): 121-s — 125-s

Borrisutthekul, R., Yachi, T., Miyashita, Y. and Mutoh, Y. (2007). Suppression of intermetallic
reaction layer formation by controlling heat flow in dissimilar joining of steel and
aluminum alloy. Materials Science and Engineering A. (467): 108 — 113

Katayama, S. (2002). Dissimilar materials joining by laser. Welding Technology. (50-2): 69 — 73

Kerstens, N.F.H., and Richardson, .M. (2009). Heat distribution in resistance upset butt welding.
JOURNAL OF MATERIALS PROCESSING TECHNOLOGY. (209): 2715 — 2722

Kobayashi, S., and Yakou, T. (2001). Control of intermetallic compound layers at interface
between steel and aluminum diffusion-treatment. Materials Science and Engineering
A. (338): 44 - 53

Liu, X. S., Fang, H.Y., Xu Dong, W. L. and Yu, D. Y. (2004). NUMERICAL SIMULATION OF
CONTROLLING IN TITANIUM ALLOY SHEETS WELDING RESIDUAL STRESS

BY TRAILING PEENING. ACTA METALLURGICA SINICA. (17): 311 -316



72

Mathieu, A., Shabadi, R., Deschamps, A., Suery, M., Mattei, S., Grevey, D. and Cicala, E.
(2007). Dissimilar material joining using laser (aluminum to steel using zinc-based filler
wire). Optics & Laser Technology. (39): 652 — 661

Messler, R. W. (2004). PRINCIPLES OF WELDING Processes, Physics,Chemistry,and
Metallurgy. WILEY-VCH Verlag GmbH & Co. KGaA.

Peyre, P., Sierra, G., Beaume, F. D., Stuart, D. and Fras, G. (2007). Generation of  aluminum-
steel joints with laser-induced reactive wetting. Materials Science and Engineering A.
(444): 327 - 338

Pierce, S. W., Burgardt, P. and Olson, D. L. (1999). Thermocapillary and Arc Phenomena in
Stainless Steel Welding. WELDING RESEARCH SUPPLEMENT. (FEBRUARY):
45-s —52-s

Rathod, M. J. and Kutsuna, M. (2004). Joining of Aluminum Alloy 5052 and Low-Carbon
Steel by Laser Roll Welding. WELDING JOURNAL. 16s — 26s

Shinozaki, N., Fujita, T. and Mukai, K. (2002). Wettability of Al,0,-MgO Substrates by
Molten Aluminum. Metallurgical and Materials Transaction B. (33B): 506 — 509

Sierra, G., Peyre, P., Beaume, F. D., Stuart, D. and Fras, G. (2008). Galvanised steel to aluminiu

m joining by laser and GTAW processes. Materials Characterization. (59): 17051715

Shih,T. S. and Tu, S. H. (2006). Interaction of steel with pure Al, Al — 7Si and A356 alloys.
Materials Science and Engineering A. (454 - 455): 349 — 356

Timilsina, G.R. and Shrestha, A. (2009). Transport sector CO, emissions growth in Asia:
Underlying factors and policy option. Energy Policy. (37): 4523 - 4539

Yasuyama, M., Ogawa, K. and Taka, T. (1996). Spot welding of aluminium and steel sheet with
insert of aluminum clad steel sheet. Quarterly Journal of Japan Welding Society. (14):

314 -320



MANUIN D

M3A329IAANNN NveIUBI larizNaNazgliiaN ANNN IV

FuasilsznomBalarz tazanurnggavesrumsisznouslans



mInsnTannuniavesvsiilavznanazgiiiian AnunwweITuaslsznoy

@alane tazANuKINgIgavesTumssznoudlans

(% = a Qy (% A Y an o Ay Y ' Yy 9
ﬂ']ﬁlﬁa\ﬁnﬂfnilﬁ3EJIJW'JGD'H\‘]']L!@]ﬂ"U'J'Ni’fJElL"If’fJiJﬂ'JEl']‘ﬁﬂ'liﬂ\?ﬂllﬂﬂa'l?hlﬁllaj
Y 1 Y
WFuUreNu1iINTAsIviannunivesteir Tavenauezgiifion A2unI 1909
9 Y
FuaslsznouiFelare wazanNunIgIgavetveIrumsdsznomFilans Tasusw

1 A o [ Qy A [ A
AN 9 an'imnmiu%uwuwamﬁmmgﬂ1/1 n.1

Steel Maximum thickness of IMP

| e widih of P

Aluminum
alloy

Width of Al

weld pool

UM .1 vInae 9 Tunudaviseareuiiiinminsiaia

Aundpaganssaiiuuas

9
Tumsasrvfannundrveaioi lanenavezgiiifiounaznisnsinianauniig
q’j a 09}1 o o 1 Y a Ay
vourumslszneude lansiu nszi lagerdensateglIaseasagania o v5RMNABINS
v v 9 4 Ao o ' 1 3 o & 9 o
A3797AA8NABIANTIAUUVUUAINAIAVEIE 100191 Tunisaregliiusuiudeaiins
o = 4 o o = = v e
fvuamnainivviaierlldimsulSeudisuninnunitvesieii lavewery
a A 4 Qsll a 4 ' Y dy 9
pzQiloutazANunINveIFumssznoudeTane Ganmsniegllaseaieganiatiszdes
v Y
Rinsaregdiiuaunategdounsziinasunquaasaniunitnvesteiilavsnan

=

= 9y Qs: a v ' o 1 Ay Y
pzgliiounionunivessudisdsznewdalane nasannsategiliigiloienla

£

w1imsUseneunudeTisiunsu Adobe Photoshop CS2 Merasnnmsilsznovugil vzl

Y 4
1831vevtioiinTanznauozglifionnazgdvossuaisdsznomseTanz ludnbme



75

3 3 o a -4 i 1 o [
@]ﬁ’t’)ﬂﬂ’ﬂﬂﬂ%?ﬂﬂﬂﬁhﬂ ﬁ]1ﬂ1!1!1/11ﬂ13W3JW§1‘]JﬁUlﬁ‘ﬂ?ﬂﬂ”liﬂﬂﬁdiﬂﬂizﬂﬂel LL%’J‘VHﬂTi’Jﬂ

Y 1 3’ a A A Y lel a 9
ANNNA19v09Lel langNanazaltieon oA NuAINUBITUaIsUsene T lave 1ae le

£l
E4

s J A 7 o Ao Yy = = o o q. ¥ °
nesiiesaanles hawmanialdi lnSsuReutuvinavesana sz ldawnsadiuom
9 v 2‘ Aa 9 09/’ a Y o o
anunvestoi TanenauezgiifisuuazanunivessuasisznoumaTans 1a dwmsu
9 Y
M393793AANNHINGRIgAveITUAsUszno s lane naziiilasmsaieglduaislsznen
a a { ~ o {o o '
e Tanz lunSnaniianumungegaalendosgansseniuuuuaaningaves 500 11 Taon1s
Y 4 [ Y
aegiiazidenareduaisdsznousa lans luusnunianumungagamiiy naeainms
' o Y :JI a 9 v J @
aezUimsTavinannunngegavestumsszneuma lavs Taglyilsdunnis favuia

v041151n53 Image Analysis



HNARNUIN U

ﬂ]ﬁﬁ”ﬁ!iﬂ‘!ﬂTIﬁJ!EGﬁQ!l‘iﬂﬂlﬂx‘l‘iﬁ!ﬁ]ﬁﬂ‘izﬂﬂﬂ!%ﬂiﬁ‘l"iz



ﬂ15ﬁ1u3mﬂ’31N!!ﬁﬁ!!ﬁﬁmﬂﬁ%ﬂﬁTﬁﬂi%ﬂf’)‘ﬂ!%\ﬂﬁ‘ﬁg
o < 09/’ a o’/’ o o Qy 4
ﬂ']i‘ﬂ']u'Jﬂ!ﬂ'3'111LLGINLLﬁQ‘U’O\Tﬂfu@'"ﬁﬂigﬂﬂﬂlsﬁﬂiﬁﬂguu ﬂﬁg‘ﬂ'ﬂﬂﬂu']sb'u\i"IULGdIf@M
9

o o o ' o o <
ulﬂﬂ’lﬂ']iﬂﬂﬁ'ﬂﬂlliﬂﬁﬂ ﬂ”lﬂuuu”lﬂ’]!,Lﬁ\iﬁ\iqqq@ll’]“l/l’]ﬂ’]ﬁﬂ?u?ﬂ!ﬁ’]ﬂ?’]ﬂll‘u\u!’ﬁﬁ

QBJ} a 9 o o 4 1 1 = dy Ao
"’U’E)\?ﬂfllﬁWi‘IJﬁ$ﬂﬂﬂlsﬁﬂiaﬁ$ﬂjﬂﬂ'ﬂuﬁilwu‘ﬁigﬁ'J'Nﬂ'lllix‘iﬂ\iqx‘]q@lllagwuﬂﬁﬂllﬁﬂ

g A o = & 4 v g
GUENG])'Hﬁ”lﬁﬂﬁZﬂﬂUL%QIawgﬂQﬁNﬂ'ﬁﬂ V.1 IﬂfJ“Wuﬂaluﬂ1§3ﬂlliﬁsllﬂ\‘l"ﬁuﬁ']3ﬂ§$ﬂfJU

@ Tanzuanasdagli v.1

F
— (v.1)

(@2 =
max(IMP)
Wvp x W,

A A <3 3 a
Tash O max(IMP) Ao ANVLAIIGIgAvDITUaITsEno T Tavy

A =<

Foo Ao SRR RN (]

9

W, e Ao anuniesuaIslsznouF lavy
A ) 2 A

W Ao ANUNINVDIFTUNULY DY

Spe.

Shear area

Tensile P
B load WSPS- / / 3 >
) L

Tensile
Steel load

S

»
<%

WIMP

Aluminum alloy

Y
o/

A A 3 a
.1 WUNSUUsesFuasUsenowdelave

e
=
=)



HMANHIN A

a d' Y a A d v
‘iJ‘VIﬂ’JHJ'J‘Iﬂﬂﬁ‘VI"lﬂTUﬂﬁﬂ‘l/‘m‘l/\l!wﬂ!!‘l/‘li



A a ti Y aa J '
5181“5E]'].I‘V]ﬂ'J'IN’J‘li“lﬂTiTﬂﬂi']Jﬂ]iﬂWNW!Nﬂ!!W‘i

a A

(1) gBa Uasaunda tag Sau USgNEna. 2553. MaweNlanzuHumIrHAIZHI

Q

Y v a A

wannANUegNIHENNANINTA 5052. ’Jﬁﬁﬁﬂﬁﬁf@ull‘ﬂﬁl. (51): 21-25.

U

a anwy o [ 4

(2) giia dasaunis, Sau usgnina, ATSau Sauduns uaz TeFery y1A. MsdAnm

a

% a

anudul)1dlumsisemmanndwdunveglisunanunudronszuiunsioniin,
a A ] a A’ 3 3 d' a aA 12
fﬂi‘]Ji%ﬂgll’lslﬂﬂ"limiﬂellTfl’Jf’T’Jﬂiillmii’Nﬂmm\iﬂigmﬁhl‘ﬂﬂ ATIN 23, IiﬂllﬁJﬂﬂJWLiﬂmLﬂJﬂﬂ
2. 1%89 Wi, 4-7 wgAINIBU 2552.
(3) Mitsomwang, P., Borrisutthekul, R., Rattanachan, S. and Mutoh, Y. Feasibility study
of using GTAW process in dissimilar metal joining between low carbon steel/5052 alloys
a a 1 3 A < A 4
sheet. ﬂﬁﬂiZ"]ﬂJ’J“lﬂﬂﬁ‘V]NIaﬂz’JTI?HLLWQTJ?%L‘V]?(ULVIEJ A3 3, T3 s wFUITNIGA
NUNNUNIUAST. 26-27 AlaAN 2552.
(4) Borrisutthekul, R., Mitsomwang, P., Rattanachan, S. and Mutoh, Y. Feasibility study
of using tig welding in dissimilar metals between steel/aluminum alloy. International
Conference on Science, Technology and Innovation for Sustainable Well-Being (STISWB),

Pullman Raja Orchid Hotel, Khon Kaen. Thailand. 23-24 July 2009.



AMM-006118

- - . i . &
n‘1'nJ'.':‘qu‘rmn1'nmmj‘:mmnnuLﬂ':amﬂuwﬂ'i:mﬁ'lﬂu AN 23

4 = 7 woeneu 2552 Saniadoelna

nmsanmanadnlylalumsidealansarsziaszwinoaman naudwnuagdikaa
HANUHRAILNSTUIUNI ST ONAN
Feasibility Study on Using TIG Welding for Dissimilar Metal Joining between
Steel/1100Aluminum alloy Sheet

a o =1 = a & 1% anse £ e 62 - ]
niie fiavaunds, au UignEna , @Tal Sauduni’ uas Todeng yla

Tedrimnssulanms dnindsdansumand ywiingapmalulabemwd a.dles v.uasTiofan 30000
* grdrdmnsmuenin Sundrdnnsuand wwiinidunalulabantd aadias v.unsmziin 30000
‘amsszuuamulagady aninodumaluladuwisweslons 2dinzn: rfn!u 940-2188
d@nsia: E-mall: rattana@g sut.ac.th, [viswii: (66-44) 224487, Lrisany: (66-44) 224482

unaaga

'lumiﬁnmﬁns:mumn‘?&auﬁngnﬁwmﬂ*s:qnﬂ‘ﬁl%auLﬁﬁnné’ﬂuﬁuﬁuagﬁlﬁuwﬁuudmnw
1100-H12 laanduinaiia Selfbrazing  Fanaiiadanantasiannssurudanludnwusdownodold
mﬁnné’wLLﬁuLﬂuTan:LLﬁuuuLm:ﬂm:r‘h'auﬁaoﬁ"mwmuqum'maaumaﬂﬁ'ﬁﬁmﬁmmmm wWRaANNM
wrnun nMsanwnasaiinduiafuduanuinlyldlunsBandalansdsriiasenitamdnndueiniy
agiilflanEIuHWINGA1100-H12 funssummadaniin TaglumsdnwitezGuanmsdnundnonnlu
msmuqumwmaummlumﬁnnﬁﬁLﬁuaLL:Julﬁmﬁ"mns:munﬁL%auﬁnn‘au NNNIANEINTAILN
psmesNmaINUINTE UMM sEsufinaansavn I iRamaasuma i saunsswuwna nndudwle 9
vernszuumsidaufineansolszundldfauiuimeaiin Seif-brazingld :nuammasssidaulanzeng
'ﬁﬁm:ﬁﬁamﬁnnﬁ"m:imm:agﬁlﬁuuﬂﬁuLLduan1100-H12 WuIINszuAIRMITsNfins N uIAie Self-
brazing mmmt%aumﬁnnﬁ'ﬂLL;iuLm:agﬁLﬁumademmm100-H‘|2 ¢ Balunintusnnimasauuss
famuivenganiianuminsalunsdunudaussfannnindnunsmmuiousaslanzegiiiounmy
WHN5A1100-H12 wasvudndatFinaenaieniililunmsdeufisduanudunndausifsasdunu
Wanszaanainsiay

3 J ' - A - - ' 9 '
ﬁ'?ﬁfrﬂ: n'm%au'[amma'nua NITUIUNITLTaUNN agmﬁuuuﬁmmu anNAHY

Abstract

In the present study, Tungsten Inert Gas welding (TIG) process as self-brazing technique was
applied for joining dissimilar metal between steel sheet and 1100-H12 aluminum alloy sheet. The aim of
this study is to ensure the feasibility of dissimilar metal joining between steel sheet and 1100-H12

aluminum alloy sheet by TIG welding process. According to the self-brazing technique, lap joint
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configuration with steel sheet as top sheet and the partial penetration in steel top sheet are required.
Therefore, depth of weld in steel sheet by TIG welding was carried out firstly in order to ensure the
feasibility of using TIG welding process with self brazing technique. From depth of weld study, it was
found that the partial penetration in steel sheet could be easily obtained which indicated the feasibility for
using TIG welding process with self-brazing technique. The second study, dissimilar metal joining
between steel sheet and 1100-H12 aluminum alloy was done. From dissimilar metal joining experimental
results, the joint between steel sheet and aluminum alloy sheet could be successfully produced.
Moreover, the load resistance of the bonding zone of dissimilar metal joint was higher than that of 1100-

H12 aluminum alloy at heat affected zone and it was slightly decreased when heat input for joining was

increased.

Keywords: Dissimilar metal joining TIG welding process Aluminum alloy sheet Steel sheet

1. Unw

paiituunsugninanldnaunumanndqly
q@mwmmmmﬁmnauﬁlﬁaﬁaammmﬁmﬂfﬂ
Yo onGa Seazinalasasidanisantianm
msdaaddesfinodawnszanams IS usnoud
maniwldduagrawnn watilasannsosneal
f«muwsml%%udauﬁuawanﬂagﬁtﬂﬂwaum
naunwindnininanmanndldnonua
m:ummﬂ%awmEﬂﬂﬁ’ﬁﬁum@ﬁnﬂﬂmamﬁuﬂu
nszvawmsidenuindulumsidantusminge
’mﬂaQﬁn’inmﬁm@ﬁ'ﬁﬁ'ﬂ%uﬁhuﬁw'ﬁmmﬁmﬁﬂm"ﬂ
wiadslsiamagaslanzdvsiadonaniiany
pnlumsiden nanferasdaninisiadiiu
vasmsUznanidalanswinamanivegiidion
Feansdsznavidelanziiiaonuilsizuan
Tagiawizagsdofamssznauiiiadnly
PSurmunuazidussUsznaudslanzwiiaid
ﬂ'%mmagﬁl,ﬁﬂuluifmi'lﬁauﬁ§d[1-2] fauainnns
L%aﬂﬁmm‘wmﬁmwﬁamﬁrmﬁ"wu,a:a@ﬁl.ﬁﬂw
HaNIz AU LL@"Luﬂm;ﬁumiL%amiaIam
fdraTihadinaiararsanszinlagsasaonis
ﬂs:qﬂﬁlﬂiﬂs:mumn%ammﬁnﬁ PUNULNANRA
Self-brazing SewnafiadinaniiTnisia 984
Tavzuduiigasmsidanludnwasdouina laold

wannduswdnlanzuinwun ameininisdau

ANuTawanunasiiinazdisinasginannd
weinod ulansurnun I.Lﬂtﬂ"lilmmlaﬁdéragﬁl.ﬁﬂw
nayLHudoL T ulansnduss Lﬁaqmwgﬁu%nm
samﬂ‘asxmwmﬁﬂﬂﬂ"ﬁﬁua@uﬁtﬁﬁugﬁmuﬁaw
waonavasaqiililuunan aniliiluunaunY
fMua1saznaaumaIug U issnumannan
Lmuﬁwuuu%aﬁdagluamumam%uﬁmﬂwﬁgu
Eﬁiﬂi:ﬂanI.%{IIQV\:iﬁﬂ’immﬁﬂﬂbuagﬁl.ﬁﬂ&l’ﬁuﬁd
3ﬂﬁ1 S AN HIATLANITT BINTTUIUNIILT 8
meﬁ%dmmmlﬁmmvﬁmaamm%’aumg
%umm%aNgjdmnﬁﬂﬁmmmmuﬂums
wROULKAIVBIRANNA U BUW LTI wazaIu1In
AIUAUNTARBNIAAIT B9 ag L unaa a1 Il
Lﬁrﬁmﬁmi:ﬂ:nmﬁuq i asdsznauds
Tanzramtwiwfoituung sendonitlased

ANUUDIULTS
Heat input

Steel weld pool

Steel

1100 Al alloy

Al weld pool
s 1 LHUWNIWINI TN As lanzansriiaszning

mEnﬂﬁ’mr&uﬁua@ﬁl.ﬁﬂwaml,ﬁm

81



The 2ird Conference of the Mechanical
Engineering Netwerk of Thallard

ME-NE'I_I'EEI

Ltmﬁaamnm:mumﬂ%ammﬂnaﬂ%ﬁgﬂmtﬁ
Lﬂ%aaﬁaﬁ'ﬁﬁmqa wazdalduninarolu
gz wnITUNIIHARInwAvasUTzinalnelu
991 aﬁ";ﬂm@ﬁ:ﬁﬁ'ﬂ%aﬁmwauhﬁnmmm
dwlldlunisdonlanssnaiiasznitsmannd
ﬁ’uaQfjLﬂﬂmauﬁ:]ms:mumslfiauﬁmmums
NI LEIALTDS WALk I8N IIUIRNIIL TN
ﬁﬂ"Ls\immm’Lﬁmmﬁ"auﬁﬁmwmﬁTs\l@amg%mm
Fowlddwdvadunisendrouaaaimas S0
mMIsINlUnIIAIUgUNITRAIAR IR BILIIFIU
Twndnnduduun doiunawnisdnmnsien
lanzdsrfasznitmannduriuuaza iy
HEULHW SRUNTIUIRIN S Tanfindauiumadia
Selfbrazing  ediiudasdnwmanoninlunis
LR eV EEHIT R IRTRRE SR T T PR TIvA
Uufau MRS NI sEnIn B ansalanseng
ThaTTAIANNATUH Bz D uHFU Y
fa 'l

2. 1AQUAZIBNNINARDY

Lﬁaamﬂmimuaumwaammuﬁm
vasnlumanndusinuwduiefidasannsaii
Titfed ulunsdenlanzansniiaszwitemanna
LLNuﬁ’uagﬁl,ﬂnmamLLNuImmﬁ’ﬂmaﬁaSelf-
brazing  @9iud HADUULTNYBINSANN TSI IR D
anwrdnoninlunisarugan A maILio
VHEW AR NN AR DI UH AL 8N T2 UIUMNT
Gawdin 33n1snaassSuanndunannduduie
Founu 1 aBLUAT IW1A 65x85 ARALNAT N194
aan'ladaananinlasiuaslunialalasanain
Wudn 12 wWedidud gmnyil 80 asaLTaLT
Wuaan 3 wifl lﬁqﬂniﬂﬁuﬁméuawuLﬁﬁauﬁa
gﬂﬂim‘lugﬂﬁ 2 waliiinsldagfiflounauudu
(1100 Al alloy sheetysldmannaunu lay
gnrmadailganwimuelinszua i ils
Twn9ide nagluwiay 2075 wenudd anuiilu
nsirauiiln 0.55 0.60 waz0.65 LWATAAUT
3inlnsaild dusiie EWTh2 VU AT U U

AMM

3.2 indLuaT gwﬂawnﬁtéﬂlmm 60 DA VIWE
L%@;J'L’ﬁ’ﬁ"ﬂmaﬁnamnwﬁaﬂﬂﬁlﬂuq@wmm
dasin1Tlng 8 ﬁmirﬁauwﬁﬂﬂaguiaﬂtﬂﬁau
WEI91NAT3LE BN LATHUE RITRUIN M TATIIRE L
Las9ai9n199a010 uaziaa2IuanveInIs
mammmlum&’ﬂﬂﬁmmuﬁqma”adﬁ!amiﬂﬁl,mu
wad
dniuiunoniaadlunsinwaaiaonis
onlanzarsrfiassnitoinannduduiy
aQQLﬁﬂmwamLLNuTmﬂ"fu@aumﬁﬂmﬁmm
m%ﬂwm%‘iﬂﬂa”wms‘uauﬁmmagﬁtﬁﬂwauuﬁm
1N9@ 1100-H12 MU 1Uaz0.85aRINATANNENAL
Taglanzwrwhizasiivune 65x85 Hawwas Tade
NSEABNILLUDY 180 WIAYNANUREE1AGID L8N
waa ﬂi:uﬂﬂﬂﬁﬁlﬂumin%awa%‘llwﬁwso-160
wowudd dwmiuanus lunnside, sfiewas
aanlnse, swieasdianingg, gmﬂﬂ?ﬁalﬁﬂiﬂiﬁ
Lm:ﬁ"wﬂﬂﬂqmam%a;Jl’f?am'swﬂmﬁﬂ'mbums
NARDIANHIFANI AN TAILANNITRADILAE?
Wnsvnsawlwminndiwin 2aemaninnsia
ma%mwm%amlué’nwm:ﬂﬁaumdmaqﬂmmf%’uﬁm
%umumm:ﬁ'mﬂiL%awﬁwmme:a@ﬁtﬁﬁmm
1730 6061 LazlturamEnndna oI uEN 51w

= a ry o =
LIl aNBWISNIIINDTUITUAILER dl%gﬂ‘ﬂ 2

[TIG torch

1100 Al alloy sheet | steel sheel

Al alloy jig
T

-

3UR 2 dansuemInanazIudaTuwraeiing

sel backing block

I.;I:T.EJQJ
3. waniaasdnazanlsie
3.1 m‘smu@lumwaammm‘lumzﬁnn%udu
IANTTANBIAN EIﬂTW‘Luﬂ’W‘EF]’J]JFJSJﬂ’WS
‘ﬂﬂﬂNLWﬂ?U%LWEﬂﬂEﬁLLN%I@ ﬁﬂi:ﬂ'ﬂuﬂ']ﬂ%a&l

ﬁﬂWU'jTﬂitU’JuﬂTﬂ%BN‘ﬁﬂ&”}EJ'ﬁﬂﬂ’JUQ&m'ﬁ

82



Depth of weld pool(micren)

ME-NETT=23

The Jlrd Conlerence of the Mechanical
Englneering Network of Thaland
=t ' & @ =
AR URAILR B U EIUluR AN N A LE T I A
w1 Dadwasldiduadsd angds lassaing
fgamﬂ'uaﬁumuﬁﬂmﬁ'ﬂumwmimuqmm?
PROURAIRINTATIUUN LTI WALAN AR WAL
. vo X o P a )
Tatanlandit U mnAan 1 Inaaunad(Fusion
zone, FS) u’%nmﬂizﬂm”au(Heat affected zone,
HAZ) wazuSrrailalldsuinwaananuian
UnizLToM(Base metal, BASE) 3l 4 uaasndy
AnvadnrTraaNmaInuIINYTinmanuToule
MITINEINITRAANARINAINENLSUA I LA 77.2
lulasuas IUNTINIRANNEWHUARDINEYADA
F - o pi a
Ay tladIunaenuionildluningow

= &
PWHTW

Eﬂﬁ 3 MWEE IATE N RATALAIRENNALEY
WanalonTzua Wi 65 wouuds audalunng

a3 0.65 LUATAaUNT
1200

1000

800

600

400

200

0 2 4 6 8 10 12 14 16 18
Joining heat input (kJ)

Eﬂﬁ 4 auFuiuiszninenusanildlunis
I RULAZANUA NN TRBD AR IR AN N S LH
3.2 madoslanzannitaseuingwannaiuiu
NUORHIRLAHAMNLHWLNTA 1100-H12

3.2.1 Tassasreania

WRIIMWUIINTZUIRATIT auin duwa Lty

sunsndszgndldiaunuinaiia Selft-brazing

ednduninassadanlanzdriniinszning
WAANNAUH WAL ATLHINHANLHKINTA1100-H12

AMM

= % e - &
E‘]JT] 5 Iﬂ')’w‘]ﬂ?ﬁw‘l URNAUDITDULDDULWEINTIWUI

PBITDULTANTIIRAA

50pm
—_
3U7 6 TumsUznaudelan: lavarudluns

owiln 0.65 asdewd waznszualiiiluns
WonLilu 90(a) ,110(b) ,130(c) uaz150uanuilS(d)

S0pum

gﬂﬁ 7 tuaUsrnauidelans Taonssurlilu
m3doniln 130 wowudf wazanaustlumadaw
W 0.55(a) ,0.60(b) 4a=0.65LATADUTI(C)
mnsauL"Er"amiam§nna"'wLmuﬁ'uagﬁtﬁuumﬂu
wHwen 381 100-H1 27 e ansautsuiiamens gln
sepdanldasil Shnuwinndmasuinan (Steel
FZ) uSiamnsznufesluwvwannay (Steel HAZ)
viaamannda i léTuininasnanuion
(Steel BASE) u?tama@ﬂtﬁuu%aautmaa (Al FZ)

&3



The 23rd Conference of the Mechanical
Engineering Netwerk of Thalland

ME-NET NETrEa

u%nmm:ms”a%lua@“ﬁtﬁnmm(m HAZ) 13104
aﬁﬁLﬂUNﬁVLEJVLﬁ%’U5ﬂ%Wﬁﬂ7ﬂﬂ?1&l§ﬂ%(N BASE)
wazdusnsisznoudlans (IMP) ﬁmﬁ@mlugﬂﬁ 5

wasamnmidanlanzaesiaswitominn
wruiuaaHilg uHaNUHKINIA1100-H12 il mTia
ANuRIaE RN TSN e uLE lane wu sty
Ysarmaaudoulunisidannalasnisifia
nrzug i lumsidiay wazaannusalumsidoy
e unuivestwaslsznavigalan:
Lﬁ'wﬁuﬁagﬂﬁ 6 LLa:Eﬂﬁ 7 lauAnudunus
JERIa MU Te sTuaE sl naE s lans iy
ﬂ'%mmm']m”aulumﬂ%ammmﬁogﬂﬁ 8
wananiiliiavinnnsenaseuriie s ssznay
Falansfifedwrmedonlasmsiasizvdie
INAikA Energy Dispersive  Spectrometry it
dnwme line scan  wuiisnsUtznauidelansi

= & -
Aaudnlvgiuasisznou FeAl,

25
T 20 * .
g T .
E .
T 15 & e
= u .
k] H
g 10 o B o
3 % g s
i<} .
£ 57 .

e
[} T T T
15 20 25 30 35 40

Joining heat Input (kJ)
Eﬂ“ﬁ' 8 auFuRuETzndsSunmanusawlunis
Bayuazanua MunwLasTua U nauLF lans
3.2.2 anaudonsezassemdonlanzarsziia
MnmMInaFauLsId IR wionlanzdsnia
FERIVARNNAAULAZaR LI UNAILHUNTA
1100-H12 WU Fusmianunsalisndananue'l
WamsuaniniFmouSmsasFaudasening
mﬁﬂﬂé’mﬂiuﬂ"’uagijl,ﬁnuwautl,ﬁu uaLianis
LLmﬂﬁ'ﬂﬁaQﬁl,ﬁn:Jl,l.bmu'%l.amﬁ'maaﬂ"l,ﬂmniaﬂ
Baudntos MmiwimsasIseuiunwdauf
LANHNLRIRILIINMTNATOULTI WUINT %

VAL ANTLANRNLELRILN LI N TEN U U8

AMM

lanzeaiiflounsulagaansndunaldainuiam
fiinmsuanini R REE SR FE ERGTRT
lmgﬂ:hmm“uaaagﬁLﬁﬂmﬁmu%nmmﬂ‘l@T{u

%’ﬂ%wamﬂmwu‘%’awmu%auﬁdgﬂﬁ g flasam
Tﬂ‘lﬂ:i@ﬁLﬁElllNﬂ':JLI.Nwm’E‘Luﬂ’liﬂGlNadﬂ%‘;\i‘iﬂl’m
mi%ugﬁ@hnm:mumﬁ@] fasiasuutas
Eﬂiwﬂmaﬁm@amﬂLLuum’me Wa'ldsuana
SonannmIdauiiswoinsuiaianisanaanlngg

. v = oo - i o) &
LA ﬂ(ﬂ NdHﬂlﬂaQNLHHNNNNUiL’J TWAHAITHLLTDILTY

masnus i Wldsunasinanudan
Steel

U9 9 USLIBLANRNIINNITN AR LUTIAIVE

o

Py

Twan

WM ATINU BTN WA
LL@mﬁ'ﬂLﬁﬂﬂ']ﬂﬁLmﬁagaqm 756 A2A% WATAN
arasusolunisdununisuaninilanas
EntesdlaSunmenutanlunsidau finduds
Eﬂﬁ 10 AilwruiliiasaniatSumeutan
mﬂmsl.%aaJLﬁm‘h‘[mae«%wmoqamalw%mm
ﬂi:ﬂnﬁ”auﬁamma:ﬁmmmlm%uﬁaLLamd‘LuEﬂﬁ
11 ENNalﬁmmLL'?]aLm‘uaaagﬁLﬁm\lwamﬁ;ﬂaa

4. axduaniinaaag

nsruawNITITanfintauiuinafia Selt
brazing mmsnm:qﬂ@?ﬁm%’nL%au@‘aTam@m
riharzniiamanadudwuazeg IR NENUNY
tn3a1100-H121e Tasdunudsudalanzdrsnia
AINANANUAUNUADUTINIFIFA 756 Tadn
%a@m:‘mmwé’mmmm?ﬁaﬁ'u%nmmmm”au
voslanzagiliflonnan LAY FIWM WU B3
sastantavadolifaiandadTinmanusaula
mMadaudindn  wananiwuiiassznauds
Tansffind wymerinnisidandananufindn
dodsunmaudanlunisdeniadwuazdin
Iwaduanslsznoy FeAl,

84



ME-N

The 23rd Confer
Enginesring Natwork of

the Mechanical i
halland

800
. . .
700 - ] . * L
L] ‘e o
— g -
Z 600 TR Y : " o
=
H
3 500 cl
2 ¢ *
b
5 400
300
200 T T T T
10 15 20 25 30 35 40

Joining heat Input (kJ)
gﬂﬁ 10 A udguWusT=nadSumanuiauly
MIE UL AN T IWNIRNTLAN AN 89T U
Viow
5. iaanssNdszne
TOVOUNWMAEIUNITUATTNITHNITNG
qm:Jﬁﬂmua:éwﬁmmﬂamuaﬁ'uawumﬁﬁuﬁ
Tiyuaiv a%umuﬁlmﬁanu MRG 5180100
6. LONA1T81999
[1 M. J. Rathod, M. Kutsuna, Joining of
aluminum alloy 5052 and low-carbon steel by

laser roll welding, Weld. J., (2004) 16s-26s.

AMM

200pm

JU7 11 Binmnsenudenlulanzegliflounsy
nnEeshaanaE lunndan 0.65 waTde
winuaznszua Wi lun1si@an 100 (a), 130(b),
uaz150uaaLl(c)

[2] Shigeaki Kobayashi and Takao Yakou. Control
of intermetalic compound layers at interface
between steel and aluminum by diffusion-
treatment,

A338(2002), October 2001, pp. 44 — 53.

Materials Science & Engineering,

85



TMETC

3 Thailand Metallurgy Conference Cc-02 Processing session

Feasibility study of using GTAW process in
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Abstract

Gas tungsten arc welding (GTAW) with self-brazing was applied for dissimilar metal joining
between low carbon steel/5052 Al alloys. In this study. a lap joint configuration with steel
sheet as the upper sheet was used. In order to successfully achieve a dissimilar metal joint with
self-brazing technique, partial penetration in the upper steel sheet must be obtained. Therefore,
the depth of the weld bead on the steel sheet was first studied to ensure the feasibility of using
GTAW process with self-brazing techmque. According to the weld depth results, the partial
penetration of steel sheet could be obtained from various welding conditions. which indicated
a good feasibility of using GTAW with self-brazing technique. Further results showed that
dissimilar metal joint between low carbon steel/5052 Al alloys could be successtully obtained
by GTAW process as self-brazing technique. The intermetallic compound layer was formed in
the bonding area. which is called IMP zone as defined in fig.1. As the joining heat input was
ncreased, the thickness and the width of the IMP zone were mereased {rom 4.1 to 32 um and
from 1.44 to 6.02 mum respectively. From tensile shear testing results of dissimilar metal joint.
load resistance of dissimilar metal joint seemed to depend on the width of IMP zone. When
the width of IMP zone was increased, the load resistance of dissimilar metal joint was
mncreased until reaching to the failure load of 5052 Al alloys at the HAZ.

Thickness of IMP
Fig.1 Macrostructure of
dissimilar metals joint

“IMP Alalloy Al alloy

Al alloy FZ HAZ BASE
<—— Width of IMP —

32
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Feasibility study of using tig welding in
dissimilar metals between steel/
aluminum alloy

Rattana Borrisut’thekull, Pusit Mitsomwangl, Sirirat Rattanachanl, and Yoshiharu Mutoh?
! Department of Engineering, Suranaree University of Technology, Muang,
Nakhon-Ratchasima, Thailand, 30000
*Department of System Safety, Nagaoka University of Technology, Nagaoka-shi,
Niigata, Japan, 940-2188. E-mail: rattana@sut.ac.th

Abstract

In joining dissimilar metals between steel and aluminum alloy, the difficulty is caused by
mtermetallic reaction phase formation. In order to suppress its formation, the self-brazing process has
been applied. Previously, only laser welding process could be applied together with the self brazing
process in joining dissimilar metals. However, in this research work, TIG welding, which could join
the thin section, has been proposed to be welding process candidate for joining dissimilar metals
welding between steel/aluminum alloys. The objective of this work is to evaluate the feasibility of
application of TIG welding for joining dissimilar metals. The results showed that TIG welding could
produce the partial penetration welding in 1 mm thickness steel sheet, which indicated the feasibility
in application self-brazing technique by TIG welding process. Moreover, TIG welding as a self-
brazing technique could successfully jomn dissimilar metal between steel and aluminum alloy. The load
resistance of bonded zone, intermetallic reaction layer zone of joint, was higher than the load
resistance of A1100 aluminum alloy after welding. The lower load resistance of joint compared with
A1100-H12 was caused by the grain growth in A1100-H12 during welding.

Keywords: dissimilar metal joining, TIG welding, steel, aluminium alloy

1. Introduction done in order to investigate the feasibility of
. ing TIG weldi in joining steel and
It has been known that the difficulty of B W5 DO e J ARG AT
ik il FoiinE bet ol il aluminum alloy by using self brazing process.
11551. L ml'la J.Omt]'k?g bei il i ts - t'rﬁl. Thus, in the present study, the feasibility study
a umtmumhaa OBf( 15 i N Inn 3 utl crmetatlic in production partial penetration in steel by TIG
. . . 2 feasible 1 i 1f-brazing techni f TIG
self-brazing technique, which the molten zone of RaIEA NATIE S0 URIEIEISG IS 9

. ; welding. Then, the feasibility study of using TIG
stet‘:l Wik con_tr_olled L b? a partial penetration welding in welding of dissimilar metals between
during lap-joint welding between steel/

: - ;i steel and aluminum alloy was carried out.
aluminum alloy as shown in Fig. 1, was used in
many research works.[1-5] TIG welding is
suitable welding process for joining thin section.
It is one of the possible welding processing for
joining dissimilar metal between steel/aluminum
alloys by using self-brazing technique due to its
possibility to produce partial penetration weld in !
b Intermetaljic reaction layer

steel sheet. However, few research works were Steel -
Aluminum alloy !g

Aluminum
alloy weld pool

Heat

Steel weld pool
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Fig. 1: Schematic of the interface during
dissimilar metals welding between steel and
aluminum alloy.

TABLE 1 CHEMICAL COMPOSITIONS OF
MATERIALS

| aderial Chemical Compasition {w1%)

|- Fe [ Mn Cu b} Mg in Al

| T ATy | 0880 | . | . [ B0V | GUID |-o0el | 00§ | ®E|
Sed | %940 | 0077 | 0377 | 08 | 0006 | ool | - | o002 |

TABLE 2 MECHANICAL PROPERTIES OF
MATERIALS

Dlutenial

1100 alusmenus afloy-HI2
1 Steel

Fig. 2 The macrostructure of steel weld with
electrical current of 45 ampere curent and
0.65m/min of welding speed.

2. Materials used

The 1 mm thick hot roll steel sheet
(steel) and 0.8 mm thick 1100 aluminum alloy-
HI12 sheet (aluminum alloy) were used. Their
chemical compositions and  mechanical
properties are shown in Table 1 and Table 2,
respectively. Both steel and aluminum alloy
were prepared in size of 85x65 mm.

3. Results and Discussions
3.1 Bead on Steel Sheet

The bead on steel sheet experiment was
carried out in order to study the feasibility to
produce the partial molten penetration in 1 mm

steel sheet which is the basics requirement of
application of self-brazing technique. The
experiment was started by immerging steel sheet
in 12% HCI for 2 minute at 80 C *in order to
remove oxide layer formed during hot rolling
process. The TIG welding machine was used.
The bead on the steel sheet was done with
welding speed of 0.55 ,0.60 and 0.65 m/min.
Welding current were varied from 20 to 75 A.
The direct current electrode negative (DCEN)
was used in this study. The arc dislance,

clectrode type, electrode size and electrode tip

STISWB 2009

angle was 24 mm, EWTh-2, 32 mm in
diameter and 60° respectively. Pure argon gas
with 8 lVmin was used for prevention the
oxidation of molten steel. The macroscropic
observations were carried out in order to obtain
the depth of welding and width of welding.

Depth of weld (micrometers)

7]
29
(=%

]
5

.00 40 & BO0 1000 1200 1400 1600

Apparent heat input for joining (kT)

Fig. 3 The relation between heat input and weld
pool depth.

Fig. 2 shows the macroscropic
observation of steel weld pool obtained with
electrical current of 45 A and 0.65 m/min of
welding speed. From the Fig. 2, it was found
that the partial penetration of molten zone of
steel sheet could be obtammed by TIG welding
process.

Fig. 3 shows depth of weld obtained
with various apparent heat imput for joining.
From Fig.3, it was found that many welding
conditions could be produced the partial
penetration welding in 1.0 mm thickness steel
sheet. Moreover, it was found that the depth of
weld was increased when heat mput was
increased. Thus we could refer that TIG welding
process is possible to join dissimilar metals by
self-brazing process in limiting welding heat
input.

3.2 Dissimilar Metals Welding Between
Steel/Aluminum Alloy

According to previous section, il was
shown the feasibility of using TIG welding
together with self-brazing technique. In this
section, the feasibility of application of TIG
welding together with self-brazing technique in
joining dissimilar metals was investigated. The
experiment was started by removing oxide layer
in steel sheet by dipping steel sheet in 12% HCl

3921

2

4
w

)
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for 2 minute at 80 C-. After that both steel and
aluminum alloy was polished and cleaned with
#180 emery paper and ethanol, respectively. The
TIG lap joint welding configuration with steel
top sheet was used as shown in Fig. 4. The arc
distance, electrode size, and electrode type were
24 mm, 3.2 mm i diameter, and EWTh-2,
respectively. The direct current electrode
negative (DCEN) was applied. Argon gas with 8
I'min was used for shielding the welding
specunens. Welding speeds of 0.55, 0.60, and
0.65 m/min were used. In this study, welding
current was varied in order to obtain the joint
where steel and aluminum alloy were not
directly mixed during welding. Afler welding
the tensile shear test and microstructure
observation were carried out in order to observe
load resistance of the jomts and welding
structures.

TIG torch

1100 Aluminnm alloy Steel

[

601 Alnminum alloy |

3
Steel backing black

Fig. 4: Welding configuration used

Figure 5 shows an example of half view
of the joint between steel and aluminum alloy.
From Fig. S, it could be seen that TIG welding
could make the dissimlar metals joint between
steel/aluminum alloys by self-brazing technique,
the brazing of aluminum alloy molten on solid
steel sheet. Moreover, different zones in joining
region were found; steel weld pool, HAZ of
steel, steel base metal, intermettallic reaction
layer, aluminum alloy weld pool, heat affected
zone (HAZ) of aluminum alloy,and aluminum
alloy base metal.

Fig. 6 and Fig. 7 show mtenmetallic
reaction layer formed at interface between steel
and aluminum alloy under wvarious welding
speeds at constant electrical current used and
under various electrical currents at a constant
welding speed, respectively. From both figures,
it was found that thickness of intermetallic
reaction layer was decreased with increasing
welding speed and with decreasing electrical

&
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;'&

cwrrent. Figure 8 shows the thickness of
mtenmnetallic reaction layer(IMP) under various
apparent heat input for joining. It was found that
infermetallic reaction layer thickness was
mereased with increasing apparent heat input for
joining. From these results, 1f the joint could be
produced at lower apparent heat wmput for
joining, thinner intermetallic reaction layer
could be formed.

Heat input

Intermetallic resction laver

Fig. 5: Overview of the joint.

R
T

T

ML

ST
Fig. 6: Intermetallic reaction layer oblained at
welding speed of 0.65 m/min and (a) 90, (b)

110, (c) 130, (d) 150 A of electrical current
used.

From Fig. 5, it also was found that
microstrictures in HAZ of aluminum alloy and
aluminum alloy base metal were different.

The microstructure of HAZ of
aluminum alloy was coarser compared to the
base metal. It is known that the aluminum alloy
used in this study can be strengthened only by
work hardening which grain structures were
deformed. The deformed microstructure 1s ready
to recrystallize and grow when temperature is
increased. Thus, when the HAZ of aluminum
alloy was healed up higher than recrystallization
temperalure and grain growlh temperature, the
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deformed microstructure was recrystallized and
followed by growth, as shown in Fig. 5.

Fig. 9 shows the microstructure in HAZ
of aluminum alloy under 0.65 m/min of welding
speed and two electrical current used. From Fig.
9 it was found that the microstructure was
slightly coarser when using higher electrical
currents, which corresponded to higher apparent
heat mput for joining. Thus, it can be concluded
that when using lower apparent heat input for
joining, the finer grain in the HAZ of aluminum

B~ gras :

,".i{* “‘r‘«;m&,&’ e T
£ P, 4 T I s
Bt e

i
Al nlloy " ) | Alalley (<)

S0 pum
Fig. 7: Intermetallic reaction layer obtained at

130 A and welding speed of (a) 0.55 m/min, (b)
0.60 m/min, and (c) 0.65 m/min.
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Apparent lieat mput for jommgkWw)
Fig. 8 : The relationship between thickness of
intermetallic reaction layer and apparent heat
input for joining.

alloy is obtained.

Fig. 10 shows the failure load of all
dissimilar metals joints obtained in this study.
From that figure, it was found that failure load
of the joints was in the range of 500-800 N,
which were lower than that of base metal, about
1090 N. It was also found that the failure load
slightly decreased with increasing apparent heat
input for joining.

STISWB 2009

Fig. 11 shows the fracture path of the

joint which was common all the joints. From

Fig. 11, it was found that the fracture path of the
specimen was through the HAZ of aluminum
alloy. According to microstructural observation
and tensile-shear test results, it could be
indicated that the weakest zone of joint was
HAZ of aluminum alloy, which was due to the
grain growth of aluminum alloy at HAZ.
Moreover, higher apparent heat input for joining
results in coarser structure of aluminum alloy at
HAZ, which affects to decrease of strength of
the HAZ of aluminum alloy as realized in
slightly decreasing of load resistance of joint in
Fig. 10.

200 pm

Fig. 9: HAZ of aluminum alloy obtained with
0.65 m/min of welding speed and (a) 100 A of
electrical current and (b) 130 A of electrical
current

900
800

- * *
200 * * . o
—— ¥ L)
600 . W s * % .
y=-2.2527x+ 692.85
500 . * .

100
300
200
100

]

Failure load(¥)

15 17 19 21 23 28 27 29 31 33 35 37
Apparent heat input fer joining(kJ)

Fig. 10: The relationship between failure load
and apparent heat input for joining

4. Conclusions

Both bead on the steel sheet and
dissimilar metals joining between steel and
aluminum alloy was studied. From the results, it
could be referred that TIG welding could
produce the partial penetration welding in 1 mm
thickness steel sheet, which indicated the
feasibility in application self-brazing techmique
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by TIG welding process. Moreover, TIG
welding as a self-brazing technique could
successfully join steel and aluminum alloy in the
dissimilar metal joint. The load resistance of
bonded zone, intermetallic reaction layer zone of
joint, was higher than that of A1100-H12
aluminum alloy after welding. The lower load
resistance of joint compared with base A1100-
HI12 aluminum alloy was caused by the grain
growth during welding. Moreover, it is found
that application of higher heat during TIG
welding results in thicker intermetallic reaction
layer and coarser microstructure in HAZ of
aluminum alloy. The coarser microstructure at
HAZ of aluminum alloy was main reason of
lower of load resistance of aluminum alloy at
heat affected zone.

Steel

Figure 11: Fracture part in joint with 0.65 m/min
of welding speed and 165 A of electrical current
used
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