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Abstract—Aluminum mixes are a for the maximum part top
notch choice for diminishing the rate, weight overriding steels in
one in all a type packages and Friction Stir Welding technique is
a monetarily sharp and a a hit approach. Scouring combination
welding is a strong kingdom joining technique that makes use of
a non-consumable turning welding tool to make plastic
deformation and frictional warm temperature on the region of
the welding; subsequently, the fabric that is inside the sturdy
country is stricken by the route of movement of a joint.
Disintegration combo welding is all around used for joining Al
mixes for marine car, flying and various employments of
corporation centrality. This examination is to get the parameters
which can be best for the substances beneath thoughts, to look
into the Heated Affected place (HAZ), Thermo — Mechanical
Affected area (TMAZ) and Nugget region (NZ) other than to
bear in mind the issues taking area inside the midst of welding
process thru making use of unique parameters picked, draw close
the little scale important changes and mechanical houses of
disintegration mixture welding of varied aluminum joints
approximately thickness is four mm, the aluminum disparate
joints (AA3003-AA64430), (AA3003-6082) and (AA64430-
AA6082) have been completed beneath a comparative welding
parameters are 2000 rpm (rotational pace) and 11 mm/min
(transverse speed) on vertical coping with machine. Wherein
square mechanical assembly is used. The gadgets are created on
a Lathe tool. This take a look at develops the welding time table
and approach parameters for palatable welds AA3003-AA6082-
AA64430 aluminum the use of tool H13 chrome steel. After the
components are welded through welding, outstanding
preliminary of practical nature are executed on the components
which can be welded which includes the power, Fatigue check,
Hardness take a look at, microstructure bear in mind.

I CREATION

Scouring blend welding is a solid usa system which
proposes that at some thing point of the technique the cloth
must in the solid nation .Friction mixture welding is every
other microstructure adjustment framework, which is based
upon the disintegration mixture welding which turn out to be
estimated by way of The Welding Institute (TWI) of uk in
1991.Friction blend welding has beginning late transformed
proper into a specially worthwhile tool of homogenizing and
refining of the shape of the grain of the metallic. It has been
represented that FSW amazingly improves awesome
flexibility in diverse AL mixes. In FSW a remarkably

Revised Manuscript Received on April 12, 2019.
Dr.M.Rajasekhar, Department of Mechanical Engineering, GIT, GITAM,
Visakhapatnam.

G.AnjiBabu, Department of Mechanical Engineering, GIT, GITAM,
Visakhapatnam.

C.VenkataSaiSekhar, Department of Mechanical Engineering, GIT,
GITAM, Visakhapatnam.

M.Giresh Naidu, Department of Mechanical Engineering, GIT,
GITAM, Visakhapatnam.

Retrieval Number: F10250486S419/19©BEIESP
DOI: 10.35940/ijitee.F1025.04865419

131 & Sciences Publication

organized turning barrel molded device that carries a stick
and shoulder which have estimations with recognize to the
sheet thickness. The stick of the remodeling device is dove
into the sheet fabric and the shoulder comes into touch with
the outdoor of the sheet, and some time later crosses in the
precise course. The touch a number of the turning device
and the sheet make warmness which progresses the cloth
below the condensing purpose for the sheet and with the
mechanical blending accomplished by using the stick, the
fabric in the took care of area encounters proper plastic
misshapening vyielding a logically recrystallized best grain
microstructure.

1. TAKE A LOOK AT PAINTINGS

The materialsPicked materials for Friction mix welding
machine are aluminum 3003, 64430 and 6082 having
duration 100 x 50 x four changed into taken from the
provider. The substance exercise-plan of the bottom cloth
are confirmed up in Tables 1, 2 and 3 independently. The
specified length plates of 50mm large and 100 mm
prolonged had been taken from the sheet. The cross for
machining the exceptional facets of the plates was to lead
them to parallel For the FSW system securing gadget. The
parallel plates engaged the consistency in welding the
openings some of the plates.

Skno | sample Si% Fe% C% |Mn% | Zn% Al%
| identification | |
| 4mm 0.52 0.3 0.94 1.04 0.02 Rem

Thickness Al
| plate

Table 1Compositions of aluminium alloy 3003

Slno | Sample
| identification
| 4mm 0.019
thickness Al
| plate

Cu% ’Mg"o Si% |Fe% |Zn% |C% |Ti% |Al%

088 |LI12 033 |0008 |0.017 | 0.005 | Rem

Table 2 Composition of Aluminium Alloy 64430

Skno | Sample Co% | Mg% |Si% |Fe% [Zn% |Ci% |[Ti% | Al%
| identification |
1 4mm 0.023 1091
thickness Al

plate

109 10275 10014 0017 [0.006 |Rem

Table 3 Composition of Aluminium Alloy 6082
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Specimen preparation

Tensile and fatigue test specimens were prepared using a
milling machine as follow: First, samples were saw cut
perpendicular to weld line with 100 long and 25.5 mm
width, then Machining the samples edges to 25 mm width.
After that, the weldment faces were machined to remove
flashes and stress riser .The sample profile was obtained
using a milling machine with a special fixture to achieve
specimen geometry in accordance with the standard ASTM
E8M-04.

Welding Tool

The tool must be made from a material which can
withstand the process and offer enough frictional heat
generation. When selecting a material from which to
manufacture the FSW tool the material to be welded must be
considered. The tool material must be sufficiently stronger
and more wear resistant than the material to be welded and
must also have a higher melting temperature. An adjustable
pin tool made of H13 tool steel was used for the welding
experiments as shown in Fig. 1. The welding was performed
at the Central institute of tool design in Vijayawada.

b ad
Fig 1 Friction tool

Process Parameters

On this check, disintegration mix welding changed into
accomplished by technique for using an I-blend 10 Multi
Axis grinding blend welding instrument. For all the sublime
joints made, 6082 plate were set at the moving segment and
3003 advanced toward getting to be on the pulling back part
of the weld. The weld path parameters (as maintained from
FS welder) have been, Rotational cadence of 2000RPM,
adventure pace of 11mm/min, Forge weight of 8KN.

1. INSPECTIONS AND TESTS

A.  Mechanical check Tensile checks have been passed
on with the benefit of the use of Instron standard research
game plan of model 8800R. Flexible and yield essentialness
changed into gained from weight curves of the welded
joints. The strain examine is one of the best usually used
tests for taking a gander at materials. In its uncommon
structure, the strain test is done through getting a handle on
inverse terminations of a check thing inside the stack body
of a test machine. A pliant power is done through the
contraption, achieving the persistent prolongation and
inescapable split of the test thing. in the method for this
framework, stress-growth realities, a quantitative extent of
how the test thing deforms underneath the completed pliant
weight, generally are watched and recorded Microhardness
evaluations had been practiced using a Rockwell hardness
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analyzer, wherein 5 strains were taken in the pass segment
of weld to assess the microhardness profiles at some point or
another of mid-thickness of disintegration mix weldment.
The estimations were charmed by a scattering of Imm from
section to thing with accomplished pile of 1Kg and length
time of 15 2d changed into used. Rockwell hardness trying
out contraption the Rockwell hardness test procedure
involves indenting the test material with a valuable stone
cone or set metallic ball indenter. The indenter is obliged
into the check surface underneath a preliminary minor
weight FO all things considered 60kgf. while equalization
has been accomplished, an exhibiting gadget, which seeks
after the improvement of the indenter along these lines
responds to changes wide of passageway of the indenter, is
set up to a datum work. right when the preliminary weight is
so far associated, a prime weight is done with coming about
advancement in invasion. while concordance has again been
accomplished, the additionally overpowering weight is
discarded at any rate the preliminary minor weight remains
remained. removal of extra critical weight allows a midway
recovery, so cutting down the significance of passage. The
everlasting impact all around of penetration, inferable from
the application and transfer of the more unmistakable focal
weight is used to learn the Rockwell hardness variety.

Shortcoming finding changed into accomplished at a
room temperature of generally 20°C, weight extent R=0.5
and repeat of 50Hz in lab air.The depletion models are very
masses same in shapes and estimations to the bendable
precedents. three tests had been done at each store
circumstance. Tests have been isolated from inverse part to
the weld line of welded plate to run the research.
Shortcoming examinations were performed at a comparative
device that become used for weight assessments in any case
with ceaseless adequacy, sinusoidal weariness stacking. A
fatigue life of more conspicuous than 2x106 cycles end up
thought about a run-out check. the relationship between the
proportion of cycles and strain abundancy was isolated for
the unidentical FSW aluminum composites.

B.Subject Emission Scanning Electron Microscope

A domain outpouring cathode in the electron gun of a
looking at electron amplifying focal point engages littler
testing shafts at unimportant despite superfluous electron
essentialness, achieving each logically fitting spatial
decision and really low model charging and damage. For
applications that require the first class enhancement possible
the thing is inspected by using electrons in reference to a
bungle precedent. Electrons are transmitted from a spot
outpouring source and extended in a high electric subject
edge. inside the high vacuum area the ones socalled number
one electrons are focussed and occupied with the guide of
the usage of mechanized central focuses to offer a slender
explore bar that attacks the thing. As a stop result
discretionary electrons are liberated from each spot at the
thing. field surge sifting electron microscopy (FESEM)
offers geological and fundamental information at

enhancements of 10x to several hundred,000x, with truely
In assessment with

unlimited significance of subject.
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looking at electron microscopy (SEM), subject outpouring
SEM (FESEM) offers all the more clear, an appalling part
less electro statically distorted pictures with spatial decision
down to 1 half nanometres — 3 to various occasions higher.

V. RESULTS AND TRADE

AA3003-AA6082

The microstructure of the various territories of the welded
distinctive surface is developed in Fig. 2 (an e). in addition,
the warm cycle, has extensively affected the gleam impacted
territory (HAZ), which is obvious from the microstructure
(Fig 2 (a, ¢)). in any case, there may be no plastic mutilation
taking region on this area. inside the thermomechanically
impacted quarter (TMAZ), that is recognizable from the
microstructure (Fig 2 (d, €)).There may be markable
improvement in the grain obstacles which might be an
immediate aftereffect of the plastic misshapening and the
low warmth prevalent at a few degree inside the contraption.
in addition, it's miles clean from the microstructure that a
shocking grain farthest point parcels the recrystallized zone
(weld nugget) from the deformed zones of the TMAZ. The
effectively recrystallized zone is the blended part, where the
surface has been presented to radical plastic turning offering
climb to elegant thought about grains. The time span
blended territory is ordinarily bored in contact blend
planning, in which take care of business proportion of
surface is taken care of. moreover from the microstructure
of the weld piece (Fig 2 (b)), obviously the grains are
astoundingly delicate, that could improve the intensity of the
weldment. The microstructure of crafted by craftsmanship
piece, the speed to 2000 rpm and welding pace to eleven
mm/min and rectangular device.Fig.2 suggests the sort of
aluminum compound 6062 of the show communicated that
the shape grain impact. The condition of this grain addition
impacts the flexible power. further from the microstructure
of the weld piece (Fig 2 (b)), clearly the grains are
incredibly refined, which can upgrade the imperativeness of
the weldment. Fig.2 (b) exhibits the microstructure of the
weld will see that a couple of areas of the white is aluminum
compound of 6080 and dull is aluminum amalgam of 3003.
a piece white zone is to be a bit of the aluminum compound
6082, that isn't always shrouded in lump the aluminum
composite.

AA608
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€)AA3003TMAZ
Fig 2 FESEM images of AA6082-AA3003 on different
locations of the welding joint

AAG082-AA64430

The microstructure of the special areas of the welded
distinctive fabric is shown in Fig.3 (a-€). On the other hand,
the thermal cycle, has extensively impacted the heat affected
quarter (HAZ), which is plain from the microstructure (Fig
three (a, c)). But, there may be no plastic deformation
springing up in this vicinity. Inside the thermo-mechanically
affected region (TMAZ), which could be very clean from
the microstructure (Fig3 (d, €)). There's great enhancement
within the grain limitations which may be due to the plastic
deformation and the minimum heat developed during the
procedure. Also, it's miles obtrusive from the microstructure
that a distinct grain boundary segregates the recrystallized
quarter (weld nugget) from the deformed zones of the
TMAZ. The dynamically recrystallized zone is the stirred
area, where the material has gone through excessive plastic
deformation resulting in first-class equated grains.
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Fig 3 SEM images of AA6082-AA64430 on different
locations of the welding joint

The term stirred area is particularly utilized in friction stir
processing, wherein sufficient extent of cloth is processed.
it's miles clean that the grains are relatively diffused,that
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could ameliorate the power of the weldment, the
microstructure of the work piece, the rate to 2000 rpm and
welding tempo to 11 mm/min and square device. Fig.5.8
shows the form of AA6082 AA64430 aluminium alloy 6062
of the show taken that the shape grain boom. The shape of
this grain increase impacts the tensile energy. moreover,
from the microstructure of the weld nugget (Fig 5.7 (b)), it's
far obvious that the grains are quite refined, that can
enhance the electricity of the weldment. Fig. five.7 (b)
suggests the microstructure of the weld may be aware that a
few regions of the white isaluminium alloy of 6082 and
black vicinity is aluminium alloy of 64430. a hint white
space is predicted to be a part of the aluminium alloy 6082,
which is not protected in nugget the aluminium alloy.

TENSILE TEST RESULTS

Stress vs Strain
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Fig 4Tensile test for strain vs. stress

The expertise of the mechanical houses of the equal
friction stir welds among aluminium 3003,64430,6082 is of
importance to decorate their use within the industries. The
above graph that is drawn among stresses vs. Stress on X-Y
axis respectively.In the above three aluminium joints if we
located surely that the joint of 6082-64430 have been given
less tensile power as compared to the opposite aluminium
joints, in addition to the aluminium joint of 3003-6082 had
been given the maximum weld electricity of 132 Mpa and it
became received while the tool rotational pace is 2000 rpm,
and the tour speed is 11 mm/min.That may keep more load
and displaying extremely good tensile houses whilst in
comparison to specific joints.

FATIGUE TEST RESULTS

slress (MP3)

L A
[i] 1000 2000 3000 4000
No of.¢

Fig 5 Fatigue comparison of
welded joints
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The above chart which is showed up between extent of
cycles on X-center point and weight on Y-rotate in which
joint AA6082-AA64430 got most expense and which can be
withstand to most load of uses and had been given most
prominent sort of fatigue life while conversely with
extraordinary joints. The fatigue power of the joint 6082-
64430 4MPa at 8100 cycles. The outcomes additionally
demonstrate that mistake at given No. Of cycles happens at
lower weight plentifulness for tests in FSW situation,
appeared differently in relation to that for flexible models.

HARDNESS PROFILE

The underneath graph this is suggests among Rockwell
hardness wide arrangement on Y-center and detachments
from the weld centreline on X-turn. Rockwell hardness tests
have been polished over the range of the severa zones of the
weld isolating of 1mm. On the off chance that we're
arranged the diagram the 0 section at within segment, it is
suggested as Nugget region. on this zone hardness is
abundance less, in perspective on at that segment most
extraordinary temperature procured as a result of the
extravagant speed of the rotational device and material
condensing increasingly essential at that issue while
concentrate despite what might be expected locale. As we in
relationship the hardness at left component of the base
surface as opposed to the lump area where left thing and
right 50% of the curves prescribes the ceaselessly building
up the hardness of the materials from the piece locale. Left
part of the joint hardness is sixty .5RHN at the base metallic
of AA3003 and right thing of the joint hardness is sixty
4.5RHN at the base metallic of AA64430.Above graph
induced that joint AA3003-AA64430 hardness arrangement
is 64.5RHN.

3003-64430
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L
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A0

Fig 6 Hardness test on Aluminium weld joint of 3003-
64430

3003-6082
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Distance from weld centre
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Fig 7 Hardness test on Aluminium weld joint of 3003-
6082

The above diagram it's shows up amongst Rockwell
hardness number on Y-middle factor and detachments from
the weld centreline on X-middle factor. Rockwell hardness
assessments had been driven over the diverse areas of the
weld isolating of Imm. If we are watched the define the 0
element at the middlepoint, it's miles called Nugget place.
On this region hardness is much less, because of via then
most outrageous temperature got in view of the short of the
rotational device and cloth mellowing more with the
resource of then while diverge from numerous regions. As
we investigated the hardness at left 50% of the bottom cloth
seemed in another way almost about the lump area in which
left side and proper 50% of the twists well-knownshows the
dynamically growing the hardness of the substances from
the piece zone. Left 50% of the joint hardness is 59.5RHN at
the bottom metal of AA3003 and proper 50% of the joint
hardness is 63.5RHN at the bottom metal of AA6082.The
above outline contemplated that joint AA3003-
AA6082hardness extensive variety is sixty 3.5RHN.

6082-64430
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= I
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a0 30 20 10 o 1c 20

Distance from weld centre

a0

Fig 8 Hardness test Aluminium on weld joint of 6082-
64430

6082-64430

40 30 20 10 o -10 20 30 40
Distance from weld centre

The above graph that is indicates amongst Rockwell
hardness variety on Y-axis and distances from the weld
centreline on X-axis. Rockwell hardness assessments were
completed for the duration of the numerous regions of the
weld spacing of 1mm. If we are decided the graph the 0
aspect at the center point, it's far known as Nugget zone. on
this place hardness is a whole lot less, because of at that
component most temperature obtained because of the
immoderate tempo of the rotational device and material
melting greater at that factor while compare to the
alternative regions. As we in evaluation the hardness at left
facet of the bottom cloth as compared to the nugget location
wherein left facet and right element of the curves suggests
the steadily developing the hardness of the materials from
the nugget area. Left aspect of the joint hardness is
61.5RHN at the bottom
metallic of AA6082 and
proper side of the joint
hardness is sixty two.5RHN at
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REFFERENCES

the lowest steel of AA64430.The above graph concluded
that joint AA3003-AA64430 hardness quantity is 62.5RHN.

V.  CONCLUSIONS

1. Base metallic AA3003, AA6082, AA64430 modified
into determined to expose the high-quality traits for
Friction Stir Welding. For the given set of barriers, the
most beneficial parameters were discovered to be tool
rotation pace as 2000 rpm, welding pace as
11mm/min.

2. In which rectangular pin tool facilitates the stirring
movement from the top to the collar and avoids the
turbulence, there via this device profile is powerful for
buying disorder free welds.

3. From the outcomes tool rotation speed is the number
one enter parameter that has the first-class statistical
impact on mechanical residences like, tensile energy,
fatigue and hardness.
Experimented grades of AA3003-6082, AA6082-
64430 and AA3003-64430 aluminium joints, wherein
aluminium joint of AA6082-AA64430 showing extra
fatigue life in comparison to specific joints and to the
joint AA3003-6082 acquired most tensile residences
as properly joint AA3003-AA64430 receives most
hardness

5. Micro-hardness indentation exhibited brilliant weld
joint hardness profiles, wherein low hardness modified
into obtained at the welding centre. AA3003-AA64430
joint plots hardness at left thing of the base metal as sixty
two.5, hardness number proper facet of the base steel as
sixty four.5 and decreased to 15.five at the welding
centre. AA3003-AA6082 joint plots hardness at left factor
of the bottom metal as 59.five, hardness variety at proper
side of the base metallic 63.5 and decreased to 17.five at
the welding centre. in addition to AA6082-AA64430 joint
plots hardness at the lowest steel as 61.5, proper side
hardness quantity of the base metallic sixty two.5 and
reduced to 15 on the weld centre. The most hardness price
sixty three.5 of the AA3003-AA64430 joint.

6. Tool rotation is maximum, effects joint of AA3003-
AAB082 tensile electricity is maximum in comparison
to other joints. but, growing the heat input velocity
reducesthe weld pace resulting in smaller TMAZ and
HAZ which ends up in more tensile power.

7. The samples had been characterized by way of
manner of tensile electricity, hardness and elongation.
From the research it's far located that during welding
pace decrease, in addition to increase in tool rotation
velocity, decreases the tensile strength.

8. The friction stir welds made on AA3003-AA6082,
AAB082-AA64430, and AA3003-AA64430
aluminium alloy of 4mm thickness have been
determined to have adequate ductility beneath
optimized weld conditions with rectangular pin tool
profile.

Retrieval Number: F10250486S419/19©BEIESP
DOI: 10.35940/ijitee.F1025.04865419

1.

10.

11.

12.

13.

14.

15.

16.

136

G. Bussu and P.E. Irving “The position of residual pressure
and heat affected vicinity homes on fatigue crack propagation
in friction stir welded 2024-T351 aluminium joints”
InternationalJournal of Fatigue 25 (2003) 77-88.
Vivekananda, Arunachalam.V. P, Prakash. T.L.Savadamuthu,
“The Experimental assessment of Friction Stir Welding on
Aluminium Composites” global mag of
MetallurgicalEngineering, 4(2012).

A. Simar, Y. Brechet, B. De Meester, A. Denquin, and T.
Pardoen “Microstructure, local and global mechanical houses
of friction stir welds in aluminium alloy 6005A-T6”
MaterialsScience and Engineering, 486 (2008) eighty five—95.
J.Q. Li and H.J. Liu(200) “outcomes of device rotation tempo
on microstructures and mechanical houses of AA2219-T6
welded via the external non-rotational shoulder assisted
friction stir welding” substances and layout forty three (2013)
299-306.

M.N. James,D.J. Hughes, Z. Chen , H. Lombard , D.G.
Hattingh ,D.Asquith, J.R. Yates andP.J. Webster “Residual
stresses and fatigue performance” Engineering Failure
analysis 14(2007) 384-395.

N. T. Kumbhar and ok. B.Murthy, “Friction Stir Welding of
Al 5052 with Al 6061 Alloys, “journal of metallurgy, extent
2012, Article identification 303756,n0.7,2012.

J. C.Park, S. J. Kim, "The effect of journeying and Rotation
Speeds on Mechanical residences all through Friction Stir
Welding of numerous Al Alloys", disorder and Diffusion
dialogue board, volume. 297-301, pp. 590-595, 2010.

C. Leitao, R.M. Leala, , D.M. Rodrigues, A.Loureiroa,and
P.Vilacac,”Mechanical behaviour of comparable and specific
AA5182-H111 and AAB016-T4 skinny friction stir welds,”
extent 30, problem 1, Pages one zero one—108,2009.

S Benavidesa,YLia, L.E Murra, D Brown and J.C McClure,
“Low-temperature friction-stir welding of 2024 aluminium,”
journal of Script cloth , amount forty one, hassle 8, pp 809-
815,1999.

C.G. Rhodes, M.W. Mahoney, W.H. Bingel, R.A.Spurling
and C.C.Bampton, “results of friction stir welding on
microstructure of 7075 aluminium,” mag Script fabric volume
36,problem 1, pp 69-seventy five, 1997.

H Fujita and T Tabatha, “The impact of grain length and
deformation  sub-structure  onMechanical homes  of
polycrystalline aluminium,” magazine Act Metallurgic,
quantity 21,difficulty 4, pp 355-365, 1973.

Yutaka S Satoa, MitsunoriUrata, Hiroyuki Kokawa, Keisuke
Ikedaa and Masatoshi Enomoto, “Retention of quality grained
microstructure of identical channel angular pressed aluminium
alloy 1050 with the useful resource of friction stir welding,”
journal of Script material quantity forty five, trouble 1, pp
109-114, 2001.

L.E. Svensson, L. Karson, H. Karlsson, B. Karlsson, M.
Fazzini and J. Karlsson,“Microstructure and mechanical
residences of friction stir welded aluminum alloys with unique
reference to AA 5083 and AA 6082,” mag of science And
technology Of Welding And becoming a member of quantity.
5, Iss.5, 2000.

M. W. Mahoney, G. Rhodes, G. Flintoff, H. Bingel and
R.A.Spurling, “houses of friction-stir-welded 7075 T651
aluminium,” mag of Metallurgical and MaterialsTransactions,
quantity 29, problem 7, pp 1955-1964.1998.

A.ok. Vasudeva and R.D. Doherty, “Grain boundary ductile
fracture in precipitation hardened aluminium alloys,”
magazine of Act Metallurgical quantity 35, problem 6, pp
1193-1219, 1987.

P. Sue, A.Gerlich, T.H. North and G.J.
“Intermixing in assorted
Friction StirSpot Welds,”
mag of Metallurgical and
materials Transactions,

Bendzsak,

Published By:
Blue Eyes Intelligence Engineering
& Sciences Publication



17.

18.

19.

20.

International Journal of Innovative Technology and Exploring Engineering (IJITEE)

extent 38, difficulty three, pp584-595, 2007.

Y. Li,R.D. Flores,L.EMurr , A.Trillo and McClure
,“Intercalation  vortices and relatedMicro  structural
capabilities in the friction-stir welding of various metals,”
journal of MaterialResearch Innovation, volume 2, issue three,
pp 150-163, 1998.

H. M. Jamalian, M. Farahani, M. k. B.Givi and
M.AghaeiVafaei, “consequences of friction stir welding
method parameters on the microstructure and mechanical
houses of 5086 H34 aluminium welded joint,” magazine of
advanced production technology, amount 83, problem 1, pp
611-621, 2016.

SathishRengarajan and V.SeshagiriRao, “traits of aa7075-t6
and aa6061-t6 friction welded joints,” mag of Transactions of
the Canadian Society for MechanicalEngineering, amount.39,
No. four 2015.

G.
H.Payganeh,N.B.MustafaArab,Y.DadgarAsl,F.A.Ghasemiand
M.S.Boroujeni, “consequences of friction stir welding
technique parameters on look and strength of polypropylene
composite welds,” magazine of the physical Sciences
quantity. 6(19), pp. 4595-4601, sixteen September, 2011.

Retrieval Number: F10250486S419/19©BEIESP 137

DOI: 10.35940/ijitee.F1025.04865419

ISSN: 2278-3075, Volume-8, Issue-6S4, April 2019

Published By:
Blue Eyes Intelligence Engineering
& Sciences Publication



