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Table 1 Welding parameters and tensile strength
FF et SR TR Brhrsm g
2 w(rmin’) v/(mm-min ") d/mm R./MPa

1 1 000 25 0.15 230.26
2 1 000 25 0.17 238.93
3 1 000 25 0.20 219.96
4 1 000 30 0.15 225.31
5 1 000 30 0.17 232.36
6 1 000 30 0.20 234.67
7 1 000 35 0.15 216.26
8 1 000 35 0.17 224.26
9 1 000 35 0.20 220. 64
10 1050 25 0.15 229.39
11 1050 25 0.17 234.32
12 1050 25 0.20 236.62
13 1050 30 0.15 218.91
14 1 050 30 0.17 220.91
15 1050 30 0.20 215.84
16 1050 35 0.15 226.95
17 1050 35 0.17 226.93
18 1050 35 0.20 230.99
19 1100 25 0.15 222.36
20 1100 25 0.17 231.36
21 1100 25 0.20 230.13
22 1100 30 0.15 208.91
23 1100 30 0.17 217.91
24 1100 30 0.20 215.92
25 1100 35 0.15 228.02
26 1100 35 0.17 236.03
27 1100 35 0.20 235.32
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Fig. 6 Joint tensile strength distribution histogram at different rotational speed. (a) 1 000 r/min; (b) 1 050 r/min; (c)
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Fig. 7 Macroscopic morphology of welded joint. (a)
front; (b) back
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Fig. 8 Regression analysis between test and predicted
values

22 BEEEEMUARKREE

T A% 1000 t/min, 30 mm/min £ 0.2 mm
I, ARk BT B m BT RnR i, LIS 8O0,
W B 4 S ol AT 2 WL S RN OUE 2 21, n &) 10
11 7. AR R A o 8 T 45 350 07 52 31 1 A [] (- AL
A R R A, B8 AT 43 R SR X X (stir zone,
SZ) . I MIX. (thermal-mechanically affected zone,
TMAZ) Fl HAZ. WLIE 11(a) 43k 4% X 8 0 41 41
G3A, 1EB SZ Z BB AR EHIILE 11(a),
ATV 2 W e ML AN E G PR E EA
B 5 #AREE A AL SZ RO 2L & 11(b)
FiR, dbiRSE He B30 Sz R4, HR A, S 7E
PEFEEE RS AR b, BhE S AR BE SR T A
PR 5 BB A B 80% 7, Byl B, A2 3] B



£ 14 ERE, % R ENE S LB ERR I 27
%2 ZMESTETLER
Table 2 Comparison of the predicted results with the actual experimental values
L2373 SR T b S E B BE T R
n/(rmin”) v/(mm-min"") d/mm R, //MPa Riy/MPa (%)
1000 25 0.15 230.26 221.27 -3.90
1000 30 0.17 232.36 238.47 2.63
1000 35 0.20 220. 64 229.35 3.95
1050 25 0.15 229.39 235.74 2.77
1050 30 0.17 220.91 212.74 -3.70
1050 35 0.20 230.99 222.59 -3.64
1100 25 0.15 222.36 219.40 -5.58
1100 30 0.17 217.91 222.94 2.31
1100 35 0.20 235.32 224.38 —4.65
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Fig. 9 Distribution of joint strength under different rotational speeds. (a) 1 000 r/min; (b) 1 020 r/min; (c) 1 040 r/min; (d)
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Table 3 Range of optimal parameters for different rota-
tional speeds

Li37 B TR I RS
nrmin)  v/(mm-min) d/mm Rynax/MPa
1000 25~28 0.15~0.17 235.6
1020 28~33 0.175~0.19 236.1
1040 25~27 0.15~0.175 234.9
1060 33~35 0.18~0.19 232.3
1080 25~27 0.185~0.2 236.1
1100 25~29 0.175~0.19 234.7
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Fig. 10 Macroscopic morphology of weld cross section
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