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ARTICLE INFO ABSTRACT

The feasibility of joining AA6061 and AA5010 by FSW is one of main
purposes of the current research. First, 9 experiments were
conducted with aim of optimal pin profile design. These
experiments were designed by using various straight cylindrical,
square and triangular pin profiles under different frictional
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conditions. Results of the first stage indicated that the tool with
square pin profile leads to the highest tensile strength, hardness and
elongation. All process steps were simulated in finite element
software and the results were analyzed. Hence, this tool was applied
for conducting the second stage of experiments. Experiments of
second stage were designed and performed with the aim of
investigating the effect of tool rotary speed, welding speed and
plunge depth on tensile strength, hardness and elongation and
selection of optimal factors combination which result in maximal
mechanical properties. In the second stage, the central composite
design of experiments was used to conduct experiments and to
model mechanical properties accurately and find the optimal
solution, the neural network was integrated with particle swarm
optimization (PSO). Results demonstrated that the neural network
with topography of 3-11-3 yields superior prediction. In addition,
tool rotary speed of 800 RPM, welding speed of 60 mm/min and
plunge depth of 0.2 mm is the optimal combination that leads to
maximal tensile strength, hardness and elongation.

& © 2021 Technical and Vocational University, Tehran, Iran. This article is an open-access article
am distributed under the terms and conditions of the Creative Commons Attribution-Noncommercial

4.0 International (CC BY-NC 4.0 license) (https://creativecommons.org/licenses/by-nc/4.0/).



https://creativecommons.org/licenses/by-nc/4.0/
https://karafan.tvu.ac.ir/?lang=en
https://karafan.tvu.ac.ir/article_128408.html?lang=en
https://dorl.net/dor/20.1001.1.23829796.1399.17.4.17.5
https://orcid.org/0000-0001-7445-8135
https://portal.issn.org/resource/ISSN/2538-4430
https://portal.issn.org/resource/ISSN/2382-9796

YA-¥YY £ D)Lows Y 8,99 dras ullw)
https://Karafan.tvu.ac.ir/ :ay yis (w51

d :10.48301 /KSSA.2021.128408 @ :20.1001.1.23829796.1399.17.4.17.5

YOYA-FFY - 2 Sadg iUl sLLS
YYAY-AY45 1 ol GULS

oy sy Jlio \ B3

poangl s §,9 oilixe! (SElaol (5, SKbga s5loduga g (w2

T pgssagll 4041

VUJI.))A S c‘luid.nd.)‘? uJonl ¢ #\ksnw wlﬁ u‘.o.u

Ol el e yie Can i oy (Sl pwdige 0uSiils widgi g el lad)bs (6 558 gemils =)

Ol ealyiste ol glad > 5 223 olK2ils (g) BL darmo plel 0aStils (SilSe swiige ol o ¢ sole Cim gae <Y

ol sahaiile plial (slad o 233 olRals (g) 3L dosro alel 0aStils (SKlo csikigee Shod s olis 5 Y

bASe

Al Oleb!

5 5) paansll et i ST Ll i Sl gy ol s
4 olass ol jo bl se olizel Slasl o, Kos> iy, 4 00V + pgatesyl]
o b lenalesl ol g oo plonl I3 Gy i e (b Sun b (aloj]
6995 Loyl 5l (Alite Lul s cod g (omye g (e slailgind (o dwaia
o (2o Al b o a8 010 LS odelCanody gl anl ool plosl aiyl )
oo el ol (SRl A5 g (s (o285 RSl o (s & ke
oyt 0da iy ol 5 (g jlwdnd Sgamme Gladl l8le 5 0wl 3 sl >l pe
Sz S el Qlayially 8l ey Bam b e ialesT pgo al> e
5 G (BT ol (5 0abed Bes 5 (e o0t e ol
Sn e (e o o5 Ul ) Sty S 5 A 5 (Sl 55
b by S el > el o L 5 (Ll wish SlSe s
Sl Sl el ) s Jae sl a5 osliind 555 e oS
oad o8 5 0l glatal oi oSl b eshan cmas slaaSd g slaymall
ot o a8 YoV V-Y Sl b coae a8t oS olo oLias sdalcamss gl ool
oy Hlid gilwaign mls frizen 2l walss SOl ple> cmie o )
A8 p el P Se )0t o BB a3 At Il (L83 Cepu oS
4 ey e 85 el Sl Slolsz iashes I (5y9absk Bs g

b 20155 llan (Faul 5 5 i S St

VWAV allie Ly
AAREVARVEVAREV - RPN
VRN YV sl 4y

1oB3lg a8

il SBlaol )i
$5Y 500+ poiesll clajll
3giome lall (gjlodend

&l

obd ol o gm0 Bk g5
S9SN Sy
Engghasemi696 @gmail.com

& © 2021 Technical and Vocational University, Tehran, Iran. This article is an open-access article
am distributed under the terms and conditions of the Creative Commons Attribution-Noncommercial

4.0 International (CC BY-NC 4.0 license) (https://creativecommons.org/licenses/by-nc/4.0/).



https://creativecommons.org/licenses/by-nc/4.0/
https://karafan.tvu.ac.ir/
https://karafan.tvu.ac.ir/article_128408.html?lang=fa
https://dorl.net/dor/20.1001.1.23829796.1399.17.4.17.5
https://orcid.org/0000-0001-7445-8135
https://portal.issn.org/resource/ISSN/2538-4430
https://portal.issn.org/resource/ISSN/2382-9796

O‘)&Mj@b}' Wlﬁ ubw.: Yar-Yyy.(\Yaq)\v ‘Q}lblf daw&:gf 7‘5.015 dollad

Aol

4 glaigs i )93 Lol Sl sixio lalad w655 10 () Slgz slaal S 05l
5l ST 40 0t b il s Sidigz 0yl Lol Sy oabs Koz labss g laojls 4y _posiiigre Canio
2GS G (5 Sl oS slaigTar all e (Sio S game 355 g Sl (hg) 0 05 &l 50 g e
S Sl a4z iy eJlail Joo oS col (gunlf il Sl 6 Kigr S e il el 5 mlio &S
Slge 5 i Lawe ladlons 5 51 asliul 5 ol aalgss &) emmlinnST Joe 4 jo [N 0,5 o US54l 38
SISz 5 | Syl 6 sz s il (5 Sgz « Sl (5 Sigz wiile oy, 9 (S50 Bras
L sy Jlail g9 )lid 9 &)l az o o) s ol ds g o0 Dgmas el Sl (slaolB 5l (53983
2 595 Slagbs, b analie )3 (60T wgee 055 o Sjgo gd LalB (nl jo Al 4 az g b alS oo e
) TSl oz dmnsgo 50 VAR Jlu o b olgl (sl (ilazél (Slaol () Sigz 09 e ol JLs
o3l Ll 2 Jlopls) &5 Sl el il (5 S92 a5l e lazé) St (s Sy [¥] o 5
ISt 53 ooy, b Ll (5, Kig> oS ol (s0lge s JLail sloul 0l s o Lol Bon o ooliil pgaises]
Ol 7 58 51 sl 5 Az SISl (s S a8 ) (Slads | S 5 4 s psolSl L o3y
I¥] el ons ools oles

(65 ol g i 3 osle 230 Pl Sty S s oS 5 ) SIS 5 S
Gl Jilon) » byl cal g Wgd oo (s (6892 Sl el by Jlail adlare 5 Los 1595 5 03le (Do
bbb 31 Il iz 5 IS8 Gl Sl gl Il Sarie 3 G55z e [F] 0l guiis 13l 4l
2l )-“15 5 bl ool sl jeax Jdsay ¢ ciliel SBlasl o Kbgr ald wia ) cnl o i3
Al oo oty Sl (9 Slraatis

90 Sy

154 Sy A "
N3 s oS> e N M3 s S e

9y, Caond

olias! SBlaol 5, hga wiulyd 5l ( Soiled ) S0

! Ultrasonic
2 Training within industry (TWI)
yay



YAI-FYY L(IFAR) IV (31,15 gy — sole doliliad ) Ss g3 lwdings 3 oy

7o lhaanie (i O L a5 Gy bt - (Supd Joo S &) Ot nl dgzs Jloay (rizmen
hB0 Ll (35 g el pogdle 0] Al oo oy Sl )5 (g2 ) it S 5 a1, 0l
Sl oazmy Jl sy b plSotinl 5 (5w (28 plSouial 5 (J5d B e 4 Wl T a3 )
“4..14.; 2 Sldlas do sl <yl o 9 SmlE sleizs B il @8 Jae )l sl dooly uie spcnl
53l el B wlools plosl (glos i wlalllas ol Kiwgsy wive) (! 5o bl go Siolojl 5l odelawsdy Sledbl
It sl oy b 4 &l Ha8 Curas o597 (5925 5 SD9> (oS S pes il 252 S pe e ol el L
sy LT L] 0S5y 51 e diilaie (o ¢ o o Sl S alens plSorinsl o 2eiS” plSoxinsl
Oeizpe WS 3y o (g5 laaasiin 5 auld (909,5 oyl o 28 lalad) degtalojl (el
oS oS by i slaclizr ( ZSU Sy, aile 2lashs; 9 olel (ilwainge SlaSSS jf ealinul b aizlys
Pl 635 30 <8y 9 Sl edlinl L) (alainlejl (uilKen g ol bl il s gllae (63 Shoe 4 iyl $
e U3  RUS TR PP [T Coppl PEGCPSUNPS [ Y- EAEAOFSINEE PRI PR
S b Gy lely |y il Yo olass Gl an 5 lsz¥ V] a8 g0 ABBB piasl] ST
S Sar 3 b9z (b g i (85 Lty (o iz aiile e 9SS 3T 5 isls plavl (535 50
610058 sl ialesl 2 Kan 5 JlogS Il LAl w5 ) YWV pguiaagll 5WT Sles oS alSioiad 1,
5 3l b o B hor 6y o e (b e i 5z e g S iy gl )
L8] wsls plol o goly (jsg, 51 oolital b IS axksd 53,65 £ 5 sidew ¢ 2eiS alSioctal 5l e
Siloinge 5 Silodoe & wsllae @l (5355 5" 535 0 Sy (b s 5l eslind b JlesS hmis 5 Lol
ahdss [Vl ssls y AATO75-T6 § AABOBL-T6  izmons pé slajlll olizel Sllasl o) Sige anl b
rizad b poriagl] Slojll Lalazdl SKlaol 6)SKasr anlp o (Gt 5 S8 Pl o Sen
SBlaol 5 Kby siloding 5 oy 4 30 Gidgh ol o [N We s vy p 1, AASD83 3 AA2219
ST o Jlasl sloml 5 oriw Sl iy ol Lol (69l it il uizmen e slagT oslazd
Pl 51 B> Joe sl sl 5 90,5 ool (53550 o8 0 (Pl S5, Sl s el B0V 2 5 B8N piiasl]
A S 3T elaial 02 )Tl (egian (ras SladSed i sl el Sl s (Sl

225 ©ldylej

Sl TV Jow (6950s 5,8 optile 5l golasel Slaol o, hse Dldos jslateas Jumgh cpl 5o
gwl‘j)s&;u@l.mwum)uu‘wna lessd.’o’,,éaﬂ)5o\"'~- )Boﬁﬁupﬁ,;éju&au
Lgolil.m) JM‘ JReLY ;.\.Jj.: ‘) 9 obsmbwy CA.C-)»A d.:‘y‘soASQ)lb Gﬂi)).«f J)ZA )WL:
el ¥ USs j0 a8 ool palitre glo,had L) e f5l wlgh g0 aS Cal 0y jugass 08 150l 5 (SIS SO
Sl 00l ool Las solaiwl 390 5,8 olKiws

! Central composite design
2 Particle swarm algorithm

Yag



Olhes 5 oolod’ (0wl (ylony FA-FYY (VA WY (81l idgly — oole aolilad

SIS g s Y ISl

(&, bsx il 3 alowl o o el il olainl 2SSl Dlalad o 2OCaBge g (gai0 S (Sl
OilaaSs cul gly Js red 45 058 00 ;00 3l dxhad g0 s laa e a5 0y Slahad 4y (g0l (55,0
ol b y2enSld mhans o g blis oled ;0 35a5 Goas il a5 Culi (gly ol 0oy ooliiwl 2SS 5 Ll
@ Flygw 99 raSd asio bl go o Jlasl lax 5l Il Blysul 5l (6ol (gly sl ol cls y S
U”‘ LSL..J‘) BN LAJdJ&.AJ O ygody Lb)lsidaé 9 Gl 00 p.:.m; LQ;T O ‘5'49 9 Aoy Ko ‘553‘ )97 s.)b‘}n
eS3 59) p 00SS g 9 B ortle Sk dae 93 (Dlalad (5 IS sl 4 wlon edls I8 Las
ol o ool lis (6 ) Sigm Dllas ploxl (gl oolaiwl 590 1ornSE Y SS )0 ailoads ceal

Sy s L 5l ol 5 wsloas 0olel VO x\ + o x¥ slasl 4o a5, 5, Kibga anl 8 pleil gl
o5 blizé] SISkl (g, Sgm atsl,3 45 isd Gelaio wb 6,y aiglyd plol e 55 b sl ot
slolas  BLazl Jae ool 5 il 5 e L 53 Sl U il 53,65 518 o 55 55 cdired 50
el 0 03l L5 omye S5l b (65 Sigm 3l s g b slotiged ¥ S 45 S oo ooyl apd

Geb baigas ( Soal 15 g ot pllovinl st § oy ysbiie 4 (6 ) Sigx Sllas plsl 51 s
owiid Slasuie 08,5 18 2iS eesl G g odd ody p U5 plg olfiiws 3l eslitul L ASTM o st
3l oolainl b oo oy sladiges O JSKb fuizrad Cowl ool sols )l & S5 ;0 ASTM o lailiw] (sdiges

Ydo



YAI-TY) ((IFRR) IV L o,15 gy — soke anlidad 6y Sbg (6 wdionty § oy 2

(i Oldas plosl 5l g iloads 00y yr aiS s o laslinl 4y dz gl b S as oo plid 1) S5 plg ol
b g b5 CEF 5 5 Y o Ll 588 Sl pli a8 lSEes o leaiges oles
Ao eawiS O mm/min

gl ez gl 55) 2 O Bl 009 Sz 5 (e g e Glalojl 50 05 b (59508 e @
ol slagyg bawy beaiges 5 cnl pll sl gt Jiro (os5ar (halesl pll 51 13wl beaiges
Oley e g 0,5 Voo (g9, (plulp oolaiul 8 )50 i SBrwg ;S ailoads 0500l VO« ¢ (5,0 b (a5
Py S Jawgl odds sl pye g0 g Jlesl I Gw olSiws cpl o cwl cold i 456 VO
Dgi o dulie 5,509 Jlare ulul e lade g 0lg oliws 15810 5 4 lawgie jlade ailonds (6 5ol
ol oads ools Hlis £ USE jo iegh ol j0 eolaiul 596 5,509 i Sty S oK

RI2E

S 99031 (1 y 00 595 33 9 O yliline] (gladiges O S

1 Santam

a1



OhKon g olod cowld ylowy YO-YYY (WA WY (81,5 bdghy — oode aollad

o () Jgl ade o by o lojl jo ilio sy duwadd b solboolaw! s Il polas .V JSCo
0 o (@) (o (o (2) 0oL laslgin!

JUECONRN [FWRT TS SO W JURSUE UV P PP WP S 0w RGOS VOSSR e RV 21 PR S [ IS PR
oy S g o o plonl 1) olge ilacel Joe cilicel SBlaol o, Shsx Oldas jo by .l 009y
9l (g Sedd g (g G om e «slonld Wl e edgp aBb oo NS SL Blasel (e 5
ool 00 00l ylid g JSs calizes glgl VISl

2 0ges g 50 g, oilizel Sl o Kis> gladiges Lislug Siw 5 ,lislug Sl axlllas gl
G b a5 coluw LSL‘”&)B by Lol o sudicile sladiges .ol 0uls Cile g 00y Bt b,
» o\!,s C:bo ‘;.\S‘).: og}v_} =y tﬁ‘ﬁ loalds uu.:JyA|203 0% A.L.wgd.: O 9 o 03} odl.:&.w AR
Orized el ol o3liiul (6)58 wgSms Se 5 S5 5 08> (e7med (2508 (NS Geies 5 ALl 4 U
odiile ladiges A S 10 0505 cdalive Ligx ddlaie jo |, aasls o3l olgi oo olBiws ol 5l eolaul L
il eols Oiles

35 5 7S Shgs Soterm 15 05 Sl Ay lSin opasay dulyd (S oS Sl Sl 5
St ;0 g ol 0gd oo (hlisl dilaie 0 555 e sl el (Jlasl adlaie ;o olge awliol
oz 3l e g0 o5 05y wsee ol sl ol S okl oo 25294 7558 U 5958 Sl oS b
Pl ol 5 Lzl s lil oI 51 s Gy 5 0L Byl a5 bl e pLazél aiblie 3
o (59> oo as o3Il 51 i sle S 09,5 dlawlsds sauay (pl ol walgs (6 Kisx dilate jo Slge
DY el g #lygm b JU e (6,8 S o] aoets a5 595 o wbdlie b ,2 g o Sankad ol oo

yav



YAI-TY) ((IFRR) IV L o,15 gy — soke anlidad 6y Sbg (6 wdionty § oy 2

sabile glaaiges A JSi

L] (SBlaol 65 bgar diglyd )0 e sy cas (g S Sl A S

SLisd] Sl g, Sben wislyb 55 Il cut (g5 JSU N0 JSCB

(Jols s cwl dlge o> 5l )Jla.d s Habay a5 el Sl el )l 51 s (SO Jlasl ddlais slel
To58 9 TS ealins cal e ol O sl S s Sl ity 1 e Slge Bz 4T wies e LS
> @ jeap 9wl lacel Il cuay )0 olse ez 0 b 5l lnl Cide 4 gla a5l 0lge
Sl 5l Cuty 5o Slitd (i ca Olpl Sty am b gl Sl (6 e Slge 7558 ilonels jo wal
O B 2gd oo el oy cpl sl go Gl JLal e @y (5995 Lo S ylnl (Slysd e pu IHIL 0l
Ll ol 3 oy s e Al & 3 ol i 0S5 35 358 ol 3blin 4 iy )l
alis (nl 5 285 winlss )18 ELAED 5 758 (G950 (2 me 40 s eilonal o (Szodly Sl 4y 4 (solge
VU sl 515 e oS5 il Cong ol 33 o Jla Lk 5 BLAZEl e (0 5S35 sl
Voo A gladss o palandl (SBhol o) Sagr anld s ealolnl s w5l ased 90 05,00
Lyy] wloas osls Oiles

YaA



Q‘)MSML&’.WG UL“"‘" Yar-Yyy.(\Yaq)\v ‘oél)lf st 7AS'°‘LC dollad

Oy dwdid aigy b Bas b gl al> e slaiolesl 5l saslcawsds gl Limgh opl Jol caond jo
) LQ:UMLA)] g 4.1;-),0 @Lu P9 Comnd o s)‘).l‘ O Ao dwdid ul.’z.u‘ )l o el 00 3y )|).>‘
u"‘)-“\‘ )‘)Bhb).‘ )‘ oolaiwl L> 9 6}5].4 ;.,SJA 6[.@&140)—‘ ‘_,>.’>‘)Ja u‘"j) aQ 4.’>9J L’ Connd LJ"‘ L ol 00
9 LSJ).?U J..J.?u 5&9} aglaioe ;ulw.f F) ‘54..7&.: “5.%5 r‘:&?b..w‘ » oo)f.nl} Lng)m‘)l.x u‘).)‘ “ur.w.s‘
Sl e calol ol oad Jukos lite 5 Jiis &jg0 b el )b 5t Coond ol jo 0b walys v
9 TR By QB.MJGA IR EFean (mas 61.»4&,...: )l oolaiwl L) ;JA]‘)MS5 ‘54..7&.: ‘LS.MS Iali?:.a.ml
5 et ool plSoeial Ll jo al salgs J...:l; sazme slo jisles] plel Sl eslanl b b Jow cows
ol oas plmil loen (65 lwaigy &l sloi! o 6501 gy Sowl S
Loyl ol as cow lie g glopld (e Gl dwaia b Il s alewgdy gy Il bl jslaie 4
SBlaol (of Slaol Jols SKhaol 65,50 bulps ool i pll Giole;l A o Sasl 5,0 5 calise
ol o &S cwl shlps (( SBlasl 65, @iz lalh 5l jglate bl jo il oo ob) SKasl 5 lawgis
‘05)‘).:‘ GM..?)? U.CJM.‘ASCM.J‘ QTG.MAJ@SJ&IAAA‘ Ja)‘),m R Ql.:)ﬁ.]aw?:uo ‘WS 0L dL?u‘ SKol
buogle (Sl 6551 il adboe o5 5 1G9 2 Jlpl Ald (5)0abge Gac g o) 9 )0tn e

2l Al y5abt Bes 5 gie 9,0k Sy changie il o252 ce e T 0 a5 cel il
by iyl i3 oy ] 55 85 el 5 ol (STaol (55,31 s Calgs 55 sl Lagie 55 1o 3
Js! Jole 09031 5l edelcamsas s bl obj lasyg 2yl 4l 594kt Gas 5 o5 Inl (9,0 oo
e dwdid b o 09l o (65 V) Jguz 5l a8 aie¥ jles Ll ool ools ioled V Jeaz ;0 pge U
walss |, (Sl Lyl seled com (Sl 55 5 (i o o228 plSiinl lake (o i & (ydams comns
b Sy lnl (i3 S g I Al Ll 8) ganl b lalyd (28,5 s )0 e S0 &yl a0l
PSRl (2 i 4 ey o (gm0 dwdin b (o 5 05 Leal oo (Rl ild (sl Boe g g

RNV TES AV A S C S V.

333l we s (5509) (g (S ﬁ‘S-jﬂ‘w‘ GRS g s oo

Jsb (Yl 50) (T

5% av Y o gl )
AA a WY Lsge gl v
YA Vo 10) sb; gl v
AF vY YO o e G
VE Vs VO Lsgie e o
Wy AA VOV s e 5
X Af VoF o e Y
V2.0 e Vay Lisgis ey A
e Voo VVF sb; e 3

1 Design expert

Y44



YO-YYY (VADNY (81,5 Ldghy — oode aollas )9 oilwaiaty 9 (ow)

plsl pley) G2z J 50 dlge e g 9lge (Sho pax oy S o Sl Sl (6 Slger a8 )0
Ar e G ) pln slonls G 6ln S l Sl 5o SGWdl (L rese G 50 Wil (a8
DS (50 D3y Slye d (rpe g (i Gl 3o Slge Bl nl b Bl oo YIY Ly (o ye (5 V/0OF
e 5055 o 4 Wigd ga Jb (GBI b2 SO aelogz gt o (e 5 (rye (slacny Geizmen
32U osalogzga by sladil> o9 3550 Sl ) Jds 4 ccnl podle 0gd oo Sher (saihate ;o Slge
Cooglie 99 o § 99,050 O 3l 0l BSi5 35 50 o5 (5318 sloaST oo yo g (ko sloiry Ho5e
999550 Voo ity (D 5 s (gm0 5 (e om0 sty Wiz el S92y el ge (S g (IS
S (Sael S (e sl 50 45 Cel (s g0l S oo St | Seaadly S s el ol
Il (oled 3 st i Dl (e o Ol Dy i g Sl 9l moty 5l g 955 (0 D50
o gy Sy oS S5 (b pesite DSl quy sl DppST Cnlo 380 5 el ool oolitul (gasy
O § 05 o0 gl Glalezaiz ped wlg Ojgon | el ol 51 YL B0 L 025 sl e Ta
7S Sl b yite Sl ) 6l Cend al 53 33l o0 b peiiie ST o 41 al satial> e
el o plos] &S calins 3l 5 oolisil b al pedsal o

Wil b piie Oyl w1 512 L sta o)l 090 Al po (5 S ez ¥ Joguxr

gewly il sl ygisd
Job oLl i Sodi Gos e " o las
@ (HV) 5w (s oom) Il IR Shes
(MPa) (mm/min) (RPM)

YO£Y 2\ \Y# E f. Foo \
Ya.xo Y- VFO ER f. Noeoo Y
V.78 A \oF E A Foo Y
\ARr4 Yo AT E A Voo ¥
Yy.y AD \PY < ¥ Foe o
AN Ve Vo) - ¥ ) 2
10 AS I -X A F-- v
TEAY YA V00 -X A Voo A
Vass AY VEY .Y 2 \iE a
YEAY 7t VF. CA s 7o VY Fe. \
Yarse AP \PY CA s YY Aee B!
Yy.yy \a% AIN CA s ay Ao V'Y
Y-..q a0 2 oY 5 Aee \Y
Y Al V2O XV 2 IS i
\AA Vv VYA .Y £ A-- Vo
TYEY Ny yay - g A \F
Y Nf VA4 - 2 A VY
TY.0F o Va- - g Aee VA
YO Ny VAA - 2 A )4
TYXO ns Vaf .Y 2 Aee Y-

‘“00



Q‘)&Mjwb.:wlﬁ UL“"‘" Y-y (\Yaq) \Y ‘oﬁblf st 7AS'°‘LC aollad

Ol )53l 4 Y Jgaz )0 925e (slaools o1 el Sl g SasS plSomal 25 ) 82

Ol oy e OlSL usmen o] Cors 5 G0 wdelcwsd oy Aol Lo ol 5)ly oS

2l (slo e ey abasly ) sl oy e o) oylet (lilazaiz aloles dzests A ous) 1 Al el o
el 00l sy & ST opls 58l 5 yo Judog 5l a8 ail e pieiS vl 4

TS =188.65—3.86N +1.23f +2.34d —14.08N? —11.95f > —8.24d°
—1.25Nf —3Nd —2.75 fd

M

Il el yslis oe g 9z 59,0t e o Tl (255 o ps N o288 a8l TS 0 ala 5o
el oad 03ls (LIS T Jgaz )3 (o288 plSoctal 4 gy e (il )ly Ul e Joe (l Cmo (o 2 (ST Bl o
o i cpl il e ce 00 0905 Jaw (pl sl PIOD>F jlade a5 098 o 0000 ¥ Jga ;o
Lack of Fit polie fumes 5yls o2usS plSovinl coiion 5o labasMe b Cosal Jao (pl a5 ol
Joe el iy il o o Al o (5 gl BT & pgots Woools 1l aSiT Jlaio| s o oL + VYA
Ly @25 Joe crl g :5)&1‘ shcasls aalys oS plSoviul st jo 1) S 28 § = b e
2l sl il Ll Jogas o8 eslital sS plSoid  anl gl il ol Lo ol
N5l s aty2 oo gl ) ool U La IS ol sl s 03l 5l VW B 1) (gla JSid jo et plSCocil
ilodal Casody & ST ol

s el (o125 (53l 4 1o iyl 5IUT Y Jour

Prob>F F ylade Slas yo puSibeo 015 a0 Slay yo & goxo P
++9 . FeYXY 1 INARRVN Jse
EARY.V vy Y.YYY \ Y-YYyY N
EEATATAT CA R Y- AY \ Y- AY F
EARRA VAY A4 \ Y¥.oF D
RERARS fr.of YAOOD.N# \ YAOD.NF N2
ERA ARA Y-04.¥) \ Y-04.¥) f2
cery VFAay yAAY \ AYASF d2
- FYVY EAR \Y.O \ \Y.0 Nf
- Yaf V. \At \ \AS Nd
- Yoa¥ - Ay 7ol \ 7.0 Fd
- - 200V \. FOO.YY Residual
< NAYA YYY ARRIEIN 0 Q--¥Y Lack of fit
- AR R N AFATARA Pure error

¥



Y-TY) (0FA0) WY (31,05 gy — sole aolidiad

Tensile strength

One Factor Plot

194 |
=
I
T T
— .
1795 —| T - e
= .
B -
£
g
B res |
B DESIGN-EXPERT Plot
2 Tensile strength
= X = A:Tool rotary speed
1505 _| Actual Factors
B: Welding speed = 0.00
C: Plunge depth = 0.00
136
T T T T T
1.00 050 000 050 100

A: Tool rotary speed

S plS Iﬁ)l}ﬂ&ﬁ“r“ﬁﬁs'”ﬁ

One Factor Plot

194 —|

-
1795 —
-
=
B
=
2
B g5 ]
2
g DESIGN-EXPERT Plot
= Tensile strength
1505 —| X = B:Welding speed
Actual Factors
A Tool rotary speed = 0.00
C: Plunge depth = 0.00
136 —
T T T T T
-1.00 -0.50 0.00 0.50 1.00

B: Welding speed

(S Sl 2 S92 (5330, oy 3T AT S

One Factor Plot

194 |
-
1795 —
-
165 —|
DESIGN-EXPERT Plot
Tensile strencth
X = C: Plunge depth
Actual Factors
1505 — A:Tool rotary speed = 0.00
B: Welding speed = 0.00
136 —
T T T T T
-1.00 050 0.00 0.50 100

C: Plunge depth

S il 1 (5 y9abed o pS Y USCE

Yoy

Gy g> (6 3lwaiats 9 (o)




o) 5 colos ol ylouy YA-FY) ((FRR) WY (81,15 g — oolke anlibiad

TN (28 plSottl ladie Il (23 12 e p Gl L 058 o0 (6 S At )Y S a5 55 len
=S Pl e sy o0 ki3S je0 A e Hlade 4y lpl (L83 2 L p oS (lablai o g Wb oe Rl
I 5 S ey 55 45 355 sl IS ()15 it by s 95 oy Sle 4l 4
9z 2l (ol calandl SKaol o) Shgzr anl 8 )0 aiS e gy (ralS aid s, panS plSoil
S e (63h) 9> U S S plSin (g2 S8 e 5 (o8S plSoninl ¢ (o8 plSoctal asile
95 Opdd 9 Sl Sl sl )3 5 9)lo 1y Lo adgs (A Il (a3 2 e Bl e a3
A0 p 90 A 5l e8Il (i z e oS (ele anlp Gl jo abbioe e e (Rex Silase]
ez adhaie 10 S5 g IS o Elge siile (pgae (b9 dilaie ;5 conlin slo S i adg Ldoa il
oS e (s Byl e 8 paiS sl sl ol caw Wil o e ol pln 098 oo csalin
S G oGy adlaie 1o Ol 0l A Jdody 098 o0yt alBs p je0 Ar e Ll GiS e ey
Lo, b} damsgs ol cyrizmod S co o] bez abbaie 1o 1, Jigs aile ogme 5 o 5ol (sl s Lo
ol pogdle ams o )8 5l cou |, anS alSoviul § 0gd oo Lbe> dilate o badils u ) o dib 418,
o i w1y Sl 0l i 5, 5 55 5 I Sl I3 i S sl
0338 Lo IS )0 g alh 00ls rudgi aS g8 led 0gud so (oS plSouinl (28 518 S0 St o jud oduay
S 9l Bos g 4iS p Jla oo Fe (69500 St ABi3S pr p93 Ao Il (L85 2 S p OS] 09 o0
e3gazme Sl (ISl pgas VF Kb )0 09h g0 (LAiS plSinl (n ildin 4 Hdems) o SRagelee - Y
el 0t o0l L Lo yially (ol 4o bogare g

SRR
eIy
158.75 SIS
SRS

Tensile strangth

DESIGN-EXPERT Plot
Tensile strength

X =A:Tool rotary speed|
Y = B: Welding speed
Actual Factor

C: Plunge depth = 0.00

B: Welding speed

S S| (69 ) S g gyl 3l S e Bl Ol 5T gumy dw Hl0g05 00 B

Yoy



YO-YYY (VADNY (81,5 Ldghy — oode aollas )9 gilwdiat 9 (v

189 148

o
A0
o

i

182314

v et T

e e e R
- 175.481 R |
£ Soaess S S et
) S5 e
5 168,647 SRR
H SIS
w e e o S 1

pPsele et et enes

» 161.814 SSSSRIRIRSS
) RIS
2 Sfesesies
5
@

Tensile strength

X =C: Plunge depth
Y = A: Tool rotary speed | 1.
Actual Factor

B: Welding speed = 0.00

A:Tool rotary speed —
: C: Plunge depth

188833
182.158 =
sl SR
175484 Ly SRR
STl e
SRR

=
o =
s et
e RN
L. et
s et

>

Tensile strength

DESIGN-EXPERT Plot
Tensile strength

X =B: Welding speed
Y = C: Plunge depth
Actual Factor

A Tool rotary speed = 0.00

B: Welding speed

(S Sl 3y )3l AL (659l G 3 9 (5930 S s e ol (gurmy s 510905 VY S

P g alld slepaie o dal) &l oz oo Joe V oojled ol Camdy Sldoz iz dolee
ol O ST eplie 1581 0 5 Jdod dsess a8 aily oo

HV =113.82—4N +1.09f +1.9d ~14.53N* -12.4f* -8.69d? ™
—1.5Nf —2.75Nd —2.5fd

ok os A 5 gz 5,08 o bl iy e N S0 (e plSocal HV LY ala)

el oadools Las ¥ Jgaz 10 (sBrw 4y bogype il lg 5 BT Jow ol oo (w6l il oo 5l il
Joe sl a5 05 o0 000wl ol Cawsay ST plies Jl53le 5y o 51aS F Jea 4y a4z

TSNS SO NP KOS FCI B P KU SV P CUCEYAN PV SO RESRNARS ISVON 8 o (o] o g SRV SRR JON
osls aSl Jlaxst ams o ylid a5 el « NVYE 5 F oo o Lack Of fit jlade ioeen sl coenlls
) S <o 5 oo (o jledsliansts 025 Joe cnlpl Canl o5 aril o (55l ge (ST ooy
2 oml slepsite SIS Jdos sln 1y Joe cnl g e 09y ol 1ty walss (St (i 5o

yeg

u’d..?b.u



Q‘)&Mjwb.:wlﬁ UL“"‘" Y-y (\Yaq) \Y ‘oﬁblf st 7AS'°‘LC aollad

Olis e dalaie v p |y ol 8 ol e Sl 1 gam dw sl loged Yo B VA sla Ko L0 ged colal
oy a3 19351 Jlite &l Sh @) am g5 b 5 s loged ol oims oo

S (275 55w e 4 bgypo (il lg ILTF Jgun

Prob>F F jlado Ol pufibe g0l3T a0 Slag po & goxo o
LR AR £¥1.40 a OYYY.0A Jse
RYNAT Yy YiAAY \ YiAAY N
[FaTal «Yv AVAPN \ VAN F
+ YAAY <A a0 \ a0 D
< O Yy Y-f-vy \ Yefevy N2
<\ Yery AARRAR \ YY\V.fa f2
<\Y \V.AA V- AAAY \ V- AAAY d2
ERARREA LAY A \ A Nf
AR AR V.. 70 \ 7ol Nd
+ YATA < AY AR \ o Fd
- _ .0 y. §0.FY Residual
< YY Y.yy ayv.fy o fry.-a Lack of fit
Z ™ 0 VEYY Pure error

One Factor Plot

Ry g

103 — L3

Hardness
©
8
|

DESIGN-EXPERT Plot
Hardness

X = A Tool rotary speed
Actual Factors

B: Welding speed = 0.00
C: Plunge depth = 0.00

T I I T T
-1.00 -0.50 0.00 0.50 1.00

A: Tool rotary speed

e ddilie B Il Gy S gy B A S

Yo



YAI-FYY L(IFAR) IV (31,15 gy — sole doliliad ) Ss g3 lwdings 3 oy

One Factor Plot

M7 — -

103 — -

Hardness
o
2
|

DESIGN-EXPERT Plot

75 _| |Hardness

X =B: Weldina speed
Actual Factors

A Tool rotary speed = 0.00
C: Plunge depth = 0.00

61 —|
I I
-1.00 -0.50 0.00 0.50 100
B: Welding speed
o2 a9y sy U S
One Factor Plot
17— _
103 — -

w

w

@

5 89 |

5]

I
DESIGN-EXPERT Plot

7 — |Hardness
X = C: Plunge depth
Actual Factors
A Tool rotary speed = 0.00
61 | B: Welding speed = 0.00

I I I I I
-1.00 -0.50 0.00 0.50 1.00

C: Plunge depth

Ghez alllaio s (5 y3bud Gos T Ye SO

(eolinel SKlasl o, Khg ol (o .cunl ool ools (L VA JSo j0 S I3l ci5 > ce s

el o1 Jds ool ols do 90 oauay (pl il go oo 4l Ol sew 5l oaloslo jise ddlate v
o bl g aly Ol sbaails o3l I 5S> il edy (s adlaie (o baasls ojlail wanlyd b jo S
S (SPrw Sl T S> o8 laails ojlail a0l WS adayl ) o S5 b baasls ol g - b alal
Oyl B0 aS canl ol @0gd go odloslo g dilaie [0 SBue Gl cos a5 (6,50 o ah walgs
SAF 50 Jley (hem adlaie SBrw )0 a5 048 o Sl (638 ole LSl a8 cpl jo eul slol ol

¥l



Q‘)MSML&’.WG UL“"‘" Yar-Yyy.(\Yaq)\v ‘oél)lf st 7AS'°‘LC dollad

Are 5l 7S adlion o8 Cops oS (alSin (Gl nl) b 0l 53 09,5 oo O GR35 a3k o
@574 Olse (s (ed 409 oo Sl oS SBasl Sl )3 CS19iSh e g (rdge sle)S (4RSS )90
5 pots oolomy] (glo )5 (i o gy (st 331 428 145 ) it pow 4 _alKi Bl eyl i 5 00,555 o0
Ol g on 035 o8 e SeidlgSang Sl 3 Slge 9 998 g0 ALAKE Sgnt o LS 0l 5 09,00 VL
oRlBl ]y Ghex adlaie (B 5 0sb o0 8 (i SlaS S s S obml e lie LS 5 LS
ails cavlie (Sl IS ploul oy (485 5 j90 Ave) conlin L85 12> Co w10 ool pogdle Lams 6
590 A SR i Sy oS (W S0 Bk sl sl salys o) (e Bl g Wigd o )
GRIFI e ) (25 2 e I b e alS a5, s e S9ign iy 4l
Ol ez 00,8 oo Lrails 0y o D)lim pl g 99 0 Sloul (s0b; (sle)S e 5,9 5 I3l e Sasl
A Syt (P 8l o g 098 o0 (hez allate )3 Lo plral ateadls el o Lo S

Sl 6,5 anl B e ol oad sols lis 14 JKE 0 e g Uisr bt S olsh
G930 hm Sy A7 B (o 1S (o0 oo [0Sy S (Ghe> (59500 S e 9 )3l (225 S p L2
JSo @ azgi b oSy 5 05 ales i oadaddgs glo)S il iy 5l G855z Cepu bl S e
(S e (o> (59,08 e L A5 )5 odalie Glgioe wiepe 5385 LA 50 g g dbogeye
55l Olgise 1y odady Gl s o0 993 e (i kB0 Jlele P p0 5 S e oy (l)
ol elS g b oo 2alS gz ddlaie ;5 oalolml &)l 18 58«59, S (RIFIL &S 05 Az
ity dalgs ol B Gl aS 00 5 e ol od ) e 99,5 algm (6,55l baails ol ST LS
ssb Lalral (SSlSe I als Jloa gl jiie aiBs p e dee o3l (69,00 Sy oS (olKin Ll
sloce s ;9 Lo 0ol i alS o (mizmen 398 o0 (Pt (RS a5 0 dalg LSAT cnlie
A dalgs (I 18l s g 398 0d Sl (G318 (e DS 5 Vb 9,00

Sslid Boe e o St 45 A8 olad el o 00ls (Las Yo JSE o B g (5 yolid Gee b
e 258yl 5,5l Bes 4z e Cudls lee cadaddy Sl 5 (isr 557 9w b OlFse 1)
o bplml (SlSe )5 lade (pizman § 09d o0 yidion jlpl 9 oS 9 o SWasl el oo I3l (559700 59
Sl 43,438 (e e s g Rl Al (60l Fas (Rl LSS cnl o 28l ales falEl 5
Fom 9 vy a8lg> 095 A 0 3V @ (W Hlade s p Yo don <1V 4 Jlade o) &7 (olin g 090 o0
YU psled Gos SRl L S oo by (1alS (0565 (o Jle s )5l Bes Jlde piies GRIEIL O]
o Rl nl edoe (S IS Gl a5 035 ool Gl s psme (595 Slie pe Sl
dilate (Lo ogycnl 5ol dalys (hex adlate )3 b glral JB Gl laails (ol i) e (Sl
5 Gosme oy 4z ST e09d yiian yiehe oIV ke 5l (g5l Bas oS (el by oo Rl s>
Oyl cnl g b aalss slmllag g 5 )l G SWhal 5l (LA0 sob &)l (Jy oS oo b (2al33 (Sl
0>l G GRIFIL a5 285 i (lgioe alple 09d o0 bl JBa (palS g laails wld) e 0L
b oo alS b8, o> adlaie (S jlade (Geihes Yl an) (55l Goe

Yoy



TA-FYY YA VY (8,15 b gy — coke dobiliad 5y g2 (53l § oy 2

14131
106218 = SETEo TS
e SRt
= e e
98.3048 = Soens SR
Z SO SRR
” &7 S s e e
2 90.3918 T e R
g s S
s 824787 S
5 et vsesstoe e
z Sae
el
DESIGN-EXPERT Plot
1.00

Hardness
X =A Tool rotary speed
Y = B: Welding speed
|Actual Factor

C: Plunge depth = 0.00

A Tool rotary speed

B Welding speed

S 33 (59 o, eyt § 5l Pl Sy et g Bl Wl pd U o A Hlog0d TN .

114248
o St
e St
909088 = SRSt 3‘:::&::‘:5::. .“}::5353::?“33333 N
= R
@ 028743 o S S T IS
. = e
o
H 857408 :“‘“‘:‘:“:‘g s
kS 3 5
* S

DESIGN-EXPERT Plot
Hardness

X = C: Plunge depth 100
'Y = A- Tool rotary speed
‘Actual Factor

B: Welding speed = 0.00|

A Tool rotary speed
C: Plunge depth

113.942
107287 =
= s
e e
W e e s et
R\
e s s s s
es.01m s e R S SR
G e 0 s 0 e 0 It R ety o R SRSEnI
L e T et e et e aterety SIS
Kot o te e toretosieniets R
RSSO
S SIS OSSR,
2% %%Mm:‘:,:‘:‘:

%
<
'
%
o
S
:}o
%
%
35
&

Hardness
i
I
N
5]
<

DESIGN-EXPERT Plot
Hardness

X = B: Welding speed
'Y = C: Plunge depth
(Actual Factor

|A: Tool rotary speed = 0.00

Plunge depth
B: Welding speed
-1.00 -1.00

:)-“S)SW@-O-CSU:'PGS)J"““)-WJJLO-‘»U‘)*'LGMM)“WT‘v ]S

ARZ



Ohhos g (solod (owlB Loy YA-YYY) ((IVAQ) VY (81,1 gy — sole dobiliad

Sl el )l b o sBe jlade 1y i 4 o 8l a5 C8 T A Gl LYY LYY slo S0 4y ax g5 L

a5 0 5) oty |y (e (s e e olom K00 Sle a4 i S 18 0s5 Sl polie jo als

2 e IV 6 yglid Goe g alBS p e hee Fr gy Sae e al3S o3 A e Il (o852 e s

ol S5l 4 Y Jgaz 5 gz slaosls 1 » lastally sl 5 (Sasl 45 (025 (owyp sl

ol 2 e pxie u‘),ub O g o] Como g Edo 6&?‘"640 Cowddy (02,25 dolre g ol wles ool &S]

6uww4b‘)£‘)‘6lf$:)?uddasv G)LNMOMTWJAJ&‘ALA}MAJJL&AM‘Sw)).:d.l})aodgib)ao
ol O yanST plas 138le 5 Judod asess a5 aily so SfMTL;qu;_ll)é

El =32.37+2.65N —3.58f +5.02d —1.85N 2 —0.42f > —1.25d >
—0.32Nf +0.11Nd +1.06 fd )

3 s (555l Goe O 5 gz (59,08 Sy ol 152 Ce o N Sasl S ELY alal) o
e o eols s & Jsaz > FATES & Bsnye oy 56T il o oy sl 5l

Joe sl a5 040 c0 0030 ] o] Gy O yenST cplian 13810 5 50 Jdow 51 as O Jgoo 4 axg
ol Sl b (B (i 5o e () Gl (re las 4T sl e 000 5l S POD> F jlade Lo e
&9l S5l &y gods osls sas o (ylid a5 Cowl + YYEE Ll Jgax ol o Lack of Fit jlade e
cls sald B S 0 1) (S8 g oo [ Sael iS5l edelcassas Jas ag,cnl l asloas
ged oolitul Sael 25 5 ol sl ie Ol Jdos Cua Jow ool 51 s e cnlplic

Sl 1S5 o125 G3lw oo a1 by yo uily,lg LT .0 Jgusr

Prob>F F lade Ol Sl ol azye Slape ggexe &
< VEVY V&A0 q £4Y.0) Jae
Y VAFY A5.Y0 \ 9£.Y0 N
oy - YY \YO.¥4 \ 1Ya.¥4
RRRETS Y00 TEEAY \ TEEAY d
coNA 5§50\ £ANY \ Fayy N2
- FaAY 1.£0 YOV \ YOV 2
- -$Fq TN YYE0 ) YY.FO d?
AR - fy < AY \ - AY Nf
- AAFA Ye ..-qy ) Ay Nd
AL C VA .Y ) ..V fd
_ - AxY \. ov.Yf Residual
LYYED Y V) 0 ov.-0 Lack of fit
_ <o YA I AR Pure error

AR



YA-FYY (FAQ) WY (31,05 g — sole aolibiad

Elongation

Elongation

Elongation

One Factor Plot

e § )2 (63 lwddante § () 3

39.66 —|

34.66 —|

2466 —|

19.66 —|

DESIGN-EXPERT Plot
Elongation

Actual Factors

C: Plunge depth = 0.00

X=A Tool rotary speed

B: Welding speed = 0.00|

T T
-100 050

T
0.00

A: Tool rotary speed

050 100

SIS 2 5l5l i 52 s o 3G TE SO

One Factor Plot

30.66 —|

3466 —|

2466 —|

19.66 —|

DESIGN-EXPERT Plot
Elongation

X = B: Welding speed
Actual Factors

A Tool rotary speed = 0.00
C: Plunge depth = 0.00

-1.00 0.50

T
0.00

B: Welding speed

0.50 100

SwTGS 1 59500 ey il YO USS

One Factor Plot

39.66 —

3466 —

2966 —

2465 —

19.66 —

DESIGN-EXPERT Plot
Elongation

X = C: Plunge depth
IActual Factors

|A: Tool rofary speed = 0.00
B: Welding speed = 0.00

-1.00 050

T
0.00

C: Plunge depth

050 100

ST GBS g 5l wild (5 ygabgé Goe i VS JSE

¥y



OhKon g olod cowld ylow YO-YYY (WA WY (81,5 bdghy — oode aollad

oy S el )3 45 g led el o o0ls Las Y IS o Saal 35 0 Il ci5 2 e 236
6550l Olgise ) oyl Jdo sslise SRl (SwelnS Glies Il (o252 ce sy GRl3AI L 05
Dyl ol 00,8 e e adlaie (o sadolml Ol e ial58l cans Il i > Ce s i]58laS S S a g8
9o ey eosle inlpl WS oo Sl) (hez adlate ;5 1) Sl S S 5 098 oo Loy 0y s
3550 Bl b amdls (Al s Sl (ol progdle 000 s (6 i Jobo i (S1edS (y305] plSim
3 5z g Jal L85 55 ey 855l e S o S, |y Setadly S e
o Gl 55 (Fasl A s

O3B L aS 098 ge 0y IS )l jo el ol ools Las YO S jo (Sl 357 1 (59,00 Sy 130
Sy 36 ugSae Sl 50 lgion [y oty nl o a8 (oo o (2al5 (Sl 15 Jlade (59,0 e
oialS gz ddlaie (o sadoln] &l S e oy Grali8l g, i Sk &S i 0 S Az ) s >
A sl oS RS s lSin 5 bl K et il 55 e (55l ol 4, 5l 5 Al
a8l 2l 1, Kby IS s Sl 5 55 n ol als S 2l s e Sl o) osdle
GalS g laails 03 5 65l 5 008 Sl Gl s o il j2 10,8 am g S nl Bl e nlple ol
23 g0 Gl ) (Fael 159 098 g0 Steodly JSb ki S50 oo il atls o glal JB

sanlive IS5 ol 50 a5 @555 Jlas .l 00 o0l (yLis Y& S o Sawl S 5 5l ailis (5,5l Bes ]
1 8 Sl ] JeIsas oapy ol 5,5 anlg Loy Gl (ST AS e 5 glad Bme el L 05
dibie ;0 1) &)l dsngs (SBhasl Gl nl 09 o0 1359 9 IRl G Sl ARl s (55l s
S 1 09t o 9 OIS 0 Al gz adlaine jo baails (ol o8l S s clls walss ol e 4y g
oS ol (l 8)ls (Fael 1S 5 oljeas ]ula oS (5,50 o i e il I, Soel 1S g aigd oo Swdly
a3 ge Gl 1) (Saal S g 05 g0 b plral JBz (2als o o)l > il

36.728
335914
304549
27 3184

24.1818 |

Elongation

DESIGN-EXPERT Plot
Elongation

X =A:Tool rotary speed
Y = B: Welding speed
Actual Factor

C: Plunge depth = 0.00

A Tool rotary speed

-100 -1.00

ST S 3 9 0t Sy 9 ol i 52 e s e ST gany s o903 TV St

1)



YAI-TY) ((IFRR) IV L o,15 gy — soke anlidad 6y Sbg (6 wdionty § oy 2

Elongaton

DESIGN-EXPERT Piot
Elongation

X = A Tool rotary speed
Y = C: Plunge depth
Actual Factor

B: Welding speed = 0.00

C: Plunge depth
A Tool rotary speed
100100

ST S 1yl Wl g yalied Bos 5 I3l Gid o ety Jalisie il gons s 10903 . FA JSCS

Elongation

DESIGN-EXPERT Plot

| Elongation

X = B: Welding speed

Y = C: Plunge depth
Actual Factor

A Tool rotary speed = 0.00|

C: Plunge depth
8: Welding speed
-100 -100

ST S 1 (535bud Bk 3 Ghgz 5330 S s Jiliie il (gums s yloga5 YA S

oS W USs ol 5 wlonds asls 5lid YA B YY sla St 4o (Suwl iS5 anyl slaymall lize ol gl
Sl &l 554k Bos 5 (L2517 s p G flien 45 S5 A g5 oo eilond oy Lo oo (sl g9
Sty S K00 Slee 4y 098 o0 (SIS ke (i 4 Gy e G900 S8 (25505 9
@ Oy o hacshes 2TV (5 p9abge Bec g 4RSS 5 93 TV (at e p B e WYY (25
S 3k Ol Garegi 5o plgioe wb ol a5 AT ler el nl S 950 (Sl AT ke (e
alS gr dilaie o |, slral Sz 505 o laails aby e Il el anils el el sl )
Do o Sl 1) Sawel 55 g 0gh co Seitadls JSb S Sgagr o o0l plis 003 oo

S wdiage

Sidle 50 el)d slail i )5Sl g (omas a5 5l sanliawsds sla Jow) oods (5 jluJoe lgs plesl 51 ey
DY el ons canpgd £ Jgaz j0 slacly> bt 5 51,55 ;b0 a8l ool e

1 Matlab
¥yVY



d‘)l&oﬁsgwbjwa ubw.: Y-y (\Yaq) \Y ‘Q_él)lf st 76.0.[& aollad

98 (e (S9y0he Sae e ARS8 At 290 lpl (S 2 Loy 45 09dge o3 7 Jgaz 0
(S el jlade G i 0 Gy s e 1T Sgu> (g )lid Bae g ahBs p el 7
silaie odnlcawody laclsm au, oo a5 4yl ploxl aST la do ay az g b 0gd oo (Sl iS5 s
st 9y Cnl Sl ol 485 BlaS (e 5 (L85 Sl @ 6 i o s ileai PR Al o
ailss 558 Caglgl jo Wed oo (B 5 (2ES Pl ke (n iy & ey e & glaclse ol
3 Ll cdlyor oslhae o Cuonl ()9 4 a2 b (Saal (A5 ok aie lacls> )3 (nl podle 285
o) s el oads plol alsz ol ol el ialoj S5 a0l 51 digdh anl blyz cnl 5
bl 5l oselaansdy olde a5 5,5 saalive (lgi oo V Jou 4 a5 b el oy &8IV Jga 50 Lo yge]
S g 4335 o801 45 920 o0 (Lt BllaS (pl s S35 02 4 o (giluding polie S L
5 Giledae 5o Gog,y onl 5l Olgise 5l B0 Sl anl b (nl (iledige 5 @il doe p0 lad e oras
2,8 osliul oy glaanlp Koo (giludige

S 3lwdnd Jolp0

e o (Gl e30e Sy, 9 so 00umell FEMT Jlasl 4 a5 sgamme (slagyledl g, b sgame 152 39,
Tl ys0 Yolen JolS" Bdo ¢ g, oyl JI ol el 1,3 gladdolas Jo 5 9 (S5 Sl ys ¥0lae
Digh oo J> gl Jie goae gla g, b aS ail co Joere Jumdl s SYoles 4y oyl g 5lwesles by

wigly (65 lwainty 3 ool Camody s F Jgur

gl $lo)ygs b s > 50
skl S ploin! Sl Bas (590t ek g3 e
(1) Job (HV) (MPa) J&iS  (mm) (mm/min) ,| 3! (RPM), |31

YAy WYY VAS.OY X ov.Yo ey \
YEF WEo VAS. - Y00 6aY V¥ v
¥YYY WY VAY.Y Y ov.Yo YADS ¥
¥YAN nrar VAANY RY Ay YaAY ¥
Yy “Yas VAV F YY) ovss AYY 5

Wt ez wnl sl GiulosT @l Y Jgux

il Sy
Gty el
. sl yssld
(1) Jobo sbsj) HV) 5 (Mpa)y ssS alSoul
S ey
A
°‘>“"g5“"”u“"’ a.)..f)d‘):fe)'\&l awww o».\‘i:‘_g).:fc}lv\l‘ OMGWW odgf:k_g);o)'bﬂ deii homs s‘l?jl)
mm)y )1}3‘ o
mm/miny RPM)
Yy.y YY.fo ARRAN BT VA4 V4 ¥ [ g Ao

1 finite element method

Yy



YO-YYY (VADNY (81,5 Ldghy — oode aollas 6y Shge gilwdiots 9 (o)

Sl 0l 095 o e (5l oz B ool i ol o 51 s o llB ugs
8,8 Jae lalodl nl lawgs lsi oo |y (slawain g65 10 a5 all o (Sloo inS Jlwn slaloll acgazs (ol lo
aiald 38l gl )l glysial 5 siloancd JIRle 5 Lo 53wl gy jslaieds gty cnl 5
L gslodow cpl jocwl ons (gilwamds waSLl dgama ylodl J58le 5 1o (o Kiga Jol e adS oo ) SKig>
Fle 5 50 YL s <o b bl 0l (b Clozr 4y S 005 Gla iz 5 S350 Clar A (o) Soa
Sldos daz 5l canl ool ools HLas VY 9 ¥ sl i jo Il o S askd oobipu, laJow ailoads g,
Baa b )5l as wil oo Slahad guy sy b cladad (gaiscpios )b ol 0als plosl al 1o (sl J0 45T cogee
el S D00 5380 Slacler 4 Gam) 5 e Sl 0 e 4 (o

(S axdad cwiid Joto ¥e S

4 ] 3 | 2 | 1
F F
24
. b@ .
-
_ i 3 |
D |/—‘ P D
]
2l =2
| EEEEEEs Ho< -
—|o.ose é
T i
@ sEcmioh Ak = C
15
— 21 —
D24
B B
= pee—— - —
A " Modell [~
L

T 2 1

381 55 58 oo Jove (glelgsul 515l FY JSCo

1 Abaqus
AR



OhKon g olod cowld ylowy YO-YYY (WA WY (81,5 bdghy — oode aollad

b bl Jlos! b oo jlige Jow FY JSi

Wil Sl 5 Kogz o (Sl 5 (Sl Lol gLl o Jolow 5l Lo Boe oST Jdoa
Gz 5o Sl o cutls azgi b aites oole (Sl 5 (S AlsS 58 5l 5 055 slaelil
ly 5o oole Sidly 4>l @ Lgnye (2lsP Wb 9980 Sty 4l oy S askd (oolasd] ( STSlasl
Onared 9 bl (o (16,5 — 5 I35 Wil 09l oo (e I8l 4 4T (S25,S- A loged 09 ldle
Coupled il (adzs ol slp 5L oy Judow jo 0l ool Bi> o] Syl asb
Wigd so > Gamdly s sy 5l a5 das e gla Judo jo el suls wlesl Thermal/displacement
G310l Qlls wilige Jor b faiye polie plo 5 2led 5 adsl Jlake 4y bgaye polio (et e jloms 4250
4t V.- Time Period o Jlos JS 5 cusl g, 2> ;5 Nlgeom ¢ Transient o 51 Jlos a5 ool
Slawi by o Jolpe ol ool o gy 0092 oz e 4y g alins 5385 Jolow (gl 05 (0 D90
Ol st iSlas ol wales il el Yo JINO BT, U ol a8 ol oo oudais Voo ey Sty Sl
Tangential & g0t SolKe yulod g4 .ol o0l pulaid a> 10 0 (g5, » jub Cios Sl 12 30 jlxe oo
Heat o 504 J)l> el g4 5 .Y Friction Coefficient L SKkol s ,s Jlai. 4 Behavior
Sl a5 sl Thermal conductivity i o5 al> o cpl 10 mge 4S5 .Cenl sals iy a5 Generation
33 sl o iy a5 8 il el 5 jlade ol il oo askid 93 wled pobiw o ()l (89,38
GSSsr sl 20 S o0 iy Jlesl (2B oy 5 alie (S e et G BSLL i
Sygs S > Guymi (6lp il culi ankad g as g Slge oS, hls Il o cilandl Skl
D9 oo 3y s jae Sly90 e s g Sl Velocity/Angular velocity 55 5,135 ,b < Jg5le 5o LusSLI
aolg3 o )ly Hais g ot ey g oLl Displacement/Rotation a3 allee as &8 > oy ya3 5l
Seie oad Jlasl Lyl o Slalad g ools Dbl 4y al> o (e 5o 5 5L50 50 50 Ll ple ol
ol 0 ool lis (650 byl Jlesl b Saskd 5 15l cadiliiae Jow YV SS j0 . aigd o0
wd S L o Slalid (slp 0g3 e azliz 5 )l lemr Sl (Jlos @l @85 55 e b s £
= ol 5o SBls dale S92y o Clsz 2l Sy (S g Jelow S b <8 Jlexal gt
b o9 ooliinl labad g1y e £55 oy slad slo e 51 oolitul 5 (soipind,b Gk 3l b canl o
Hex/Structured o owoce JS& Saxkd ol YV JSS Gilae ail azsls 1) SIS cds o Jdo Clg>
2L 2 C3D8RT s g4 «usl Coupled Temperature-displacement a5 L g45 olwl s g 0l oo
d oo ool ©jg0 «s3ludan 50 dabd wud JS8 i 4 a9 b a5 Cul o ppe Sl 4S5

¥yo



Y-TY) (0FA0) WY (31,05 gy — sole aolidiad 8y Se> (63wt 3 oy

Adaptive meshing ;| wb al> 1o ! 10 558 o0 1,51y Sl 5 0l co ) olitil la o Uls> g 2gi oo
ML@ );|)f§l 9 )143‘ 6&.4_1@...9 L .]09))4 as Q)S oolaiwl
ol ools ol 6, Kas Sldes r:l.'gé‘ e 0,5kl g )1}3| oalilige Joo (gilwanes YE G o
gl 153l 5 5155 8550 slaz s S g il GugSLT l38le 5 30 (55 Shgz ateg Loyl Lol o o
15 50 08 e odaline g el 0l ools lis () Whsx Dlidos 5l B0 wilowy slo S YO S o
g oaile (Bl Wil 5 a5 yiden (il Gl Jestie g el 48T O jsn iy lasél Jee oS
adl oo oS 95 3 g o Slowuy 23 STIR azb 10 a5 098 o oablie YO S 4 g5 bl iy
5o 06, K> Sllas o Canl ,La8 g5 5l 5 shie Wlomy i lade HAZ sblis 5 LI 155 )
Lo i (el 2095 oo lown (sl il dov il (ol 4 a5 Wil oo (BU ] 10 Sl ES oan (A8 oo dl> 1o
VL] pdcigns el a5 wites Lolse o e 16Kz | o3b atalsSl sl USS i eizman
axbd (SoLSe Gigr bl whowy (55 sdioe o)l SaeVsb Joxs s lagl LU 5 bsx
g askd pabo s cel a5 S (oo ol Ghex b3 (Soo5 )3 Sy (8AS 5 e G 3l ) eaB e
S92 98 b L 5l 5598 (Bl 50 5 (6518 wlews la A5 cnl pogdle 09d o0 o3le jee Jobo halS

Hll gyl axkad culod ) seo Jow FY TS

sobias! (Slaol g, Kbgar wislyd (o 5lwand Y JSo

11



¢l)l5w.m ) G.eLo.}' Wu ubw.:

s

(Il (o) ilomuy

200

150

100

50

-50

-100

-150

YAI-FYY OYA0) W (3l iy — sole dolidiad

/ \

/ \

-30 -25 -20

*

/é -:10 -5 0 5 10 kZO 25 30
od

~ \ "

(o ko) (o92 $35 0 b5 5l alold

92 635 0 b il alold s cdiges j0 cuboloy | wilowy 5 YO SO

NT11

+5.500e+02
+5.000e+02
+4.500e+02
+4.000e+02
+32.500e+02
+3.000e+02
+2.500e+02
+2.000e+02
+1.500e+02
+1.000e+02
+5.000e+01
+0.000e+00

Wslyd e 5o 45 axkad (g9 eubiolm| (J 4l 5eulS YE Sl

abyl, colicel Sl 6, Khg> Sllos oo dxhad )0 oabolon) (15 a5 0,5 by ¢lss oo (IS Hsbas
e g0 S askad o..\.a]oj:?yu. Sl el oyl askad LELs o Sl a9 g calolenl gles b uSe
&S A g bl oals sbml axhad (o o slod A4S Al o ya o el odld ools Las Y S 0wl )3 el

L5 os9e (alasdl Jos 5 098 n o)y ankad e (58 (2 il ool 39250 500 > @9 O
Cod dxkad jy0ads o lg 15l Jols mlis 4 Cé T wnlgr & jge axkad 4y ool Jles! 1 5l (65 olas

Sl 0l oole Joles YV USS jo (o) Kig> wlles
Yyv



Y-TY) (0FA0) WY (31,05 gy — sole aolidiad

G2 (g jlwadante 9 oy y

80

60

A

/\

5 /10 l

0 /N
/ \
20
o d
-20  -15 -10\ -5 0 15

-20

-40
-60

-80

-100

(Jls""'l‘liﬁ) ‘5)&&,:? Q|.,.|°c o 90 U“""

\ / 20
L
\/

-120

(o o) S92 535 0 b5 5l abold

92 655 0 b il alol cans g cOldos (o dzbad j0 ouliolow | oS LYY SOl

(2]
o

/\
N\
/ ~
/ N

/ >

al
o

I
o

w
o

=
o

&) bez Glibos (o 55 (S ol
N
o

o

-10 -5 5 10 20

(o o) S92 535 0 b5 5l alold

-20  -15 15

92 655 0 b il alold s p Oldos o axlad (0 cabol| pd )5 YA Sl

G S Qi &5 a4l VL polae gl s aS glasl jo 0 5,0 Layl by (IS jebay
2 S Ol g Wlowy (25 wlolyy )05 50 Olgioo 1) 5090 (nl ol ales iy axl ol o
il ) Sisx Dlles o ashad )0 oaliolm 13,5 ojlail saumsylis YA JSs 0,5 ol olalad

YA



Q‘)MSML&’.WG UL“"‘" Yar-Yyy.(\Yaq)\v ‘oél)lf st 7AS'°‘LC dollad

S5 4l
(S Pl (g5lusdinte g 380 (e 9 27 Silede (2Rilejl anlllas Jold hagsy ool
poreddl 970 7Y poioll uizmen pd lajll (oolozél SWasl 6,885 anl B 50 (Sael (25 5 (5
oadplonl sl ialesl e, il 5 sl oo g9 0 Il il (6,0l o g (92 (S5, b S o3
ol 5o b esls ol il awaie age (b 4 Jsl al> e slo ilos] .o (Goipmmd Coomd g0 4
slalginl (o aile alisee sladwain b 5,9 9,5l oo Slaol Calizes Loyl cov iole;l 4 slows al> o
4 o) s 85 )3l 5 00 (o S ol plonil 5l ey s plonil (e (g 9 (mepe 03l
L pgo e slaiale;] oI5 aalsl jo 000,5 Gl i éu—l‘_;.f 5 Tt o oilS plSoeil o iy
u‘),ul.a oy Ban daiolesl pgd Al e j0 0,5 Ol o iolesl Jgl Al ye jo aS al sl (o)l
2ol Al st Bee s Ser a0t b S lil 83z Ce e wiile sanl B el
Lol Jlada oy o 45 anl,d a8 slaigy Lol 1o Gl uioed 09 Sawl 15 g e ( iuiS plSoxiul
gy 5 eolatel b iolesT Yo olaws cg,enl 5l 09 al o ol Glanl 5l can L;MTU'LS 5 (SP  giS
2yl St 028 (pmyp Caz WS 1B cnsp jee @l g b el 650 S e (b
5 8l ¢ gy ol 5l eolatnl b ags 3 ooliiwl mhaw grwls o, 5l (Soel a5 5 B ¢ piiS plSoui!
o 3 om0 e Guled ghwyods |y by st SIS AS 0l ey SpnSTeplne l38le 5 s ol loges
A oolatwl egian cvac slaaSil lwadly Sl olsr 588 ot Sl s Juldes g 20
(oinbesl pll aas e B ol slonl (SlSe Lplsm § b yiel )l 3280 alal ) G aSls (! 5l eolasil b
Olen b ad oS 5 alyd glena! 0 ,o3 b 380 Jow ol QIS aslol [0 05 coin 1) SGe elg>
@ (Sl S g (B o otuitS LSl sla el )y ol T o B s yg] oty 6 y5b 1y anl b sle el
WSl oo ) TS 4 gl Aodls walosls Dbyl 4 ax g L
P O L e 4 S U VT U5 | I CTRRLIWN] [P W UK U VY B S-S S A SN L E oW
o9 adhaie 0508 gy e &S Sl lapn ol o ad iz slacdl sgzg cauay cpl Jdo sl |
Sy oo S 1) (g (SHle olsS g 09 o0
oS le 0 a4y g S o g Gulidl e it 5 oteiS plocil jlade laol Gl i e iali8lL e
5 Ol drwgr Judody ‘;Mi&f Slade lpl pis > ce i Gl b Ll gl o rals ass ans
9,5 dalez o ialdl als o oo
oS le 0> g Wb oo Gl (I g (RS plSocal Jlade Il gz 59yt S IFIL 0
P g i bl ke (gg)iten e SR L e o0 ABES  Slehe Feyo
Sl S ke o)l aleS Jdods (g0t ety Giol38l b Ll (Bl algs ralS assjaus,
Bgdee gl o
St lasl cgy5abge Bos ial38I L gy o lo S5l pis > Ce b aline (L3, 5l (5 9aboge Gas @
Fir Pl s sy o0 ya s # 1T 50 pon STLe > 4 g b oo Gl (S g (085 LS

14



YAI-FYY L(IFAR) IV (31,15 gy — sole doliliad ) Ss g3 lwdings 3 oy

So9abse Fos (Il Lol i o logy (hals adjasd; thew g (285 plSoctul Jlade (5 55abg (Gos
Bl dalgs moldl beails ol ol o g Ol dxwgy oy Fuwl 1S jlaae

) o A5 Sy gt S8 5 osliial b Sl S 5 s lSoid i 5 Sl 2 @
Ooigel o aS oleosls jo aSiil plal wales cds YL @ oy g Y1V LS L Lal
el Cewsas O (G 50 o8 JB @S 5 0 el o winils jeae o

Sgjs Sl iT b anglie ;o il ey o g (o228 plSvinl ity Cuponl Jdoas silutinge plSin @
Sy A B0 gy a0 A e Il 15 > e g aS ol lis bl gileang 5l G ol eols (i
Pl ke (0 fidos 4 (s s Saislea IV (5598b5E Gos 5 4BiBS p e P (55500
Sedioe (SIS 5 (S

O)ge Sy Sl )L g izl Jee oS (2lgi 0 0b (atie sadgiluand Sla o wazg L @
309 iS g9 5 g Cudie wlowwy S STIR 4zl o 0l jiiy 55 0aile Bb Wlewy 25 (28,5
e 528 g5 5| 5 oo oy 25 ok HAZ 3olis 5 ST ol

G Sig> Dllos o dxlad )0 oudolon] s a5 8,5 asml lgd oo 0ad g jlwdnnd s oo 4 azgs L @
ashad )5 dz o oo daslad Lsle o Sl a9 g oadobul les b usSas bl ¢ coliél  SKlaol
Jos 5 05800 35 askad ey (g A5l st Sl s Ol & a s it Les endisln
S PP G5 5 G5 055 o0 g0 skl 4y oady Jlos] (i 5l (6 51eS polie Ll 90 Al
il o e (eSSl (g adlaie SLbT )3 g ke i SIS (e

o2 &5 Sl ol eaumolis aul cpl el aul o )bgs sloiulesl plxil b (g3luwaiy 5l sanlcwsa b

lasls aiul B ol gilwainge 5 g3l doe jo 1y p3Y cdo g 5 wol)d gloiz] iy 68l oo g (gmas 4SS Joe

References

[1] Thomas, W. M. (1991). Friction stir butt welding. Int. Patent No. PCT/GB92/02203.

[2] Asadi Boroojeni, B., & Mozafari Vanani, L. (2020). The effect of tool geometry on the
tensile strength of polypropylene Components Welded by Friction Stir Welding
Method. Karafan Quarterly Scientific Journal, 17(1), 143-155. https://doi.org/10.
48301/kssa.2020.112761

[3] Elangovan, K., & Balasubramanian, V. (2007). Influences of pin profile and rotational
speed of the tool on the formation of friction stir processing zone in AA2219
aluminium alloy. Materials Science and Engineering: A, 459(1), 7-18. https://doi.
0rg/10.1016/j.msea.2006.12.124

[4] Taban, E., Gould, J. E., & Lippold, J. C. (2010). Dissimilar friction welding of 6061-T6
aluminum and AISI 1018 steel: Properties and microstructural characterization.
Materials & Design (1980-2015), 31(5), 2305-2311. https://doi.org/10.1016/j.matd
€s.2009.12.010

[5] Zhou, C., Yang, X., & Luan, G. (2006). Effect of root flaws on the fatigue property of
friction stir welds in 2024-T3 aluminum alloys. Materials Science and Engineering:
A, 418(1), 155-160. https://doi.org/10.1016/j.msea.2005.11.042

[6] Jayaraman, M., Sivasubramanian, R., & Balasubramanian, V. (2010). Establishing
relationship between the base metal properties and friction stir welding process
parameters of cast aluminium alloys. Materials & Design, 31(9), 4567-4576.
https://doi.org/10.1016/j.matdes.2010.03.040

vy



https://doi.org/10.48301/kssa.2020.112761
https://doi.org/10.48301/kssa.2020.112761
https://doi.org/10.1016/j.msea.2006.12.124
https://doi.org/10.1016/j.matdes.2009.12.010
https://doi.org/10.1016/j.matdes.2009.12.010
https://doi.org/10.1016/j.msea.2005.11.042
https://doi.org/10.1016/j.matdes.2010.03.040

Q‘)MSML&’.WG UL“"‘" Yar-Yyy.(\Yaq)\v ‘oél)lf st 7AS'°‘LC dollad

[7] Jayaraman, M., Sivasubramanian, R., Balasubramanian, V., & Lakshminarayanan, A.
(2008). Prediction of Tensile Strength of Friction Stir Welded A356 Cast
Aluminium Alloy Using Response Surface Methodology and Artificial Neural
Network. Journal for Manufacturing Science and Production, 9(1-2), 45-60.
https://doi.org/10.1515/IJMSP.2008.9.1-2.45

[8] Elangovan, K., Balasubramanian, V., & Babu, S. (2008). Developing an Empirical
Relationship to Predict Tensile Strength of Friction Stir Welded AA2219 Aluminum
Alloy. Journal of Materials Engineering and Performance, 17(6), 820-830.
https://doi.org/10.1007/s11665-008-9240-6

[9] Rajakumar, S., Muralidharan, C., & Balasubramanian, V. (2011). Influence of friction
stir welding process and tool parameters on strength properties of AA7075-T6
aluminium alloy joints. Materials & Design, 32(2), 535-549. https://doi.org/10.10
16/j.matdes.2010.08.025

[10] Ghosh, M., Kumar, K., Kailas, S. V., & Ray, A. K. (2010). Optimization of friction stir
welding parameters for dissimilar aluminum alloys. Materials & Design, 31(6),
3033-3037. https://doi.org/10.1016/j.matdes.2010.01.028

[11] Koilraj, M., Sundareswaran, V., Vijayan, S., & Koteswara Rao, S. R. (2012). Friction
stir welding of dissimilar aluminum alloys AA2219 to AA5083 — Optimization of
process parameters using Taguchi technique. Materials & Design, 42, 1-7.
https://doi.org/10.1016/j.matdes.2012.02.016

[12] Murr, L. E., Flores, R. D., Flores, O. V., McClure, J. C., Liu, G., & Brown, D. (1998).
Friction-stir welding: microstructural characterization. Materials Research
Innovations, 1(4), 211-223. https://doi.org/10.1007/s100190050043

[13] Mohammad Khani Haji KhajeLu, B., & Maleki, M. (2020). Experimental Investigation of
Dynamic Density of Aluminum Powder under High Speed Loading. Karafan Quarterly
Scientific Journal, 17(1), 157-175. https://doi.org/10.48301/kssa.2020.112762

YY)y


https://doi.org/10.1515/IJMSP.2008.9.1-2.45
https://doi.org/10.1007/s11665-008-9240-6
https://doi.org/10.1016/j.matdes.2010.08.025
https://doi.org/10.1016/j.matdes.2010.08.025
https://doi.org/10.1016/j.matdes.2010.01.028
https://doi.org/10.1016/j.matdes.2012.02.016
https://doi.org/10.1007/s100190050043
https://doi.org/10.48301/kssa.2020.112762

