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Research of Dissimilar Material Joining and Local Modification Technology by Friction Stir Processing

Shigeki KAKIUCHI, Takaaki SHIMIZU, Kiyokazu HIMI, Hideki YAMAGISI, Shogo TOMIDA

In this research, dissimilar materials joining method of aluminum and copper by friction stir welding was investigated. The test
materials used were A6063-T5 aluminum alloy and oxygen-free copper. When the welding speed was increased from 50 to 1000
mm/min, surface smoothness and appearance improved. Furthermore, when the bonding speed was low, the effect of adhesion to the
rotation tool was increased, and surface gnaw was occurred in the shoulder of the rotation tool. When the welding speed was 50
mm/min, the hardness was significantly increased in a small region on the area with oxygen free copper. In addition, cracks were
observed in the hardening region. When the bonding speed is at 1,000 mm/min., the varying of the hardness distribution became less,

cracks were not observed, and good bonding was achieved.

IR TR > 2 —W75RE  No.31 (2017)

51



