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Article Info Abstract

Article History: Underwater friction stir welding is known to be capable of improving
Received: October 26, 2018 mechanical properties of welded joints produced by friction stir welding (FSW).
Revised: February 1, 2019 To determine the effects of key parameters affecting the efficiency of welded
Accepted: June 19, 2019 joints, this study investigated FSW of semi-solid casting aluminum 356, which

Keywords:
Underwater Friction Stir Welding /
Microstructure /

was molded through the gas induced semi solid (GISS) method. Welding was
done at rotational speeds of 1100, 1320, and 1750 rounds per minute (rpm)
and welding speeds of 80, 112, and 160 millimeters per minute. Five liters of
water at room temperature was used for FSW. The study revealed that grain

sizes became finer as the rotational speed increased; such a result is the

Mechanical Properties /
Aluminum Casting Semi-Solid

direct effect of plastic deformation of the material as well as of the friction-
induced heat due to FSW. The grains in the thermal mechanically affected

zone and heat affected zone suffered structural changes and became distorted
with undefined shape. Under normal circumstance, hardness level of butt
weld was higher than that of base metal, however, when the rotational
speed increased, the hardness level of weld nugget zone increased. Tensile
strength increased with increasing rotational speed up to 1320 rpm; the
strength decreased beyond such a value. The highest tensile streneth was
noted to be 360.2 MPa, while the weld efficiency was higher than 100 percent

in all cases.
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1. uni

nsdeudeamusuuniu (Friction Stir Welding; FSW)
IasumnuflsuazinmsinlUldnuegrsunsvans dusu
msdeneglideniifainsinmenioulurinauuaden
fuilelanziililndifstunniiganiolidiauuands
futiosiian etslsimuuinn Sawdeuszneuse
Unauuadey (Weld Nugget Zone; WNZ) u3naudilsl
FUAUSOUIINHANTZNUNINNA (Thermal Mechanically
Affected Zone; TMAZ) wazusnaiildsunansznuain
AUSOU (Heat Affected Zone; HAZ) ﬁgULLUUﬁLmeN
fusenlUvawsazanmymsiden el AnudouveInis
Weudunmuuuuniuaziinanenisanazneueseya
Tuusnasesiou [1-4] uavdsmalimanuudusedes
wdenilaniiunnansfueenludnge dufuiieias
USuusseudenlnenismuauseiugamnfissuinmely
AuneuaniidanulnalAseiuszninenis FSW Ineilau
AeiiAeates iwu Benavides uwazansz [5] ldWanmnaes
FSW wesegiifion 2024 lagltlulnsimumaniiossune
ANSOU LLazamqquﬁmaﬂmsLﬂ?‘iam AANuLdsluusom
TMAZ uay HAZ qq%ul.ﬁat.ﬁauf’fwmn%ammuﬂﬂa W
RAnverinlusesifosdadudounniadiiatuluuina
WNZ uazdnswavesnisifiuimdmaneaudiidanaes
soideu #own Fratini uazany [6] U3uussludumoues
nsvurunsedeutunsiiimyuauuiuiad
vureealiflonlunszuinns FSW wudn anuudausads
sumiaaLﬂ?‘iauqﬁmﬁmmﬂmiszmamm%@u uananil
nstnldlunsruiums@endeanunuuniy e
wmamm%uaaﬂmﬂLLu’JLS?ianﬁ'u Liu azaue [7]
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IaAnAULaENUINAIANIALLIIR NG 19liTud Aty
Tnsnsidesldivdiangsninnmadounuuund deo1aay
Jululiiuwdienausuussautfdanaves FSW lasae
nssuAnadenlith uasuiiinisszuisaudoudae
nslmadsuvesihnisuonazldfumsfigainannsn
Toladmsunisusuleanuudsslunisdneineu
wthil udpnuditussewinadul svesnmadeudidwmasie
Usgdvinnveansssuisanuieudaldlasunisfnw
wnin

fau nuiTeitalsdnmniadendsamunuuniu
oglileundefiswowuds 356 Tuanmelii Tnefnvma
nsgnunanuifmnudonuazauifuAudende
Aunwvessesideslundveslassairounnia Tassaing
9am1A A1ANULDs uazArAINLdsIR

b4
o/ o

2. TUABUNIIANLUNIINAADY
i’aﬂﬁmumimam (Base Metal; BM) \Juagfiien
vaeiwwowds 356 (Semi Solid Metal 356; SSM 356)
fnunssusnsudeuuuUaseeuiaidesludlans
(Gas Induce Semi Solid; GISS) Inedinumnun 4 Jaduns
(mm) A11A319 50 mm LagAIe 50 mm a9aUsENaU
Ml uaneiInei 1 uavausRidinaves BM uan
Fam519ft 2 indesiledeundnannmanieiasile SKD11
wiiufisusadunsinseuen LLamé’ngUﬁ 1 UIAUDY
Resiloidion wansians1eil 3 vauzidon Avusliuides
veuedasioden (Tool Tilt) 3 o wazAMUANVEIL
Foufinaaslludletagmaaeavinfy 1.0 mm

A1519% 1 aqﬁﬂizﬂaumamﬁ‘umaqﬁLﬁawéaﬁwauﬁﬂ 356 (@IUVD9UINUN %)

Al Si Fe Cu Mn

Mg | Zn |Ti Cr Ni

Bal. | 7.74

0.57 | 0.05 | 0.06

0.32 | 0.01 | 0.05 | 0.02 | 0.01
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A13197 2 auifidenavesegiiieunaeneauda 356 (drwvestinin %)
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Tensile Strength (MPa)

Elongation (%)

Hardness Vickers (Hv)

169.0

5.3

45.4

A15197 3 YUNNVBNLATBILBTRUELANIU

Shoulder Diameter(mm)

Pin Diameter (mm)

Pin Length (mm)

20

5

3.2

Rotation Direction

JUN 1 1nSesliaeuidenniuy

maiden Fsw luanngldildgunsaimaionuans
Flagui 2 Tneidunmsduiatunuuugunsainisidon
uwdndandahdnlaglithuzines 5 ans feungiies
dlelduunsiidaansidamdniu ainduliusedy
msfimesvesmsilon fe audmmuden (Rotation
Speed) 1100, 1320, 1750 Sausiewdi (rpm) Buviinis
nadostauundeiliidueiesdomdsanu naiedaseo
BouasuwiloTagiiandudulneliianudnvondoud
neasluluifoTagnanaavinfu 1.0 mm wasdnslivszana
30 Junit (5) ilelimudewdnnsavanluiilo Taguas
Aeaanznanain edanafifuunGuiunuaie

Tneldmnuduiudon (Travel Speed) 80, 112, 160
fioflms/unit (mm/min) sugnUaevesuITenwdd
sgansiAuden anduiliiatostiodemmuédlivszanm
20 s ielimnufeuiazanulurnsiuuuideuiiunnwe
dlofananfismuaieneiesdiofeusenanuuiion
Laziamddesihesn anduneunsidesiingriunii
aldidmsunnnszuaums FSW dmsunmsmnaesdidudi
FSW 1 - FSW 9 uarluusiasnisnaassazsignsiuam
3 a1 FaswaziSunveamnsimeinis Fsw lunsvnaes
adaiiuanssinnsed
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Water out

JUT 2 guuvugUnsainswenndsamuuuuniulii

a i A
A1519% 4 LUNSNAaRInlunsYeu

Samples Rotation Speed Travel Speed Tool Tilt (O) Number of Repeat
(rpm) (mmymin)
FSW 1 1100 80 3 3
FSW 2 1100 112 3 3
FSW 3 1100 160 3 3
FSW 4 1320 80 3 3
FSW 5 1320 112 3 3
FSW 6 1320 160 3 3
FSW 7 1750 80 3 3
FSW 8 1750 112 3 3
FSW 9 1750 160 3 3

dledontunuiaiaudiuuadousndaud afteth
%umué’aasjwﬂﬂwvlaauamﬁ’ﬁsm6“] U ATI9d0UlATIATNS
malavigdner mMsnaaevanURdang muanuuds uay
auudauseis Tnednlvdenniunundon Funuiivnld
7529a0UlATIA 1M LaNEINGF D9TAMENTEATYNTY
was 320-1200 mﬂﬁuﬁmﬁaﬁaEJﬁwé’ﬂwmmﬁT%maQﬁm

gun 3-05 lalaswas ntuhlufadiensa Aawaes
(Keller's etch) 1Wunan 10 s uailunsiaaeulaseasng
nMalavgInenseAuIanIAmIendegansseal lnedisunus
msdnsndosganssatl Ao Uinaudleloveiiu (Base Metal;
BM) UShaufifnansenusuiionnanaudeu (Thermo
Mechanical Affected Zone; TMAZ) U3naifiléisuna
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NENUINANIOU (Heat affected zone; HAZ) v1aau U3naiden (Weld Nugget Zone; WNZ) Ltamﬁqgﬂ

(Advancing Side; AS) wag (Retreating Side; RS) oy

i3

JUT 3 shumisvesmsinsgilasainagania

msvngouAnuLlwessesdon Tnenisihduanui
arvdeulassaslareinenasaiseusesudn dan
NaEoUAMLLT BT mAdeUAILE U UININe S
nAUSnauviFaessenden STageTE oA
1 mm usenafild 100 n3u (@) Wuran 10 S dewilssenna
Taely 1 Fununedeuasnanavun 3wy udan 3
LuBNAwIAA R T uFuuYe T uUNAdeY

MINARDUANILTILTIRS %ﬁn%umuﬁaaamml,l,ﬂigﬂ
pukrsiusesdendisinietauuasilneldnen-
funeslunmsaivay TllvwanuunsgIunsnagey
American Society for Testing and Materials Standard
Test Methods for Tension Testing (ASTM ESM) lagil
ﬁummmmé’qgﬂﬁ 4 Lﬁ@LLUiEU%uﬁ’mVIﬂﬂEJULﬁ%ﬁ] 1y
nadeuALT s RdBIAT o mAdE ULIUOUNUSZANE
flgaumgiivies sheaui3alunisia 1 mm/min

LHATANTITNITNAADY
w
2

Z |\ ] =

——— J
30 [ 25 30 ’I 4‘

- - -~} - - - |

32

" 100 o

JUT 4 shumisvesyinsgilasainegania

3. wan'ﬁmaamaz'“uﬂiﬁzﬁwa
3.1 Iﬂi\?ﬁ%’]\‘lllﬂﬂ']ﬂLLa&’i}laﬂqﬂ“Uaﬂiaﬂlﬁ'aﬁJ
Tnssaumnipvessesionfinnuiduiuden
112 mm/min LLamc’ﬁgUﬁ 5 ﬁﬁmmﬁamuﬁammnma
fu wuitldfideunnsedlusesdon Fuilousuninuia

wyudeufiunntudmuiiimuniiswesuing WNZ
LﬁumﬂSTTumummﬁmquﬁau%nﬁmmemﬂmﬂwmu
veuiiioTansouy wdesdlaidendlisudvnalansanan
wsdwesnsdeon drwannzdug Aldldnandaid
Snwausfiviloudy
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Ui 5 Tassaamaavesuuni@euiiuansinafumuauid myuidon
645 (a) 1100 rpm (b) 1320 rpm wag (c) 1750 rpm

Uil 6 wandlassa¥raganmiavessesidondinnuid
vyuden 1100 rpm AuISUAUTON 80 mm/min
wanslidtusumlenng o vessesiden nuiwuansy
TuuSa WNZ uay TMAZ azdnannidleifisuduuiinm
BM Fadunaunanmanyuiuvesaiasdedewriliia
nslvauenilotan Tumassstudnulasadieuiog

HAZ aénefulessadnsuim BM ilasanmsluavesian
sunasuUmeUwensesdleendlilnunanseny
wniin uenanila Eutectic Anmsunnitn waznszda
nszaevuIna WNZ Tussminenisiden dulessais
vinmuiolaniulidnvasvsaragmaininizngus i

Judeunau fleaunia Me,Si aglumaginasin [8]

sUit 6 Tassadrsganaveauuaidoniinnuiimuuiden 1100 rpm wazarmidauiuiden 80 mm/min (a) BM
on the RS (b) TMAZ on the RS (c) WNZ (d) TMAZ on the AS ilay (e) BM on the AS

U3 WNZ insufldnsagnisnnadn esinnis
vyueaieesledouuuulaundnluseinens Fsw
uansfaguTl 7 sunaveansuazuansaiusgiioddny
Tneiifiamdmuidonivamudiiudenduiladondn

aaaé’qLﬂmdﬂuﬁumzﬁ'mnﬁwﬁmmmmL‘?amuu‘fiau
1100-1750 s0U/UT Slunnvensuiiasidonunndy
ﬁwammnmmﬁamuﬁauﬁL“ﬂuwaﬂizwﬂmamwmmi
dosuidananainuesian warAuseuvessduaniuy
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Tudrevesnsidion FSW [9-12] Snvimavesnisiivdiuves  mssvuisanudousenanuuidenldedesiniss ians
auduiudenludutisdiunsasuguiwedan  Wasuwlawesgamgll lbilassaihadanmsanndnuas
waranuSouluriweanisdey FSW wenaniiindwld  azarsnlUluegiidenumsndlauindu [7)

TMAZ (RS) WNZ TMAZ (AS)

3U17'i 7 &nuzveunTuvBLIToNTiuANeeY (3) 1100 rpm 112 mm/min (b) 1100 rprm 160 mm/min (0)
1320 rpm 80 mm/min (d) 1320 rpm 112 mm/min (e) 1320 rpm 160 mm/min (f) 1750 rpm 80 mm/min (f)
1750 rpm 112 mm/min wag (f) 1750 rpm 160 mm/min
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Tuusan TMAZ way HAZ inn1swasuuwladiaseadng
N49AMA miuﬁﬁﬂwmzﬁﬁﬂLﬁmuazhjlﬂugﬂmﬁLLu'uau
namasagud 8 Tnetnsuluuim RS fdnwaziitng
Lﬁaqmﬂmimmaam?i'aqﬁaLﬁ?iaﬂué’nwm:msmguuw
Aseananingudnaralunnandmaliinsubagniesn
mmasmmuﬁiau LLamvf'fagUﬁ 8(a) s’z‘iwiwngmszﬂ
fananyiliinsoudune s LNTUTENINIUIN
WNZ wag TMAZ uenanifluvmanssfudnuiuusng RS
yesseudenfeusna AS insuuinaiisnvastuse
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wazuunadnnininm RS Wesnanmavsuidesves
indosflodeniivyudmynguénansdsnaliinsudusa
dhvnfumusesmsvuiden uansiagui 8(b) uazvinls
\inseedumo TlevatnTUIENINUTIA WNZ kag TMAZ
oAU [13] dnuarveIn1sitewnvaunNTUMNANINIg
vyuvesiniesioden (eunanaufeuiiasauluuun
FewilsiileYanpgluantoznanafin innsiedeudaues
delavzlunuiimnsnsugudon demalnnsaoinsy
flognneluliiinsBosilufimmadoadu [14-15]

31]1'7i 8 dnwasnsuluuinm TMAZ, HAZ way BM finudaiiuden 112 mm/min
(a) TMAZ RS wag (b) TMAZ AS

U 9 uandlassaiiamsganialagliinaiandes
qanssmiBidnaseuuuudesnauessesideniininuid
vyuidien 1320 rpm ANuSUFUTeN 80 mm/min 9
AN eaesdianuuiussfiaadegign 360.2 MPa
WU nSUARNISUeNANUaLNg Mg,Si nsEdRnsEaNeTh
U3a WNZ dedananuininsuuina WNZ (g3uil 9(b)
wnsulianuagideaunnituiug TMAZ (@g‘uﬁ 9(a,0)

iounaninguuinm WNZ ganssshsnesiafiuiivauau
Tuwuadeulnesss Wuawmmhlfinsuuinaiia
aziduannnnin uardivinadnasdleifisuiuinsuuinm
BM Suilosnainanuimuiden uazanudufuden
fiavBnalnanss Bnvveymaves Mg, i Tdnunmduuis

#1157 waznaua Weunsiigezaiileanunsng vius
\Jueunia Me2Si (a5Ufl 9(d) Fwilifivmaidna
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aﬁm“’w‘" —

° 1 2 £
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=
i

U

Ut 9 Taseadne SEM vasuuadoud 1320 rpm 80 mm/min

(a) TMAZ RS (b) WNZ (c) TMAZ AS g (d) EDX

: < =
3.2 N3NTTINYANAIULYIVDITIYLYDU
' < = o A

nsnsEneAANULlsluseslenLanwisgUR 10

NUTIAIANLUTITBIUTEION BM Bgluga9 60-80 Hy Fafien
Vo < a a o

WnnIAANLUTsYeIUTn BM Tuan1igund iWuanig
NMIANAZNBUTBUNTUTIARINaN1IEN1SWeNlN
fdnwaugiviloufiunszuiun1snanuseundawail
ArruuaRty tnglunnsesilensiAinarnuulauiim
BM #ilndlAgsiu (Q3ul 10(a-c)) Bnuilsusingnisali
etuAe Apuudaiaduguiisgud V (V-shape) lny
wudemauudeuiin BM dfanasegedeieniiowdig
U TMAZ wazanasauiagamgaiefeusina WNZ
(93UT 10(a-0)) dedunanuindlofisaunsmyudon
NTUAIAILDNRAEUS M WNZ SiAniistudans

1nnadiisduresmsnzneuvesoynia Me,Si Aldsy
Svdnalagasannsideaniu Tnsnuifianadivegy
den 1100 rpm AAnmudeuiina WNZ 1@ 59.4 Hy
fienudwuden 1320 rpm A uudsuTng WNZ
WAy 60.0 Hv uagaUEmUdeL 1750 rpm AR
uavdin WNZ 10de 60.8 Hv uenanniwuindouia
A myudeuinniwilvinuniiswesuing WNZ
warUInn TMAZ Wisnnniu fudusainanideausou
mnmsdeanuiigungiifssnniugedsuasianizan
wanlmsivounsuiuuinunhenniu dwaliiauds
Y9sUTn WNZ uasuina TMAZ fenfanniudle
Lﬁummﬁamuﬁaumﬁuﬁ?ul,aq [16]
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(a) _g
70 =28, 1
T -‘-ﬁ—:g‘l‘__ g L '@zs,
60 %"G-:@‘:g .@-—' =
By S A
- Shoulder diameter &
L 50
=z - [ tisrcness of £m
= 0 Pin diameter
2
2
T a0 --£3-- 80 mm/min
I
==<%=-- 112 mm/min
20
--f3-- 160 mm/min
10
0
11 10 9 8 ¥ 6 5 4 3 2 1 0 1 2 3 4 5 6 -7 -8 9 -10-11
Distance from weld centerling (mm)
(b) 20
70
60
. Shoulder diamster
<
L 50
% Hardness of BM
fu Pin diameter
w 40
@
L]
5
5 30 -—3-- 80 mm/min
I
20 ==@-= 112 mm/min
10 ==f3=--—160-mm/min
0
i1 10 9 8 7 € 5 4 3 2 1 0 -1 2 3 4 5 6 -7 -8 -9 10 -1
Distance from weld centarling (mm)
(C) 80 =
--E3. g
Gy P go-p-E 8
70 G =n =7 =
PG N =y T oo o
"9'3-'& - g, o e s A
) -8 _:8_— L B - o
60 e O - s
‘-9-,8 O -or _@..-G--@'
= Shoulder diameter | -
I 50 AT
7 - I Hardness of BM
: 40 Pin diameter
4
o
&
5 30
T —-£3-- 80 mm/min
20 --<3-- 112 mm/min
10 -—f3-- 160 mm/min
0

M w0 9 8 7 6 5 4 3 2 1 0 1 2 -3 4 5 6 -7 -8 -9 -10-1

Distance from weld centerline (mm)

E‘Uﬁ 10 ﬂ'ﬁﬂig‘mEJﬂlW"I'J'WlILL%Q‘UE‘N?E]EJL‘Tj@ﬂﬁﬂ??ﬂﬁ')ﬁg‘l&ﬁ@ﬂ
(@) 1110 rpm (b) 1320 rpm wae (c) 1750 rpm.
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3.3 ﬂuﬁaﬂ?ﬂ&lLL%\?LLi\?ﬁQ“U@Q??JEJL%SN

nansnAdaUAILTsIRveITeELon FSW
Tuanmgldh uansfamsedl 5 Usznaudae Tensile
strength (MPa), Yield strength (MPa), Elongation (%),
Joint Efficiency (%) tay Fracture location Wu21A1
anudussiiianfintudony Woduiudeuma-
fimesmaiden dedunmmuinfienuidmudon 1320
rpm AU AAuden 80 mm/min dAAraudaused
g9am 360.2 MPa wagileyUsurasumsimesnsiden
Aaudussiauuiuaanas Tasfidauudousad
Maafian 325.3 MPa mnuSmyulden 1110 rpm
AU IAUToY 80 mm/min wansagUT 11(a) winwa
dHosnaniimudmsudonvenaiesiogatufnis
asaeufeuanusadeamudiuiy wandeifiuanuid:
stsuifn (1750 rpm) vilsfnew¥ouitiiiutuannifuly
audlefaninnisseudainilimanuuiussiansias
[17-18] dhufimuidmsuidenveaeiesiemanilviin
manaunauvesiiioanilsimnzauthlugnisanasmes
Aaudausads Wesniinaudouanusadeaviy

it [19] uenanilen Elongation fnaluluvusaienty
furauudeusaie defnunAnuszannmuuadey
FsW wasmsnanadtundsifidnnnnd 100% naws-
fiwesmsdendlofisutuames BM wansdsguil 11()
MnHaNINRapstinadududrdnananmfines
geansdion luseninanssuIunts FSW Uiias WNZ
fnsdguuasanmzuuunanainiisuuss fnsaiew
audou wasinnisanudninslveansy [20-21] Faiu
LﬁaLﬁummL%?‘magul,%aumn%umm%auﬁLﬁmmﬂmi
deanmudannnduilitvinaiseusifuiin ety
Folirnanuudusafarony anatededaiios faduns
SnUsENsFoU3AAYIAYBINTTVIAGEUATAIULTILTIRY
wui ynnsfinesnisdonaznialuting TMAZ/HAZ
Wudedudugulaiudnu WNZ danuudusannnii
U3 TMAZ/HAZ $uiloauna1nmsnnagnauvasnsy
wavauanisnvennsuinnnniniues Fseenndesiu
filu [20] Wmf1a;mmmmmamﬂau%umuﬁau IRTETET
uenseudenildlunnannzninden

A1397 5 Aanuudeusitanazyauinvessesleudsavuunuuniulsii

Joint Joint
Tensile Yield .
Elongatio | efficiency/ | efficiency/ | Fracture
Samples strength strength .
n (%) Tensile Elongation | location
(MPa) (MPa)
strength (%)
FSW 1 325.3 260.2 7.5 192.5 142.0 TMAZHAZ
FSW 2 327.7 262.1 7.6 193.9 143.4 TMAZHAZ
FSW 3 358.2 286.6 7.8 212.0 147.8 TMAZHAZ
FSW 4 360.2 288.2 8.1 213.1 151.9 TMAZHAZ
FSW 5 339.5 271.6 7.7 200.9 145.3 TMAZHAZ
FSW 6 336.7 269.4 7.6 199.2 143.4 TMAZMHAZ
FSW 7 332.7 266.1 7.5 196.9 141.5 TMAZHAZ
FSW 8 329.1 263.3 7.2 194.7 136.0 TMAZHAZ
FSW 9 326.6 261.3 7.1 193.2 133.4 TMAZHAZ
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oglsfinuilotnansmaaeuniuudussisves
sooidou Fsw luanmglihuiuieudisutunanis
veaeuANuudausivessenidon FSW luannzuni
[21] wuieenuudsussiavesseniden FSW luany
T uudoussigagn 360.2 MPa gandhsesidon
Fsw luannzunafidiinaudaussisgean 228.9 MPa
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4. d3UNan1IVAaBg

1. udmsudendiusniudmaliianunig
Y0330l WNZ iy

2. insuflmnuazBesnniy fnamnainauga
mguﬁiauﬁLﬁumﬂﬁ‘z’Tuu,azﬂismiﬂsmwmﬂmﬁaguLffm
wanaAnvasian wavanudeuvesnsideamulutaves
nsideu FSW

3. U3m TMAZ way HAZ finswasuudadlase-
ﬁ%’wﬂué’ﬂwmﬁLﬂﬁuﬂmLﬁmLLathﬁfJugUﬁ"mﬁLLﬂuau R
Hudvdwaiinnnmamudonveuaiasioden

4. msendsavmunuuniuluanneli dindns
nsifusEduluninu HAZ shudsluudna WNZ
mmamhBU%’Uﬂgqﬁy’ammwﬁamﬁmazmmwﬁwm
soudou

5. manuudslusesdeuiinnuinninaiauuds
Y0eU3LI0 BM wazArnaudsuian WNZ Sladfiusnniy
LﬁmﬁummL%'magul,%amnﬂ%u

6. mnuufusiiwwassesdouiinninduiioiu
mmﬁ’mguﬁam AnuudassRsgeanidu 360.2 MPa
uaziszavanmsesdousnnnin 100% luynmsiimes
msideu

7. Ut WNZ Sanuudausasnnninusnn TMAZ/
HAZ Lﬁmmﬂqmmmaqmiwmaaummwmvﬁumﬁmn
WARBIEVRILUSIN TMAZ/HAZ
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