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Abstract

The objective of this research was to investigate the mechanical properties and macrostructural analysis of dissimilar
aluminum alloys, SSM356 and SSM6061 (as cast and T6) by using different processes: TIG (with filler), TIG (without filler)
and Friction stir welding. Aluminum alloys of 4 mm. thickness was used as the base material as for preparing a butt joint welded.
The preliminary results of aluminum alloys as cast condition showed that TIG (with filler), TIG (without filler) and Friction stir
welding were making a good welded joint of dissimilar aluminum alloys. The result of aluminum alloys by heat treatment (T6)
condition showed that different welding process could make dissimilar aluminum alloy joints. The ultimate tensile strength of
dissimilar joint by FSW were 168.32 MPa superior to TIG (with filler) and TIG (without filler) welding. The hardness in the
weld zone was higher than other areas and would be reduced until it reached the heat affected zone area. After that it would
increase up to the base metal area. The average hardness of FSW at the weld zone was at the maximum of 74.1 HV. The study

revealed that the two welding parameters that significantly effect on the tensile strength.
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Welding conditions No filler Filler

Current 140 A 140 A
Arc voltage 15.6 V 15.6 V
Shield gas Argon Argon

TIG Welding speed 350 mm/min 250 mm/min
Gas flow rate 15 1/min 15 1/min
Filler rod type = AA4043
Filler rod diameter = 2.4 mm.
Rotation speed 1,400 rpm -
Welding speed 112 mm/min -

FSW Shoulder diameter © 20 mm. -
Pin diameter @ 5 mm. -
Tool tilt angle 3 degrees -
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12 9 FSW T6 13 18 TIG1 as cast
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Q) Funuithunszuiumsmeanuiou T6 ANNGMUIINS 1,750 59U/

2.2 dnvarlaseaomannmazenandeninuuuidume NnmannadeulasEaNMATILN
dowdnuuuiinmassuinesgiifisunauvaanuds SSM356 fu sSM6061 filaldHunszuIuMIMY
ANN5aU T6 u,asﬁr;hun’ssmumsmmmm%au T6 mﬂgﬂﬁ 7 (n) waz () wuingﬁl,ﬁﬂuﬁy'qaawﬁm
sansalszauduldd vinawndeniidnuaryugsnihuinalaveyu dasmnlavsiidudn lWanshms
o uaziigwgunsznediluiladen Wasnnuasdonioosgfiiisuvosnazasasiilalasiudluagly
ilaidounazdnagiiaiiiadanuieinlifadugng Tassunuarefifiannauvdaisudailaildi
nssuumsmaanadau T6 dauaadluguil 7 (n) figwsunsznedading uazniifandonaniiniuwn
\donvastunuasgiiilsunaundonudsitunszumameanuiau T6 duaasluglil 7 (1) Yssanm
1-2 dadns
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SSM 356 SSM 6061

SSM 356-T6 SSM 6061-T6

Fun 7 TASENINNM AR TBNAAUUULHNDIN
(m) Fununlilaehunssuiumsmeanudou T6 wae
(2) FUNUNEUNTZUIUMSINANNTDY T6

2.3 dnuazlassaemannmenaswnidosiinuuulidvane nmsanadeulasaiuummezeg
wndeniinuuuliduanassuinasgiidisunauvaonuds SSM356 fu SSMe061 Ailaldkunszuaums
yaANNeu T6 uaziunssumaneanuiau T6 wuhuinailadenianumnuhduamumnyes
Tanzgu azgﬁLﬁﬂm%qaawﬁﬂmmiﬂﬂssmuﬁulﬁﬁuasﬁgwquﬂszmﬂﬁﬂutﬁaLﬁ'amﬁﬂfiaﬂ TogBuny
avgfiflaunaunaanuieilildiunszuumsmeanudou T6 duaasluguil 8 (n) fgwsunsznedag

mmtammL%auﬁmmﬂ*ﬁwwhﬁ“uﬁ”ml,mLﬁamaq%mmazgﬁlﬁﬂuwaumiaﬁqLtﬁqﬁmuﬂizmumimqmm
5ou Te aauaaslugun 8 ()

SSM 356 SSM 6061

T T e T

SSM 356-T6 SSM 6061-T6

)
31J°7'i 8 Tassadaammazaswn@aninuuulidinan
(@) Funuiilildunssuumsmeanudou T6 waz
) %umuﬁmunizmumimqmwu%au T6
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3. MINAFIUANNUAIYDILIIEDA (Hardness of welded)

NNNINAFDUANNUIBIUUITDNITZNI WD gL Tlauna unanNaud SSM356 uas SSM6061 i

]
v

Tdlasunszriumsmeanudou T6 wasfisunszurumIneanuiau T6 meansasnadaunuululasin

]
=]

(N9 WUNAANNUINYBINANTZUIUM BNV NUAINT NN ENTMgTigauazunanlasunanszny

q

neNuieu (HAZ) ddanuuieiiige essanmsienasgiiiiisunaniivinauiiadeuiamsanndn

v
o A ]

Tnduarlumsganinaziivinailasunansenunnanudau Nawaaiamnliuinadinannmedy
amwausau a'ma‘lﬁa:gﬁtﬁﬂummLﬁﬂmiéauﬁmasu‘%nmuunﬁlauﬁﬁhmwuuﬁqmﬂﬂ’h (Muangjunburee,
2012)

V’hﬂ’.]’]NLLﬁQLLU’JL‘?‘im\lBsgﬁtﬁﬂuNauwéaﬁ!ﬁLLﬁQﬁﬂﬁﬁﬁﬂﬁuizﬂﬁWQ SSM356 fiu SSM6061 filaildrnu
NITUIUMINNANINGDUY T6 é’mamiugﬂﬁ 9 (n) c"hmmu,ﬁqLﬂ?\lﬂu'%nmtﬁaiamﬁmaqazgﬁLﬁﬂumm

vaanaude SSM356 Uszanm 68.5 HV uazuinaiialanzidnyavazgiifisnnaunasiauda SSM6061

a

Uszana 56 HV vinaassnanuwganlunszviumsianiinuuulidnaiaiidianuuiaadegege

¥
v A

Uszana 83.4 HV wazudnailasunansznunnenadauifanuiiislanzidnyaasgiifisnnanvaanauis

& a a IS < a o =] = ] v

SSMGOGlluﬂSZU’JuﬂTSLﬁE}N‘ﬂﬂLLUULGINE\'N\NF]'W]'J']NLL‘ZNLQE‘IE]GY]E!(?’I“IJ'S%N’]M 51.1 HV (Naw3gutnaua
< = o & v £ PRVIER 4 @ ]

ﬂ'J']NLL‘ZNLQBEIU’iL’JmGI’Nﬂa’NLLu’JL‘ZTE]N’SSS‘WJ'N?TUQ'IUVIINIGIN']‘Llﬂ’i%‘lJ'luﬂ'ﬁ‘VﬂQﬂ’ﬂN'ﬁE]u T6 muam'lugﬂ‘w 9

(N) AUFUNUNEIUNTLIUMITNNANNIBU T6 aauaaalugun 9 (o) MANNUIURFIUT I UATINANUUD

IS <

& a SN I v = ' a o
mammazguLuﬂu‘wlsﬂ,ﬂmun’s:mumsmqmmsau T6 '°J$Nﬂ']ﬂ'ﬂuLL‘lN‘Vl&jQﬂ’J']E]%QNL‘NEIN‘VIN']“LA

a o

ASTUIUMSNNANNGBY T6 LHInNMSEaNLUUaNasaIanUazaliiia naNT AN aaN¥aMEMIUNLHEN

U

(Artificial age) 8nA34 daualBMmMANNLIIUSHULIN TN A TIMANULIURFIUSIAUATINNULD

@enluunudanfithunszuiunmsmeanndou Te aauaasluzui 9 () nszvrumsiaudaamuuuy

o <

MUAieNNFIMYWEDN 1,400 58U/NT FMenuuegegauszana 74.9 HV uazuinuilasunanssnu

v
v A

nnanuiauidanuiialavsidnyasazgiitiionnauvasiuie SSM356T6 lunszuiumsizandaamuuuy

mMunANUEMYUEEN 1,750 saU/1d fmanuuiuademgaUszann 44.6 HV
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Vickers Hardness, HV

60.0

Hardness (HV“_I)

55.0

50.0

45.0

-0 -9 8 7 6 -5 4 3 -2 -1 0 1 2 304 5 6 7 B 9 10 11 12 13 14 15

Distance from the weld center (mm)

SSM356 SSM6061
(M

nNawe: TIG1 fa MsiaufinuuuLinme
B a ra
TIG2 s Madeniinuuubitinaa uas
FSW fa madiaadaamuuuumuanudimauies 1,400 sau/umi

Vickers Hardness, HV

——FSW 1400 rpm
—B—TIG Fre
—4—TIG NFra

o

Hardness (HV

4 43 12 11 -0 9 8 7 6 5 4 3 2 1 0 1 2 3 4 5 6 7 8 9 10 11

Distance from the center (mm)
SSM356T6 @) SSM6061T6

nanawme: TIG1 fa msiEanfinuuuiNaIn
TIG2 i Mms@aninuuubidinan
FSW 1,400 rpm @8 ﬂ’]iL%E]NLﬁﬂﬂ“ﬂ’lutm‘uﬂ'Juﬂ’J’]JJL%’J‘VIquL%BN 1,400 58U/W7
FSW 1,750 rpm @8 msﬁ‘iauLﬁﬂﬂmutmumumwL%mqm%‘ﬂu 1,750 59U/W7

Uil 9 Manaudunnienszninazaliiieunaaumasiauie SSM356 waz SSM6061
(m Bununlildsunszuiumsneanudou T6 was
(@) BununhunszuIumMsneaNuiau T6
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Vickers Hardness of FSW, HV

—8— As Cast
90.0
—&—T6

85.0

80.0

)

~ N
S o«
o o

Hardness (HV |

-13-12-11-10 95 8 7 6 5 4 -3 -2 -1 0 1 2 3 4 5 6 7 8 9 10 11 12

Distance from the weld center (mm)

QD)

Vickers Hardness of TIG with filler, HV

—— As Cast
—8—T6

Hardness (HV )

-80 -70 60 -50 -40 -30 -20 -10 00 10 20 30 40 50 60 70 80 90 100

Distance from the weld center (mm)

@)

Vickers Hardness of TIG without filler, HV

95.0
—— As Cast

—8—T6
85.0

80.0

70.0

65.0

Hardness (HVOJ)

55.0

50.0

Distance from the weld center (mm)
(")
31]?; 10 MeanuudauiEen
(1) M3damdsamuuuuniu
() ms@enfnuuuinme waz
(@) madaxiinuuulitinan

WaRnsanmeanuuiusnaiiaienlaguenmunszuIumMsEay wuhmseeudaemuuuuniuly
FUNUNENUNTETUIUMIMIANNTBU T6 warBununlilashunszuiumsmeanudan T Tiemanuudiewed
wuganilndidssnuasuanlugui 10 (n) wudenumsaniinuuudaaaasuaaalugui 10 (2)
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dwdumsiganiinuuulidumelusunuilildiunszriumsmeanuiau T6 ﬁ@hﬂamuﬁq“ﬁtﬁa@'augq
ABuNUTiUNsTIIUMSMIANINEaY T6 é’mmmﬂugﬂﬁ 10 (@)
4. MINAFAUAD ﬂ’:l’ltNLtﬁﬂttiﬂﬁﬂﬂﬂﬂlm’)t‘%ﬂm (Tensile strength of welded)

mngﬂﬁ 11 LLammamsmaaummLLﬁqLtiqﬁqwuhﬂ'wmmLtﬁmsqﬁmma:gmﬁﬂuwawéaﬁmﬁqﬁ
NIUNSEUIUMINNANNSDY T6 Iunﬂnsxmumst‘if‘auﬁﬂ'ﬁmmuﬁumﬁngnﬂmmLﬁammazgﬁtﬁawau
wapAaudeiilildiunssuumameanuiou T6 asnnesgiiiisuiichunssnumsmeanuiou T6 &
autifenuuiusdeiiiinduageianu Tosdunaldnnmamuudusifaadonsdunacasefiisuam
waanuds SSM356T6 fiflaanuudussdainsuaniiulonas 44.2 uazmanuuiussdaaslanziiy
waqaxgﬁtﬁﬂmauwéa‘f’imﬁq SSM6061T6 fimanuudaussdaiaduaadudoss: 87.3 Waldauidisuiu
Iawzﬁugnuﬁlﬁlﬁmuﬂszmumimqmnu%au T6 MINNSNAFDUNTLUIUMSBDNEEAMULUUNIUT
mwm’%amgm%'au 1,400 58U/W9 °luaz§ﬁLﬁﬂuwawda‘f’iquﬁqﬁmunszmumsmqmm%au T6 Jmany
uwiusedendsgege da 168.32 MPa iladsuifisuaanuudussdsluudasnssuiumadanyas
azgﬁtﬁﬂuwawéa‘ﬁ!qLtﬁqﬁlﬂlﬁcjmn’szmum‘amqmm%au T6 WUNNSEUIUMSEDNEIAMULUUNIUR
mmﬁwgutﬁ'au 1,400 58U/WH AAGEALIUNY AB 147.68 MPa wazmsandinuuulaidualniien
anauiausiaige da 106.80 MPa lusasifieduiiiaiFauiisudmanuudusedcluudaznszuiums
L?'iawmasgﬁLﬁﬂuNauwdaﬁqLtﬁqﬁmun‘sxmumimqmm%au T6 wuhmsizendinuuuldidinaraiia
anuuiausedaiaaiduiu da 136.64 MPa tilpsmnmaanuuunassazmeiuasgiidianuaurliie
SnuaimsuNiiey (Artificial age) 3nA3s denaliauiamnaraiunBenanas udmsianfinuuuisen
fisniananatinimsden finuuuliduaaiismnmsiivainsiin AA4043 ﬁﬁﬁm%ﬁnauwauaﬁqﬁ
FNUA luMINuUMsUaniau 'dqwaiﬁm'wmmLLﬁmmﬁwmazgﬁLﬁﬂuwawa'aﬁ!qLLﬁqﬁwﬂi:ummsﬁlauﬁ

ﬂu:uuLauamﬁdwgmiwmitﬁauﬁﬂLLUUML@NM@

Ultimate Tensile Strenght, MPa

300.00
250.00
200.00
150.00

UTS (MPa)

100.00

50.00

0.00

BM SSM BM SSM FSW 1,400 = FSW 1,750
TIG 1 TIG2
356 6061 pm rpm
Il Not T6 168.53 138.87 126.79 106.80 147.68
= 243.00 260.05 155.62 136.64 168.32 144.72
‘Welding type
W NotT6 [ T6

wawe: TIG1 Ao msdaufinuuudinen
TIG2 s Mms@aninuuulidivain
FSW 1,400 rpm @@ msL%amﬁﬂmmmmumummLfnmqlm%'au 1,400 9U/W7 uae
FSW 1,750 rpm @@ ﬂ’l%‘L%E)NL?!EJGWI’]NLLUUH’JHG]']']JJL%’J‘WJ:!NL%'E]N 1,750 S9U/W7

sl 11 manuudsussdasdansiupuuszwndaslunnnssuiumsizen
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5. MTIATEHAANNUTILIIAIAIEITNIININEDH (Statistical analysis of ultimate tensile strength

of welded)

NnamsienziamanuuiusidaainszriumsdsudsamuuuumuluBunuitunssuiums
MeANNSaU T6 wuiwﬁmmﬁmquﬁma 1,400 58U/H Wisamsnagauaniinana (Manuudause
f9) Adnhenudmyuihne 1,750 sau/nit duiu Tugusaumsiensimanuuiusiedheismeda
dmdunszunumsideudsamuwuumuluBunuiidiunszuiumsmeanadau T6 azfvuatiiseass
Wien fa fienusvguingg 1,400 sauanii ohiy

MSIANERMANNLIIUSIRIaIn Eand s msneaaaUsznaugagestads #e nszurums
L%auLLasﬂssmmmazQﬁLﬁﬂuwawda‘f’imﬁq Fenszurumsi@end 3 nszIums Ae Ms@anFsamuuuy
14 (FSW) MSEBANRALUULANEIN (TIG1) wazmsidaninuuulidvain (TIG2) dwsulseanzes
azgﬁl,ﬁﬂuwauwda'f’imﬁqﬁ 2 Uszian Ao a:gﬁLﬁﬂuwamiziaﬁ!qLtﬁqﬁlﬂlﬁﬁwuﬂizuaunﬁmqmm%au T6
wasEunsEUIUMININANNSaL T6 MmsinnzidiaTsunsunanfiamas Minitab release 16 unns
MU NFIAUIZNDUMEFIUAN ) il

5.1 MIIATNANNYNABNUBINIUUY MIINATILVANINGNABIYBIGILUY (Montgomery, 2005a,
2005b) MadGTiszAUTBdAY 0.05 Usznaumsanniudaszuesdays anuiulndussdays uazana
Hfgsnmreaeaiannulsunuresdays lagrinsmagauaINgNeadYeImLuUNNEIA2eIAANN
LL‘Ei'QLmﬁqlﬁmﬂﬂswmmmmﬁLﬂ‘mvfmmgﬂé’awaqﬁmwﬁmaﬂﬂugﬂﬁ 12

1) enududaszuasdoys
mmtﬂuﬁﬁszwm%’agammsnﬂmsmlé’mﬂﬂsww&LLaﬂﬂugﬂ‘*?; 12 (nnuWauaeN)
wuhdnwazzasnnlimansomamnviarnnsiammaiadauiiasiayaldagnedonu lufimamedn
Tuludhamadennu vimﬂmmiw%’agaﬁlﬁmnmsmaaqﬁmmLﬂuﬁaszeiaﬁu
2) anuduundvasioys

I a 4 [ a v =l [~ a A ]
ﬂTlNL‘lJLlﬂﬂGl"ZIEN‘ZlE]HaLﬂuﬂ'liws\l'lﬁm'l"]'ﬂi‘lﬂ'lﬁ'ﬂﬂaE]Q?Jﬂ']il,ﬂ‘lﬂli]ﬂaN’lLL‘U‘U‘lJﬂ(ﬂ‘WiE]lN IGIEI

finsannnnnuishianwaeduszdsaimiali (nsdidayannni 30 daya) uamniideyatieanii 30

v

Faya lnasanansuzaainmwmsnszanedizasdayaintuiduasiviali anguil 13 wudhnnwd

]
@ Y " @ =)

ANYULAITNTEINEAIT UL UULEUNTI LA P-value NIANANNINY 0.245 N5LAUANINLTDNY 0.05

NNEANN MDY NN TANTNMTUINUAIULUUUNG

Residual Plots for UTS

Normal Probability Plot Versus Fits

% 10 o

50

oo

Percent

Residual
o
o
.

-10 0 10 100 120 140 160
Residual Fitted Value

Histogram Versus Order

o »
-
S

IS
Residual
>

e

Frequency

~

V.,
\/

-15 -10 -5 0 5 10 15 2 4 6 8 10 12
Residual Observation Order

14 16 18

37U 12 nUMTIANANNYNABIBIMILUUMINGADY
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Probability Plot of RESI1
Normal

Mean 1.184238E-14
StDev 5.870
N 18
AD 0.449
P-Value 0.245

Percent

RESI1

51il 13 n51W probability plot

3) anui@dasmneaseanuwlsUsiuedaya
anuiiadssmuyasmanuulsunudumsdanamenuulsunuressdayaiiinsnszang

Y

' 4 lﬁ' ; Vv < ) a v Ad' v 4
’J’SE]Uﬂ’lﬂuﬂﬂa’lﬂLﬂaﬂu@m’]tﬁua&l’]ﬂuaﬂ‘ﬁ'ﬁalﬂ ﬂ’]N']’iﬂWﬁ]’]'ﬁm']lﬂﬁﬂﬂE‘lJ‘ﬂ 12 (niwwmuuumw) WU

(3 =l

FayaimInsznemulsiuaianasaumgud aanudayaiinnuEdasmwaasmanNulsUsiu

U

5.2 MNLATIZH ANOVA UazmsnadauduuigIueainsngass maieazi ANOVA LiNamanswa
PAINIZVIUMILADN ANBULTUNY LAZDUNINIENTINTEUINNTLUIUMIPDNA VAN WUsTUNU Tnaca A

< = & [ N o @ =l [l a a I'd v
ANNUIIUGNIBIIEaNaENitadAnvald SansaRasannmIIenzdnamelisunsulszaians

MNFDH AN LUMIN 3

M5190 3 mﬁmswﬁmmuﬂiﬂﬂuwmmmmuﬁq USIANY DI DN

General Linear Model: Tensile versus Welding, Material
Source DF Seq SS Adj SS Adj Ms F P

Welding 2 3954.9 3954.9 1977.4 40.51 0.000
Material 1 3144.5 3144.5 3144.5 64.41 0.000
Welding*Material ) 76.3 76.3 38.2 0.78 0.480
Error 12 585.8 585.8 48.8

Total 17 7761.5

S = 6.98702 R-Sgq = 92.45% R-Sg(adj) = 89.31%

NANTIT 3 Fmsasaaaumdulszanslumsdadula (R-Sq) HMmuihnu 92.45% udeslsiiun
anuulsUsuiAesuAennmsasuulaslasafidasnmsneday As NszUIUMSIBaNLAL SN BULUD
sunulosdadudesay 92.45 uaﬂmﬂﬁl,ﬁﬂmﬂﬁﬁﬂﬁlﬁmmmm‘uqulﬁ (Uncontrollable) (%14 #0172
Imazazyhmnaday Wuau lesdadudasas 7.55

ilafinsand P-value nafa 6 P-value < O THUuan H, uddh P-value > o lifwansu H, fiszeu
Hada 95% (O = 0.05) WUIIAY P-value 2DIANENATINTEWINNTLUIUM T DN LA N AL TUIIY
(Welding*Material) #@¥NAU 0.480 F96 P-value > 0.05 WINEANNNINENATINTENINNTZUIUMS BN
wasdnwariunuiinadameanuuiseieduldiiteddyissauanuden 95% uazilalwnzie P-
value 2B4NEUIUM LAY (Welding) LALSNHAIEEUNY (Material) AeN¥NAY 0.000 WA 0.000 MV
9 Povalue < 0.05 NHBANNIINTEUIUMS B DNLALS N BEUNUT HadDA AN SR Iaded

HadAYNIzAUANNITDNY 95%
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5.3 Mal3auiisunameisis Turkey MalFauiisunyaauiamanuuananluudasssaues

MudsdulagrihmsuSsuiiauiiaze Mansaiasanane P-value 1ILATIHAILIT Turkey’s HSD test 1Ty

o W

msvugimulsmelutadedenny iiaamagaumanuuanaNssningaulsnuandniuatnivesayn

o

SEAUANNIHDNY 95%

35197 4 Ienzianuuanimemelutadsyainneasiunumeis Turkey’s HSD test

Individual 95% CIs For Mean Based on
Pooled StDev

Level N Mean StDev ———+4-—-——---—- fomm o ——_—— o —
Not Te 9 127.09 19.46 (------- e — — — )
T6 9 JSEIFSIF 1 4500 (——=———- s e )
T ————— T e b — — — T Fo————
120 1. 315 150 165

Grouping Information Using Turkey Method

Material N Mean Grouping
T6 9 153.52 A
Not T6 9 127.09 B

Difference SE of Adjusted
Material of Means Difference T-Value P-Value
T6 26.43 8.008 33071 0.0045

N531ATIZRNAINNAITINN 3 WUFIAT P-value 2DINTEUIUNITIEDN (Welding) LALENHAUZFUIIY
(Material) < 0.05 MNHANNINTZUILMSIEBNUALS N HAYRBUN LT HAd DA AN LTSGR B aTIEW
Fugdulaiiameanuuandimasiudsmeluaianasdnuasaunudedd Tukey’s HSD test Gaudadly
MTNT 4 WU P-value SEWINBUNUNAEDUTIFILUASEIUMTMIANNZDY T6 Wazsununadaui laild
FNUNSEUIUMSINIANNEDY T6 SNTU 0.0045 B4 < 0.05 WINBANNINBUNUNATAURKNIUNTEUIUANS
maanudau T6 azlimanuuiusidsiuandeanniununagauililasunszuiumsmeanuau T6
aeneiitadhaniiszauanuEeiy 95%

annuramsienzdanmsed 4 Suihmsienzsimenuuandiseaenssuumsidoy Toamsdug
fudstitamanuuaneameludadendndiedd Turkey’s HSD test wutiieniufudssnagu lumsdeszi
srfsanuendiu 2 nsdide IenzvmanuuandesEienszuumsdenluiununeasuiilailasiu
ASEUIUNTNINANNEDU T6 UAZILATIERMANNUANAIIsEUInsEUIumMsEanlugununagaudiy
ASEINUMSMIANN3BY T6 §1nsedtenzinalddinsei 5 uas 6 aail

NAISNTR 5 L‘TJums"?Lﬂiﬁzﬁ%ﬁc{jﬁmﬂﬂﬁammwmmfwiwumﬁ'uMsma“luﬂﬁawmnszmumi@'au
Fununagauilildriunszuumsmeanudau T6 §1858 Turkey’s HSD test tiaWa1580121n6 P-value
Tuudazgiiuls wuhsusawtadu 2 nau UYsznauale ngu A nanads AMSEaNEIAMULUUNIY
(FSW) THenanuuiaussdauandesunssuiumsdanfinuuudnain (TIG1) aeldfivadae ualvien
AnNUSusiuaneasunssums@aninuuuliidivain (TIG2) asmﬁﬁﬂﬁwﬁtgﬁizﬁummL%'aﬁ"u 95%
waEnNgy B aNeda ms@aninuuulddvan (TIG2) THaanuuisusedauandredunszuiumsidand
ALUULANAIa (TIG1) adlafivadinny ualdAanuuiusaisuanaeiumsdandsamunuuniu
(FSW) afiwﬁﬁ’ﬂﬁﬁagﬁs:ﬁummL?}mj'u 95% vﬁammsﬂa‘gﬂlﬁ’hmsﬁ'amﬁﬂﬂmmmumu (FSW) Tian
enuuisusadeilaiuandetumsdonfinuuuiduaie (TIG1) ualdeemnuuiusefefiuaneasumsiseni
auuulsidnme (TIG2) wazmsi@andinuuudnma (TIG1) Timenuudseieiliuandaiumsdani
auvuliinane (TIG2)
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999 5 AensvanuuandnmeludadsrasnssurumsdanBununlilomunszuiumsmeanuiau T6 61875 Turkey’s

HSD test

Individual 95% CIs For Mean Based on
Pooled StDev

Level N Mean StDev —-—--+4+-—----—--- R o b
FSW 3 147.68 3.71 [C—— X )
TIG1 3 126.79 8.17 (———-- e )
TIG2 3 106.80 13.44 (--—--- Fmm e — )
—— = Fmm— Fmm— Fm————
100 120 140 160

Grouping Information Using Turkey Method

Welding N Mean Grouping
FSwW 3 147.677 A

TIG1 3 126.790 A B

TIG2 3 106.803 B

Welding = FSW subtracted from:

Difference SE of Adjusted
Welding of Means Difference T-Value P-Value
TIG1 -20.89 7.617 -2.742 0.0751
TIG2 -40.87 7.617 -5.366 0.0041

Welding = TIGl subtracted from:

Difference SE of Adjusted
Welding of Means Difference T-Value P-Value
TIG2 -19.99 TEIe gl -2.624 0.0872

M99 6 AeNeveanuuanamalutadsrainszuaumsEaNBuNUNIUNTZUIUNMSIAINSaY T6 MeAd Turkey’s

HSD test
Individual 95% CIs For Mean Based on

Pooled StDev

Level N Mean StDev Fo——————— o —————— el Bk NP NN N
FSW 3 168.32 1.11 (——=*———)
TIGL 3 155.62 3.55 (———*——m)
TIG2 3 136.64 4.24 (===*—==)
- o ————— o ——_——— o ——_———
132 144 156 168

Grouping Information Using Turkey Method

Welding N Mean Grouping
FSW 3 168.317 A

TIG1 3 155.617 B

TIG2 3 136.640 <

Welding = FSW subtracted from:

Difference SE of Adjusted
Welding of Means Difference T-Value P-Value
TIG1 -12.70 2.661 -4.77 0.0074
TIG2 -31.68 2.661 -11.91 0.0001
Welding = TIGl subtracted from:

Difference SE of Adjusted
Welding of Means Difference T-Value P-Value
TIG2 -18.98 2.661 -7.132 0.0009

NAMTNN 6 L?JumﬁLﬂiﬂzﬁﬁ'ﬂ@:ﬁmﬂstﬁammmLLmﬂthaW‘hLLﬂimﬂ"luﬁﬁﬂwmﬂizmumﬂ%au
FUNUNAFDUNEIUNTTUIUMSNNANN5DY T6 02835 Turkey’s HSD test tiiaWa15an21n@) P-value luug

%
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