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Development of Friction Stir Welding simulation method based on Particle method and FEM

by Teruya IESHITA, Kazuki IKUSHIMA, Fumikazu MIYASAKA and Masakazu SHIBAHARA
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Fig. 1 Interpolation from MPS to FEM
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Tablel Material pI'OpatieS |Interpo|ate stress;o surface of tool | } FEM
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Viscosity coefficient[Pa - s] 1.0 x 105 - t -
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Specific heat[k]/(kg - K)] 9.0 x 102 K} = {F J
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— Fig. 2 Flow of coupling analysis
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Fig. 4 Analysis model of tool

Fig. 3 Analysis model
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Fig. 7 Large-scale analysis model
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Fig. 12 Distribution of heat generation Fig. 13 Distribution of heat generation
at v=60mm/min, N=1000rpm in y-z plane at v=60mm/min, N=1000rpm
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Fig. 14 Distribution of equivalent stress at v=60mm/min
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Fig. 15 Distribution of equivalent stress at N=1000rpm
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Fig. 18 Distribution of equivalent stress at v=60mm/min, N=500rpm
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Fig. 19 Equivalent stress at v=60mm/min, N=500rpm
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