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Fig. 1 Jig for FSIF with support stick
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Fig. 2 Relationship between rotational speed and
travel speed

Fig. 3 Cross section of formed A5052 (Rotational
speed: 12000 rpm, Travel speed: 1000 mm/min)
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Friction Stir Incremental Forming with Support Stick

Functional Material Processing Section; Kosuke SAKAI and Shigeki KAKTUCHI

In this study, A5052 sheet was formed into a square frustum overhanging the tool side by friction stir incremental forming

(FSIF) with a support stick. In addition, it was formed with SiC powder to increase the strength of the formed area by composite.

There was almost no powder left in the formed area but the hardness increased and the grain size became smaller than base

material. This result is considered to be the cause of the increase in hardness.
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