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Recent Developments in Monitoring of Friction Stir Spot Welding Process

Using Acoustic Emissions

Jeong-Jin Seo, Jae-Hyun Hwang, Kyu-Yeol Park and Sung-Tae Hong
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Fig. 2° Diagram of the (a) Experimental set up
and (b) test plate with three notches
made along the edge
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Fig. 8” The three-dimensional profile (a) and
contour map of band energy vs time and
scale: (b) through WT of AE wave forms
(for the entire FSW static process)
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Fig. 4" Acoustic emission acquired during welding
in different tool wears: (a) 0 mm: (b)
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Fig. 7'0 Experimental set—up for AE measurement
during FSSW of aluminum alloys
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Table 1 Experimental set—upm
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Fig. 8" (a) Z-force during FSSW of 5052-H32
aluminum alloy as a function of time:
(b) AE amplitude during FSSW of
5052-H32 aluminum alloy as a function
of time
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