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Abstract

This study deals with the friction
weldability of A7075-T6 having high specific
strength. The friction welding conditions used
are rotation speed 2000rpm, friction pressure
40MPa, friction time 1.5sec, upset pressure 40~
100MPa, upset time bsec. First, upset length
was measured by displacement transducer. The
plastic flow in 7075-T6 weld generates convex
lens shaped resion by friction and concave lens
shaped Under the
condition of upset pressure 8MPa, the friction
welds have tensile strength of 552MPa and
shear strength of 262MPa.

resion by axial force.
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Table 1 Chemical compositions of A7075-T6 used

Compositions(wt 95)
Cu| Fe | Cr |[Mn| Ni
1.1 1045] 03] 0.1 (003

Al
Bal.

Ti
0.05

Zn
48

Mg
2.4

Table 2 Mechanical properties of A7075-T6 used

Mechanical properties
Tensile Bending Shear Elongation
strength | strength | strength (f}/)
(MPa) (MPa) (MPa) ?
594 505 328 7
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Fig. 1 Schematic diagram of friction welding

machine

Table 3 Friction welding conditions

Spindle revolution : N(rpm) 2000
Friction pressure :@ Pi(MPa) 40
Friction time : Ti(sec) 1.5
Upset pressure : Po(MPa) 40~ 100
Upset time * Talsec) 5
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Fig. 2 Configuration of shear test(unit : mm)
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