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A Study on the Friction Welding of an aluminum alloy(A5083)
with the same kind of material
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Table 1 Chemical compositions of materials (Wt %)

Materials Cu Fe Si Mn Mg Zn Cr Ti Ni Al

A5083 0.01 0.21 0.18 067 | 411 0.16 0.12 0.01 | 0.001 |} Bal

Table 2 Mechanical properties of materials

Material properties
Materials
Tensile strength (MPa) Elongation (%) Hardness (Hv)
A5083 348 12 85
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Fig. 1 Specimen of tensile test
Table 3 Friction welding conditions

Fricti Upset Upset
Spindle revolution| Friction pressure n.c on pse p >
N(rpm) P.(MPa) time pressure time
ti(sec) P2(MPa) ta(sec)
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Fig. 2 Relationship between friction time and tensile strength
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Photo 1 Microstructure of friction weld (Mag. 200)
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