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Abstract

This paper was studied about the influence of oxidized films on weldability in cold pressure- welding.

In preceding studies, the prinicipal foci of the studies about pressure welding were considered several

factors(surface manufacturing methods, surface roughness, pressure welding speed and surface tempe-

rature).

But the influence to the growth of oxidation have hardly known well. So the purpose of this

paper consists in solving the question above and proposing the optimal states of the pressure welding.

Therefore the results obtained is as the following;

When the oxidation time is within about 2 minutes, the bonding strength is very good after surface

manufacturing of the neighboring to be bonded.

The more sufaces are fine, the more bonding strength is excellent.

Above all, the optimal condition of cold pressure welding is the state that the characteristic value
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Fig.2. Pressure Welding Method
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Table 1. Welding Deformation of Metals and Ha-

rdness of Oxides

Deform- Hardness| Hardness
Metal | ation Oxide lof Oxide| Ratio,

Ratio(%) (Hv) |Oxide/Metal
Pb 17 PbO 23 5
Mg 40 Mg O 550 13
Al 40 AlLO3 1800 87
Sn 20 Sn O 380 40
Cu 78 Cu,0 160 4
Fe 81 Fe,05 670 9
Ag 85 Ag,0 135 4.7
Cd 15 Cd o 80 4
Ni 89 NiQ 480 4.9
Zn 92 Zn 0 250 4.2
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Table 2. Chemical Composition and Mechanical
Properties of Aluminium

Tensile
IStrengthE;??o_n
K8/ | ()

mm?2)

Chemical Composition (%)
Material

Fe | Mn| Mg| Al

CulSi

AA1050-

Hi8 5

0. 042/0. 06710. 09| 0.0| 0.0

99. 8‘ 19.24
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Fig.6. Relation Between Bond Length and Various
Pressure Welding States
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