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Table.1 Fiction welding conditions

A B C
Rotational speed N (10°rpm) 12 6,18 12
Friction pressure P (MPa) 20 20 10
Friction time t (s) 1,3,5,10,15
Upset pressure P (MPa) 20,40 ‘ 20,40 ‘ 10,40
Upset time t (s) 10

— ;}5?%\/? ﬁ—j
- ; &_ﬁ

: o
125 (Unit:mm)
Fig.1 Hardness test points
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Formation Process of Interfacial Structure in High Rotational-Speed Friction
Welding of 5052 Aluminum Alloy Fine Rods

Taisuke MIYAZAKI, Masakatsu MAEDA
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Fig. 2 Temperature history at the 5 -mm-
distant points from the weld interface.
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Fig. 3 Change in appearances of the joints.
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Fig.4 Microstructures of welding joints.



