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Effects of Upset Pressure on Weldability in the Friction Welding of Cu
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Abstract

A copper-tungsten sintered alloy(Cu-W) has been friction welded to a tough pitch copper in order to

investigate the effect of upset pressure on friction weldability. Under the condition of friction time 0.8sec.
upset pressure 150MPa. the tensile strength and Charpy impact value of the friction welded joint were
336MPa, 400KJ/m’ respectively. And highest temperature of the weld measured was below 800°K which is
very lower than melting point of Cu(1356°K). Under the same conditions, W grains picked up in Cu matrix

from Cu-W profitably affected on these mechanical fracture, and were dispersed in Cu by plastic flow during

brake time.
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Table 1 Mechanical properties of materials

Ti Tensile | Bending | Charpy | Shear | Vickers
Materials | strength | strength l{?ﬁi? strength | hardness
(MPa) | (MPa) [ (KJ/m? | (MPa) {Hv)

Cu-W 449 1180 31 378 225

Cu 311 | 765 | 1025 | 196 | 106

Table 2 Chemical composition of materials{wt%)

Materials | W Fe 0 S Pb Cu

CuW | 70 | - | - | - | -] 30
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