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Surface Friction Welding Technology for Joining of Metal Sheets

C. G Lee’, S. J. Kim", C. D. Yim', and H. N. Han""

Abstract
Surface friction welding, SFW, is a newly developed solid state welding technology for joining of thin metal sheets.
Workpieces are joined by frictional heat, shear deformation and plastic flow generated by friction between the rotating
tool and surface of the workpiece. The SFW is an economical and environmentally conscious technology with high
joining speed and excellent properties, and is expected to be used widely in various industries in the near future.
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Fig. 2 Depth of deformed zone as concerned with
back-up plate materials. (5052 Al, 1.5mmt, tool
rotating speed 1600RPM, traveling speed
100mm/min.)
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Fig. 3 Results of non-destructive X-ray Test.
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Fig. 4. Welding distortion. (5052 Al, 1.Smmt)
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Fig. 5 Grain sizes of the SFWed and TIG welded 1050
Al alloy sheets (1.0mmt) fabricated by ARB

process.
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Fig. 6 Tensile strength of the SFWed 5052 Al alloy
sheets (1.0mmt) under various welding

conditions.
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