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Effect of inner tube deformation on wavy interface morphology in A1070
outer tube / A1070 inner tube joint fabricated by magnetic pulse welding
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Table 1 Welding conditions.

Test material Electrode Currentvalue, | [kA] | Pressurized, F [N]|  Energizing time, t [msec]

A1050
C1020

Cr-Cu (Flat)
W (Flat)

71, 72, 73, 75, 80,
84, 85, 86, 88 94

300 100
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Fig. 1 Relationship between electrode
displacement and maximum thickness of
IMC.
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Fig. 2 Relationship between electrode
displacement and L-shaped tensile
strength.
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Table 1 Chemical compositions for the investigated alloys.
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Welding Direction
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‘ . Interlayer

g -q,{--:‘"fa );M &
B 10 um) AZ80 I‘Oﬁn 10 pm

Interlayer

‘AZR0 oo

mass %)
Mg Al Zn Si Mn
AZ80 Bal. 8.0 0.6 0.03 0.3
A6005C 0.6 Bal. 0.00 0.6 0.01
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Fig. 1 Interfacial microstructures for the explosively
welded materials.
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Fig. 2 Vickers hardness at the interface of the explosively

welded materials before and after annealing at 473 K.
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