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Table 1 Friction welding parameters for LF6 and HR— 2
Rotation Friction Forge Friction Forge Braking Burn— of f
Sample Diameter . . .
No. D/ o speed pressure pressure time time time length
n/ (r'min_ P,/ MPa P /M Pa t/s ty/s ty's L/mm
1-1 19 1475 1.4 2.6 3 6 0.5 8.0
2-1 18 1475 0.4 0.8 4 10 0.5 3.0
2-2 19 1475 0.4 1.0 4 10 0.5 3.2
2-3 22 1475 0.7 1.4 5 10 0.5 4.2
2-4 21 1475 0.7 1.4 5 10 0.5 1. 56
3-1 22.5 1475 0.7 1.4 5 10 0.5 3.4
3-2 19.5 1475 0.5 1.0 4.5 10 0.5 3.02
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Fig. 1 Macro-appearance of LF6 and s LF6
HR— 2 friction welded joint HR—2
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Table 2 Tensile strength of friction 4., HR—2
welded joint for LF6 and HR— 2 ,
Sample Sample Ultimate load Ultim ate tensile (TEM) 5.
No. Material area  before fracture  strength
S/ mm? P,/ kN o/ MPa
-1 LF6+ HR—2 78.53 19.28 247.47
21 IF6FAHHR—2 176.63 57 322.71
22 IF6+AH HR—2 194.48 62 318.8
23 LF6+AF-HR—2 265.77 87 327.35
24 IF6+AHHR—2 254.34 65 255.9
31 LF6+AF-HR—2 298.5 86 288. 1
32 LF6+AHHR—2 221.56 53.8 242.8
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Fig. 3 Microstructure on weld zone of
’ 5 friction welded joint
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Fig. 4 Slippages of austenitic grains in HR— 2 steel
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