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Table 3. Welding conditions for friction welding of bar fo bar

Welding | Materials for Rotating | Heating |Upsetting | Heating |Upsetting
condition | friction welding | speed pressure | pressure | time time
Case No.| of bar to bar N P, P, T T,
Gpm)  [(kgt/mm®(kgf/mm®)]  (sc0) (ace)
1 K20 to A6061 25 50 3~8 7
2 K20 to A6061 38 75 3~6 7
3 K20 to A2024 30 6.0 3~6 7
4 |K20 to A2024 2,000 44 88 | 2~5 5
5. K20 to Cu 1020 3.7~62 123 7~10 7-~10
6@ (SKH4 to A6061 27 54 3~8 7
6B [SKH4 to A6061 33 75 3~6 7
7 SKH4 to Cu 1020 37 74 4~7 7
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