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Study on Relationship between Weld Strength and AE for Friction
Welding of Cr-Mo steels bar-to—bar
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SCM415 : Ur = 1.06t; - 151 (R°=0.99) 1
Ui = 085t; - 241 (R*=0.99) 2)
SACMSB45 : Ur = 0.72t; - 250 (R*=0.99) 3
Up = 058y - 252 (R°=0.99) (4)
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Fig.l Ur-t; and Us-t1 as friction welding Fig.2 a-t1 of friction welded joints
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SCM415 : n=2000rpm, P;=7, P;=10kgf/mm’, t= Ssecd ®l, t;=7~9sec
SACMS645 : n=2000rpm, P1=7, P2=10kgf/mm’, tz=5sec ), t;=10~12sec
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SCM415 : N = 2268x10° In t1 + 14.35x10° (9
SACMS645 : N = 27.95x10° In t; - 14.35x10° (10)
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Fig.3 I-t4 of friction welded joints Figd N-t1 of friction welded joints
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Tensile strength, oukgf/mm?)
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