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(A study on the shape of weld interface in friction welding of SCMZ21 which have
different diameter)
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Table 1. SCM21¢] 383 &

Elements . . .
Material C Si Mi P S Cu Ni Cr Mo

SCMZ1 018 | 036 | 0.8 | 0030 | 030 | 025 | 1.20 | 1.20 | 0.30
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Table 2. vt2E&H=7
Spindle Preliminary | Preliminary Friction Friction Upset Upset
: friction friction : :
revolution ressure time pressure time pressure time
N) p (P1) (tr) (P2) (tz)
(Po) (to)
2,000rpm 25MPa 7.0sec 75MPa 15.0sec 100MPa 5.0sec
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