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A study on the friction spot welding property of low carbon steel
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Table 1. Chemical composition of Fe alloy
used in this study

Elements C Si Mn P S Fe

wt% 0.03 [0.005]0.0960.123 | 0.06 | Bal.

A8 100mm x 30 mme =7], 0.6 mm F7)
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Fig. 1 External shape after spot friction

welding with pin insertion depth

Fig. 19 A% F &S #Z% macro image
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Fig. 2 Cross-sectional macro image of spot

friction weld joint with pin insertion depth
a) 0.18 b) 0.24 c) 0.3 d) 0.36 (mm)
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Fig. 3 Microstructures of spot friction welded low
carbon steel at the pin insertion depth of 0.24 mm

and duration time of 2 sec )
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a) transverse cross section b) base metal
c) heat affected zone d) transition zone
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Pin Insertion Depth (mm)

Tensile Shear Fracture Load (kN)

Fig. 4 Tensile shear fracture load with pin
insertion depth
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