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1B (Inertia Welding) o] 4= HER

[t

1. F ]

EHERE-S, EBolA Oberlefel ks #f
ZBRFE o1 D-D 1966480 o > % #:HY5E Cat-
erpillar Tractor Co.ol ¥ =% & & BN 4%
Fkol A= —# L KEME 2= REHEHY
B B, B3 |, B, B %, B9 I
teol B4 (butt welding)€ A8l FFth#o
v EHUEEE, == flash butt weldinge] v} fric-
tion weldingg w4l stol, o] Wik FE
AeEdz AR 2dE gt o= BiEs
Bikel S o] FREMBEER S BEREN
v gEE 4 EEEdAE oS e
el AAH A7 W Felvh, 2 v 2] vhetl 4
ool MAEEkel AME WireEEst #EHA ke
2o FAEE S RelnD0N o}A x4
Ftholl = BAEA 2tz 9= Kifel o

2ed SEGEE B BETEEFRG
el SR BTl Bl ot o] B
PRl A% BEAT-MUZEF- MRS o 5
o £ —gilA EAE Bl WA Hgom
2 o Ktkst R sl e #&s o
A et

2. {RiEmRiERe B

BB LY processs F EHGEE b
A st %, Fig. 13 Z-& inertia welder
(EBYEBES =M chuckdl 3% e HEiE
3 flywheel 28] —fkio]l —3 BEE(2, 500~
3,500 rpm) & Sl EEE = — BEAI(1~2
2)# BT clutchdl ks BEgho] =xioisie

« EWE, BIAEAS BNEH

#

g*

Fig. 1 Inertia welder .

tail stock(CO# Rl FHEsd oh2 e mEe
#H=t Bl k3t RN EEEC] 47 o
(Fig. 2), olw [E#gks] #HE7T BoEHA oot
¥ (inertia)dl ks Aot EESIR flywheelol]
fr&s EH) energysl £ B Menergyz
s o] T pEe] MEEo] plastic MWETlA
E = Bl {43t forging workE
Bl &3 [Eilo] ik Frkdl BEhe T
et olw el ksl s ring ®oke

2 0.7

flasht: BESZTH AN flash Bl
#wa g4A Bkd ¢ A
gric‘il‘i‘i)‘ower _/- } tail stock
thrust [ s T side
pressure [ VS travel
C stationary
clamp

flywheel

Fig.2 {RitiiE processe| #ikinsil
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B m A kA AR (~102) 2
TP e el S A (10~602)9]  1/10
Tilgol =]  HEEHC vl = MEZE HET 94
whEe JRiEY: BRG] A o] B4 EmRTE A
Ji(energy-input rate)e] ©°F 1,6 ps/cm? old]
Wes) BMEEES) S8= 3.2~24 ps/emPl 3%
Slo] #EEEERC]  oxidesi} voidesrt ¢l = S35t
BgEo] o] Fol A x}®:9,

Fig.3& EM¥:AE:s JEM S cycled
EERY YRR WMol Fig.4: MAEW #
AT3 sy e] =19,

Weld éompleted
(Conventional . Process)
Weld completed

-~
Torque (Inertid welding):

Rotation
stopped N~ T~

b

i

y s
f— Temlperature..y
H, | Ve

7 Speed
__J_(rpm)’N-’ H

Vo
\: Plj
G H,—?Torque

N - — - —

r A 3 A Fo i Db,
0 0.50 1 2 3 4
Time, sec

tl L tZ

Fig.3 RS JFRME Bgisi cycle?| jmig
By taE LuE

Welding parameters : Inertia process—I.
moment of inertia, I; 2. initial speed, N; 3.
thrust pressure, P. Conventional process—1.
rotating speed, N; 2. initial heating pressure,
Py; 3. heating time, #; 4. upsetting(braking)
time, t,; upsetting pressure, P,

~

Fig.4 BARS &%

Fig. 3ol A B¥ERE] #il7l torque 3 |
B ERFS] A4 a BERMe A4 g2
= BEE 4+ I

Fig. 4ol A @Y¥EEm ) BA DT BEHA
e ZRY % 2

HEE ) ksl BREY BASE #E 9=
el A LRI ERE 7ot EEEE w09
Rl =2

= igf%g’i peoperon() keal/mt-hr ---(1)
13\]%7:‘1 dr 4yl ,ﬁ;}gﬁﬁ_}% lj‘joﬂ %‘J’%J— ﬁﬁ

’

D

’ %2‘77[(; pepen(t)riodr kcal/hr - )

q
A7A g ERAR
P BATEBEYE #7(kg/cm®)
n(®) : E@HGpm) (FERE 79 @B
ridqubo 2 RE O FHgg
ohebA 158 cycle f £BEME BES &
#E Q=

Q=1.54x10" | [ " ur, 00 pCr, 1m0+
(1] 0
r2.dr-dt
714 R: #EEH R (cm)
T : R HERM (seo)
&=, WEHFENY A MEB A
E=

—dre= L (2AN Ny,
oj el EF EEEHE AHHY
e
74 I @k &BY moment(kg-cm-
sec?)

N: %51 % 8 (rpm)
w: FpE (rad/sec)
J: #el o EEU27kg-m/kcal)
Bl fkald EEBEE n@S mepf o] MR
fifiico] kB¢ —Riigoz RRS =2
n(t)=at*4-bt+c (a,b,c= HBH)
wetAd (DR O)XE KA OXE #Hy
Gl
Q=8.0><10"7/4-p-R3-T(2aT2+3bT-{—6c)--~(7)
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(DFF (DAL G)RA KA ppel B
=4 mpel g
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wh= gt e @)
ppel I AshsiRl (DR #AT =

GCry ) =88.3A+7 (L) -rrroverreerreeiianiens ©)

ol Ze] FF oz £& B3 AR
2 sk

Gy D=4, 1Ay en(F)reeeervesaennnnnnanins (1o

o] RellA #AT g= FupalAe Azl rd
A o 5 Ak

T EGNS FResEED He
W HEXE B

# 1 T 1 2T aT’
T T T T gt s

— 1R

o FEES] BERE
q": BEtkNe BEAERE BBT
2,7, ¢t Fig. 4o A o] Weigsh = m A
2 #&pEY Fig. 4dl A EEEEBAERNN A #
BT Az 2y QDXS
FT" 1 T | T 1 T’

T ot = w4
WHIRRES EARAS EEE ol B-stez
T’(r’ z):T'w ................................. (13)

AN T'.: HERE

otehA SRS

—r [%]' =Q(Fy£) eereeeeeereeenns (14)

[?g]':ozo ........................... 15)
oI’ 'y
[_87] S hCT =Ty e (16)
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AZ1A e bR BEERE
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Sl A & #A Ty

h: #{EES] SFHRE

T’ BN A S B

I ] Al
A9 48 REE Hedas
10200 B EPLREREE B BEAT W
o Mgl kel RER b 9t EHRAEOS
WL B sl PEREES Kol B
s B

B (SAE

3. MRfEsRERC BER

BrEEEER ke BEd 5iEd ek
T3 2

D BN EEEgs] BERECRED ] [
MR, fMEARER, BB, InEERRRE, JmBERE
71 % sMEQEl Hesl, WEEmee sEe fly-
wheel B &, F@EE 2 #579 3 #ifol &
EYERES  FAEISEE o] Al SE ksl B0
Peel EEE 7] B ko] =000,

2) T BEEHME BHRes mER iy
71 ol & (butt joint)& I . v H
#E butt weldinge] ATHESHCE,

3) F BEEREMTG s BEEmECl EECA
v B At Zoltel ge o] Zo] H#ie]
E B E MBS,

4) #773 torquert —it #RMT Rl #
opstm 2 WHEEEER TAV KB&E #ilikd
2.3 5 o] of &+,

5) BT BESe RIS EEEEE vE
W ARl Qo vyl Eiiel #Bik&E (plastic
metal)e] ¥ vh-gr},

6) o] WHHE RKE7F Azkel BEm H
B —Fstx FMlps SEwAaA B
_zﬂ__‘—,],ﬂ,w)'

7) B KA A 9l flash(z) 2ok iR )
T Hiel ohet BRkE 2ESF 9t

8) BEBB T = 2R BEEAA T F
& Horurel m#Ech, whetA BERE BBT
HEE = BE AR EM Kt oA
(quenching)o] v}, o|®] Mg mEEY
ML RmE GBS EJ BEEAL ol
2 %40 WS 7 B mEd oA e
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EOE MEE QS0

9) WYLl JEISR I 1Y (plastic temperat-
ure)h AT ## cycle FERICHA) 3 MEGEE
ol ofel FNY AEEAC] TEW S B
fegey,

10) REHE BHD HHol
o ez mEd + 2.

1) BfRikol A5 MME T 419
9 jEl M R R FARCT 2 o
4R o] RS,

12) WS MEEEE
wmelt HT R § ¥
#ArE
(Fig.5),

13) BB WM AR A O TN i
Frol BIERIEE s B 0 =
RUH-S BT obd f$Mel A Qo wlE
U SR A G ohd Ml A el
oz WP K BERE BETL o
Zr: o) :}3),4),8) 10)

PLES) BEEEMESR oW 2o Eve
Bhel 9, om A
etz oo,

RyEgpmes 2

Fow B
EiGHEol 2of
BEE ] #md MEEss 2=

kR

Fig.5 MRECEEE SAFS60-INTISCO! MEmas
(100x)

4. RigEEERM
i3 3

®EaEKa 37|

BHEEE #@E= = F BEEHMY K&
BERERE B B, TS IR S # B
EfE, B3 &, #4 SEHR o).

BHEEE R ar1s 48 EHEHSE
ot th2u) g chuckedl] B2 BAER BR
7} 15.2mm, 22.9mm, 25.4mm, 30.5mm, 45.
Tmm, 63.5mm, 101.6mm2 Ho] glc}, =gt
LEGS HE] 2.54mm B} e drillz &
El H& 610mm2] wheeldl o] 271742 B
Bro]l WIEESl AolZ & 25.4mm LITY AR
Bl 5.5 m Bl ko] o] 27| 7A E&uRESHe}, 4
A BYES S &STH  6mm~102mm EE
o] W = AME T60mmrt Y= g FA
TE oy o+ loh, KN ZEET Joad
2eb 27y Ae 279 HEEE AEES Fe
o,

5. RMEBIEC| MRRE

Py WES BERe] it KGR
GBE BAT + v goldh. Bige] e

Table 1. 1R*$H4%0] "T4ESH S BHH
GRS RE M K

B"OR B REERY #E §

stainlessif i:fﬁfé‘ﬁ:‘z} €]

T E 5% 316 stainlessg3} Inconel

oA M ‘;stainlessﬁﬂ]— R B R

s & B i‘llOO 2l 6061 aluminums} di M
aluminum & &/cobalt® 443 #

s 347 stainless@i® 17—PH

#4H, HE #EE titaniumsh 302 staninless

molybdenum#g=} 1100 ¥ 6061 aluminum

waspalloy |8 KM

cobalt &4 7 #E 4

titanium #8445 # tungsten
zircalloy !aluminum wF@S hRESE
Inconel pickel® &3 8

nickel & jvalve Stst GM = HEM
(bearing type2 E&4)
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T &R A ol Aelut, a2 Wl #
Hel obd R AL REZ AMEEE

w4 x| o] kR o B NS AL, FRATHE
I REHES B4s BERELRe=E WHS
oh, 23 gl A= 2ol ofo] ¥ (graphite)7}
BEEVERES (KT A7) B2 EYEE] FATESH
o EbEe]l W& Kol W B SRl £
FRE LT ENAEIdE £/~ HET Kol
211;}_8,9).

Table 1o BB
ooz By

Y eBHEERE

6. iRMEWiERe| BA 3 EEN

BrEEEL S eRVEY #Ed ALz
# AETRES fif(b, WMt SEHe &K,
e fi%es £MEMAS HBRY T i
AL HEoloh, BREA LETHAA L 2 B
24 B Bl £ A& #HAS &
7ol Madtd T,

1) pump shaft : stainlessgint o= #®Hg ML
ted W= 4l $31.75X152.4mm4) stainl-
essf#i 4k $31.75%X213mme] SAE 10188
< BEERET AGAEE 35"mms} 2)& &
BMICRES WAE A A =)she]  #lshel
% w4554 MEE BAS 10%9 BT
®OENS Sz BER B LBEWNE
MigE MR BHT BEd] HEs o o
Eh A o Zdo] 3500rpmell Al A LA H ¢

£ w) ofFw el vk (HMSERN
2~dzol] R@stE . MEHAL S A 8mm L)

WE o= LR FHd = RHE 1200,

HEY = i 200@E £EY ¢ d4-h
2) HEHe (¥ Diesel enginel %

gasoline enginef, MM Diesel engine) :
EH 9. 14mme] HRBBE SEYT S, HHE

Table 2. RiEMEE BA RAA BHHE

#4449 headifel %4 k4 WERYE BELA
48 stem¥ol o] @YK flash butt weld-
ing® &I A & =, FREME 600 e
WHest g vk, valve B EMEECl ERSH =
TFlE e flashe] A#BT BASh wue BE
MRS Rt e HEkpEde  wagthdl
= Aolvh, BEFHEE HEBEN KT valve
7+ flash butt weldingel] #3% A5} HBEVER
o] EHl o Wm¥EeE 2ol YBHE .

3) power control drive shaft: SAE 1045
M= A $49.23X30. 2mm #EF $25. 30X 1004. 1
mm #7e]  EPEAEC] upset BETREA S
BIE TH%S REgezy A% $12.179 #
Ji& HIA R 2 (19724F R 1), B AR
el BESRA = dolvbA ot #HEY
EMREATE 4 & s

4) trunnion®} 2¢-;HEE cylinder2te| & :
gas metal arc welding fR&roll HEEHES M
Mo zd (HERM 71% K.

5) &t pinion2] I : BES 8630
pinion¥} SAE 1035 #i4f ®#hel HIEES
upset$&igol] &3 Aol tal & 50% 9 EREK
EHEE 4.

6) gear blank(¢190. 5mm)2} #($35mm) 1t
= mam;-mg gas el oSl 90% 9 A:
W e 4& 5 sk

7) bolt: SAE 4140 #i#f 16.13cm? IEPGH
headst ¢28.52mm¢®] shank$ HEYEHHESHS
bolt& wh&w BB Lol Wl 55% Y Al
Hifiwel et

8) drilla} shank $§iE - {lash butt BERY
B gEal ksle # 10% 9 ERE SE
4% 5 d+h

9) =9 {RFEMQ BHEBES BT o 8
Y- Table 20 v}ebf g e,

(19724 KB B

= ) 1 A R

T an X ;a AJ-%X,}
(’1 rack Toller asse-
mbly)

4

5. 1887¢ X 0. 50CF 7

S R N B

A nol s ofoba

as 2 2
(Submerged arc)-43 V7% 4247 22

he
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S Sl AE Al l
mgrear)

SAE 862 &5 =%

(Bull & pinioncuster 4.0672) 7 A (—H) = A7 s Qa7 Az
2. 627 A
SAE 1038

Sl BAEE S5
(Drive shaft yok;) ‘

1.125"¢p% 5} ‘:I-_/'i‘_g

A ==z

-

&)rxll) (

MI0 Z4 % 743 SA

flash butt welding

T 0308 Ao

A 2.61$ Ao

| 41404 2, 0.750"¢ ‘ 2|2k 16074 4 4
TAEA AE disc SAE 1045, & o2l o A 7isF A Az
(Axle) | SAE 1020, 1.827¢ ‘ A == PR
Eeda Bdolz A l SAE 1049 ' Q) Sz A7k 6074, A g 24%
(Trailer brake cam) 1.814”%¢ =4 e A9 A
THAEH Edava =4 & = SAE 1020 BHES) 1,500
(Autormo}tllve transmlssoy % SAE 1141 l Dz 2 7R AT ft- lbso] A= -
output shaft) | & =A 1L.4177¢
g E mds =g 14 7F-&(press fit)F -9 journal ende] /] 70%¢]
(Prmtmg press rioller) ] SAE 1020 J Az ° A 2A ek °
E}iﬁiﬁf shaft) \ %AAEyf,ezf) g S | dA 2E s g 55%9 44 9 A
Hzx gak 278 | SAE 1035 & gar Tz el o (forged link) s} | 3599 x| oA, 32949
(Lift link-ball socket) | % 1.477 SOy Secly | wed Aok I 7059
sleeve A ol
TAERF FE 95 & 3 SAE 1010, = o5 4t 3 A=
(Automotive rear “axle (fork) 0.34~0. 46" ojobz -84 =EH Aok
shaft) ;})Algle 0. 42~a<;1 5}0%% I T Azbd oF, w4 %
W) AFEE 1018 ¥ R 'ALE-.%\E-O—:LO;‘ 1O I
(f«‘anF shaft) 1 2.007¢ & = i Eghrink fit arc Wefd.) A A Aok
EEERE R ER3), 7§§¥=rv‘+ A7t 2o g4t A 0.168
(B‘ake lever sl?—aft) 1.25"¢ ] ohobz 54 A ¥
Tase gy S 97 .&i.ﬂ _(yoke) I A A

‘ (Spwd selector shaft) |

SAE 1045 % 3/47%

(pmned assembly)

sembly)

T A e iﬂ—q vk AR5 0.3757 %7 & F+ SAE 10249] A~
(Track carrier-roller Zz 7 2= (casting) A 4.71$ A
bracket)
F oz oA 3‘4{ aEA7d odw 723t 50% A AR 7} A ko] o
(Hydrauhc piston rod H A A ofol dA =z 24
assembly) | Ceye)
AEA Edznid 9% 5] SAE 1141 &% 43 4% 5
(Automoticve transmissi~ SAE 10107 (cup) ttz 8 JA sF 23 27} 1500
on input shaft | 24 1.417"¢ ftelbso] A=
"o H= o i SAE 1018 & A =r o
_ail pump Igjars) ‘ (saw cut), ul7]— Qlw _g_[ QA wrax Mg 156~30%2) 47127
EPERET DEREE] SAE 1020 0.1877% 7] X[ malleable iron ANA 7T YH e da
(Disc brake caliper) 2.275"¢ 7] (cup)® I} castings A A=
(plate)
B4 i?\ﬂ H,d
(Track roller bushmg) SAE 10103 1010 ' ofo} = A% 0.5 A
Az7] 28 SAE 1020
(Textile rollers) ‘ 2|3 33/16~7/16"5-7) o} o} 5. a7 Azt
L o 11/2—7/16"%7)
Afa 24 ZE #1020 3 FAL 1045 o 4 o LA AT
(Steering rod) 3 0.75"¢¢} =l | s AT 4% 5
AdA 23 Bajo]m SAE 1020 -uw+ 10103}, . A7 A
A4 & (Disc brake as- | 27¢,1/8"57 3} st ofotz m& sink FH 44 45 +F

SAE 102042 fd w3} LY W T, b
AdA xe=a(Fork) [ fork stz & j‘gi 44 =4 W= ’%{4},'@4}%# Az, 24
B Ay
EREEE SAE 6145 4 3.9 M-4 AR, 7| A 7HE, A,
(Key way cutter) FT77F Agd = o I 26% AU} A7, Az
3 10074 A 459
S9F 552 7HEE SAE 1141 23 = > Py r# o] A (furnace AR 7)7kol 0% B =3
(ngh pressure hose (spud) 2} ./_ ‘ (stem), | brazing) 239 (scrap)¥] 7+ 25~30
coupling) SAE 96302 % 24| BEAANE, B+ EHA | %= L8 152 F<
2719 g4e2 5 | ©, dxy  nd oA (br-

azing)o] ¥ T AR
9l E(press fit joint)




EM: g (Inertia Welding) o] #5435 g

63

ofo] R A W&
(Air conditioner fan
shaft)

- 37
SAE 1016%, 2= ¢

8
| SAE 10104,

377 = 5”7

vy FA7 X 537¢

3’/
SAE 10104, 2_—8—¢

[T B A

&

O d
{flash butt welding)

! ofola i ol
i dak M sl
1

(OO T

Pl ol MApHEES] &t A 2 =
eytee] BATE Wl BAH RAE 518
o2 HpEEEe REd BElLd 2FolEx
FRI 2 . LB A= HBRARY F
HEXAMRY B = BEnEs BERY
T 2 EREE e oEd fEvee
W I¥S aA FEEslol BWRAEESS HE
FEs AERMAMES B HESEREY B
mid BE R BHEEAE /A +Hdsdx
EiEe] A= kY ot Stz EET
2
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SRREA Xl 3 RARS Gk MAEFFR EAW RE

RETHE A 28 12HF @LE A% H79-174
2 OMAA Plel A R RS g BMAEH
S As%stn o] 260BHP#EHE, =& 1,800rpmjl
-9 A clol A HA glelAE BEEHR
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