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Effect of Friction Welding Conditions on Flash Feature Formation of Similar Material Joining
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Abstract

Friction welding (FRW) is a solid-state welding process that generates heat through mechanical friction
between a moving work piece and a stationary component, with the addition of a lateral force called "upset" to
plastically displace and fuse the materials. Technically, because no melt occurs, friction welding is not actually a
welding process in the traditional sense, but a forging technique. Friction welding is used with metals and
thermoplastics in a wide variety of aviation and automotive applications. There are currently use of friction
welding technique for joining metals or thermoplastic materials in various types of industry , such as automotive
components and industrial tools for manufacturing, due to using short time, having high strength And provide a
good quality of work piece across the cross section of the welding zone. Furthermore, it can also be suitable for
joining the dissimilar materials. However, selecting of welding parameters such as friction pressure, friction time,
upsetting pressure, upsetting time and speed is still problematic. These inputs can directly cause the formation
of excess material at the surface overflow welds (Flash), which affects the quality of welding and manufacturing

processes. This research aims to study the effect of these welding conditions of different combination on the
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flash feature formation of similar material welding to investigate for the mechanism of formation and size of flash

which will lead to further study of the optimum welding condition for friction welding technique.

Keywords: friction welding, friction welding conditions, flash, flash features formation, similar material.
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