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Friction Welding Analysis of Welding Part Shape with Flow
Gallery by Friction Welding

S. H. Yeom, K. O. Nam, Y. S. Yoo, S. I. Hong

Abstract
Friction welding is welding method to use frictional heat of two material. A defect of friction welding is that create
flash. The flash is part that must have cut after welding finished. But the welding part with flow gallery by friction

welding can’t cut flash. Therefore the welding part with flow gallery was designed with no effect in flow. In this research,

decide the welding shape parameter of welding part with flow gallery and do friction welding analysis. In friction welding

analysis, must input necessary S-S curve, friction coefficient by temperature change, upset pressure, RPM etc. According

to analysis result, decided the optimal shape of welding part with no effect in flow.
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flash, friction coefficient, upset pressure
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machine
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Fig. 2 Friction coefficient by Temperature change
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Fig. 3 Welding part model with flow gallery and
Design parameter welding part
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Table 1 Analysis condition.

Material properity I SCM440
Welding Welding Speed 1000 RPM
Condition Upset Force 5KN

Upset Length 2.5mm
w, W, Design
parmater
0 Modell-1
2.5 5 Modell-2
Model 10 Modell-3
Parameter 0 Model2-1
2 5 Model2-2
10 Model2~3
0 Model3-1
1.5 5 Model3-2
10 Model3-3
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Fig. 4 Welding part model with flow gallery and
Design parameter welding part
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Fig. 6 Friction welding analysis result of welding part

with flow gallery
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