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Preliminary experiments on Friction Filler Welding

by Takeshi SHINODA, Hajime KANEKO,Masaki AOYAMA,Hiroaki TAKE GAMI
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Fig.1 Schematic drawing of Friction Filler Welding

Fig.2 Surface appearance of Friction Filler
Welded joints (a )diameter : 20[mm] ,
(b) diameter : 25[mm]}
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Horizontal section of joint
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Vertical section of joint

‘Fig.3 Macro scetch of joint
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Fig.5 Hardness distribution of joint
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Fig.4 Microstructures of (1) joint interface
and (2) defect
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Fig.6 Results of tensile test
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