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STS 304 brazed joint and (b) STS 430 brazed joint
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Fig.4 Effect of (a) bonding temperature and (b) pressing load
on the strength of joints in SKH2 tool steel
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4. 2. Stainless steel
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Table 1 Results of tensile test for base metals and friction welded metals

, Dia | Yield Max. Y.P. TS, EL 5 o
Specimen (mm) Joad(kg) load(kg) (kg/nn?) (kg/mn) % |9 =
STS301 802 2150 3700 4258 7328 6840

” 799 212 3600 4240 7184 6336

P 799 2125 3700 4240 7383 6960

SN 793 1800 2588 3646 5242 %08

, 79 1900 2670 3830 5382 3776

7 794 1850 2625 3738 5304 3576
STS/STS 802 2000 333 3961 6660 60 | 8A%

P 799 2000 3349 3991 6685 371 ’
SS/SS 794 1900 2675 3839 5406 %640 | % )

B 79 1875 2650 3798 5368 2812 B

B 79 1875 2662 3789 5380 2720 ,
STS/SS 79 1875 2675 827 5460 2840 |SSEA

P 790 1800 2650 3674 5409 3240 ,

B 791 1950 2638 3970 5370 2600 ,

KBIEEBELE, £108 $25% 19924 67
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Table 2 Characteristics of friction welding joints

294 - 1494 - AT
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