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Abstract

The research objective: study of variable pressure forging and time forging to affective the strength
of joint and loss of material in friction welding. Variables in friction welding process affecting workpiece are
friction cycle, friction pressure, friction time, forge pressure, and forge time. Welding strength and welding
workpiece material loss are depend on these variables. Objective of research is to study affect of workpiece

after welding by ultimate strength of workpiece , and minimizing workpiece material loss in welding process.
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Experiment is to adjust 2 variables which are forge pressure and forge time. After adjustment, workpiece is
tested in tensile strength, hardness and inspected in micro structure, the result is butt pressure variable has
effect on strength and material loss of workpiece welded by friction welding so much, but forge time has
effect workpiece only before cooling. Finally, This study provided the optimal processing parameters as the
pressing force of 35 ton and time of 8 seconds material loss of 5 mm.

Keywords: Friction Welding, Welding Strength, Material Loss
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