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Development of low heat input LFW (Linear Friction Welding) system and
clarification of LFW phenomena for dissimilar joint making
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Linear friction welding (LFW) is a joining technique of two rectangular
shapes with friction heat that produced at the weld surfaces, which is carried out with amplitude
distance and cyclic reciprocating moving. However, this welding technique can not be easily used for
joint making because the joining mechanism such as the joining phenomena and joint strength as well

as the selection guide of friction welding condition for obtaining good joint was hardly clarified.
In this study, the LFW system for the actually experiments was developed and the temperature at the
weld interface during the welding process for the useful selection guide of the friction welding
condition was simulated for the clarification of the joining phenomena in LFW. In addition, the
joining phenomena and joint strength of joints at various dissimilar materials combinations by
rotary friction welding method were investigated for the basic data collection of the useful welding
to LFW.
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