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Fig.1 Shape and dimensions of tool.
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Table 1 Welding conditions.

Rotational speed N (rpm) | 1400, 1600
Welding speed VvV  (mm/s) 05~5
Pushing depth D (mm) 0.4
Preheating time T (s) 10
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Fig.2 Surface appearances of joint.
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Fig.5 Results of tensile test.
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Fig.3 Macro - and microstructures of joint. (V=0.5mm/s)
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Fig.6 Appearances of tensile tested specimen.
(N=1600rpm , V=0.5mm/s)
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