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ABSTRACT
The aim of this research was to study the influence of the friction welding parameters on the
mechanical properties and the microstructure of AISI 304 stainless steel and high speed steel (HSS)
joint used in the cutting tool manufacturing. There were four welding variables studied in this
investigation including friction pressure, friction time, forging pressure and forging time. The results
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found that all variables in this experiment was influential on the tensile strength, and the optimal
friction welding condition obtained from the study was 20 bar for the friction pressure, 20 seconds for
the friction time, 30 bar for the forging pressure and 30 seconds for the forging time that created the
maximum tensile strength of 12,214.50 N. In addition, the microhardness of interface zone was higher
than AISI 304 stainless steel, but it was less than HSS, the intermetallic phase formation was found

from being connected by friction welding.
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