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Table 1 Friction welding conditions.
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Fig.6 Effect of mud on friction welding.
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Table 2 Result of tension test.
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Materials Ld (mm) Tensi%lev[%t:)e ngth Elongation (%)
A 5 17.8 520
Friction welded joint B 6 17.7 520
C 7.5 17.8 525
Base metal — 18.6 600
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