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Fig. 3 Relationship of welding speed and rotation
speed.
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Table 3 Tensile test results for FSW butt joints in
Al alloys.
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Fig. 11 A bend(180°) and tensile tested welds
made in b083Al welds.

0]11-/\]@_2;‘_@] _4.1:}0 7—‘% cg_ gao ]H 01\_ 7§E o]
o7 Folm, FYAY AdflME FSWHTYE ¢

REEHRORE 1946 B2, 20014 44

E3e 2lEh o)A FSWH RS AH et
TP olf FSWE YLES} 2o} MYo] Hz
Aol 7 WEVlH FSWIL AT 5~

10um-«] NARzA e AT 4L BHHo| ¥z
A glq.

5. AlgtE E™IEEF0e HE 2 204

H FSW7IEe T2 12dgy A dAdel ¥
< AEA AlREH 2 HEARY §8Fok(AY
gEtT, AR dA ALHn o A4
e AIAEHEmM X 16m) 2l sdE-Hel 19963 =4
B H&51 glon =24 o] (Marine Aluminium)
dME F10me n&H Y HdRA Fo|Fo
FSWE A &3l Agsta ot

n o A= g3 FAtd Roto A FEFErlo &4
ol FSWE A gsln givh BYAs de 24 98
E§5‘L°ﬂ o] HhjZ 7—“1%3}.1_ ATk, F o] S

2 g3e] 2EPd FEFR(2014-T6)S 983

9—1 AzEAe] F4] O]E'—r"ﬂ FSW7l&o] A &5
e A 2 AANFTAES M7 E g35 @
Heba ghep,

dRoM e AeFE7)7] 2 duielg $HLE
FSW7lse A&d7t 7keta A, 1997¢ /&5
H 7004 A9 floorddlel Aol H8H o
A8t AAge] FARAY HEY € dug A
@@501] BeAN T Yk, FSWE 2 &sle] gYAaksl

I AE A AT 489 ALAE D 7004
’i‘lﬂ’dw] ALdZ 47 Fig. 12”7 ¥ Fig. 1324
EPlth Fig. 120 del o] A=A 73§

164



28
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Fig. 12 Car body structure of type 500 high-speed
train.

Fig. 18 Friction stir welded floor panel of type 700
high-speed train.
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Fig. 14 Friction stir welded panels for ship.
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