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Fig. 1 Floor panel for the super-express 700 Series
Shinkansen .
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Fig. 2 The Shin-Kakogawa Bridge b

Fig. 3 Nishikaratsu Station over-bridge of JR Kyushu b
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Table 1 Process variations for the friction stir weld of
alloy 7050 *.

No. Process

A 7050-T451 — aging = FSW

B 7050-T451 — FSW — aging

C 7050-T451 — FSW (air cooling) — aging
D 7050-T451 = FSW — SHT" — aging

E 7050-T451 — FSW 2% tensile — aging

* SHT: Solution heat treatment
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Fig. 4 Effect of process on tensile strength in the friction
stir weld of alloy 7050 ”.
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Fig. 5 Effect of welding speed on tensile properties in
the friction stir weld of alloy 2013 9.
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Fig. 6 Fracture toughness at Cryogenic Temperature
of alloy 5083 7.
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Fig. 7 TEM micrographs of weld interface of the FSSW
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Fig. 9 Effect of Mg content on the peel strength of FL] joint 9,
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Fig. 10 Appearance of the fractured surface (a), SEM image (b, €), C mapping with EDX (c, f) and higher magnification
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Fig. 11 TEM-EDS images for the cross section of
the interface junction between the KO
treated sheet and resin formed by the hot
press at 210°C .
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Fig. 12 Welding method illustration of conventional (a) and adjustable (b) FSSW 12
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Fig. 13 Microstructure of adjustable (A) and conventional
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