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Fig. 2 Demand of wrought aluminum alloys for automotive use in Japan.
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Fig. 3 CO; emissions on 10-15 modes of passenger
vehicles in Japan.
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Fig. 4 Outer closure parts manufactured of aluminum sheets.
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Fig. 6 Various mechanical joining methods for auto
bodies.
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Fig. 7 Diode laser welds for a trunk lid and a door inner”
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Fig. 9 All aluminum spaceframe of Mercedes Benz SLS
AMBG.
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Fig. 17 KO treatment for joining between aluminum and
plastics.
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Fig. 19 Inverter cooling systems for power control unit.
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Fig. 23 Railway vehicle parts manufactured by FSW.
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Fig. 24 Brazed honey-comb panels for rolling stocks.
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Fig. 26 Representative skin/stringer structure for a plane.

Fig. 25 Reinforced and textured adhesive sandwich panel.
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Fig. 28 Hollow construction by the self-reacting FSW
technology for a H-IIB rocket fuel tank.
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Fig. 31 Stationary shoulder fillet FSW with a filler metal.
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