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The Effect of Tool Shape in the Friction Spot Joining of Aluminum Extrude
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ABSTRACT

Aluminum extrude is increasing to vehicle body manufacture of a recent railroad vehicle.
Conventional welding of this aluminum extrude has been used MIG welding or resistance spot
welding mainly. But the advanced manufactures like Japan's tried to apply the friction stir welding
and friction spot joining at railroad vehicle body manufacture process. Therefore in this paper we
tried to study to apply friction stir welding to AL 6005-T6 extrude which has been manufactured
the railroad vehicle mainly. In this study we investigated first the mechanisms to affect the
welding strength in friction stir welding. After we made the 3 tools of different shape, we
observed how the welding strength changed while changing the welding time and the rotation
speed, the plunging depth.
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