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Application of Friction Stir Welding to Aluminium Alloys

Yun-Mo Yeon, Seung-Boo Jung and Woong-Seong Chang
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Fig. 12 Car body structure of type 500 high-speed
train.

Fig. 13 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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