ok 2R/

Welding & Cutting

mERBRNERTEREIZHR

HEE, F5, EEF
FERMENNEBRAS Mgtk 412001

WE: SFK, PERNEANEARAAARDHURA GRS ERT &, MERKTEZRXABKT E
e meEn, anEMREcNARAERERETZ, HHERRERRER., HLBAT. AR
MRAGERGTERHERELYL, SEMNAMNBERARIRAHAEERT LRI AR R B, BT
M, TR\, THRW. BESERIERTBUEGRES, BRFERK TS HFEERG ¥
PERE. VT ERBR A KT e 500 S RN R RO R B E K

REIA: Bk, TiEs BEAM WHEER

Research on friction stir welding process for roof of
the standard metro train

HUANG Haixu, LI Sha, WANG Fugqi
CRRC Zhuzhou Electric Locomotive Co., Ltd., Zhuzhou 412001, Hunan, China

Abstract: In recent years, CRRC Zhuzhou Electric Locomotive Co., Ltd. uses a standard metro car body platform
for most metro train applications. The standard metro roof uses a continuous extruded curved aluminum alloy
profile structure, which is more suitable for application of friction stir welding technology. Friction stir welding
has a high welding efficiency and high joint strength. In order to promote the application of friction stir welding
technology in standard metro roof, process research and verification will be carried out based on the previous stir
welding technology for side walls and long floors. By conducting research on the design of the profile, the design of
the fixture, the process design, the verification of welding parameters, and the fabrication of engineering prototype
samples, the mechanical properties, internal defects, and profile accuracy of the standard metro roof friction stir
welding process were ensured to meet relevant design and quality requirements.
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