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Development of Production Technology for Aluminum
Rolling Stocks
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Abstract

Production technologies for aluminum rolling stocks are mainly reiated to
welding of aluminum alloys. Automatic welding of extrusion profiles and contol
of welding deformations are the important contents of the production
technologies. Another production technology other than welding is the technique
for surface treatment of aluminum carbody. In this paper, problems caused
during construction of the test carbody are described and the remedies for the
problems are suggested. The accumulated experiences and systematic data will
be helpful for the mass production of aluminum rolling stocks in the furture.
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Fig. 1 Automatic welding machine

for aluminum  extrusion
profiles

Fig. 2 Jig for assembling underframe

Fig. 3 Rotational deformation of Fig. 4 Out-of-plane deformation after
aluminum extrusion plates welding
during automatic welding
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Fig. 5 Welding procedure for underframe
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Fig. 6 A method to reduce welding Fig. 7 Jig for reducing welding
deformation by weights deformation

Fig. 9 Jig for - assembling roof

Fig. 8 Assembly of side structure profiles
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Fig. 10 The bent piece of the end ' Fig. 11 Fabrication of the end
connection beam connection beam
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Fig. 13 Crack of the grinded joint Fig. 14 Finally painted carbody
during static load test
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