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nAE 2 1A B HEZEA2e JAS <IH 6O AT whE R o
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Al-Zn liquid flow
Partially non- ==
welded region

Welding speed , mm/min

Rotating speed , rpm
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(H; High strength, M; Middle strength, L; Low strength)
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Plastic flow
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Galvanized
coating

Aluminum ‘
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Galvanized coating  fresh surfaces
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Al-Fe Welded Rotating tool
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