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(a) for protrusion (b) for rivet
Fig.1 Shapes and dimensions of tool.
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Fig.2 Results of protrusion forming.
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Fig.3 Appearances of specimen.
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Formation and Application of Protrusion by Friction Welding.
Kazuki HIROSE, Dai NAKAMA, Kazuyosi KATOH
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Fig.4 Macro- and microstructures of rivets.
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Fig.5 Hardness distributions of rivets.
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Fig.6 Results of tensile shear test of rivets.
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Fig.7 Appearances of tensile tested specimen.
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