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Summary

Mazda, having developed the world’s first Spot Friction Welding technology to join lapped

aluminum sheets to each other, has employed this technology since application to the Mazda RX-8 in

2003. This time we have evolved this SFW technology and used to join an aluminum trunk lid for the

updated and improved Mazda MX-5.

Up to now, mutual welding of two different metals such as steel and aluminum has been a difficult

task. However, the simultaneous action between frictional heat and load by a rotating tool has

enabled solid-state steel and aluminum joining. This paper introduces the joining mechanism and

characteristics, and the application results for mass production.
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