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Review on the Manufacturing and Assembly
Technology of Aluminum Ship Construction
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Fig. 1 Schematic construction process of Aluminum
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Fig. 6 FSW of Aluminum plates
(Courtesy of Kawasaki Ind. Co.)



Table. 1 Typical production method of
Aluminum material
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Fig. 7 Current practice of plate forming
and assembly work

Fig. 8 Typical configuration of stretching
forming (Boeing Co., Ltd.)
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