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(57) ABSTRACT

A driver’s cab of a magnetically levitated train and a manu-
facturing method thereof are disclosed. The manufacturing
method comprises the steps of: processing and obtaining
two-dimensional framework components, and then assem-
bling the two-dimensional framework components into a
three-dimensional framework; making a three-dimensional
cover skin with a small curved surface die-less forming pro-
cess; and assembling the three-dimensional cover skin on the
three-dimensional framework. The driver’s cab comprises a
three-dimensional framework and a three-dimensional cover
skin assembled on the three-dimensional framework, wherein
a plurality of two-dimensional framework components are
mutually connected together to form the three-dimensional
framework. Forming the three-dimensional framework by
assembling the two-dimensional framework components can
efficiently simplify the manufacturing process, lower the
manufacturing cost, and improve the carrying capacity of the
driver’s cab of a magnetically levitated train.
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DRIVER’S CAB OF MAGNETICALLY
LEVITATED TRAIN AND MANUFACTURING
METHOD THEREOF

CROSS-REFERENCE TO RELATED
APPLICATIONS

[0001] This application is a continuation-in-part applica-
tion of International Application PCT/CN2011/074847, filed
on May 30, 2011, which claims the priority benefit of China
Patent Application No. 201010193437.3, Jun. 4, 2010. The
contents of the above identified applications are incorporated
herein by reference in their entirety.

FIELD OF THE TECHNOLOGY

[0002] The present invention relates to vehicle manufactur-
ing technology, and particularly to a driver’s cab of a mag-
netically levitated train and a manufacturing method thereof.

BACKGROUND

[0003] A magnetically levitated train (Maglev train) is levi-
tated by magnetic force and propels the train with a linear
motor, which represents an important development direction
for urban rail vehicles in the future, due to the advantages
such as low noise, safety and environmental protection.
Because the Maglev train is featured by that the vehicle is
levitated by electromagnetic attraction, and the attraction
ability of an electromagnet of the Maglev train is limited,
therefore, it is necessary to solve the problem of how to
reduce the weight of the Maglev train, such that the Maglev
train can have the same carrying capacity with other urbanrail
vehicles.

[0004] Currently, the Maglev train is one type of urban rail
vehicles. Anurban rail vehicle generally adopts a streamlined
drive’s cab, mainly comprising a three-dimensional frame-
work and a three-dimensional cover skin, wherein the frame-
work is mainly used for support, and the cover skin is a
structure cladding the three-dimensional framework, such
that the whole diver’s cab can have a streamlined structure
and meet the need of driving the train. In the diver’s cab of
existing urban rail vehicles, the framework generally adopts a
structure of steel framework, which is difficult to shape and is
heavy; meanwhile, the existing cover skin is generally inte-
grally formed, using glass fiber reinforced plastic (GRP). It
can be seen that the diver’s cab of existing urban rail vehicles
is relatively heavy, such that the carrying capacity of the
vehicle is reduced, and the shaping and manufacturing pro-
cesses are complex. Furthermore, the framework in the div-
er’s cab of existing urban rail vehicles can also adopt a struc-
ture of aluminum framework, but a profile structure is
generally adopted, which is also relatively difficult to shape.
[0005] However, the diver’s cab of existing urban rail
vehicles is relatively heavy on the whole, the shaping of the
three-dimensional framework and the three-dimensional
cover skin is complex and high in the manufacturing cost, if
used on the Maglev train, the diver’s cab of existing urban rail
vehicles will hinder the popularization and application of the
Maglev train.

SUMMARY

[0006] The present invention provides a driver’s cab of a
magnetically levitated train and a manufacturing method
thereof, which can effectively simplify the shaping complex-
ity of the framework and the cover skin, improve the strength
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of the driver’s cab, reduce the manufacturing cost of the
driver’s cab of the Maglev train, and facilitate the populariza-
tion and application of the Maglev train.

[0007] One aspect of the present invention provides a
manufacturing method of a driver’s cab of a magnetically
levitated train, comprising the steps of:

[0008] processing and obtaining two-dimensional frame-
work components made of an aluminum alloy material, and
then assembling the processed two-dimensional framework
components into a three-dimensional framework;

[0009] making a three-dimensional cover skin made of the
aluminum alloy material with a small curved surface die-less
forming process; and

[0010] assembling the three-dimensional cover skin on the
three-dimensional framework.

[0011] Wherein the step of processing and obtaining two-
dimensional framework components made of an aluminum
alloy material, and then assembling the processed two-di-
mensional framework components into the three-dimen-
sional framework comprises:

[0012] utilizing a planar plate of an aluminum alloy mate-
rial to process and obtain the two-dimensional framework
components with a structure of the planar plate of the alumi-
num alloy material; and

[0013] assembling the processed two-dimensional frame-
work components together, to form the three-dimensional
framework.

[0014] The step of utilizing a planar plate of the aluminum
alloy material to process and obtain the two-dimensional
framework components comprises:

[0015] cutting the planar plate of an aluminum alloy mate-
rial into the two-dimensional framework components with an
open ring structure.

[0016] The step of cutting the planar plate of an aluminum
alloy material into the two-dimensional framework compo-
nents with an open ring structure comprises:

[0017] cutting the planar plate of an aluminum alloy mate-
rial into the two-dimensional framework components with an
inverted U-shaped open ring structure, which can be placed
both in horizontal and vertical directions when assembled.
[0018] Furthermore, the step of utilizing a planar plate of
the aluminum alloy material to process and obtain the two-
dimensional framework components comprises:

[0019] cutting a planar plate of an aluminum alloy material
into the two-dimensional framework components via insert-
ing slots.

[0020] The step of making the three-dimensional cover
skin made of the aluminum alloy material with a small curved
surface die-less forming process comprises:

[0021] utilizing a shaping machine to press the skin mate-
rial of the aluminum alloy and obtain a skin component; and
[0022] assembling the skin components into the three-di-
mensional cover skin.

[0023] The step of assembling the processed two-dimen-
sional framework components into the three-dimensional
framework comprises:

[0024] assembling the processed two-dimensional frame-
work components into the three-dimensional framework by
welding.

[0025] Another aspect of the present invention provides a
driver’s cab of magnetically levitated train, comprising a
three-dimensional framework and a three-dimensional cover
skin which is cladded on the three-dimensional framework,
wherein the three-dimensional framework comprises: a plu-
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rality of two-dimensional framework components made of
the aluminum alloy materials are mutually connected
together; and the three-dimensional cover skin is made of the
aluminum alloy material with a small curved surface die-less
forming process.

[0026] The two-dimensional framework component is of
the planar plate structure made of the aluminum alloy mate-
rial. The two-dimensional framework components are pro-
vided with inserting slots, and the two-dimensional frame-
work components are inserting-connected with each other via
the inserting slots, to form the three-dimensional framework.
Further, the two-dimensional framework component is pro-
vided with an inserting slot, and each of the two-dimensional
framework components is inserting-connected with each
other via the inserting slot, to form the three-dimensional
framework.

[0027] The driver’s cab of magnetically levitated train and
manufacturing method thereof according to the present
invention assemble a plurality of two-dimensional frame-
work components to obtain a three-dimensional framework,
such that the manufacturing of the three-dimensional frame-
work becomes simple, and the manufacturing cost of the
whole driver’s cab can be effectively reduced; in the technical
solutions of the present invention, a plurality of skin compo-
nents are welded together to form a three-dimensional cover
skin, such that the manufacturing of the three-dimensional
cover skin becomes simple, and the manufacturing cost of the
whole driver’s cab can be further reduced; both the three-
dimensional framework and the three-dimensional cover skin
in the technical solutions of the present invention adopt the
aluminum alloy materials, such that the whole driver’s cab is
light in weight, and the carrying capacity of the whole train
can be effectively improved. The technical solutions of the
present invention can effectively simplify the manufacturing
process of the driver’s cab, reduce the manufacturing cost of
the Maglev train, improve the carrying capacity of the Maglev
train, and be beneficial to popularization and application of
the Maglev train.

BRIEF DESCRIPTION OF THE DRAWINGS

[0028] FIG.1isamain view of a driver’s cab of a magneti-
cally levitated train according to an embodiment of the
present invention;

[0029] FIG. 2 is a left view of a driver’s cab of a magneti-
cally levitated train according to an embodiment of the
present invention;

[0030] FIG. 3 is a top view of a driver’s cab of a magneti-
cally levitated train according to an embodiment of the
present invention;

[0031] FIG. 4 is a structural schematic diagram of a three-
dimensional framework according to an embodiment of the
present invention;

[0032] FIG. 5A is a structural schematic diagram of a two-
dimensional framework component according to an embodi-
ment of the present invention;

[0033] FIG.5Bisa partial enlarged schematic diagram of a
socket at position A of FIG. 5A;

[0034] FIG. 6 is a main view of a three-dimensional cover
skin according to an embodiment of the present invention;
[0035] FIG. 7 is a left view of a three-dimensional cover
skin according to an embodiment of the present invention;
[0036] FIG. 8 is a schematic flow chart of a manufacturing
method of a driver’s cab of a magnetically levitated train
according to an embodiment of the present invention;
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[0037] FIG. 9 is a schematic flow chart of making a two-
dimensional framework component according to an embodi-
ment of the present invention;

[0038] FIG. 10 is a schematic diagram of assembling two-
dimensional components into a three-dimensional frame-
work according to an embodiment of the present invention,
and

[0039] FIG. 11 is a schematic flow chart of making a three-
dimensional cover skin according to an embodiment of the
present invention.

DETAILED DESCRIPTION

[0040] In order to make the purposes, technical solution
and advantages of the embodiments of the present invention
clearer, the technical solutions in embodiments of the present
invention will be clearly and completely described hereinat-
ter with reference to the drawings. Obviously, those embodi-
ments described here are not all but only a part of embodi-
ments of the present invention. On the basis of the
embodiments of the present invention described herewith, all
other embodiments obtained by those skilled in the art with-
out any creative work should fall in the protection scope of the
present invention.

[0041] FIG.1is a main view of a driver’s cab of a magneti-
cally levitated train according to an embodiment of the
present invention; FIG. 2 is a left view of a driver’s cab of a
magnetically levitated train according to an embodiment of
the present invention; FIG. 3 is a top view of a driver’s cab of
a magnetically levitated train according to an embodiment of
the present invention; FIG. 4 is a structural schematic diagram
of a three-dimensional framework according to an embodi-
ment of the present invention; FIG. 5A is a structural sche-
matic diagram of a two-dimensional framework component
according to an embodiment of the present invention; FIG. 5B
is a partial enlarged schematic diagram of a socket at position
A of FIG. 5A; FIG. 6 is a main view of a three-dimensional
cover skin according to an embodiment of the present inven-
tion; and FIG. 7 is a left view of a three-dimensional cover
skin according to an embodiment of the present invention. In
this embodiment, the driver’s cab comprises a three-dimen-
sional framework 1, a three-dimensional cover skin 2, a front
window frame assembly 3, a side window frame assembly 4,
an escape door frame assembly 5 and an end connection
frame assembly 6, wherein a plurality of two-dimensional
framework components 21 are connected to each other to
form the three-dimensional framework 1, two-dimensional
framework component 21 can be made of aluminum alloy
material, and the three-dimensional cover skin 2 is made of
aluminum alloy material via a small curved surface die-less
forming process, and comprises a plurality of skin compo-
nents mutually connected together, and the three-dimensional
cover skin 2 clads the three-dimensional framework 1.
[0042] In this embodiment, the two-dimensional frame-
work components 21 can be processed by a numerical control
machine, and the raw material to be processed can be a planar
plate of an aluminum alloy material. Meanwhile, in this
embodiment, the two-dimensional framework components
21 can be an open ring structure for interlinking with each
other, and particularly, as shown in FIGS. 5A and 5B, the
two-dimensional framework components 21 can be designed
as an inverted U-shaped open ring structure. Each of the
two-dimensional framework components 21 also can be pro-
vided with one or more inserting slots 212 for inserting con-
nection between the two-dimensional framework compo-
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nents 21, such that the two-dimensional framework
components can be mutually inserting-connected with each
other, and thus the stability and reliability of the connection
between the two-dimensional framework components 21 can
be guaranteed.

[0043] Inanembodiment, the two-dimensional framework
components can be fixedly connected with each other by
welding, and the cover skin components can also be fixedly
connected with each other by welding. Furthermore, those
skilled in the art can understand that, the two-dimensional
framework components, or the cover skin components, can be
fixedly connected with each other via other methods, such as
a bolt connection.

[0044] It can be seen that, in this embodiment, the three-
dimensional framework can be formed by combining a plu-
rality of two-dimensional framework components, since it is
easy to shape the two-dimensional framework components,
which makes the manufacturing process of the combined
three-dimensional framework easier at a lower manufactur-
ing cost; meanwhile, the three-dimensional cover skin can be
made with a small curved surface die-less forming process,
and particularly, each of the skin components can be obtained
by a pressing process with a die-less forming machine, and
the skin components are assembled into the three-dimen-
sional cover skin, such that the shaping of the three-dimen-
sional cover skin is simple, and the manufacturing cost of the
whole driver’s cab can be further reduced. Furthermore,
because both the three-dimensional framework and the three-
dimensional cover skin in this embodiment adopt the alumi-
num alloy material, the whole driver’s cab is light in weight,
the carrying capacity of the train can be effectively improved
and it is beneficial to popularization and application of the
Maglev train.

[0045] Seen from the above, the driver’s cab of the mag-
netically levitated train in this embodiment assembles a plu-
rality of two-dimensional framework components to obtain a
three-dimensional framework, such that the manufacturing of
the three-dimensional framework becomes simple, and the
manufacturing cost of the whole driver’s cab can be effec-
tively reduced. In this embodiment, a plurality of cover skin
components are welded together to form a three-dimensional
cover skin, such that the manufacturing of the three-dimen-
sional cover skin becomes simple, and the manufacturing cost
of the whole driver’s cab can be further reduced. Both the
three-dimensional framework and the three-dimensional
cover skin in this embodiment adopt aluminum alloy mate-
rial, such that the whole driver’s cab is light in weight, and the
carrying capacity of the train can be effectively improved.
The driver’s cab of the magnetically levitated train in this
embodiment has the advantages of simple structure, easy
manufacturing, reduced manufacturing cost and relatively
high carrying capacity, thus facilitating the popularization
and application of the Maglev train.

[0046] FIG. 8 is a schematic flow chart of a manufacturing
method of a driver’s cab of magnetically levitated train
according to an embodiment of the present invention. Particu-
larly, as shown in FIG. 8, the manufacturing method in this
embodiment comprises the following steps:

[0047] Step 101, processing and obtaining two-dimen-
sional framework components made of an aluminum alloy
material, and then assembling the processed two-dimensional
framework components into a three-dimensional framework;
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[0048] Step 102, making a three-dimensional cover skin
made of an aluminum alloy material with a small curved
surface die-less forming process; and

[0049] Step 103, assembling the three-dimensional cover
skin on the three-dimensional framework.

[0050] In this embodiment, after processing and obtaining
two-dimensional framework components, the processed two-
dimensional framework components are assembled into the
three-dimensional framework by welding, such that the
strength and rigidity of the three-dimensional framework can
be guaranteed, and the carrying capacity of the three-dimen-
sional framework as a whole can be improved.

[0051] FIG. 9 is a schematic flow chart of making a two-
dimensional framework component according to an embodi-
ment of the present invention, and FIG. 10 is a schematic
diagram of assembling two-dimensional framework compo-
nents into a three-dimensional framework according to an
embodiment of the present invention. In this embodiment, as
shown in FIG. 9, the steps of processing and obtaining two-
dimensional framework components made of an aluminum
alloy material, and then assembling the processed two-di-
mensional framework components into a three-dimensional
framework, in step 101 in FIG. 8 above, particularly comprise
the following steps of:

[0052] Step 1011, utilizing a planar plate of an aluminum
alloy material to process and obtain the two-dimensional
framework components with a structure of the planar plate of
the aluminum alloy material; and

[0053] Step 1012, assembling the processed two-dimen-
sional framework components together, to form the three-
dimensional framework.

[0054] In this embodiment, utilizing a planar plate of an
aluminum alloy material to process and obtain the two-di-
mensional framework components particularly is: cutting the
planar plate of an aluminum alloy material into the two-
dimensional framework components with an open ring struc-
ture, during the manufacturing process thereof, forming the
two-dimensional framework components with an inverted
U-shaped open ring structure, which can be placed n horizon-
tal direction or vertical direction. The inverted U-shaped open
ring structures placed in horizontal direction and those placed
in vertical directions particularly refer to that, when
assembled into a three-dimensional framework, the two-di-
mensional framework components placed in horizontal direc-
tion and those placed in vertical direction are both configured
to be a U-shaped open ring structure. It is easy to assemble,
with a relatively high strength, and the structure is simple.
[0055] As shown in FIG. 10, which is a schematic diagram
of'assembling four two-dimensional framework components
into a three-dimensional framework, wherein the two-dimen-
sional framework components 10 and 20 placed in the hori-
zontal direction are respectively connected with the two-
dimensional framework components 30 and 40 placed in the
vertical direction. In this embodiment, inserting slots 212 can
be formed on outer side of the U-shaped two-dimensional
framework components 10 and 20, inserting slots 212 can be
formed on inner side of the U-shaped two-dimensional
framework components 30 and 40, and the U-shaped two-
dimensional framework components 10 and 20 are inter-
linked to the U-shaped two-dimensional framework compo-
nents 30 and 40 via corresponding inserting slots 212. In this
way, a plurality of two-dimensional components can be con-
nected together by inserting connection via inserting slots
212, such that a three-dimensional framework can be formed,
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4
after the two-dimensional framework components are mutu- alloy material with a small curved surface die-less forming
ally inserting-connected with each other. The front window process, in step 102 in FIG. 8 above, which particularly com-
frame, the side window frame, the escape door frame and the prises the following steps of:
end connection frame are cut in the predetermined positions [0059] Step 1021, cutting the three-dimensional skin model
of the three-dimensional framework, thereby a structure of a in a three-dimensional model into skin components suitable
driver’s cab can be obtained. to the size of the shaping machine;
[0056] In practical application, during assembly of the [0060] Step 1022, utilizing a forming machine to press the
three-dimensional framework, the two-dimensional frame- skin of the aluminum alloy material and obtain skin compo-
work components in the above-mentioned positions for the nents; and ) ) )
window frame and the door frame and etc can be cut off [0061] ~Step 1023, assembhng the skin components into the
before assembling to leave space for the corresponding win- three-dlmen519nal cover skin. . .
dow, door and etc in advance, and then the cut two-dimen- [0062]  In this emb.odlme?nt, during the manufacturm.g pro-
sional framework components can be mutually inserting-con- coss of th.e three-dln.len.swnal framewprk, firstly, dlre.ctly
nected with each other to form the three-dimensional mputa designed drawing into the I}umerlcal contro} mgchlne,
framework. cutting the p.lanar plate of an aluminum allqy maten.al into the
s . . two-dimensional framework component with a desired shape
[0057] Furthermore, in this fzmbO(yment, during the manu- and structure, assemble the cut two-dimensional framework
facturing process of the two-dimensional framework compo- components into a three-dimensional framework, and the
nents, cutting a planar plate of an aluminum alloy material  two-dimensional framework components can be fixedly con-
into the two-dimensional framework components 21 via nected with each other by welding, secondly, when a three-
inserting slots 212, such that the two-dimensional framework dimensional cover skin of the aluminum alloy material is
components 21 can be connected with each other by insert- made with a small curved surface die-less form process, adopt
ing-connection via corresponding inserting slots 212, guar- an aluminum alloy plate with a thickness of 3 mm as the raw
anteeing that the assembly of the two-dimensional framework matenal, cut the thrf:e-dlmenswne.ll cover sl.<1n model dr awing
components is convenient and stable, and the assembled in the.three-dlmenswnal cover skin mgdel into sgveral pieces
. . . . . of skin component models whose size are suitable to the
three-dimensional framework is firm and reliable. Particu- . . .
. . . forming machine, find out an inner surface and an outer
?arly, Whenthe two-dimensional framework compo.nents.wnh surface of the skin component, input them into the die-less
inserting slots are assembled into the three-dimensional forming machine, and meanwhile, input the thickness of each
framework, two-dimensional framework components placed skin component, adjust the coefficient of resilience and the
in a horizontal direction are interlinked with two-dimensional forming points to press and shape the plate of an aluminum
framework components placed in a vertical direction by alloy material and obtain each of the skin components; finally,
inserting-connection to form a framework, and meanwhile, assemble the skin components on the three-dimensional
the frameworks can be connected by welding to guarantee the framework, each of the skin.comp.onents is weldeq with the
strength of the assembled three-dimensional framework. The other, and the .WhOIe. three-dimensional cover skin is welded
formation of a framework via inserting-connection between on the t.hree-(.hmensmnal framework. It can be seen thaF, the
. . . three-dimensional framework and the three-dimensional
the two-dimensional framework components placed in the L : . .

. . . . cover skin in this embodiment have a simple manufacturing
horizontal direction gnd the th-dlmgnspnal fra{neWDrk process, and each component is easy to shape, meanwhile,
components placed in the vertical direction particularly  pop the three-dimensional framework and the three-dimen-
means that, during the assembly of the three-dimensional sional cover skin in this embodiment adopt the aluminum
framework, the horizontal two-dimensional components and alloy materials, such that the whole driver’s cab is light in
the vertical two-dimensional components are inserted into weight, and the carrying capacity and strength of the whole
each other via the inserting slots thereon to form the three- train can be improved.
dimensional framework, and the inserting positions can be [0063] In this embodiment, the aluminum alloy materials
fixed with a caliper, and also can be fixedly connected by adppted in the manufacturing gf the three-dlmegswnal cover
welding. skin can be a weldable aluminum alloy material, not only

. . . guaranteeing the welding performance among each of the
[0058]  FIG.111is a schematic flow chart of making a three- skin components, but also guaranteeing the anticorrosive
dimensional cover skin according to an embodiment of the property of the whole driver’s cab. Particularly, the aluminum
present invention. In this embodiment as shown in FIG. 11, a]]oy materials adopted in this embodiment accord with the
making a three-dimensional cover skin made of the aluminum European standards, and the material list is as follows:
Strength limit Elastic limit
Non Weld Non Weld
Material Status Thickness weld zone zone weld zone zone
ENAW-6005A  T6 hollow t<5mm 255 165 215 115
extruded 5mm<t<15mm 250 165 200 115
profile
ENAW-5083  HI11 0.2 mm <t <50 mm 275 275 125 125




US 2013/0087068 Al

[0064] Seen from the above, the driver’s cab of magneti-
cally levitated train in this embodiment assembles a plurality
of'two-dimensional framework components to obtain a three-
dimensional framework, such that the manufacturing of the
three-dimensional framework becomes simple, and the
manufacturing cost of the whole driver’s cab can be effec-
tively reduced; in this embodiment, a plurality of skin com-
ponents are welded together to form a three-dimensional
cover skin, such that the manufacturing of the three-dimen-
sional cover skin becomes simple, and the manufacturing cost
of the whole driver’s cab can be further reduced; both the
three-dimensional framework and the three-dimensional
cover skin in this embodiment adopt the aluminum alloy
materials, such that the whole driver’s cab is light in weight,
and the carrying capacity of the whole train can be effectively
improved. The method in this embodiment has a simple
manufacturing process and is easy to manufacture, which can
effectively reduce the manufacturing cost of the Maglev train,
improve the carrying capacity of the Maglev train and be
beneficial to popularization and application of the Maglev
train.
[0065] Finally, it should be noted that the above embodi-
ments are merely provided for describing the technical solu-
tions of the present invention, but not intended to limit the
present invention. It should be understood by those skilled in
the art that although the present invention has been described
in detail with reference to the foregoing embodiments, modi-
fications can be made to the technical solutions described in
the foregoing embodiments, or equivalent replacements can
be made to some technical features in the technical solutions;
however, such modifications or replacements do not cause the
essence of corresponding technical solutions to depart from
the spirit and scope of the embodiments of the present inven-
tion.
What is claimed is:
1. A manufacturing method of a driver’s cab of magneti-
cally levitated train, comprising the steps of:
processing and obtaining two-dimensional framework
components made of an aluminum alloy material, and
assembling the processed two-dimensional framework
components into a three-dimensional framework;

making a three-dimensional cover skin made of the alumi-
num alloy material with a small curved surface die-less
forming process; and

assembling the three-dimensional cover skin on the three-

dimensional framework.

2. The manufacturing method of a driver’s cab of magneti-
cally levitated train according to claim 1, wherein the pro-
cessing and obtaining two-dimensional framework compo-
nents made of an aluminum alloy material, and assembling
the processed two-dimensional framework components into
the three-dimensional framework comprises:

utilizing a planar plate of an aluminum alloy material to

process and obtain the two-dimensional framework
components with a structure of the planar plate of the
aluminum alloy material; and

assembling the processed two-dimensional framework

components together, to form the three-dimensional
framework.

3. The manufacturing method of a driver’s cab of magneti-
cally levitated train according to claim 2, wherein the utiliz-
ing a planar plate of the aluminum alloy material to process
and obtain the two-dimensional framework components
comprises:
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cutting the planar plate of an aluminum alloy material into
the two-dimensional framework components with an
open ring structure.

4. The manufacturing method of a driver’s cab of magneti-
cally levitated train according to claim 3, wherein the cutting
the planar plate of an aluminum alloy material into the two-
dimensional framework components with an open ring struc-
ture comprises:

cutting the planar plate of an aluminum alloy material into

the two-dimensional framework components with a
U-shaped open ring structure, which can be placed both
in horizontal and vertical directions when assembled.

5. The manufacturing method of a driver’s cab of magneti-
cally levitated train according to claim 2, wherein the utiliz-
ing a planar plate of the aluminum alloy material to process
and obtain the two-dimensional framework components
comprises:

cutting a planar plate of an aluminum alloy material into

the two-dimensional framework components via insert-
ing slots.

6. The manufacturing method of a driver’s cab of magneti-
cally levitated train according to claim 4, wherein the utiliz-
ing a planar plate of the aluminum alloy material to process
and obtain the two-dimensional framework components
comprises:

cutting a planar plate of an aluminum alloy material into

the two-dimensional framework components via insert-
ing slots.

7. The manufacturing method of a driver’s cab of magneti-
cally levitated train according to claim 1, wherein the making
the three-dimensional cover skin made of the aluminum alloy
material with a small curved surface die-less forming process
comprises:

utilizing a forming machine to press the skin of the alumi-

num alloy material and obtain skin components; and
assembling the skin components into the three-dimen-
sional cover skin.

8. The manufacturing method of a driver’s cab of magneti-
cally levitated train according to claim 1, wherein the assem-
bling the processed two-dimensional framework components
into the three-dimensional framework comprises:

assembling the processed two-dimensional framework

components into the three-dimensional framework by
welding.

9. A driver’s cab of magnetically levitated train, compris-
ing a three-dimensional framework and a three-dimensional
cover skin which is cladded on the three-dimensional frame-
work, wherein the three-dimensional framework comprises a
plurality of two-dimensional framework components made
of the aluminum alloy materials which are mutually con-
nected together; and the three-dimensional cover skin is made
of the aluminum alloy material with a small curved surface
die-less forming process.

10. The driver’s cab of magnetically levitated train accord-
ing to claim 9, wherein the two-dimensional framework com-
ponents are of aluminum alloy planar plate structure.

11. The driver’s cab of magnetically levitated train accord-
ing to claim 9, wherein the two-dimensional framework com-
ponents are provided with a U-shaped open ring structure,
and the two-dimensional framework components are con-
nected with each other via the U-shaped open ring structure,
to form the three-dimensional framework.

12. The driver’s cab of magnetically levitated train accord-
ing to claim 9, wherein the two-dimensional framework com-
ponents are provided with inserting slots, and the two-dimen-
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sional framework components are inserting-connected with
each other via the inserting slots, to form the three-dimen-
sional framework.

13. The driver’s cab of magnetically levitated train accord-
ing to claim 10, wherein the two-dimensional framework
components are provided with inserting slots, and the two-
dimensional framework components are inserting-connected
with each other via the inserting slots, to form the three-
dimensional framework.

Apr. 11,2013

14. The driver’s cab of magnetically levitated train accord-
ing to claim 11, wherein the two-dimensional framework
components are provided with inserting slots, and the two-
dimensional framework components are inserting-connected
with each other via the inserting slots, to form the three-
dimensional framework.



