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500 r/min i), WNZ Ji S 2 AR 20 /N T H TR TS . 76 4% 58 24 300 r/min A M523 [ 79 80 mm/min 1046 T
ST, WNZ BT o8 B vl b BB I 71.57% . SR i) 7 2807 B R AE AE #4752 i X R R i) [X A8 7t
AbB WNZ JHR,  BA S (R S W R 1

XBEIE: EMEREA S, LR B EEER, AR iR

NERS: 1004-0609(2022)-07-1872-17 PESES: TG457 MERFRASAS: A

SIscag: B, i, SO, &L JEBER S 4 SSFSW S A SRR B M K A 2 R e T]. P LA (g
JE2EHR, 2022, 32(7): 1872-1888. DOI: 10.11817/5.ysxb.1004.0609.2021-42133

GU Chao, YANG Xin-qi, TANG Wen-shen, et al. Microstructure heterogeneity and mechanical properties of
SSFSW joints for Al-Li alloy thick plates[J]. The Chinese Journal of Nonferrous Metals, 2022, 32(7): 1872-1888.
DOI: 10.11817/j.ysxb.1004.0609.2021-42133

AL TS =y ES AP IRes NI A BB RS
WIEESR I AR, 102195 8848 & & F N5 =404R 4
A eI R B ARG R A T B AR,
546 48 AR A £ 11 2024 2219 K 7075 M L,
21955 A & A HEAR. LhomfEm . Puk sy iz
U K mA R PE R S S50 v, DO E M
REM LR BAHIE W T IRE G SR (HlT
2095 F8 A iR IN TR, IRMERHLS I
JR 7R SR FER . g [ R B2 5T BT (The Welding

Institute, TWT) /& B3 [ 4 41 B8 #8242 5 K (Friction stir
welding, FSW) b 45 8 & & (1 5 H2 1] i $2 ft & 22
J‘{%’/Té[A‘_G]O

P dE T HZ S FSW i B S BER 3 . tT
&4 FSW it b T H R FH R 5 4 52 4 1 e 1
TR, BEERE SRR, #EERER
PR PERER, O ARE T 1) 7 AR R R R
FE o IXXTAREEIX T MR SR AR T 7 AR ] R 5
Wi, T ELAR A I T A AR AR S R A R ) SRR

EE&WBR: EHE st RIE B H (JCKY2017203B066);  E 5% H AR R4 ST H (51775371)

WimHHEA: 2021-08-02; 1&ITHHEA: 2021-10-18

BIEEE: M, 2%, fE4; Hik: 13820035153; E-mail: xqyang@tju.edu.cn



BEREHTH

Ji R, A JERUEREE A4 SSFSW Sk SR S I X R 1873

T & 1E 2l 8 4 FF: JBE 422 45 (Stationary shoulder friction
stir welding, SSFSW)#itHf T B R F B S 9 HEE 7
Bt 72, 7E SSFSW i v WA 3 ph 4 i
FEAE PR, R DR R L AN E R B 2R 1T B
B, JF THR A BT R B R X MR TR R 450
SSFSW 1] LA /b VAl J5 77 [va) 14 6 8 9 T e 3
TG IR EE . $ s Sk ) AP e I PR IR e
T, ERSEHLAEER T H 5 A SE IR GE, A
RO T8 1 ALY FSW RS TG U1,

HAT, A% SSFSW (4R 18 - B AL Hh 745 Si
A4 6061-T6. 2024-T4, 2219-T6 %5, (A4 K&
FRAE G 4 SSFSW A JFHRIE . STHR[12]4 SSFSW
% 5] 5 mm AR 6061-T6 KRR b, HimE
4 750~1500 r/min, #7433 £ 4 100~300 mm/min,
HATHE TR S HOH SR 1 SRR RS . ST
BR[13]1545 T 4 mm ¥HX 2219-T6SSFSW [ifi %5 %433 M
2000 r/min #4013 2600 r/min, %3k 2 EM 68.2% F
B2 53.2%. SCHR[14]18R 7T 3 mm {# i 2024-T4SSFSW
1) % 33 7E 800~1200 r/min yui [l PN, FLoE A B J) L
FSW 1K 45.9%, it e BR FSW AFLE IR TE . T
Fe & PR A S 1 A FF SOk R IR T 15 4t FSW
TZRAZWERWT L™, aoX) 8 mm JFE 2195-T8
A4, HFSW Sk RECATIA R 0.75 R fE L
S BN E 300 r/min 2R iE 100 mm/min™. {H
WK 12 mm JERUES & 41 SSFSW 1. & J 4 231 R
PRl AR WLARGE o B A2 52 FSW I 78 (1 S04 2 40
Z—, BYE T FSW i dE T H M RA R AR
X AL T, HRHR G HSk I VR RE SN 1%
Ered BERm ., MEESREREENE, AT
SCILFSW I 2 Bk MG MUR R T2, ik )R
KT 8 mm il &KL G FSW TER, HiEHE
400~700 r/min 5 F A R SEILR I BP0 AIREE AN
A F T AR SSFSW #A 4 N ANV AR JE 77 7] 1 il 5
B FECL, T B R Tk > #4752 i X (Thermo

22 A4 2195-T8 Eig bt i

mechanically affected zone, TMAZ) #5211 [X (Heat
affected zone, HAZ) ) 55 &, X o4k J122VERE
PR/NTRAR NSNS T FA AR U P, AR A%
W TZ N A SCULER A 4 SSFSW i 75 U 75 223
ITIRANRIR IR ER .

ARSCR B R () SSFSW i 4 T HL st J5E B
912 mm PA_F 1 2195-T8 #R 41 & &b AT 1% T2
5, MR TEHAERWTOE S EREE . 175
ML RNEREA AR, 2047 12 mm JEAREREE & 4
J 4% X 2H 2 3 o P X e Sk 7 2 RE PR s e A
9K FH SSFSW Hi A 5 3 2195-T8 JE MR AR 41 & 4 7E
520 L 23 TR &5 ) 1) TR S 4 it B )l e
A o

1 3£

KR SF A 100 mm*300 mmx12 mm [#) 2195-
T8 JEMR AL & 43T SSFSW L&, H4 iR
JEN12 mm, SEIAREAE12.5 mm 724 . 2195-T8
A SR T AlLLi-Cu R KBRS 4, R
6 BEAE (0 FL 1) 5 1] 55 8 4% 75 191 (Welding direction,
WD) V47, HAZUHIHLIAA IR AR, £ T8
AAKCE G EEYCE A N 0 FI T A, HAb%
o> M iR PR RE AR 1 AR 2 BT

Bl 1 ffr 7 9 SSESW Hii # T R AR5k BoR &
B, SR FH H13 AR AN & ks AN Pt o
BEAT WAL R, BEREE K N 12 mm, TR
WAL [BIHE R . R ATCE IR R T b AT 2%
R EHEEE2195- T8I
Table 1 Chemical composition of 2195-T8 Al-Li alloy

(mass fraction, %)

Cu Fe Mg Zr Li Si Al
404 004 047 0.11 1.06  0.03  Bal

Table 2 Tensile properties of 2195-T8 Al-Li alloy at room temperature

) o Ultimate Yield strength, Engineering elongation,
Rolling direction .
tensile strength, R /MPa R, ,/MPa Ays/%
/! 598.50 537.00 9.00
i 579.50 546.00 11.75
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BREMLE, JERARIR I 7E FSW-RL31-016 B i B
PR LR, IREESHINER 3 TR
PREESERUS TR P R A7 B R F 22 D)%)
WA ET WD BN TR ARG AR KR, SMPER
2 R . MR AR
ASTM E292-2009e1 #r#E BTN ALk ke, 4]
200) A7~ . F RIS TE % I T 11 CSS-44100 HiL 74
R I ML b 5e i, INEGE #2083 mm/min. fEANT

N 40 mmx10 mmx12 mm,

R/3 FELZSHIRERINRGE

Table 3 Welding process parameters and weld surface state

SZHONA 3 M RE, 45 R REBCFAME.
SHEALTITE . b/, H Keller il
(95 mL 7K+2.5 mL i & +1.5 mL £h#2+1 mL & L)
JE ik, JE BRI (R 18 o SR J5 I E8 R AR & AH R4l
B (Axio Vert A1)7E 4 1] (Transverse direction, TD) Al
72 [7] (Normal direction, ND) ) il [ 785 [ A 4% 45 4% [X
ML, Iy H 37 K 5 3% 55t ¥ 2 305 (FEIL Talos
F200X) F1 #4437 & 5F B 49 4 &2 1l 8% (FE-SEM,
JEOL 7800) AT UTHEAR 4T, A8 FHASST 22 49 i e

Rotating speed, Welding speed,
Test No. £sp £sp wlv

Welding surface state

w/(r*min”") v/(mm - min™")
1 600 60 10.0 @Wwwﬁ»p;w: ﬂj
2 600 40 15.0 @‘w —————
3 600 30 20.0 : r —
4 500 70 7.14
5 500 60 8.33
6 500 50 10.00 g@; s —3
7 500 40 12.50 @, ﬁj
8 500 30 16.67 @ ' = —j
9 400 60 6.67 j
10 400 50 8.00 = ___M I j
11 400 40 10.00 @ —_E
12 400 30 13.33 121_
13 300 80 3.75
14 300 60 5.00
15 300 40 7.50 — ____}
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Stationary shoulder

Stir tool

Press pla

Specimen
Block
Backplate =

El1 5 E K SSFSWHiHE T HorE K
Fig. 1

stir tool

Stir pin

Schematic diagram of welding fixture and SSFSW

(Sul510)FEAT hr AW TS50 #r . SR FH F - Al
FE T (HV S —100) 30 12V J57 4% 484 170 %) 3 ARl B 2 AT
o3 S R JELFE 7 ) 7E PR B AR 42 R 10T 0.5 mm. 6
mm. 11.5 mm ZbFEAT 0, rhokE &0 > 4 R A
PEES 1 mm, FEINEAT N 2.94 N, HIOEE 10 s.

2 FHREDR

2.1 1REEXEMASR

ANFREEE T2 S H00 SR 42 R TR TR 30 1 52 e a0 5%
3. R EH: 12 mm EH 2195-T8 R4 &4
SSFSW A T ZZH 5t & 4 SSFSW I L2
AR KRZE S, RA A 300~500 r/min £

Stir pin

Stationary
shoulder

Metallographic

& Tensile
specimen

specimen

2 R BRI R R

Rotating direction

IR TH 40~70 mm/min B}, A REIRAF R ML, T
P8 B A S B PR L 4% o 224 A S 6 T 1) 600 1/min
I, BEE IE M 30 mm/min 3450 %) 60 mm/min, &
SR THI K HH B/ R B 81 P EE AR P . IX SR B 600 1/
min PA_b 5 AR HE S T 12 mm JE AR 2195-T8 44
B4 4 SSFSW X iR 56

£ SSFSW o1, RIS o/v RIEHR R,
W o IERUREIRERTN . & o HEUE
K, REEEHRMAEE. SR FHomE
RO, ToR bR aE AR RN 3.75~16.67; 7EAH ]
wlv AR, #E3 A 300~500 r/min I 7 BE 3K 15T B
PR s . Wi T 224005 7l % E 400 r/min Al
23 40 mm/min. % 3 500 r/min FI 42 3 50 mm/
min. #53# 600 r/min A5 #E 60 mm/min I, =&
w/lv¥)N10.0, SRR, 35 RIIR1S T0 6k G
(2%, (HAEHE 600 r/min A4 E 60 mm/min I,
FITASIEEEAT HH PER T BR P o I U PR JR B AR N A2 5
M) SSFSW M4 iR I £ BRI R 2 —, (HIFA &M
—HE. HT 2195854025 #EA
PRI B ARG, IREE UM S5 i A T AR
FLHE ORI, AN ) % 8 J S5 TE T SSFSW I AR % [X
(Welding nugget zone, WNZ)# £t 2 B & % 5+,
X R EE X ML AR S AR A TR R .

W 3 BT g 4z T 200 J 4 X AR T 22 W T 3 )
o, RIGFR I 7EE 300~500 r/min AT 40~
60 mm/min L. Z & ML E A, WNZ W AR =4
FLIASEERIE, AR SR G IE AR . TE(RE

30(+0(.)01)

o —
& =
(=) 4
=l B |5
§ 3
il
(e}
o-o
I
I
12'50(+0.Ol)
0

(Unit: mm) 30[+0(')0 lj

Fig. 2 Schematic diagram of specimen sampling position(a) and specimen size(b)
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40 mm/min

400 r/min 300 r/min

500 r/min

B3 % T ZSHON AL X TR R
Fig. 3

60 mm/min

Influences of welding process parameters on section shape of WNZ: (a) 300 r/min, 40 mm/min; (b) 300 r/min, 60

mm/min; (¢) 400 r/min, 40 mm/min; (d) 400 r/min, 60 mm/min; (¢) 500 r/min, 40 mm/min; (f) 500 r/min, 60 mm/min

300 r/minftf, WNZJARFEA i HE 4T AR E
SR TR BT, YRR L A .
{H B 2 %% T 48 i1 1] 400~500 r/min, WNZ IR K E
BERA: TEIREERT S BRI, WNZ
B 55 I R AR IR, T ARUS TR 234 B AN
%), JUHAE S5 IE M (Retreat side, RS) i £F &1 A 5 bt
I, YIS B A RS N WNZ R BRI, T2
B R 1) 8] 35 X (Refill zone, RZ), f# 15 It Ak 1)
WNZ 58 =5 B0 . e el WL, 432
WNZ JEARI RBE R 2

TEAR L H 300 t/min B, WNZ H S 51k
WLE) PRI KRR B R R N E) 400~500
r/min, WNZ Z WA g, ¢ B 2
M) “PEAR” HZURFE . 7E AT (Advanced side,
AS) #7752 i [X (Thermal-mechanical affected zone,
TMAZ), MK AR % ™ E 3 5 WNZ F B &5 5t
4 MAE TMAZ-RS AL, #PEVE AR i ahi& % 5
NP, JUHARSREERT, MRS AR T B
39K (5 500 r/min FTEE 60 mm/min), A H
Z A AT RS N B FER WNZ, 15 WNZ 4
LU E] o X BRI ST 2 A RN 51 43
ATRHEARE T FREE X 2 e e = AE 35 5

2.2 REEXIMAMLBLRFHE
& 4 BT 7 9% 400 r/min 12 E 40 mm/min
o} 2 N 4 AR T A () [X 4 S A U AE . Pl P 4(a) TS

F1, JEUE BEAF (Base metal, BM) 43 /2 bR 4L il 4H 23 45
fEAEE IR, AhiREAR KSR, WRE A, &
B R M4y 2 RS, B RALAYE)
PE (L B 4(b)). #EE N1 [X (Heat affected zone, HAZ)
ArRLZH 20 5 BM 2R B, Hoay IR FL I RAAE I 2 B4 A
ALY, SRR ER A AL AE AN B2 (O B ().
M TMAZ-AS Fl TMAZ-RS 5% FI| 3 41 BE 5 57 15 1R
H, HAHENS hmsh R, 2 m
PEEF I I S iR s B T H: — R TMAZ-AS 1)
LMRsh B REE, RELrAELES; MW
TMAZ-RS & Wi s T 218, 7 ]2 2858 .
TMAZ-AS 5 WNZ 245 B &7 F i (L1 4(d)), 1M
TMAZ-RS 5 WNZ J& & #i ik J (1 X 35k (0 1] 4(e))
X B 1 R RS 22 S A e X2 X 4y
TMAZ-AS 1 TMAZ-RS ] ¢ 4 bx & . {5 7
TMAZ F Z [ 54 7E WNZ Btif, 58 5 B A/
WNZ 5 BM. TMAZ F1HAZ ki RF KR B A
HA 22 (L P 4(D),  EBLEAS A R ST 40/ 25 4
WAL R IR S 2L AU AE . RZ-RS KA e 5h S H
S50, TR RCR A S R BN RHIE I 2T 4R SR 2H 24
JREBIR G A /NS, 5 WNZ A TMAZ diki 44
UE AR Z (L E 4(g)). XTI SSFSW 4% [X H.
A W B O S A AN 510, E E B R e
PEEMEFH X BT, IREEIX IR 5 4 58 FSW LLA
AR I 22 21,

N E RV R 2% WNZ Fki 21 2 E
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4 NEEESLR R X IO 40 21
Fig. 4 Microstructures in different areas of butt joint at rotating speed of 400 r/min and welding speed of 40 mm/min:
(a) Weld zone; (b) BM; (c) HAZ-AS; (d) TMAZ-AS; (e) TMAZ-RS; (f) WNZ; (g) RZ

JRYERI R, SR AR E XS AN R X dokr R~ R, H3E 9115 pm. 5 Kk %8 3.2 um;
AT VEAN G, kS TR IR R BT WNZ &S H [A]RITH0ES 1 35 dtob R~ 430 9 9.3
X 45 % IR E 60 mm/min, MY 300 t/min Bf pm. 10.5 pm A1 14.6 pm;  BE %3 3G £ 400 r/min
(w/v=5.0), WNZ B GERRFITHXEOES o (0hv=6.7), HIE A5 K 2 53 73249 10.8 um
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500 r/min, 60 mm/min
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5 AFFSEXT WNZ Gihn R 1 52

Fig. 5 Influences of different rotating speeds on grain size of WNZ at welding speed of 60 mm/min: (a) 500 r/min;

(b) 400 r/min; (c) 300 r/min
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5.8 um, WNZJERHE, H (AR TH0ER 1) ~F- 357 R 23
W& 4.9 pm. 12.2 wm AT 15.1 pm; 177 ¥ 3 Y 500
r/min B (w/v=8.3), 358 F B K AW 2 43 73l 24 10.1
um F15.2 um, WNZJEHES A AR TS 14~ 35 & fr
B4y 9S8 4.9 pm. 13.4 pm A1 12.0 pmo H UL AT IR,
¥ 3 O 300~500 r/min B}, WNZ P35 df ki R~ A
10~12 pm; #3538 4 300 t/min I, 5 KW 28N,
FoR BRI RS o) A 38 ST R AT s B A e 3 o
400~500 r/min, kLA AR S VE BT R AG I IR R A
TRFFARE o

B 6 Ft 7 AN [F) 455 2 00 WNZ JEEE -2 5
FRSE R FE A . 1SR 7R % 3£ 300 r/min
I, AS[R]EE WNZ B 2 b R S) 4 10 pm 7e
His B B A I 2] 400~500 r/min B, AN [ R
WNZ JEHBF 35 dfobr RT BRSNS pm A2 A5, TR

AL A 25 S AN, 42 ERTR, 21958 A 4
SSFSW ) WNZ E A5 4 10~12 pum 140 & 41 URFAE
B AN AR RSN A A RLIAR 7 7] ARS8 ) M
AR OB R RS 21: FEAR A T S AR AR A N
AR T3 170 P o 5 R 7 AR S R )N, A
MBS VERERLT ;i ol R ARG N, YRR
JEL T 1) FRD I S5 A R A T e 22 K, 3L WINZ
s WLV AR JEE 7 1) 1 23 A R AN B ), AT R AR AS
WNZ () bl FE o3 A = AR B R 22

N T VEE SR L2 R 8 XA AT NI s2 ],
K F TEM Fl ik [X 7 fi7 45 (Selected area electron
diffraction) X 7 4% X A7 HHAH A S HEATAG I 23 B O
T. 25400 r/min, 40 mm/min), &7 fR. HIE7
() FI N, AT AR AR AR AT S5 S e I T 35 v B
HoAT SR, BM & K& T,(ALCuLi)fl/b

25 15
(b)
201
> ) 7 : > L
Q Q g t 510
5 5 157 D=9.156um| §
jon o o
g 2 10r 2
23 <3 mSr
5.

0 5 10 15 20 25 30 10 15 20 2 0
Length/um Length/um
80 60 80
(d) (e) (f)
60 0 60
& &40t - oy
g g D.=4935um| g
.40 530} 5.40r
2 £ 20} =
* 20t . =20
10f
0 4 8 12 16 20 0 4 8 12 16 20
Length/um Length/um Length/um
50 .
) 0) 80
40t 40t
230 530 ¥ET) g ;
g 301 : 2 501 D=5.199um| &
% Da:5'015 um % a 28 g Da 4.868 um
© 20 © 20r 2
59 [ 59
10 10t
4 8 12 16 20 0 4 8 12 16 20 4 8 12 16
Length/um Length/um Length/um

6 AR HON WNZ JE A SRR R 2

Fig. 6 Influences of different welding parameters on grain size at bottom of WNZ: (a) 300 r/min, 40 mm/min; (b) 300 r/min,
60 mm/min; (¢) 300 r/min, 80 mm/min; (d) 400 r/min, 40 mm/min; (e) 400 r/min, 50 mm/min; (f) 400 r/min, 60 mm/min;
(g) 500 r/min, 40 mm/min; (h) 500 r/min, 50 mm/min; (i) 500 r/min, 60 mm/min
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H=I 0 (ALCu), EMEFRDAMAEMAFGEA, K RS ESR, DERS 2820 nom FEIR /B
PN T8 43 7R 60~100 nm A13~7 nm, A25@fLEL (ALLVALZO)JFUEHTH, B 7(b)Frx. di/hrs'/
REGFRIPAMAT A . HAZZ DT 7RARKIR R g R TR, s R85 il 7(e) fiw
TE3R, B 7 AT ARG EE 2K A8 B BIHLAL A 80~ TMAZ SRR (MM K, T, 10" (K B A o8 i
150 nm A1 6~13 nm () 7, 10", EFLUEE M 5L E] 90~130 nm Al 12~25 nm, &N &5/

(2)

7 SSFSW 35k AR [f [ 7 A1 43 1
Fig. 7 Precipite distribution at different areas of SSFSW joint: (a) BM([110],,); (b) HAZ([110],,); (c¢) TMAZ([110],,);
(d) WNZ-top([110] ,): (€) WNZ-top([110],.): () WNZ-bottom([110],,)
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BEYI/NRERIR O /B’ o WNZ IE 5 i IR E AR AT
W/ T F6", Hr B 2 ST BRI BROIR BB R
PritiAl, W=V 2 BINIATI SO X SRR
B IR AT H A 220 AT S 48 8 O TR(ALCu,Li),
HRSFA80~120 nm, fESBRIR 6/ AHICHI Y Sid
KL b A%, 9> T T T e R [ A XTI
i, S EOZ X AR R AR, B 7(d)~(D) B
e XTI 7(e) RO T %1, TEAH R BORAEELCT
WNZ JECH AT AR % i B Rt 5 T WINZ T08 ) A
HARSCE, FOCKIET RIS T, B,
SN[ X AT AR AR 251 704 . BMIIHT H
AT, M0 s fEHAZ YR T, 81 0 ¥4 B b H 67/
B's TMAZHT A ™ B T, 0" FI/b &1
S"IB" s WNZHHHTtH KER) Ty, RAEIER A
6! IB' < M/ DBUREEMIG T, A0, H WNZ I
AHECE IA S5 LE WNZ /D

NT T BB REE S O BT B AR R 1 5 e A
A, KA TEM Gt it 6 — B A5 20T 300~500 r/min
(17 WNZ T00 A0 R (BT H AR % 2 . 18] 8 BT e
J# 300~500 r/min B WNZ Til 30 Fl i 36 1 TEM B 3%
1B T RLEIAT A2 B SRt 45 R . Bl 8(a)s (a))-
(®)s (') (o) (cHATLLEH, HriffHiEEERE
(1) Tys 806" 1B FIRIEIRERI T, S 0"« WKL 8(d)
Ji7n, HE N 300 r/min B, WNZ T5 5 R 5T H
FH B THIAR B 20 51 6.561% A1 7.451%; it 75 % 3 1
JE] 400 r/min, WNZ T00 5 FH R 5 AT H A 8T AR LG
43 A 2 3.932% F1 7.418%; 3 N 500 r/min i,
WNZ TR0 ARG H A R TR AR BE 23 50l /2 3.625% F1
6.834%. #£3H 300 r/min i, WNZ T7 48 HE M
A R FE AR ZE AR /N s T %38 0 400~500 t/min B,
WNZ TG AT H A % 5 20 R I 50% . WNZ AT
WA RS TR0 AL SR R K. Rl
N 400~500 r/min I, T, 10" (A T F Ak b
LiflCu &, HWNZJEHaFHLInE2, ML
M CuTt & L iR Ti@E, AR TR /B A
T M H 2B o #3854 300 r/min i, WNZ {5 S
5 ) BT FEE Ao B /N L AR R ST ¥ R Ry, TR T
AR B2 RN 28 BRTIA, $38°5 300 t/min
W, WNZ AT H A %5 R 238 i 1t 0 s A

400~500 r/min B, WNZ FAT H A 25 B 5L AR i
3%

2.3 SSFSWiIESk 114 RE

Bl 9(a)~(c) AT 71 9 AN [F] 45422 2 ORI 4 A T T
B ] S S AR 23 A (R B2, pR ] e
PEAG IR AR R 7 Al M RE R3S 21 . B 9(a)~(c) ]
LA . 2195-T8 a4 &4 BM A {8 f =, i
Y170 HV K47, 78 TMAZ MTHAZ 58 FAb (g 2
18K W 5 PR AN 95~100 HV ;343 A 300 r/min i,
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Fig. 8 Density statistics results of WNZ precipitates at rotating speed of 300-500 r/min: (a), (a’) 300 r/min, 60 mm/min;
(b), (b") 400 r/min, 60 mm/min; (c), (¢') 500 r/min, 60 mm/min; (d) Density statistics results
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(d) Contour line map of engineering elongation
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Microstructure heterogeneity and mechanical properties of
SSFSW joints for Al-Li alloy thick plates

GU Chao', YANG Xin-qi', TANG Wen-shen', ZHAO Hui-hui?, GUO Li-jie?

(1. School of Materials Science and Engineering, Tianjin University, Tianjin 300354, China;
2. Shanghai Aerospace Equipment Manufacturer Co., Ltd., Shanghai 200245, China)

Abstract: The stationary shoulder friction stir welding (SSFSW) process tests were carried out on 12-mm-thick
2195-T8 Al-Li alloy plates, and the effects of welding process parameters on the microstructure heterogeneity and
mechanical properties of the joints were discussed. The results show that smooth weld surface and completely
dense defect-free weld can be obtained when the spindle speed is 300—500 r/min and the welding speed is 30-80
mm/min. When the rotating speed is 300 r/min, the welding nugget zone (WNZ) is trapezoidal, and the section is
homogeneously distributed along the thickness direction. At 400 — 500 r/min, the shape of WNZ is obviously
irregular, and refill zone (RZ) with abnormal flow is formed near the weld surface. The grain size difference along
the thickness direction is 2—3 times at 400—-500 r/min. When the rotating speed is reduced to 300 r/min, the grain
size difference along the thickness direction decreases significantly. At 300 r/min, the hardness of the WNZ is
homogeneous along the thickness direction while the hardness value at the bottom of WNZ is much lower than
that at the middle and top at 400—500 r/min. Under the optimized process of 300 r/min—80 mm/min, the ultimate
tensile strength of the joint can reach 71.57% of the base metal. The fracture location of tensile specimens mostly
occurs at the interface between TMAZ and HAZ or at the bottom of the WNZ, which has typical plastic fracture
characteristics.

Key words: thick-plate Al-Li alloy; stationary shoulder friction stir welding; heterogeneity; mechanical properties
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