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Table 1 Chemical composition of AA2219
Cu Mg Mn Si  Fe Zn \% Zr HE Al
6.2~6.8 0.02 0.2~0.4 0.2 0.3 0.1 0.02~0.10 0.05~0.15 0.10~0.25 0.20 PN

FEWiE R S8 300 mm x 150 mm x 8 mm Y3z
MRS 7 w36 FT FSW OGHEEARE, MRS 80N« 184
HE 150 mm/min, $iEFESLFEH 800 r/min, 1S5
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Fig. 1 Schematics of plug hole and plug stick
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Fig. 2 Macrograph of FPW joint of FSW joint
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Fig. 3 Microstructures of different zones in FPW joint of FSW joint
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Fig. 4 Schematics of material flow of FPW joint
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Fig. 5 Shap of speciment for tensile test
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Table 2 Mechanical properties of FPW joint of FSW joint

W25 °C) fRIR(-196 )
BEERA poprsmr WURMKCR SRR WURMICR
R,/MPa A(%) R,/ MPa A(%)
1527) 440.0 12.0 565.0 12.5
FSWHk  330.0 6.0 390.0 10.0
FPWiEk  276.8 4.5 375.0 7.3
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MR X, I DX FPW Sk 4 SURIE i P B35
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Fig. 6 Tensile fracture sites of FPW joint
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Fig. 7 Micro-hardness of FPW joint
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Fig. 8 Fracture morphology of FPW joint of FSW joint
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