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Fig. 1 Appearance of the stirring tool
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Fig. 2 Dimensions of the tensile sample
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(nugget zone, NZ), # J7 5 i [X. (thermo-mechanical
affected zone, TMAZ) ., #4521 [X. (heat affected zone,
HAZ) #1441 (base material, BM). [ 3 H 5B
P15 X B AETE ) A% X N T i IR 4, (i1
JE AR AT SR X 4 5K T AT S84, L 25 A
WAL B IS, IR A 120 mm/min B, $4
S XA 2 A XA Y B K B B A 1,49 mmy;



% 6 #

A, %:2195-T6 4R EA AT EREE L MN AL EME HF Mk 27
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Fig. 3 Morphologies of 2195-T6 Al-Li alloy joints at

different welding speeds. (a) 120 mm/min; (b)
180 mm/min; (c) 210 mm/min
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XA RORHZUES. A 3b. K] 4b A& 5b AT L)
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B4 I8HEEE 120 mm/min B 2195-T6 {8524 & FSWHEESLHMALR
Fig. 4 Microstructure of 2195-T6 Al-Li alloy FSW joints with welding speed of 120 mm/min. (a) AS-TMAZ; (b) NZ; (c)

RS-TMAZ
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(a) AS-TMAZ

(b)NZ

B 5 EBEHEE 180 mm/min B 2195-T6 $B$E& & FSW ELHHMALR
Fig. 5 Microstructure of 2195-T6 Al-Li alloy FSW joints with welding speed of 180 mm/min. (a) AS-TMAZ; (b) NZ; (c)

| () NZ

() RS-TMAZ

6 IR#EEE 210 mm/min Bf 2195-T6 $B4E & S FSWIESLAIRMMALR
Fig. 6 Microstructure of 2195-T6 Al-Li alloy FSW joints with welding speed of 210 mm/min. (a) AS-TMAZ; (b) NZ; (c)

RS-TMAZ

7 2195-T6 SREEE & FSW ELHRF X 584K
AR
Fig. 7 Microstructure of HAZ and BM of 2195-T6 Al-Li
alloy FSW joints. (a) HAZ; (b) BM
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(a) NZ (120 mm/min) (b) NZ (180 mm/min)

L= 2 :
(d) AS-TMAZ (180 mm/min)

(e) HAZ (180 mm/min)

B8 2195-T6 $2RA % FSW Bk B 5 fHHE
Fig. 8 Grain distribution characteristics of FSW joint of 2195-T6 Al-Li alloy. (a) NZ(120 mm/min); (b) NZ(180 mm/min);
(c) NZ(210 mm/min); (d) AS-TMAE(180 mm/min); (e) HAZ(180 mm/min); (f) BM
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(d) AHFABE 53 (120 mm/min) (e) fHFLA 43 (180 mm/min) () S BE4M (210 mm/min)

B9 FSWHEIMBRHRTERRAAESH
Fig. 9 Grain size and misorientation angle distribution of FSW joints.(a) grain size (120 mm/min); (b) grain size (180
mm/min); (c) grain size (210 mm/min); (d) misorientation angle distribution (120 mm/min); (e) misorientation
angle distribution (180 mm/min); (f) misorientation angle distribution (210 mm/min)
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Fig. 10 {100} pole figures and orientation distribution function of FSW joints
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14, {011}<100>3IrZ UG LA K {110} <122>81H. 4%
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Fig. 11
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YRR TR S N AR SRR AT P S 1 SR 1.0 mm
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PEAEHEREFE LA N i sh 25800, 76580
AR, S R RR B, (5 IS IR A R 25 T Y v

AEEHEEE T FSW #L18#% X i ODF

Orientation distribution function of NZ in FSW joints with different welding speeds
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PR IR B ) T SRR KL A, AR B R R AT O
Z, HAFRE R, oAb, XF b 3 b s A1
IS A5 IX IR RE E TT DL & B ([ 12b), K
180 mm/min Hf #5742 [X 55 $4 7 52 i) XA 1 8 B =,
H ARSI DX R fe M AR R R
2.5 EESKHMRIRMEEE

K13 AR 2 3 T 2195-T6 fRHE & 4
FSW 3k bt RE. IR 13 AT LI ), BiE 15
3 FE M 120 mm/min #5111 E] 210 mm/min, HTH7 5
JE 5 W JE AR Fa 2 R el R R . R
F£ 4 120 mm/min B, $23k BT P08 B m 1%, {00
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200 B SRRV (D 12b), 3 5 H0RL3R I B
el iR AR £
Z 170} ML N 120 mm/min i, BT 3R AR
= or 55, 5 55 S B LT H AR B RO A, (R A
I | X 8RR 43 A R 357 (P 9a), 9T BABIL L3 i
= 130L A T K432 93 210 mm/min B, i ABAIE, 42
1201 BRI SN PE R I, ELBEPEST 19 BE P AR 58,
M 5 0 5 10 s JRAZ DG Y B R iy AR 285 ), TR A% X
e e AR 2 ]t S 2 R R (P 3), ik
200 | B b 5 SRR Sy M b, RO SR, WA Sk 2 £
190] o 150 mmmin HREE. BEAh, MRS T LA th, R AR T 10
o 1808 —+— v 210 muin T i I MG, e G E 5. 0%, S A% T
Zal B 14.0%. 92 0 33 A IR S
2150l 5 160 4 2 4 PR 5 R 6 5 UL 41245 ) AR 2
5 ATH R IR A, S BRI S W .
ol 26 WOMHHH
o FEl 14 Sh R R BEH AR e T 240

110 1 1 1 1 1 1
-15-12 -9 -6 -3 0 3 6 9 12 15
TR EE PO IEES d/mm

(b) AN[F R HE LT 4 v g

B 12 2195-T6 $R{EA € FSW L HEENBREE S
TRk
Fig. 12 Microhardness distribution curve of 2195-T6 Al-
Li alloy FSW joint cross sections. (a) welding
speed 180 mm/min; (b) middle of the joint with
different welding speed
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13 2195-T6 $R$EH & FSW Hk AR fiiaE
Fig. 13 Tensile properties of 2195-T6 Al-Li alloy FSW joint
393 MPa, MEEFTHYHTHSRIE A 541 MPa, HEkBTfisR
JEIREIRERAY 72. 6%; AHEHEE N 150 mm/min i,
PR A BT AR EEH N 180 mm/min
i, PURisR i, 155 467 MPa, IEAT 8k (BT hr
SR TR B RERE Y 86. 3% T 24 A5 4 B2 7 — 2B 4
2 210 mm/min b, K58 BT B2 398 MPa, I =
F 120 mm/min B ARS8 EE. KR 5 1R AU HR 2
DX ERACRE BE AN [R], Bt 35 0 4 R A 388 vy , A AR

Rt HREH R 120 mm/min T3 210 mm/min, B
U E I TSR FIEM. 2 A 120 mm/min
i, 280 E SHifhi R 600y Y R, fa Widse
A DX TGUR O 1) J AR NS 2 o . el B
F| 180 mm/min 1 210 mm/min i, 28 B
AERL, KREBCR 45°07 03 e, S AW TARAX X T
HRULER BT, R g 52 X5 REA% DX A T B S0 o0t
AU B R AR08 (i DX I IR 2 g i Avopr
HE, IR SR A58 X, SBCSOY UG %
ik I 55 X T AT 4.

&1 15 SRy AN [ 5422 3 2 T 422k 1 B 1 SEML R

(¢) 210 mm/min

14 HRIXENEEME
Fig. 14 Failure location of the tensile samples. (a) 120
mm/min; (b) 180 mm/min; (c) 210 mm/min
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J. INEL 15 AT LA Y, BlR AR AEr AR EAR 2 /)N
MR AR, JE T M 5] 1 =, AR
X3k W 2 X A — e s ), T 23k R h A g
F IS — e R M ) 5 5 R T AR /N1, #
R W 3 R R W SRR AE . B 15b,
& 15d A&l 15 W] LAE i, 7EARE28U% 180 mm/min

FAFR, HERW T BAR L AP EAT RE SR —
RE 225, SRR, WO A A B
SR L K/ INTRTRR 23 B /NP TET T T 11 I A
B2 s SR, IR, I, AR aE
AT ST J AR KR EE D B R 2 S BT AL, 42
SRIUE RS

(e) UTKRLENETH (180 mm/min)
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