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Table 1 The composition of Q&P980 steel
C Si Mn P S Cr Ni Fe
0.23 1.43 2.05 0.016 0.004 5 0.045 0.017 PN
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The schematic presentation of welding process
and stir tool. (a) welding process; (b) stir tool
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Fig. 5 The microstructures of Q&P980 steel and weld nugget under different rotation speed. (a) BM; (b) 200 r/min; (c)
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Fig. 6 The IPF images of nugget zone of FSWed Q&P980 steel joints under different rotation speed. (a) BM; (b) 200

r/min; (c) 300 r/min; (d) 400 r/min; (e) 600 r/min
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Fig. 7 The KAM images of nugget zone of FSWed Q&P980 steel joints under different rotation speed. (a) BM; (b) 200
r/min; (c) 300 r/min; (d) 400 r/min; (e) 600 r/min
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Fig. 9 The microstructures of weld nugget of Q&P980 steel under different welding speed. (a) 50 mm/min; (b) 100
mm/min; (c) 200 mm/min; (d) 300 mm/min; (e) 400 mm/min
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Fig. 10 The IPF of weld nugget of Q&P980 steel under different rotation speed. (a) 50 mm/min; (b) 100 mm/min; (c)
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