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Why does FSW have better creep performance?

» FGHAZ Is narrow
and does not extend
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(DRX zone).
Strained area IS

FSJ was invented and patented by TWI, Ltd. in 1991

» A low energy solid phase joining method — no melting

» Temperature control and deformation may allow a “tunable”
carbide precipitation sequence.

» FSW produces a strained microstructure, both in the nugget
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» FSW allows for enough knobs to be turned in the process
to customized heat input.

» It may be possible to follow a path through thermo-
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