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[ABSTRACT] Friction stir welding is an environmental friendly and effective solid-state joining process. However, the

exit hole at the end of the weld is inevitable and needed to be repaired. The research status of the exit hole repairing tech-

nology for friction stir welding is reviewed in the present paper. The significance of the exit hole repairing for the friction

stir welding structure is pointed out. Reference for the exit hole repairing during actual production process is provided.
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Fig.1 lllustration for friction stir welding process
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Fig.3 Surface morphology of welding joint with different retracted
speed
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Fig.4 Combined repairing process of fusion welding + friction stir
welding
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Fig.5 Precipitated phase of repaired joint
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Fig.6 Friction plug welding
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Fig.7 Welding surface morphology before and after FPW
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Fig.8 lllustration for filling friction stir welding process
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Fig.9 Semi-consumable filling friction stir welding tool
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Fig.10 lllustration for five distinct welding seam zones
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