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Fig.1 Welding process of RFSSW
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New Research Progress of Refill Friction Stir Spot Welding

ZHOU Canfeng, JIAO Xiangdong, GAO Hui
(Beijing Higher Institution Engineering Research Center of Energy Engineering Advanced Joining Technology,

Beijing Institute of Petrochemical Technology, Beijing 102617, China)

[ABSTRACT]

Compared with traditional friction stir spot welding, refill friction stir spot welding can produce perfect

weld without exit hole, so it has bright future in some cases including termination hole repair of friction stir welds. New

research progress of refill friction stir spot welding in the recent years has been reviewed, such as development of welding

equipment, study of welding process and forming mechanism, analysis of weld microstructure and mechanical performance,

and exploration of dissimilar materials, in addition, several important fields are indicated which include welding robot,

keyhole closure process, weld fatigue and bonding between Al with other material.

Keywords: Refill friction stir spot welding; Keyhole closure repair; Weld microstructure; Fatigue
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