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ABSTRACT: The paper aims to study the corrosion resistance of 2524 aluminum alloy refilling friction stir spot welding

joints in different welding regions. Combined with scanning electron microscopy (SEM) and energy dispersive spectros-

copy (EDS) techniques, the microstructure, corrosion morphology and corrosion depth of different weld regions of the

joint were analyzed, and the corrosion mechanism was discussed. The results showed that the grain size in the stirring

zone (SZ) was the smallest, while that in the heat-affected zone (HAZ) was the largest. In the SZ, the corrosion was pits,

and the maximum depth of the pit was 2.45 pm. Severe exfoliation corrosion occurred in the HAZ. The maximum corro-

sion depth was 45.65 um. The HAZ exhibits the worst corrosion resistance and the most severe corrosion.
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Tab.1 Chemical composition of 2524 aluminum alloy
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Fig.1 SEM images of different regions for the upper surface of joint
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Fig.2 Macroscopic corrosion morphology
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Fig.3 Corrosion morphology of SZ
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Fig.4 Corrosion morphology of TMAZ
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Fig.5 Corrosion morphology of HAZ
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Fig.6 Corrosion morphology of BM
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Fig.7 Cross-section corrosion morphology
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Fig.8 SEM and EDS images for ring pits
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