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Abstract: The power spinning of tailor-welded blank (TWB) provides a feasible way to form the
large-scale curved heads of aluminum alloy. However, the inhomogeneous material property of TWB
produces different and more complex spinning behaviors compared with the traditional spinning
of an integral homogenous blank. In this research, the deformation characteristics, microstructure,
and the properties of the power spun curved head with aluminum alloy TWB were studied. A finite
element model considering the inhomogeneous material property of welded blank is developed for
the analysis of the power spinning process. To conduct accurate and efficient simulation, an effective
meshing method is proposed according to the feature of TWB. The simulation and experimental
results show that the weld zone (WZ) presents the larger equivalent stress but smaller equivalent
strain than base material zone (BMZ) in power spinning due to its larger deformation resistance.
Under the combined effects of the spiral local loading path and inhomogeneous deformability of
TWB, the equivalent strain near the weld zone has an asymmetric V-shaped distribution. Strain
inhomogeneity gradually increases with deformation and leads to an increase of the flange swing
degree. In addition, the circumferential thickness distribution is relatively uniform, which is little
affected by the existence of the weld line. However, the circumferential unfitability distribution
becomes non-uniform and the roundness is worsened due to the existence of the weld line. Compared
to the initial blank, the microstructure in WZ and BMZ are both elongated after spinning. The tensile
strength is improved but plasticity reduced after power spinning based on the circumferential and
radial tests of WZ and BMZ. The results are of theoretical and technical guidance for the power
spinning of the curved head component with TWB.

Keywords: aluminum alloy; tailor-welded blank; spinning; deformation characteristics;
microstructure and property

1. Introduction

The surface heads of aluminum alloy are widely used as a key component for pressure vessels
in the aerospace field to satisfy the high demand for performance, as they are lightweight, and are
low cost. These components are usually formed by spinning technology, which has the advantages of
low forming load, simple tooling, and high efficiency [1,2]. With the rapid development of high-end
equipment in aerospace, the larger scale head component is growing in need. The diameter of the
pressure vessel in the latest heavy-lift launch vehicle is greater than 5 m. However, it is difficult to
obtain a high-quality integral blank with a large size in this order by rolling directly. This limits the
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high-performance spinning forming of large-scale heads. Fortunately, the development of welding
technology, especially friction stir welding (FSW), has improved the weld quality of aluminum alloy
effectively in recent years [3–7]. Thus, it may be a feasible way to form the aluminum alloy large-scale
heads by the power spinning of tailor welded blank (TWB).

The power spinning of the large-scale curved head with TWB is a very complex forming process.
The curved surface of the head component usually possesses a complicated profile, for example, a
combination of a spherical surface, conical surface, ellipsoid surface, and so on, which makes the half
cone angle change, largely during spinning. The material undergoes large localized uneven deformation
under complex stress state. Moreover, the different deformation behavior between the weld joint and
base parent material would intensify the deformation inhomogeneity in spinning. Generally, the weld
joint by FSW presents higher strength than the base material, which may produce a constraining effect
on the whole deformation. It may further lead to different deformation characteristics, microstructure,
and properties compared to the spinning of the integral homogenous blank [8,9]. Therefore, it is
of great importance to investigate the deformation characteristics and forming quality in the power
spinning of the aluminum alloy curved head with TWB.

At present, quantities of studies have been conducted on the deformation characteristics
and forming rules in the power shear spinning and conventional spinning of the integral blank.
Zhang et al. [10] developed a finite element (FE) model for the power spinning of large ellipsoidal
heads with variable thicknesses. Based on this model, they analyzed the distributions of stress, strain,
and wall thickness during the forming process, and the unfitability and radial runout of the spun head.
Zhan et al. [11] studied the variation of stress and strain and the wall thickness distribution during the
shear spinning of a cone part through FE simulation. In addition, they also studied the effect of feed ratio
on the tool forces and geometrical tolerances of produced parts [12]. Zhang et al. [13] investigated the
effects of processing parameters on the forming quality in the conventional spinning of a thin-walled
aluminum alloy head. Gan et al. [14] analyzed the features of stress, strain, and wall thickness
uniformity under different roller paths in the conventional spinning of aluminum hemispherical
parts. However, because of the heterogeneous material property of welded blank, the deformation
characteristics and distribution of stress and strain, especially near the weld zone, may present different
rules during the power spinning of TWB. Moreover, it may also lead to non-uniform microstructure
and mechanical properties, then affecting the service performance of the spun component.

In recent years, aluminum alloy TWB is getting more and more applications in sheet plastic
forming. Heo et al. [15] characterized the weld zone movement in the deep drawing of SPC1 alloy
TWB and studied the effect of drawbead dimension on the weld zone movement. Liu et al. [16] and
Wang et al. [17] studied the weld zone movement, strain distribution, and failure modes under different
forming conditions in the hot stamping of AA6082 TWB. However, they do not consider the various
forms of deformation behavior amongst different zones in TWB. Lee et al. [18] evaluated the formability
performance of AA6111 aluminum alloy TWB by FSW based on the limit dome height obtained
by hemispherical dome stretch tests and compared to that of the base material. Habibi et al. [19]
experimentally investigated the mechanical properties, formability, and forming limit diagrams of the
TWB with different thicknesses. Both of the above two works found that the formability performance
of the TWB sheet is different from that of the base material, moreover, which is dependent on the
arrangement direction, ductility, and strength of the weld zone. They also suggested that much
attention should be paid to the precise material characterization of the weld zone and elaborate design
of weld zone arrangement in the real plastic forming with TWB. Considering the difference of material
properties between weld zone and base material, Ren et al. [20] studied the deformation characteristics
during the bending of welded tubes by FE simulation and experiment. They quantitatively evaluated
the constraining effects of the weld zone on strain distributions and its dependence on the location of
the weld zone. Mennecart et al. [21] studied the influence of the weld zone on fracture failure during
deep drawing of high strength TWB compared to that of the integral blank. However, the deformation
characteristics of power spinning are quite different from those of tube bending and deep drawing,
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where the effect of the weld zone may also be quite different. Thus, it is still needed to study the
deformation characteristics and forming quality in the power spinning of aluminum alloy curved head
with TWB.

In this paper, an FE model for the power spinning of the curved head with aluminum alloy TWB
is first developed and validated. It considers the differences of material properties in weld nugget
zone (WNZ), heat affected zone (HAZ), and base material zone (BMZ). Based on the FE model, the
deformation characteristics, especially near the weld zone (WZ), during the power spinning of TWB
are analyzed. The wall thickness, unfitability, microstructure, and mechanical properties of the formed
component are investigated. The results could provide technical guidance for the spinning of the
curved head component with TWB.

2. Material and Method

2.1. Material and Curved Head Component

The material used in this study is a 2219 aluminum alloy welded plate with a thickness of 2 mm.
It is produced from the flat sheet by the FSW process. It is conducted on an FSW-LM-BS08 mechanical
machine at room temperature. The welding speed and rotational speed are 180 mm/min and 800 r/min,
respectively. As well known, the welding process will produce different microstructure and properties
at the weld zone (WZ) from the base material zone (BMZ). It is very critical to precisely characterize
their properties to analyze the deformation behavior during the plastic forming of TWB. Ren et al. [22]
and Xing et al. [23] have proposed an effective method to evaluate the property of WZ including the
weld nugget zone (WNZ) and heat-affected zone (HAZ), and establish the corresponding constitutive
model, as shown in Figure 1a. According to their method, the material properties of 2219 aluminum
alloy TWB was evaluated and molded. In this work, the width of WZ is 14 mm, which is divided into
seven sub-regions with the same width of 2 mm, i.e., WNZ and six HAZ, as shown in Figure 1b. Then,
the constitutive model of different regions was fitted by the Hollomon equation (σ = Kεn). Table 1
lists the tested mechanical properties of different regions in TWB. Figure 2 shows the determined
stress-strain curves of different regions in TWB.

Table 1. Mechanical properties of different regions in the tailor-welded blank (TWB).

Mechanical Properties BMZ HAZ-L1 HAZ-L2 HAZ-L3 WNZ HAZ-R1 HAZ-R2 HAZ-R3

Young’s modulus E
(MPa) 57,982 62,305 64,093 64,729 60,416 60,604 63,629 64,412

Yield strength σs
(MPa) 88.35 74.67 83.01 86.39 67.59 73.09 80.66 84.78

Microhardness
(HV) 48 55 53 50 67 58 54 52
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divided into two segments: the arc segment and the linear segment. The arc segment can be described 
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Figure 2. Stress-strain curves of different regions in TWB.

Figure 3 shows the schematic of the target curved head component. Its height in the y-axis is
100.43 mm, and the diameter of the large end is 390.78 mm. Its interior surface generatrix can be
divided into two segments: the arc segment and the linear segment. The arc segment can be described
by the following equation:

x2 + (y + 84.50)2 = 190.322(45 ≤ x ≤ 122.34). (1)

The linear segment is tangential to the arc segment with a half cone angle of 50◦, as shown in
Figure 3. The wall thickness decreases along the negative direction of the y-axis in accordance with the
sine law.



Metals 2019, 9, 1359 5 of 18
Metals 2019, 9, x FOR PEER REVIEW 5 of 18 

 

 
Figure 3. Schematic of the target curved head component. Unit: mm. 

2.2. FE Modelling of the Power Spinning with TWB 

The FE model for power spinning of TWB was established using the ABAQUS/Explicit, as shown 
in Figure 4. The thickness and diameter of the blank are 2 mm and 400 mm, respectively. It is defined 
as deformable-body and discretized as four-node doubly curved thin quadrilateral shell elements 
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division in Figure 1b. Their material models are assigned according to the data in Figure 2. The 
mandrel and roller are set as rigid bodies. The tie constraint is set between the blank bottom and 
mandrel to ensure that the blank can rotate with the mandrel. Coulomb’s friction model is applied to 
describe the friction behavior between tools and blank. After spinning, the ABAQUS/Standard 
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Table 2. Main processing parameters in the FE model and experiment. 

Parameters Values 
Mandrel speed nM (rpm) 80 in arc segment and 60 in line segment 

Feed rate f (mm/r) 1 
Roller nose radius ρ (mm) 4 
Roller diameter DR (mm) 200 

Deviation rate 0 

Figure 3. Schematic of the target curved head component. Unit: mm.

2.2. FE Modelling of the Power Spinning with TWB

The FE model for power spinning of TWB was established using the ABAQUS/Explicit, as shown
in Figure 4. The thickness and diameter of the blank are 2 mm and 400 mm, respectively. It is defined
as deformable-body and discretized as four-node doubly curved thin quadrilateral shell elements
(S4R). The whole blank is divided into WNZ, six HAZ sub-regions, and BMZ according to the division
in Figure 1b. Their material models are assigned according to the data in Figure 2. The mandrel
and roller are set as rigid bodies. The tie constraint is set between the blank bottom and mandrel to
ensure that the blank can rotate with the mandrel. Coulomb’s friction model is applied to describe the
friction behavior between tools and blank. After spinning, the ABAQUS/Standard module was used to
simulate the spring-back process. The roller path is the typical shear forming path according to the law
of sines and the other main processing parameters are given in Table 2.
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Table 2. Main processing parameters in the FE model and experiment.

Parameters Values

Mandrel speed nM (rpm) 80 in arc segment and 60 in line segment
Feed rate f (mm/r) 1

Roller nose radius ]ρ (mm) 4
Roller diameter DR (mm) 200

Deviation rate 0
Roller oblique angle β (◦) 20

Friction coefficient 0.05

It should be noted that due to the significant variation of the material model near WZ, reasonable
element meshing is required to get high simulation precision and efficiency simultaneously. To this end,
we proposed a meshing method, as shown in Figure 5. The WZ is locally meshed with 7 elements in
the circumferential direction, which correspond to the WNZ and six HAZ, respectively. The radial side
length of these elements are all the same. As for the BMZ, it is separated into four quadrant regions by
the weld line and its perpendicular line. The same meshing method is applied to the four quadrant
regions. For each quadrant region, it is subdivided into four annular regions and three transitional
regions. The sweep method is applied to generate meshes in annular regions. While, the seed number
increases from the interior to the exterior, which are coordinated by three transitional regions with free
element meshing. The radial side length of the element in BMZ is the same as that in WZ. However,
the circumferential side length of the element in BMZ increases gradually from the side near WZ to
the side far away WZ, which is intended to guarantee the smooth transition from fine mesh to coarse
mesh. It is well known that enough mesh number, i.e., enough small mesh size, is required to get
higher simulation accuracy. To get a reasonable mesh number, we compared the simulation results
at different mesh numbers to analyze the mesh sensitivity. Figure 6 shows the simulated equivalent
strains (PEEQ) near the WZ of two models with 20,726 and 17,666 elements. In addition, two integral
homogenous blank FE models with the same meshing method were also developed to check whether
the meshing method will produce error itself. It can be found that the simulation results are very close
to the two models with 20,726 and 17,666 elements. The simulated PEEQ at different circumferential
positions are also very close presenting no mesh-dependence for the FE model of the homogenous
blank. These indicate that the proposed meshing method and 20,726 elements are applicable to get
reliable simulation results for the spinning of TWB in this work.
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2.3. Experimental Validation of the FE Model

The spinning experiment at the conditions in Table 2 was conducted to verify the developed FE
model, as shown in Figure 7. It can be found that the simulated workpiece shape closely matches the
experimental result. In addition, the profile and wall thickness distribution of the formed components
were measured, as shown in Figure 8. It can be seen from Figure 8a that the simulated profile agrees
well with the experimental result. The average and maximum relative errors are 0.53% and 2.74%,
respectively. Figure 8b and c show the comparisons of thickness distribution along generatrix in WZ
and circumferential direction, respectively. The average and maximum relative errors are 4.50% and
7.08%, respectively. These suggest that the established FE model for the power spinning of the curved
head with TWB has a high prediction accuracy.
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3. Results and Discussion

3.1. Deformation Characteristics

Figure 9 shows the comparisons of typical distributions of equivalent stress and strain at
welded and homogeneous workpieces during power spinning. It can be found that the welded and
homogeneous workpieces present a very close distribution feature in BMZ. Both of equivalent stress
and strain present the annular distribution feature. Moreover, they both increase with the radial
direction and reach the maximum in the annular zone behind roller. These features are the same as
those in the common power spinning of the curved head, which have been explained in reference [10].
However, the distributions of equivalent stress and strain in WZ are quite different from the BMZ,
as shown in Figure 9a,b. The WZ presents larger stress but smaller strain than BMZ. As shown in
Figure 2, the deformation resistance of WZ is greater than BMZ, thus the equivalent stress in WZ is
larger. As for the distribution feature of equivalent strain near WZ, it will be analyzed in detail below.
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formed by welded blank and homogeneous blank during power spinning (t = 50 s).

Figure 10 shows the circumferential distributions of equivalent strain and strain components
near WZ. It can be seen from Figure 10a that the distribution of equivalent strain near WZ presents a
V-shaped feature. The equivalent strains at two boundaries between WZ and BMZ are larger than the
values of the homogeneous workpiece. While the equivalent strain at the middle of WZ is smaller than
that of the homogeneous workpiece. In addition, it should be noted that the distribution of equivalent
strain in WZ is asymmetric. The left boundary presents a larger strain than the right boundary, as
shown in Figure 10a. From the distributions of three strain components (Figure 10b–d), it can be seen
that thickness and circumferential strains both present a similar distribution feature to equivalent
strain, i.e., larger at boundaries and smaller at the center. However, the radial strain changes little
near WZ and is very close to that of the homogeneous workpiece. These suggest that the V-shaped
distribution of equivalent strain near WZ is mainly caused by the thickness and circumferential strains,
while little related to the radial strain.
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To explain the V-shaped distribution feature of equivalent strain, the deformation behavior near
WZ was analyzed. Figure 11a shows the schematic of deformation behavior when the roller is about to
contact the WZ. The material in the roller acting zone will move in the vertical direction and deform,
meanwhile, the material in front of the roller will also passively move vertically a little. They will
restrain each other. Figure 11b shows the distribution of vertical velocity in the deformation region
under different conditions. It can be observed that when encounters BMZ, the velocity in the front of
the roller is close to that in the roller acting zone. However, when encountering the WZ, the velocity in
front of the roller is much smaller than that in the roller acting zone and close to 0. This is because
the deformation resistance of WZ is larger than that of BMZ, which will lead to larger resistance to
the passive vertical movement. This discordant movement caused by incompatible deformability
in two zones will cause larger equivalent strain at the boundary between BMZ and WZ, i.e., the left
boundary in Figure 10a. On the contrary, when the roller moves from WZ to BMZ, the BMZ in front of
the roller possesses good deformability, which can coordinate the deformation in the roller acting zone.
Thus, the equivalent strain at the right boundary in Figure 10a is smaller than that at the left boundary,
presenting the asymmetric features. On the other hand, when the whole deformation region locates in
WZ, the deformability difference between the roller acting zone and front of the roller is very small.
Moreover, the deformation resistance of WZ is larger than that of BMZ. Thus, the equivalent strain in
the center of WZ is smaller than that in BMZ.
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The above analyses suggest that the spiral local loading path of the roller and inhomogeneous
deformability of the welded blank results in the uneven strain distribution near the WZ. In this work,
the difference between the maximum and minimum strains in a circle (cross-section) is applied to
evaluate the deformation inhomogeneity degree (DI), as indicated by

DI = εmax − εmin (2)

Figure 12 shows the variation of DI during the forming process of TWB. It can be found that the
DI increases gradually with the forming process. This may be related to the deformability difference
between the WZ and BMZ increasing with strain, as shown in Figure 2.
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As well known, the flange state plays a great role in the forming quality during spinning. Thus,
the flange swing degree (FSD) during the forming process is also analyzed, which is evaluated by
the difference between the peak and valley points on the flange. From Figure 13, it can be found
that FSD first increases quickly, then change little, and increases quickly again in the last forming
stage. This variation trend is very close to that of DI in Figure 12, which suggests that the deformation
inhomogeneity has an important effect on the FSD. Besides, it can be seen that the FSD is very close to
the spinning of the welded and homogeneous blank. It indicates that the inhomogeneous material
properties of welded blank do not intensify the FSD in this work.
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3.2. Wall Thickness and Unfitability Distribution

As the wall thickness and unfitability are two critical indexes for the forming quality of power
spinning, their distributions in four typical paths on the workpiece were analyzed in this section.
Figure 14 shows the typical analysis paths. Path 1 and 2 are two circumferential paths in the arc
and linear segments, respectively. Path 3 and 4 are two radial paths along WZ and its perpendicular
direction, respectively.
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Figure 15a,b shows the wall thickness distribution along typical circumferential and radial paths,
respectively. It can be seen that the wall thickness at two circumferential paths are both close to
the ideal sine reduction rate. In addition, the wall thickness distribution is almost uniform in the
circumferential direction, except for a slight fluctuation near the WZ. The wall thickness in the WZ
presents an approximate ∧-shaped distribution. The thicknesses near the boundaries are smaller than
that in the BMZ, but those in the center are greater. This is caused by the V-shaped inhomogeneous
distribution of equivalent strain in the WZ, as described in Section 3.1. There is an obvious negative
correlation between wall thickness and equivalent strain. However, it should be noted that this
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thickness fluctuation is very small compared to the thickness variation in the radial direction. As shown
in Figure 15b, the wall thickness in the WZ (Path 3) and BMZ (Path 4) are very close. This suggests that
as far as the wall thickness be considered, the existence of WZ hardly affects the thickness homogeneous.
As for the dramatic increase of thickness at the edge of the component, it has also been found in the
work of [10], which is a common phenomenon in the power spinning. This is because the flange
width is very small at the final forming stage, which makes the flange fluctuate greatly and present a
very small constraint effect. Under these effects, the deformation mode will deviate the ideal shear
deformation. Thus, the wall thickness increases dramatically at the edge of the component. However,
this part can be cut after forming, which has little effect on the forming quality.
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To analyze the unfitability characteristic, the unfitability degree (UD) proposed by [24] is applied
in this work:

UD =

√
x2 + y2 + (y− y0)

2
−R−

ti
2

, (3)

where, (x, y, z) is the coordinate of node i and ti is the thickness at node i. The first and second equations
are applied to the arc and linear segments, respectively. Figure 16 shows the distribution of UD along
radial paths. It can be found that the UD increases first then decreases for both radial paths. Besides,
it can be observed that the UD in the WZ (Path 3) is larger than that in the BMZ (Path 4) for smaller
radial distances, while it gets smaller for larger radial distances. These indicate that the existence of the
weld line leads to the non-uniformity of UD in the circumferential direction, which will also worsen
the roundness of formed components to some extent.
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3.3. Microstructure and Mechanical Properties

In this section, the microstructure and mechanical properties of spinning formed components are
analyzed. The microstructure was observed with the magnification of 500× using an optical microscope.
Figure 17 shows the initial and deformed microstructure in the BMZ and WZ. It can be seen that the
aspect ratio of grains in deformed microstructure is much greater than the initial microstructure for
both of the BMZ and WZ. This is caused by the significant shear deformation in power spinning.
The significant microstructure change will affect the final mechanical properties. Besides, it can be
observed that the deformed microstructure in the WZ and BMZ are quite different, which may lead to
the inhomogeneous distribution of mechanical property in the formed workpiece. Thus, the mechanical
properties in BMZ and WZ are tested along the circumferential and radial directions, respectively.
Figure 18 shows the detailed four sampling locations for tensile tests. The tensile sample size and
test scheme were conducted according to the standard method. The tensile samples were cut by the
wire-cutting machine, flattened, and ground. The tensile tests were performed on the NCS GNT100
universal tensile test machine. After tests, the tensile strength and elongation were obtained, and
the microscope fracture morphology was observed with the magnification of 500× using a scanning
electron microscope.
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Figure 18. Schematic of sampling location on the workpiece for tensile tests.

Figure 19a,b shows the tensile strength and elongation at different zones and directions. It can
be found that the tensile strengths after deformation are all greater than the initial blank for all
different zones and directions. Zhan et al. [25] have reported that significant work hardening and
grain refinement will produce in the power spinning of aluminum alloy. Thus, the tensile strength is
improved during power spinning. On the contrary, the elongation is greatly reduced for all samples
after spinning deformation, as shown in Figure 19b. Especially, the elongation of WZ is much smaller
than that of the BMZ. For the radial samples, the microstructure of the WZ and BMZ samples are totally
different, which makes different deformation and fracture behavior for them. From Figure 20a and b, it
can be seen that radial samples in the WZ and BMZ both present quantities of dimples, which means
the ductile fracture type. However, many cleavage planes are also observed in the radial sample of the
WZ (Figure 20a), which do not exist in the radial sample of BMZ (Figure 20b). Thus, the elongation
of the radial sample in the WZ is much smaller than that in the BMZ. For circumferential elongation,
the sample at the WZ is a mixture of weld joint material and base material and the weld joint locates
the middle of the sample, as shown in Figure 18. Due to the lower deformation resistance of the base
material than the weld joint, the sample will neck and fracture at the zone of the base material, as
shown in Figure 20c. Thus, the circumferential samples at WZ and BMZ both present ductile fracture
with quantities of dimples, as shown in Figure 20c,d. However, the inhomogeneous material property
of the sample at the WZ will aggravate the inhomogeneous deformation and accelerate the occurrence
of necking. As a result, it presents a lower elongation than the circumferential sample in the BMZ.
From the above analysis, it can be found that the plasticity at the WZ is a “weak link” in spinning with
TWB, which needs more concern in the practical application.
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Figure 20. Fracture morphology of the radial sample (a,b) and circumferential sample (c,d) in the WZ
(a,c) and the base material zone (BMZ) (b,d).

4. Conclusions

In this paper, the deformation, microstructure, and properties of the power spun aluminum alloy
curved head with tailor welded blank (TWB) were investigated by FE simulation and experiment.
The following conclusions can be drawn:

(1) The deformation behavior of the weld nugget zone (WNZ), heat affected zone (HAZ), and
base material zone (BMZ) of 2219 aluminum alloy TWB were evaluated and molded, respectively.
On this base, the FE model for power spinning of the curved head with aluminum alloy TWB was
developed. During FE modeling, an effective meshing scheme for TWB was proposed to get high
simulation precision and efficiency at the same time.

(2) In the spinning of TWB, the equivalent stress and strain in the BMZ present annular distribution,
which is very close to the spinning of the homogeneous blank. However, WZ has larger stress but
smaller strain than the BMZ due to its larger deformation resistance. The spiral local loading path of
the roller and inhomogeneous deformability of TWB result in an asymmetric V-shaped distribution of
strain near WZ, i.e., the boundaries between the WZ and BMZ show the larger strain while the WZ
center presents the smaller strain than BMZ.

(3) For forming quality in the spinning of TWB, the existence of the weld line plays a little effect
on the thickness uniformity, but leads to non-uniform unfitability distribution, and worse roundness
compared to the spinning of the homogeneous blank. Compared to the initial blank, the circumferential
and radial tensile strength in WZ and BMZ are all improved, while their plasticity is reduced after
power spinning.
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