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Abstract: High-entropy alloy (HEA) offers great flexibility in materials design with 3–5 principal
elements and a range of unique advantages such as good microstructure stability, mechanical strength
over a broad range of temperatures and corrosion resistance, etc. Welding of high entropy alloy,
as a key joining method, is an important emerging area with significant potential impact to future
application-oriented research and technological developments in HEAs. The selection of feasible
welding processes with optimized parameters is essential to enhance the applications of HEAs.
However, the structure of the welded joints varies with material systems, welding methods and
parameters. A systemic understanding of the structures and properties of the weldment is directly
relevant to the application of HEAs as well as managing the effect of welding on situations such as
corrosion that are known to be a service life limiting factor of welded structures in conditions such as
marine environments. In this paper, key recent work on welding of HEAs is reviewed in detail focusing
on the research of main HEA systems when applying different welding techniques. The experimental
details including sample preparation, sample size (thickness) and welding conditions reflecting
energy input are summarized and key issues are highlighted. The microstructures and properties of
different welding zones, in particular the fusion zone (FZ) and the heat affected zones (HAZ), formed
with different welding methods are compared and presented in details and the structure-property
relationships are discussed. The work shows that the weldability of HEAs varies with the HEA
composition groups and the welding method employed. Arc and laser welding of AlCoCrFeNi HEAs
results in lower hardness in the FZ and HAZ and reduced overall strength. Friction stir welding
results in higher hardness in the FZ and achieves comparable/higher strength of the welded joints in
tensile tests. The welded HEAs are capable of maintaining a reasonable proportion of the ductility.
The key structure changes including element distribution, the volume fraction of face centered cubic
(FCC) and body centered cubic (BCC) phase as well as reported changes in the lattice constants are
summarized and analyzed. Detailed mechanisms governing the mechanical properties including
the grain size-property/hardness relationship in the form of Hall–Petch (H–P) effect for both bulk
and welded structure of HEAs are compared. Finally, future challenges and main areas to research
are highlighted.
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1. Introduction

High-entropy alloys (HEAs) are based on the promising alloy design ideas of configurational
entropy maximization, which offer great flexibility in developing different material systems [1–6].
Compared with the classic alloys, HEAs possess better performance in areas such as hardness,
wear resistance, fatigue and resistance to corrosion and oxidation [3–6] as well as novel physical
properties [2,3]. In general, HEA has high intrinsic strength and ductility, and the low diffusion rate
of HEAs at high and low temperatures makes their applications in harsh condition possible [1,7,8].
There are many different material systems and processing methods developed in the past decades,
which offer great flexibility in materials and processing methods selection for different conditions
with a suitable welding process. In the meantime, the complexity of the material systems requires
development of detailed understanding of the material behavior in different manufacturing processes
including both hot and cold working operations. Joining of HEAs in similar or dissimilar material
systems is increasingly important for expanding the applications of HEAs [9], among which welding
process of HEAs is challenging due to the complex chemical, physical, and mechanical nature of
welding and the need for tailoring the properties and structures of the weldment for complex loading
conditions in similar and dissimilar welding.

HEA can be produced by many different routes such as liquid processing approaches (e.g.,
arc melting, Bridgman solidification, atomization and laser cladding), additive manufacturing,
mechanical alloying (e.g., powder metallurgy), mixing elements of the vapor state including sputter
deposition, atomic layer deposition and vapor phase deposition [1,10–18]. Welding is a complex
process due to the fact that many conditions or factors affect the welding process. The quality of the
welded joints can be assessed by the microstructure of the welding zones formed and mechanical
structural integrity of the weldment as well as corrosion and fatigue [12]. There are many different
welding processes such as arc welding, laser welding, friction stir welding, electron beam welding,
electrical resistance spot welding as well as other processes such as electroslag welding, vacuum
diffusion welding, etc. [9,12–16]. These welding processes differ significantly in the welding mechanism,
working principles of the equipment and efficiency, but each has been found to have wide applications
in different industries and application conditions. The energy input and the maximum temperature
could be many orders of magnitude different from each of the welding methods, which directly
influence the elemental and material behavior such as evaporation, melting and cooling. For example,
the heat density ranges from 105–106 W/cm2 for gas metal arc welding or plasma arc welding to
107–108 W/cm2 for laser or electron beam welding [15,16]. The structural zones formed (Figure 1)
after different welding processes could be significantly different in geometry, size, microstructure and
compositions, which is dependent on many factors such as the behavior of material systems (elements,
evaporation, melting, flow, phase changes, cooling, etc.), the original structures of the workpiece,
size of the specimen and the welding parameters, etc. The structure and properties of the welded
joints (such as size/shape of the welding zones, the hardness distribution, residual stress, defects,
etc.) also affects the performance of the overall joints under different modes of loading and service
conditions [17]. These directly influence the suitability of each welding process on joining different
HEAs, the application of HEAs and future developments in related areas [1,5,6,18].

In this paper key recent work on welding of HEAs is systematically reviewed. The main works
on welding of different HEAs with different welding techniques are presented. The experimental
details including samples preparation, sample size (thickness) and welding conditions reflecting the
speeds and energy input are summarized. The different welding zones formed with different welding
methods and the microstructures are compared. The hardness change of the fusion zone (FZ) and heat
affected zones (HAZ) in different welding processes is compared and linked to the material systems.
The mechanism of microstructure and property changes in the FZ and HAZ and their influence on the
mechanical properties is discussed. Data on the Hall–Petch (H–P) effect (grain size-property/hardness
relationship) for both bulk and welded structure of HEAs is compared. The future challenges and main



Entropy 2019, 21, 431 3 of 17

areas to research are highlighted on the weldability of HEAs, welding process selection and potential
effects of the microstructure and properties in different welding zones of HEAs on their applications.   
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Figure 1. Welded zones formed by different welding methods. [http://is.gliwice.pl/en/strona-cms/
electron-beam-welding-laboratory].

2. Welding of HEAs in Different Welding Processes

2.1. Arc Welding of HEAs

Arc welding is one of the most common welding methods, in which the energy from an arc of
electric current between the material and a consumable/non-consumable electrode stick (either) is
employed to melt the workpiece(s) with/without a protective atmosphere. Typical arc welding includes
shielded metal arc welding (SMAW), gas tungsten arc welding (GTAW) (also known as TIG (Tungsten
inert gas)), gas metal arc welding (GMAW), flux-cored arc welding (FCAW), submerged arc welding
(SAW) [15,16]. Most of the work on welding HEAs has been focused on gas tungsten arc welding
(GTAW) [19,20]. In the welding process, a non-consumable tungsten electrode is used to produce
the weld by melting the base metal (Figure 2a), and the weld area is protected from atmospheric
contamination by an inert shielding gas such as argon or helium. In the work by Sokkalingam et al [19],
two Al0.5CoCrFeNi–HEA plates (homogenized at 1423 K for 24 hours followed by furnace cooling)
of a thickness of 2.5 mm were butt-welded with a current of 40 A and voltage of 12 V at a welding
speed of 80 mm/min. The FZ and HAZ formed exhibited distinctively different structures from the
base metal (BM) (as shown in Figure 2b). The dominant structure in the FZ mainly consisted of fine
elongated grains with diameter of 8–12 µm and lengths of 80–120 µm. The HAZ had a distinctive
coarse grain structure with grain boundaries delineated by the body centered cubic (BCC) phase.
Vickers micro-hardness tests across the three zones revealed an inferior hardness of the FZ and HAZ
compared to the BM, particularly at the center of the welding pool (Figure 2c). Tensile tests of welded
sample perpendicular to the welding seam showed that both the yield strength (YS) and the ultimate
tensile strength (UTS) were reduced after welding, but the welded sample has maintained a high
proportion of the ductility (Figure 2d), which is better than samples with other welding processes
(detailed in the following sections).

CoCrFeMnNi system is another major HEAs system with significant potential in structural
applications [20–23]. Wu et al [20] investigated the welding of CoCrFeMnNi HEAs with
low-energy-density, high-heat-input gas tungsten arc (GTA). The raw material of the workpiece
was arc-melted and drop-cast into an ingot of 25.4 mm × 12.7 mm × 127 mm, a rolling operation along
the longitudinal direction was then performed in air at room temperature to reach a final thickness of
1.6 mm. The sheets were annealed at 900 ◦C for 1h to obtain an equiaxed microstructure. Buttwelding
of two pieces of the sheet alloys were performed at a power level of 8.4 V and 75 A with a welding speed
of 25.4 mm/min. The FZ of the welded joints exhibited a centerline grain structure of large columnar
grains grown from the fusion lines to the centerlines (Figure 3). Tensile tests of the specimen at 293 K
and 77 K showed that the effective YS of the GTA weld was close the BM, but the UTS was significantly
lower, in particular for the low temperature test. The ductility of the GTA sample was maintained over
50% (Figure 3). The difference in the microstructures of the FZ between the two material systems (i.e.,
Al0.5CoCrFeNi and CoCrFeMnNi) is apparent, both showed columnar grain structure, but the effect
of the welding on the mechanical response is different. The FZ of Al0.5CoCrFeNi–HEA (Figure 2d)

http://is.gliwice.pl/en/strona-cms/electron-beam-welding-laboratory
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showed a drop in YS and UTS, and maintained high proportion of the ductility against the BM;
while the drop in YS for CoCrFeMnNi (Figure 3) was relatively limited but there was a clear drop of the
UTS, but it had only maintained about half of the ductility. The work also revealed limited depletion
behavior of Mn in the weld zone, which is different from welding of high-Mn stainless steels [24].
Nano-twins (Σ3) common to CoCrFeMnNi HEA and other face-centered cubic (FCC) metals and alloys
with low stacking fault energy were also observed [25]. The nano-twins and twin bundles formed
during deformation had significantly beneficial effect on mechanical properties such as tensile strength.
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Figure 2. Structure and hardness of the welded zones and engineering stress-stain curves of the 
welded samples of Al0.5CoCrFeNi high entropy alloy (HEA) [19]: (a) Schematic of gas tungsten arc 
(GTA) welding process, (b) Scanning electron micrographs of base metal (BM)–heat affected zone 
(HAZ)–fusion zone (FZ) interfaces, (c) Microhardness profile on the surface of the welded sample and 
(d) Engineering stress–engineering strain curve for the BM and welded sample. 
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2.2. Laser Welding/Laser Beam Welding

Research on laser beam welding (LBW) of HEAs has been reported in several recent
publications [26–30]. In a laser welding process, pieces of metal are melted and joined through
a concentrated heat source provided by the laser beam, forming a narrow, deep weld (Figure 4a).
LBW has much higher welding rates than arc welding and is more suitable for high volume applications.
LBM is based on keyhole or penetration mode welding [17]. Compared to arc welding, the heat
density for laser is much higher and the welding point/zones is narrower and the cooling could
be much faster [17,18]. Kashaev et al [26] studied LBW of a CoCrFeNiMn-type HEA produced by
self-propagating high-temperature synthesis (SHS). The synthesis of the initial CoCrFeNiMn-type alloy
was carried out with the use of thermite-type SHS powders containing oxides of the target elements
(NiO, Cr2O3, Co3O4, Fe2O3, MnO2 and high purity Al as the metal reducer). The SHS-fabricated alloy
was characterized by ∼2 times reduced Mn content in comparison with that of the other principal
components and the presence of impurities including Al, C, S, and Si. In the experiments, welded
butt-joints were produced using an 8.0kW fiber laser with a fiber optic (300 µm core diameter) and a
300 mm focal length with a welding speed in the range between 3.0 m/min and 6.0 m/min. Detailed
metallurgical analysis revealed that the difference in microstructure and grain orientation distribution
between the BM, HAZ and the FZ was not significant. As shown in Figure 4b, the FZ was not
fully symmetric. Detailed Vickers hardness tests at the top, middle and bottom of cross-section
showed a pronounced increase in microhardness from (153±3) HV 0.5 (BM) to (208±6) HV 0.5 (FZ)
(Figure 4b). Nam et al [28] recently also reported the change of hardness on LBW of equiatomic
Co0.2Cr0.2Fe0.2Mn0.2Ni0.2. The specimen in the work was prepared via vacuum induction melting,
casting and homogenisation at 1100 ◦C for 24 h followed by air cooling. The tensile test data (Figure 4c)
showed that the rolled specimen was much stronger with significant work hardening than the cast
specimen. Systematic tests also showed that the stress-strain curves were not very sensitive to the
change of welding speed, further details can be found in the paper [28]. Tests on the cross section of
the weld of rolled specimen and cast specimen revealed hardness increase in the FZ and HAZ over the
BM, but to a distinctively different extent. The hardness increase in the FZ of the rolled HEA specimen
was limited while the hardness increase in the FZ of the cast specimen was over 30% (~130 to ~170 HV
0.5) (Figure 4d). Similar levels of hardness increase were also reported in the work on welding of
CrMnFeCoNi plates with thickness of 1 or 2 mm [29], in which metallurgical analysis showed the FZ
formed a dendritic structure with the dendritic and interdendritic regions relatively rich in Fe and
Mn, respectively. The hardness of the FZ was much higher than the BM (~185 HV0.1 vs. ~143 HV0.1).
Despite the difference in material systems and the condition of the BM, the thickness and welding
powers and speeds [26,28,29], all these works showed an increase in the hardnesses of the FZ and HAZ.

The trend of the other reported works on LBW showed a difference in terms of the hardness
changes in the FZ [19,27]. In the work by Sokkalingam et al [19], 1 mm thick sheets of Al0.5CoCrFeNi
were welded with a power of 1.5 kW and a traverse speed of 600 mm/min. The FZ that was exposed to
rapid heating and cooling rate showed clear grain refinement (Figure 5a) with two kinds of dendritic
structures: few longer columnar dendrites at the region next to fusion line, at the interloop boundaries
and weld center with an average dendritic spacing of 4.8 µm and smaller equiaxed dendrites at
in-between areas. Different from the results shown in Figure 4, Vickers microhardness test showed that
the FZ became softer than the BM (Figure 5b). Similar hardness drop in LBW has also been reported by
Nam et al [27] on Co0.2Cr0.2Fe0.2Mn0.2Ni0.2 (Figure 5c,d). In the work, the HEA slab used in laser
butt-welding was homogenized at 1100 ◦C for 24 h and hot-rolled to 3 mm, followed by air cooling,
then cold-rolled to 1.5 mm at room temperature (25 ◦C). As shown in Figure 5d the hardness of the FZ
is much lower than the BM. The data also clearly showed that the width of the HAZ was affected by
the welding speed but the bound of hardness of the FZ was not sensitive to the welding speed.
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2.3. Electron Beam Welding

In an electron beam welding (EBW) process, a beam of high-velocity electrons is applied to
two materials to be melted and joined. The heat density is high and the melted zone is normally
thinner than that in laser and arc welding. In the work by Wu et al [31] on weldability of a high
entropy CrMnFeCoNi alloy using a controlled test, a face centered cubic (FCC) CrMnFeCoNi alloy was
selected. Welds produced by EBW showed no cracking. Tensile tests data showed that the welded
joints possessed mechanical properties comparable to those of the BM at both room and cryogenic
temperatures. Compared with the BM, deformation twinning was more pronounced in the FZ of the
tested alloy. In another work, Wu et al [20] investigated low-heat-input EBW of CoCrFeMnNi HEA.
The EB welds were made at a power level of 125 kV/2.2mA, and at a welding speed of 38 mm min−1.
The work also showed that the welded specimen has maintained the strength and ductility of the
BM indicating good weldability of the HEA in this condition (Figure 6). In the work by Nahmany
et al [32], electron beam surface re-melting was employed to modify the surface properties of two
five-component AlxCrFeCoNi HEAs (x-0.6 and 0.8) prepared by vacuum arc-melting. The effects of
electron beam heat on the structure and mechanical properties of deep penetration welding of HEAs
were investigated. The quality of weld was found to be dependent on the welding condition (Figure 7),
when the welding heat input was increased from 72 J/mm (P2-1 and P3-2) to 108J/mm (P2-3, P3-4),
cracks were observed, which is thought to be due to the residual stresses. In addition, the hardness of
the FZ also increased relative to the BM, which is different from EBW. The reason for the hardness
difference requires further studies but this highlighted the effect of depth and energy input on the
quality of the welding process.
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2.4. Friction Stir Welding

Several works have studied the friction stir welding (FSW) of HEA systems [29,33–37]. Different
from arc, laser and electron beam welding, FSW (Figure 8) is a form of solid-state joining, in which
two facing workpieces are jointed through the heat generated by friction between the rotating of a
non-consumable tool and the workpiece material [38]. The volume of the material affected in the
welding process is much wider than other fusion based welding processes. Zhu et al [34] studied the
FSW of a typical FCC CoCrFeNiAl0.3 HEA. The sample was made by arc-melting and cast into ingot
plates with a dimension of 2 mm× 10 mm× 30 mm. The welding process was performed with speeds of
30 and 50 mm/min while the rotation rate and load force were kept at 400 rpm and 1500 kg, respectively.
The tool has a shoulder diameter of 12 mm, probe diameter of 4 mm and probe length of 1.8 mm.
The FSW joint consisted of four different regions: the stir zone (SZ), thermomechanically affected zone
(TMAZ), HAZ and BM (Figure 8). The SZ exhibited refined grain size arising from recrystallization and
it exhibited higher hardness due to grain size refinement. The TMAZ exhibited a mixed microstructure
comprising coarse and fine grains due to partial recrystallization. The XRD results indicated that the
HEA remained an FCC structure after FSW. The SZ showed a refined equiaxed microstructure due
to recrystallization, and the hardness of the FZ was found to be much higher (220 HV) than the BM
(180 HV). Another study [35] reported the work on FSW of a ductile Co16Fe28Ni28Cr28 HEA of a low
content of Co with a particular focus on microstructural evolution and weld strength in comparison to
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Jo et al [29] investigated the microstructure and mechanical properties of friction stir welded
CrMnFeCoNi HEA. The material was prepared by vacuum induction melting and hot rolling at 1100 ◦C.
The dimension of the FSW plates was 55 mm × 60 mm × 2 mm. The pin diameter was 4–5.76 mm,
the pin length was 1.85 mm, the shoulder diameter was 12 mm and the tilt angle was 3◦. The FSW was
carried out at a welding speed of 150 mm/min and tool rotation speeds of 600 and 70 RPM. Detailed
metallurgical analysis showed that FSW refined the grain size in the weld region by a factor of ∼14
when compared with the BM (Figure 9a). The hardness in the weld region was much higher than
the BM (~215 HV vs.144 HV) (Figure 9b). The tensile strength and ductility of FSW CrMnFeCoNi
were comparable to that of annealed CrMnFeCoNi. This is probably associated with considerable
microstructure refinement in the SZ and further recrystallization in FSW.
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3. Grain Structure, Element Distribution and Precipitations in Welded Structures of HEAs

The structures at different levels (grain, precipitation and lattice) are important to the integrity of
the weldment. The structure, precipitation and element segregation/redistribution in a welding process
are also important for some service conditions such as corrosion, creep etc. [1,12,15,16]. Apart from the
difference in the general structure and hardness profiles of welding zones detailed in Section 2, research
work on welding of HEAs also revealed significant difference in secondary phase and precipitation
associated with different welding processes and material systems. In arc welding processes, such as
GTAW, which is like a miniature casting process, the weld metal experiences a rapid cooling rate.
The main grain structure is elongated columnar dendrites nucleated from the fusion line and equiaxed
grains near the weld centerline [19,20]. Sokkalingham et al [19] has performed detailed XRD analysis
on GTAW for Al0.5CoCrFeNi and found that both the volumetric fraction and lattice constant for both
FCC and BCC phases change. The volume fraction of FCC increases (from 76 to 97.8%) but the lattice
constant of FCC decreased from 0.3568 to 0.2424, and the lattice constant of BBC increased significantly,
from 0.2132 to 0.3020. This is an interesting finding, and further research is required on how this is
linked to the element segregation and how this change may affect the mechanical behaviour including
shear and corrosion [39,40].

Composition distribution and element segregation across the welded joint at macro and micro
scales are important to the understanding of the mechanical and corrosion resistance of the welded joint,
which may be associated with many different mechanisms, such as evaporation, time and temperature
for element diffusion, oxidation and precipitation, etc. [4,19,20,30,41–43]. For CoCrFeMnNi alloy [20],
the GTA weld exhibited microsegregation behaviour in the Mn- and Ni-rich interdendritic region
and Co-, Cr-, and Fe-rich dendrite cores, but the depletion of Mn was not observed, while for EBW
weld, there was clear Mn depletion in the FZ (Figure 11) [20]. As shown in Figure 11b, the average
value of the Mn is lower than the nominal value (20%). This was probably caused by evaporation
of Mn due to the high power density associated with the EB welding process. For Al0.5CoCrFeNi,
the elemental analysis in FZ revealed that the dentrites were rich in Fe and Co, depleted of Al and
Ni, and had an even distribution of the Cr element [19]. Similar results have been observed in LBE of
Al0.5CoCrFeNi [30]. It is not fully clear if evaporation of Al had played role influencing the structure
and properties. However, elemental analysis showed that the concentration of Al element in dentrites
and interdentrites of the as-welded (AW) sample is lower than the grains and the grain boundaries
of the BM. The dendrites of the AW have a Al concentration of 4.78 %, while the grain of the BM
has a concentration of 5.27%; The data also shows that the interdentrites of the AW region consist of
10.69% Al, while the Al concentration in the BM-grain boundary is about14.43%. So, it is possible that
evaporation of Al may have occurred during the LBE process, which requires further quantitative
studies together with other mechanisms proposed by the authors, such as precipitation of BBC phase
(Al-Ni rich phase). In both material systems (i.e., AlCoCrFeNi and CoCrFeMnNi), the primary dendrite
arm spacing and the extent of elemental segregation were less in the welds than in the cast ingot as
the cooling in welding is much higher than in casting. In LBW, the heat density and the cooling rate
is much higher than arc welding, the FZ gives the appearance of a columnar grained microstructure
with random crystallographic orientation, and no significant change in microstructure near the FZ-BM
boundary was observed [29]. In another work [26], the differences in microstructure and grain
orientation distributions between the BM, HAZ and the FZ were not significant for CoCrFeNiMn-type
HEA in LBW. For CrMnFeCoNi, the interdendritic and dendritic regions are enriched in Mn and Fe,
respectively, similar to that at the FZ-BM boundary. LBW also resulted in precipitation of the nanoscale
B2 phase particles for CoCrFeNiMn-type HEA. In the weldment of Al0.5CoCrFeNi, the equiaxed
polygonal grains with grain size of 60 µm in homogenized state transformed to longer columnar
dendrites at the region nearer to fusion boundary and inter-loop boundaries with an average dendritic
spacing of 4.8 µm and fine equiaxed dendrites at the weld center on welding [19]. The work also found
that, in the LB weldment, the hardening factor (Al-Ni rich BCC phase) was less in the weld metal than
that in the BM, therefore the weld metal exhibited a lower hardness than that of BM.
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For FSW, the SZ comprised of refined grains arising from dynamic recrystallization. The HAZ
exhibited a columnar structure [34,35]. In another work [29], EDS-line scan showed that in general
the dendrites were enriched in Fe and depleted in Ni and Mn. The fluctuation in composition was
significant: between ~5 and 15 at%. The cause for this compositional fluctuation in the FZ, which is
expected to stay hot longer than the FZ-BM boundary and thereby allow for greater homogenization,
is not clear and needs further study. In the work, relatively dark spherical particles were also
detected in the High-angle annular dark-field image (HAADF) and all the element maps were found
to be rich in Mn, S and O indicating that these were Mn sulfides/oxides. In the work on FSW of
carbon-doped CoCrFeNiMn HEA [36], the microstructure of the SZ was shown to contain M23C6

carbides. More importantly, the increase in the volume fraction and size of the carbides (to 7% and 150
± 62 nm, respectively) after FSW in comparison with that in the BM can be clearly noted. All these
may have contributed to the strength and hardness increase of the welded zone in FSW as illustrated
in Figures 9 and 10. This suggests that, for FSW, there is no specific post welding processing needed to
obtain a hardened joint, i.e., the alloy hardens due to the “natural” heat treatment during welding [36].
This is an advantage of interstitial alloying of HEAs. This indicates that higher strength of the FSW joints
can be achieved in similar alloys by tailoring microstructure via adjusting the chemical composition
and processing parameters even [26,33,44,45]. A typical example is shown in Figure 12, which shows
that the FSW can be used for processing HEAs with enhanced strength and ductility in a friction stir
processing engineered dual phase HEA [33].
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4. Discussion and Future Works

The recent work summarized in Sections 2 and 3 showed that HEAs have good welding
characteristics. A broad range of welding methods were found to be applicable to the welding of HEAs
and most cases showed no significant defects or cracking. The size of different welding zones varies
with the welding method, such as electron beam, laser and arc welding. FSW resulted in a much wider
FZ due to the involvement of the rotating pin. In most of the cases, the shape of the welded beam is
symmetrical, which represents good weldability for structure and quality control. However, there are
reported cases in which some butt-joints showed a non-symmetrical weld shape (Figure 4b), this is
most likely due to coarse columnar grains of the base material [26]. Most of the reported works were
based on butt-welding, which is one of the simplest forms of welding configuration. More complex
setup such as tensile, shear, bending, torsion, and impact, in which the stress condition is more complex
and close to real service conditions, need to be considered.The residual stresses also need to be studied
systematically. Residual stress is influenced by many factors such as localized heating and cooling,
differential volumetric change occurs both at macroscopic and microscopic level [46]. Limited work
has been reported on the measurement of residual stresses in the work reviewed, which were mostly
based on relatively simple, less constrained samples. In the case of EBM deep penetration welding of
AlxCrFeCoNi HEAs, it was shown that residual stresses could cause cracking (Figure 7b). HEAs have
greater freedom in designing composition, mechanical/physical properties, such as yield strength,
stiffness, thermal conductivity and expansion, all these may offer opportunity to optimize the material
design to manage the residual stresses in welding processes.

As detailed in Sections 2 and 3, the works published clearly show that the change of the
strength/hardness of the FZ and HAZ varies between the composition systems and the welding
process employed. This is a significant difference from other engineering materials such as carbon
or stainless steels, for which, the FZs normally have a hardness increase [47,48]. For nonferrous
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metals such as magnesium, the hardness for the FZ normally becomes higher but the hardness of
the HAZ may drop [49]. For HEAs, hardness drop in the FZ was observed for Al0.5CoCrFeNi in
laser and arc welding, while the hardness drop for CoCrFeMnNi is relatively limited or slightly
increased. Sokkalingam et al [19,30] suggested that the hardness drop for the Al0.5CoCrFeNi in the LB
weldment was due to the reduction of the hardening factor (Al-Ni rich BCC phase) in the weld metal
than in the base metal. The processing method of the sample also influences the hardness changes.
For example, as shown in Figure 4, the hardness change for the cast specimen after welding was
much more profound than that for the rolled specimen. Other parameters such as welding speed
and power also showed some influence on the hardness change but not as significant as the material
groups and welding methods. Another issue, which requires further work, lies in the question how
the hardness/strength change of the FZ and HAZ may affect the overall ductility and toughness of
the welded joints. Hardness/strength drop is not an ideal situation in terms of strength following
general engineering principles, however, this may potentially offer a way to enhance the ductility and
toughness of the welded joints. This can be beneficial to some service condition where toughness
is more critical than strength or hardness. Preliminary numerical modelling work by the authors
(in-process, result not shown) indicates that soft FZs in HEAs may help to spread the load more evenly
and reduce stress concentration, which commonly exists in welded joints with a hardened FZ [17],
thus improve the overall ductility or toughness of the welded structure. In the work by Wu et al [31] on
EBW of CrMnFeCoNi, tensile test results showed that, compared with the BM, deformation twinning
was more pronounced in the FZ of the tested alloy. Further combined experimental and numerical
modelling work is required to systematically investigate the structure and stress in the FZ, HAZ and
the HAZ-BM or HAZ-FZ interface within welded joints of HEAs under controlled material, welding
and testing conditions.

For HEAs and welded structures, many factors may contribute to the strength of the materials (such
as grain refinement, precipitation, residual stress, volume ratio of different phases) [15,16,22–25,41–43].
Grain size is still an important but not necessarily the dominating factor depending on the HEA
system and the welding processes utilized. For FSW, the SZ becomes much harder [19,20,26] than
the BM. One major mechanism contributing to the hardness increase is the refinement of the grain,
but the trend of the grain size effect does not fully follow the theories or data established for
conventional bulk HEAs. For bulk HEA alloys, the Hall–Petch (H–P) trend between grain size and
strength is applicable for a range of HEAs based on either tensile tests or hardness data including
CoCrFeNi [50–53], CoCrFeNiMn [7,54–56] and AlxCoCrFeNi [57–61]. While for welding, the suitability
of H–P relationship varies with the materials and welding conditions. For example, the data for
FSW of Co16Cr28Fe28Ni28 [35] and Al0.1CoCrFeNi [34,62] followed the H–P trend well, but for arc
welding and laser welding, the hardness and grain size relationship is opposite to the H–P trend [19,30].
These differences reflect that the controlling operative strengthening mechanisms are more complicated
than pure grain refinement, and other factors such as phase change, precipitation all may affect the
hardness to different extents. A more quantitative data driven methodology is required to clarify or
establish the dominating mechanism(s). For example, the combined contribution of grain refinement
and precipitation was quantified in [36] through combined Hall-Petch coefficient analysis. The work
showed that a decrease in grain size by a factor of two (from 9.2 µm in the initial condition to 4.6 µm
after FSW) resulted in an increase in strength by ~55 MPa. The rest of the increase in the yield strength
(~145 MPa) was attributed to the precipitation strengthening associated with some increase in the
volume fraction of the M23C6 carbides. Such quantitative analysis is not only important for establishing
the strengthening mechanism, it is also essential to provide guidelines for developing effective pre-
or post-treatments of welded structures. The published research work has successfully highlighted
the key issues influencing the mechanical properties of the welded joints, which is important for
expanding the applications of HEAs and welding processes. However, the data available is still
limited to draw direct comprehensive conclusion on the property differences between different welding
methods. Even though the general heat input is different between various welding techniques, but more
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systematic data on the cooling curves of comparable materials systemsare required to be conclusive
when quantifying the main strengthening mechanisms. Physical simulation with controlled cooling
(such as GleebleTM) will help to quantify the effect cooling history on the microstructure and properties
of different welding zones [62]. Establishment of the mechanisms of phase change, grain refinement
and precipitation is also directly beneficial to the development of new materials and interruptive
control technologies to maintain or improve the beneficial properties of HEAs such as high temperature
stability and corrosion resistance of welded structures of HEAs [63–65].

5. Summary

Recent works on welding of HEAs with various welding methods of different setup and heat
input were reviewed in detail focusing on the research on main HEA systems when applying different
welding techniques. The structures and properties of the welding zones in particular the FZ and the
HAZ formed with different welding methods were compared and presented in details and the structure
properties relationships were discussed. The works showed that weldability of HEAs varies with the
composition groups and the welding methods employed. Arc and laser welding of AlCoCrFeNi HEAs
resulted in lower hardness in the FZ and HAZ and reduced strength. FSW resulted in higher hardness
in the FZ and maintained the strength of the welded joints under tensile load. The welded of HEAs are
capable to maintaining reasonable proportion of strength and the ductility. The key structural changes
including element distribution, the volume fraction of FCC and BCC as well as some reported lattice
were summarized and analyzed. The effects of evaporation for high energy welding (such as LBM
and EBM) on composition and structure requires further quantitative study. Detailed mechanism(s)
governing the mechanical properties including the contribution of the grain size-properties/hardness
relationship in the form of Hall–Petch (H–P) effect for both bulk and welded structure of HEAs were
discussed. Future research is required to establish the strengthening mechanisms of the welded joints
and the effect of the observed hardness changes in the FZ on the strength and toughness of welded
structures of HEAs. Such quantitative analysis will provide guidelines for developing effective pre-
or post-treatments of welded structures. Studies of residual stress for different welding processes
and pre-post weld treatments, in particular for under complex loading conditions, is required for
enhancing the applications of HEAs. It is also beneficial to the development of new materials and
interruptive control technologies to maintain or improve the beneficial properties of HEAs such as
high temperature stability and corrosion resistance of welded structures of HEAs.

Author Contributions: All the authors contributed to the review. Original Draft preparation: J.G., C.T.; Analysis
and editing: L.L., G.R., Y.-C.W. and Q.Y.; supervision: G.R., X.R.

Funding: This project has received funding from the European Union’s Horizon 2020 research and innovation
programme under the Marie Skłodowska-Curie grant agreement No: 793114”.

Acknowledgments: The authors would like to acknowledge the Royal Society for the support through an
International Exchange Grant.

Conflicts of Interest: The authors declare no conflict of interest.

References

1. Zhang, Y.; Zuo, T.T.; Tang, Z.; Gao, M.C.; Dahmen, K.A.; Liaw, P.K.; Lu, Z.P.; Zhang, A. Microstructures and
properties of high-entropy alloys. Prog. Mater. Sci. 2014, 61, 1–93. [CrossRef]

2. Ye, Y.; Wang, Q.; Lu, J.; Liu, C.; Yang, Y. High-entropy alloy: Challenges and prospects. Mater. Today 2016,
19, 349–362. [CrossRef]

3. Tsai, M.-H. Physical Properties of High Entropy Alloys. Entropy 2013, 15, 5338–5345. [CrossRef]
4. Dominguez, L. Combinatorial High Throughput Synthesis of High Entropy Alloys. Ph.D. Thesis, University

of Sheffield, Sheffield, UK, 2016.
5. Kumar, A.; Gupta, M. An Insight into Evolution of Light Weight High Entropy Alloys: A Review. Metals

2016, 6, 199. [CrossRef]

http://dx.doi.org/10.1016/j.pmatsci.2013.10.001
http://dx.doi.org/10.1016/j.mattod.2015.11.026
http://dx.doi.org/10.3390/e15125338
http://dx.doi.org/10.3390/met6090199


Entropy 2019, 21, 431 15 of 17

6. Diao, H.; Feng, R.; Dahmen, K.; Liaw, P. Fundamental deformation behavior in high-entropy alloys:
An overview. Curr. Opin. Mater. Sci. 2017, 21, 252–266. [CrossRef]

7. Otto, F.; Dlouhy, A.; Somsen, C.; Bei, H.; Eggeler, G.; George, E. The influences of temperature and
microstructure on the tensile properties of a CoCrFeMnNi high-entropy alloy. Acta Mater. 2013, 61, 5743–5755.
[CrossRef]

8. Gludovatz, B.; Hohenwarter, A.; Catoor, D.; Chang, E.H.; George, E.P.; Ritchie, R.O. A fracture-resistant
high-entropy alloy for cryogenic applications. Science 2014, 345, 1153–1158. [CrossRef] [PubMed]

9. Zherebtsov, S.; Stepanov, N.; Shaysultanov, D.; Malopheyev, S.; Vysotskiy, I.; Sanin, V.; Kashaev, N.;
Kaibyshev, R. Use of Novel Welding Technologies for High-Entropy Alloys Joining. Mater. Sci. 2018, 941,
919–924. [CrossRef]

10. Alaneme, K.K.; Bodunrin, M.O.; Oke, S.R. Processing, alloy composition and phase transition effect on the
mechanical and corrosion properties of high entropy alloys: A review. J. Mater. Res. Technol. 2016, 5, 384–393.
[CrossRef]

11. Yim, D.; Kim, H. Fabrication of the High-Entropy Alloys and Recent Research Trends: A Review. Korean J.
Met. Mater. 2017, 55, 671–683.

12. Ma, C.; Peng, Q.; Mei, J.; Han, E.-H.; Ke, W. Microstructure and corrosion behavior of the heat affected zone
of a stainless steel 308L-316L weld joint. J. Mater. Sci. Technol. 2018, 34, 1823–1834. [CrossRef]

13. Liu, Y. Interfacial Behavior and Joint Performance of High-entropy Alloy CoCrFeMnNi and Pure Cu Joints
Obtained by Vacuum Diffusion Welding. J. Mech. Eng. 2017, 53, 84–91. [CrossRef]

14. Cui, L.; Ma, B.; Feng, S.Q.; Wang, X.L. Microstructure and Mechanical Properties of High-Entropy Alloys
CoCrFeNiAl by Welding. Adv. Mater. Res. 2014, 936, 1635–1640. [CrossRef]

15. Lippold, J.; Kiser, S.; DuPont, J. Welding Metallurgy and Weldability of Nickel-Base Alloys; Wiley: Hoboken, NJ,
USA, 2013.

16. Vendan, S.; Gao, L.; Garg, A.; Kavitha, P.; Dhivyasri, G.; SG, R. Interdisciplinary Treatment to ARC Welding
Power Sources; Springer: Singapore, 2018.

17. Kong, X.; Yang, Q.; Li, B.; Rothwell, G.; English, R.; Ren, X. Numerical study of strengths of spot-welded
joints of steel. Mater. Des. 2008, 29, 1554–1561. [CrossRef]

18. Chen, S.; Tong, Y.; Liaw, P. Additive Manufacturing of High-Entropy Alloys: A Review. Entropy 2018, 20, 937.
[CrossRef]

19. Sokkalingam, R.; Mishra, S.; Cheethirala, S.R.; Muthupandi, V.; Sivaprasad, K. Enhanced Relative Slip
Distance in Gas-Tungsten-Arc-Welded Al0.5CoCrFeNi High-Entropy Alloy. Met. Mater. Trans. A 2017,
48, 3630–3634. [CrossRef]

20. Wu, Z.; David, S.A.; Leonard, D.N.; Feng, Z.; Bei, H. Microstructures and mechanical properties of a welded
CoCrFeMnNi high-entropy alloy. Sci. Technol. Weld. Join. 2018, 23, 585–595. [CrossRef]

21. Laplanche, G.; Horst, O.; Otto, F.; Eggeler, G.; George, E. Microstructural evolution of a CoCrFeMnNi
high-entropy alloy after swaging and annealing. J. Alloy Compd. 2015, 647, 548–557. [CrossRef]

22. Zhang, Z.; Mao, M.M.; Wang, J.; Gludovatz, B.; Zhang, Z.; Mao, S.X.; George, E.P.; Yu, Q.; Ritchie, R.O.
Nanoscale origins of the damage tolerance of the high-entropy alloy CrMnFeCoNi. Nat. Commun. 2015,
6, 10143. [CrossRef]

23. Miracle, D.; Senkov, O. A critical review of high entropy alloys and related concepts. Acta Mater. 2017,
122, 448–511. [CrossRef]

24. Shigesato, G.; Sugiyama, M. Development of in situ observation technique using scanning ion microscopy
and demonstration of Mn depletion effect on intragranular ferrite transformation in low-alloy steel. QJM Int.
J. Med. 2002, 51, 359–367. [CrossRef]

25. Joo, S.-H.; Kato, H.; Jang, M.; Moon, J.; Tsai, C.; Yeh, J.; Kim, H. Tensile deformation behavior and deformation
twinning of an equimolar CoCrFeMnNi high-entropy alloy. Mater. Sci. Eng. A 2017, 689, 122–133. [CrossRef]

26. Kashaev, N.; Ventzke, V.; Stepanov, N.; Shaysultanov, D.; Sanin, V.; Zherebtsov, S. Laser beam welding
of a CoCrFeNiMn-type high entropy alloy produced by self-propagating high-temperature synthesis.
Intermetallics 2018, 96, 63–71. [CrossRef]

27. Nam, H.; Park, C.; Kim, C.; Kim, H.; Kang, N. Effect of post weld heat treatment on weldability of high
entropy alloy welds. Sci. Technol. Weld. Join. 2018, 23, 420–427. [CrossRef]

28. Nam, H.; Parka, C.; Moon, J.; Na, Y.; Kim, H.; Kang, N. Laser weldability of cast and rolled high-entropy
alloys for cryogenic applications. Mater. Sci. Eng. A 2019, 742, 224–230. [CrossRef]

http://dx.doi.org/10.1016/j.cossms.2017.08.003
http://dx.doi.org/10.1016/j.actamat.2013.06.018
http://dx.doi.org/10.1126/science.1254581
http://www.ncbi.nlm.nih.gov/pubmed/25190791
http://dx.doi.org/10.4028/www.scientific.net/MSF.941.919
http://dx.doi.org/10.1016/j.jmrt.2016.03.004
http://dx.doi.org/10.1016/j.jmst.2017.12.016
http://dx.doi.org/10.3901/JME.2017.02.084
http://dx.doi.org/10.4028/www.scientific.net/AMR.936.1635
http://dx.doi.org/10.1016/j.matdes.2007.12.001
http://dx.doi.org/10.3390/e20120937
http://dx.doi.org/10.1007/s11661-017-4140-8
http://dx.doi.org/10.1080/13621718.2018.1430114
http://dx.doi.org/10.1016/j.jallcom.2015.05.129
http://dx.doi.org/10.1038/ncomms10143
http://dx.doi.org/10.1016/j.actamat.2016.08.081
http://dx.doi.org/10.1093/jmicro/51.6.359
http://dx.doi.org/10.1016/j.msea.2017.02.043
http://dx.doi.org/10.1016/j.intermet.2018.02.014
http://dx.doi.org/10.1080/13621718.2017.1405564
http://dx.doi.org/10.1016/j.msea.2018.11.009


Entropy 2019, 21, 431 16 of 17

29. Jo, M.-G.; Kim, H.-J.; Kang, M.; Madakashira, P.P.; Park, E.S.; Suh, J.-Y.; Kim, D.-I.; Hong, S.-T.; Han, H.N.
Microstructure and mechanical properties of friction stir welded and laser welded high entropy alloy
CrMnFeCoNi. Met. Mater. Int. 2018, 24, 73–83. [CrossRef]

30. Sokkalingam, R.; Sivaprasad, K.; Muthupandi, V.; Duraiselvam, M. Characterization of Laser Beam Welded
Al0.5CoCrFeNi High-Entropy Alloy. Key Eng. Mater. 2018, 775, 448–453.

31. Wu, Z.; David, S.; Feng, Z.; Bei, H. Weldability of a high entropy CrMnFeCoNi alloy. Scr. Mater. 2016,
124, 81–85. [CrossRef]

32. Nahmany, M.; Hooper, Z.; Stern, A.; Geanta, V.; Voiculescu, I. AlxCrFeCoNi High-Entropy Alloys: Surface
Modification by Electron Beam Bead-on-Plate Melting. Metallogr. Microst. Anal. 2016, 5, 229–240. [CrossRef]

33. Nene, S.S.; Liu, K.; Frank, M.; Mishra, R.S.; Brennan, R.E.; Cho, K.C.; Li, Z.; Raabe, D. Enhanced strength
and ductility in a friction stir processing engineered dual phase high entropy alloy. Sci. Rep. 2017, 7, 16167.
[CrossRef]

34. Zhu, Z.; Sun, Y.; Goh, M.; Ng, F.; Nguyen, Q.; Fujii, H.; Nai, S.; Wei, J.; Shek, C. Friction stir welding of a
CoCrFeNiAl 0.3 high entropy alloy. Mater. Lett. 2017, 205, 142–144. [CrossRef]

35. Zhu, Z.; Sun, Y.; Ng, F.; Goh, M.; Liaw, P.; Fujii, H.; Nguyen, Q.; Xu, Y.; Shek, C.; Nai, S.; et al. Friction-stir
welding of a ductile high entropy alloy: Microstructural evolution and weld strength. Mater. Sci. Eng. A
2018, 711, 524–532. [CrossRef]

36. Shaysultanov, D.; Stepanov, N.; Malopheyev, S.; Vysotskiy, I.; Sanin, V.; Mironov, S.; Kaibyshev, R.;
Salishchev, G.; Zherebtsov, S. Friction stir welding of a carbon-doped CoCrFeNiMn high-entropy alloy.
Mater. Charact. 2018, 145, 353–361. [CrossRef]

37. Park, S.; Park, C.; Na, Y.; Kim, H.-S.; Kang, N. Effects of (W, Cr) carbide on grain refinement and mechanical
properties for CoCrFeMnNi high entropy alloys. J. Alloy Compd. 2019, 770, 222–228. [CrossRef]

38. Zhang, S.; Chen, G.; Liu, Q.; Li, H.; Zhang, G.; Wang, G.; Shi, Q. Numerical analysis and analytical modeling
of the spatial distribution of heat flux during friction stir welding. J. Manuf. Process. 2018, 33, 245–255.
[CrossRef]

39. Feng, R.; Gao, M.C.; Lee, C.; Mathes, M.; Zuo, T.; Chen, S.; Hawk, J.A.; Zhang, Y.; Liaw, P.K.; Zhang, A.
Design of Light-Weight High-Entropy Alloys. Entropy 2016, 18, 333. [CrossRef]

40. Lee, C.; Song, G.; Gao, M.C.; Feng, R.; Chen, P.; Brechtl, J.; Chen, Y.; An, K.; Guo, W.; Poplawsky, J.D.; et al.
Lattice distortion in a strong and ductile refractory high-entropy alloy. Acta Mater. 2018, 160, 158–172.
[CrossRef]

41. Moravcik, I.; Gouvea, L.; Hornik, V.; Kovacova, Z.; Kitzmantel, M.; Neubauer, E.; Dlouhy, I. Synergic
strengthening by oxide and coherent precipitate dispersions in high-entropy alloy prepared by powder
metallurgy. Scr. Mater. 2018, 157, 24–29. [CrossRef]

42. Lin, C.-M.; Tsai, H.-L. Evolution of microstructure, hardness, and corrosion properties of high-entropy
Al0.5CoCrFeNi alloy. Intermetallics 2011, 19, 288–294. [CrossRef]

43. Tang, Z.; Senkov, O.N.; Parish, C.M.; Zhang, C.; Zhang, F.; Santodonato, L.J.; Wang, G.; Zhao, G.; Yang, F.;
Liaw, P.K. Tensile ductility of an AlCoCrFeNi multi-phase high-entropy alloy through hot isostatic pressing
(HIP) and homogenization. Mater. Sci. Eng. A 2015, 647, 229–240. [CrossRef]

44. Stepanov, N.; Shaysultanov, D.; Chernichenko, R.; Ikornikov, D.; Sanin, V.; Zherebtsov, S. Mechanical
properties of a new high entropy alloy with a duplex ultra-fine grained structure. Mater. Sci. Eng. A 2018,
728, 54–62. [CrossRef]

45. Nene, S.S.; Frank, M.; Liu, K.; Mishra, R.S.; McWilliams, B.A.; Cho, K.C. Extremely high strength and work
hardening ability in a metastable high entropy alloy. Sci. Rep. 2018, 8, 9920. [CrossRef]

46. De, A.; DebRoy, T. A perspective on residual stresses in welding. Sci. Technol. Weld. Join. 2011, 16, 204–208.
[CrossRef]

47. Tavares, S.; Almeida, B.; Correa, D.; Pardal, J. Failure of super 13Cr stainless steel due to excessive hardness
in the welded joint. Eng. Fail. Anal. 2018, 91, 92–98. [CrossRef]

48. Soltani, H.M.; Tayebi, M. Comparative study of AISI 304L to AISI 316L stainless steels joints by TIG and
Nd:YAG laser welding. J. Alloy. Compd. 2018, 767, 112–121. [CrossRef]

49. Peter, I.; Rosso, M. Investigations on Tungsten Inert Gas Welded Magnesium Alloy. Iop Conf. Ser. Mater.
Sci. Eng. 2018, 416, 012030. [CrossRef]

http://dx.doi.org/10.1007/s12540-017-7248-x
http://dx.doi.org/10.1016/j.scriptamat.2016.06.046
http://dx.doi.org/10.1007/s13632-016-0276-y
http://dx.doi.org/10.1038/s41598-017-16509-9
http://dx.doi.org/10.1016/j.matlet.2017.06.073
http://dx.doi.org/10.1016/j.msea.2017.11.058
http://dx.doi.org/10.1016/j.matchar.2018.08.063
http://dx.doi.org/10.1016/j.jallcom.2018.08.115
http://dx.doi.org/10.1016/j.jmapro.2018.05.021
http://dx.doi.org/10.3390/e18090333
http://dx.doi.org/10.1016/j.actamat.2018.08.053
http://dx.doi.org/10.1016/j.scriptamat.2018.07.034
http://dx.doi.org/10.1016/j.intermet.2010.10.008
http://dx.doi.org/10.1016/j.msea.2015.08.078
http://dx.doi.org/10.1016/j.msea.2018.04.118
http://dx.doi.org/10.1038/s41598-018-28383-0
http://dx.doi.org/10.1179/136217111X12978476537783
http://dx.doi.org/10.1016/j.engfailanal.2018.04.018
http://dx.doi.org/10.1016/j.jallcom.2018.06.302
http://dx.doi.org/10.1088/1757-899X/416/1/012030


Entropy 2019, 21, 431 17 of 17

50. Wu, Z.; Bei, H.; Otto, F.; Pharr, G.; George, E. Recovery, recrystallization, grain growth and phase stability of a
family of FCC-structured multi-component equiatomic solid solution alloys. Intermetallics 2014, 46, 131–140.
[CrossRef]

51. Liu, B.; Wang, J.; Liu, Y.; Fang, Q.; Wu, Y.; Chen, S.; Liu, C. Microstructure and mechanical properties
of equimolar FeCoCrNi high entropy alloy prepared via powder extrusion. Intermetallics 2016, 75, 25–30.
[CrossRef]

52. Sathiyamoorthi, P.; Basu, J.; Kashyap, S.; Pradeep, K.; Kottada, R.S. Thermal stability and grain boundary
strengthening in ultrafine-grained CoCrFeNi high entropy alloy composite. Mater. Des. 2017, 134, 426–433.
[CrossRef]

53. Wang, J.; Guo, T.; Li, J.; Jia, W.; Kou, H. Microstructure and mechanical properties of non-equilibrium
solidified CoCrFeNi high entropy alloy. Mater. Chem. Phys. 2018, 210, 192–196. [CrossRef]

54. Liu, W.; Wu, Y.; He, J.; Nieh, T.; Lu, Z. Grain growth and the Hall–Petch relationship in a high-entropy
FeCrNiCoMn alloy. Scr. Mater. 2013, 68, 526–529. [CrossRef]

55. Okamoto, N.L.; Fujimoto, S.; Kambara, Y.; Kawamura, M.; Chen, Z.M.T.; Matsunoshita, H.; Tanaka, K.;
Inui, H.; George, E.P. Size effect, critical resolved shear stress, stacking fault energy, and solid solution
strengthening in the CrMnFeCoNi high-entropy alloy. Sci. Rep. 2016, 6, 35863. [CrossRef]

56. Sun, S.; Tian, Y.; Lin, H.; Dong, X.; Wang, Y.; Zhang, Z.; Zhang, Z. Enhanced strength and ductility of bulk
CoCrFeMnNi high entropy alloy having fully recrystallized ultrafine-grained structure. Mater. Des. 2017,
133, 122–127. [CrossRef]

57. Gwalani, B.; Soni, V.; Lee, M.; Mantri, S.; Ren, Y.; Banerjee, R. Optimizing the coupled effects of Hall-Petch
and precipitation strengthening in a Al 0.3 CoCrFeNi high entropy alloy. Mater. Des. 2017, 121, 254–260.
[CrossRef]

58. Wu, S.; Wang, G.; Yi, J.; Jia, Y.; Hussain, I.; Zhai, Q.; Liaw, P. Strong grain-size effect on deformation twinning
of an Al0.1CoCrFeNi high-entropy alloy. Mater. Res. Lett. 2017, 5, 276–283. [CrossRef]

59. Gangireddy, S.; Gwalani, B.; Mishra, R.S. Grain size dependence of strain rate sensitivity in a single phase
FCC high entropy alloy Al0.3CoCrFeNi. Mater. Sci. Eng. A 2018, 736, 344–348. [CrossRef]

60. Liu, G.; Liu, L.; Liu, X.; Wang, Z.; Han, Z.; Zhang, G.; Kostka, A. Microstructure and mechanical properties
of Al0.7CoCrFeNi high-entropy-alloy prepared by directional solidification. Intermetallics 2018, 93, 93–100.
[CrossRef]

61. Chen, G.; Li, L.; Qiao, J.; Jiao, Z.; Ma, S.; Ng, F.L.; Zhu, Z.; Zhao, D.; Wang, Z. Gradient hierarchical grain
structures of Al0.1CoCrFeNi high-entropy alloys through dynamic torsion. Mater. Lett. 2019, 238, 163–166.
[CrossRef]

62. Liu, W.; Lu, F.; Yang, R.; Tang, X.; Cui, H. Gleeble simulation of the HAZ in Inconel 617 welding. J. Mater.
Process. Technol. 2015, 225, 221–228. [CrossRef]

63. Qiu, Y.; Gibson, M.A.; Fraser, H.L.; Birbilis, N. Corrosion characteristics of high entropy alloys (HEAs).
Mater. Sci. Technol. 2015, 31, 1235–1243. [CrossRef]

64. Komarasamy, M.; Kumar, N.; Tang, Z.; Mishra, R.; Liaw, P. Effect of Microstructure on the Deformation
Mechanism of Friction Stir-Processed Al 0.1 CoCrFeNi High Entropy Alloy. Mater. Res. Lett. 2014, 3, 30–34.
[CrossRef]

65. Lu, P.; Saal, J.E.; Olson, G.B.; Li, T.; Swanson, O.J.; Frankel, G.; Gerard, A.Y.; Quiambao, K.F.; Scully, J.R.
Computational materials design of a corrosion resistant high entropy alloy for harsh environments. Scr. Mater.
2018, 153, 19–22. [CrossRef]

© 2019 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
article distributed under the terms and conditions of the Creative Commons Attribution
(CC BY) license (http://creativecommons.org/licenses/by/4.0/).

http://dx.doi.org/10.1016/j.intermet.2013.10.024
http://dx.doi.org/10.1016/j.intermet.2016.05.006
http://dx.doi.org/10.1016/j.matdes.2017.08.053
http://dx.doi.org/10.1016/j.matchemphys.2017.06.037
http://dx.doi.org/10.1016/j.scriptamat.2012.12.002
http://dx.doi.org/10.1038/srep35863
http://dx.doi.org/10.1016/j.matdes.2017.07.054
http://dx.doi.org/10.1016/j.matdes.2017.02.072
http://dx.doi.org/10.1080/21663831.2016.1257514
http://dx.doi.org/10.1016/j.msea.2018.09.009
http://dx.doi.org/10.1016/j.intermet.2017.11.019
http://dx.doi.org/10.1016/j.matlet.2018.11.176
http://dx.doi.org/10.1016/j.jmatprotec.2015.06.001
http://dx.doi.org/10.1179/1743284715Y.0000000026
http://dx.doi.org/10.1080/21663831.2014.958586
http://dx.doi.org/10.1016/j.scriptamat.2018.04.040
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Welding of HEAs in Different Welding Processes 
	Arc Welding of HEAs 
	Laser Welding/Laser Beam Welding 
	Electron Beam Welding 
	Friction Stir Welding 

	Grain Structure, Element Distribution and Precipitations in Welded Structures of HEAs 
	Discussion and Future Works 
	Summary 
	References

