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Kniouesvle cnosa:

CBapKa TPCHHEM C IIePEeMEIINBAHUEM
Bobbin tool

DopMHpOBaHUE CTPYKTYPbI
AJIIOMUHUEBBII CIlIaB

QDunancuposanue:

Pabota BbINONIHEHA B paMKaX KOMIIIEKC-
Horo npoekra «Co3/iaHue Mpou3BOJICTBA
BBICOKOTEXHOJIOTUYHOTO  KpyItHOraba-
PUTHOTO 00OPYAOBAHHS HHTEILUICKTYallb-
HO alalTHBHOW CBapKH TPEHUEM C Iie-
peMeIIMBaHUEeM JUISl aBHAKOCMUYECKOH
U TPAHCNOPTHOH oTpacneit PD» (corma-
LICHHE O NPEIOCTaBICHUH CyOCHIUU OT
22.11.2019 Ne 075-11-2019-033), peanu-
3yemoro 3A0 «Yebokcapckoe mpeanpu-
stue «Cecnensy, HI'TY u UDIIM CO
PAH npu ¢punancoBoit noaaepxke MuH-
obprayku Poccuu B paMKax MoCTaHOBIIE-
nus [paBurensctBa PO ot 09.04.2010
Ne 218.

Beenenne. OnHUM U3 TUIOB CBapKU TPEHHEM C IMEPEMCIIMBAHUEM SBIISCTCS CBApKa MHCTPYMEHTOM THIIA
“bobbin tool”» (BFSW), mo3Bossirorasi moay4arh CBapHbIC COCAMHCHHUS PA3IHYHON KOH(Urypauuu 6e3 UCrob-
30BaHMs MOMJIOKKH M OCEBOIO YCHJINS BHEAPCHUS, a TAK/KE CHU3UTH TEIIOBBIC NOTEPH U IPATUCHT TEMIIEpaTyp-
HOTO BO3JACHCTBHS 110 TOJIIMHE CBAPHBAEMOro Marepuaia. J1o neiaet npouecc BFSW addextuBHbIM 1is cBapKu
QIFOMUHHUEBBIX CILUIABOB, CBOICTBA KOTOPBIX OINPEICIAIOTCS CTPYKTYyPHO-(pa30BbIM cOCTOsHUEM. [10 jaHHBIM HC-
CIIC/IOBAHMI, TEMIIEPaTypa 1 CKOPOCTh AeOPMUPOBAHKS CBAPUBACMOTO MaTepHaa HMEIOT HEKOTOPbIC HHTEPBAJIbI
3HAYCHMIT, B KOTOPBIX (POPMUPYIOTCS MPOUHbIE coequHenus 0e3 nedexros. [Ipu 3Tom Bompocam MexaHH3MOB (op-
MHPOBaHUS CTPYKTYpbl B npouecce BFSW yneneno ropasno mensiiee Buumanue. [loaromy Juist perieHus 3agaquu
nonydeHust 6e31eeKTHBIX U IPOUHBIX CBAPHBIX COCMUHECHHN cBapkoii Tua BESW Tpebyercs pacipeHHOe HOHHU-
MaHHE OCHOBHBIX MEXaHHU3MOB CTPYKTYypooOpa3oBaHus B Hpolecce cBapku. Llebio padoThl sBIseTCS HCcIe10Ba-
HHE MEXaHH3MOB ()OPMHUPOBAHUS CTPYKTYPhI B CBAPHOM COCAMHEHHH cIuTaBa J[16 npy H3MEHEHUH CKOPOCTH CBApKH
B IIPOLIECCE CBAPKH TPEHHUEM C TIEpeMELINBaHHEM HHCTPYMEHTOM THIIa “bobbin tool”. Pe3ynbrarsl n 00cy:KaeHue.
VYenosust popMHupoBaHuUs CBapHOTO coenuHenus B mporecce BFSW omnpenensiorest TemioBnokeHHeM B cBapHBac-
MBIl MaTepuai, ero (pparMeHTauueii 1 mIacTHYeCKUM TEYEHUEM 110 KOHTYPY HHCTPYMEHTA, KOTOpBIC 3aBUCSAT OT
COOTHOIICHHS CKOPOCTEHl BPAILICHNS M HEPEMEIICHHS CBAPOYHOI0 HHCTPYMEHTA. MeXaHn3Mbl (pOPMUPOBAHUS CO-
C/IMHCHHUs OCHOBAHBI HAa COYCTAHWHM PABHOZHAYMMBIX IPOLECCOB aAI€3HMOHHOTO B3aUMOJCHCTBHUS B CHCTEME «HH-
CTPYMEHT — MaTepHas» U SKCTPY3MBHOTO BbIJIABIMBAHHSA METAIIA B 30HY 3a CBAPOYHBIM HHCTPYMEHTOM. B couera-
HUH C YCIIOBHSIMH TEIUIOOTBO/IA M KOH(UTYpAIHEel CHCTEMbI KHHCTPYMEHT — MaTepHall» 3TO HPUBOAUT K SKCTPY3UH
MaTepuaia U3 CBapHOTO COCIMHEHHUS U €T0 Pa3yIUIOTHeHHIO. PesynbraToM siBisiercss GOPMUPOBAHHE MPOTSKECHHBIX
nedekros. IToBbIIIEHHE CKOPOCTH TIEPEMEICHNS] HHCTPYMEHTA CIIOCOOCTBYET CHUKCHUIO YEIBHOTO TEILIOBIIOMXKE-
HUS, HO TIPH CBapKe MPOTSHKCHHBIX COCAMHEHHI U3-3a XapaKTePHbIX YCIOBHI TEIIIOOTBOA KOJIMYECTBO TEILIA, BbI-
JICNSIOIIECTOCS B COCIMHEHUHM, BO3pAcTacT. B pesysbprare NpoOMCXOAUT U3MEHCHHE YCIOBHI IPOTEKAHUS MPOLIECCOB
QJITe3MOHHOTO B3aMMOJICHCTBHUSI M SKCTPY3HBHOTO BBIIABIMBAHMSA, YTO IIPUBOAUT JIHOO K POCTY YK€ MMEIOIIUXCS,
1160 K GOpMUPOBAHHIO HOBBIX JeekToB. C yueToM KOMIUICKCHOCTH MEXaHU3MOB ()OPMUPOBAHHS CTPYKTYPBI CBap-
HBIX coeanHeHuit ciocobom BFSW nonyuenne 6e3ne(hekTHIX CBapHBIX COCANHEHHUI OIpasyMeBacT 00s3aTenbHOe
UCIIO/IB30BAHUE PA3IMYHBIX METOJI0B HEPa3pyIIaoNIero KOHTPOJIs B COYCTAaHHU C AJANTHBHBIM PEryJIUPOBAHHEM
TEXHOJIOIMYECKHX N1apaMeTPOB HEMOCPEICTBEHHO B XOJI€ CBAPOYHOTO MPOLECCa.

Jsi nurupoBanusi: OCOOGHHOCTH INPOLECCOB CTPYKTYpOOOpPa3OBaHUS B COCAWHEHUSX ciuraBa /16, IMOTyYeHHBIX CBapKOW TpEHHEM C
HepeMenInBaHueM ¢ HHCTpyMeHToM Tuna «bobbin tool» / A.H. VBanos, B.E. Py6nos, A.B. Uymaesckuii, K.C. Ocunosuu, E.A. Kony6aes,
B.A. bakmaes, M.H. WBamkun // O6paboTka MeTa/uIoB (TEXHOIOTHsI, 000pyI0BaHue, HHCTpYMeHTHI). — 2021, — T. 23, Ne 2. — C. 98-115. —
DOI: 10.17212/1994-6309-2021-23.2-98-115.

*Apec 115l IEPeNicKu

Usanoe Anexceii Hukonaeguu, K.T.H., HAy4HbIH COTPYIHUK
WuerutyT dusuku npounoctu u marepuanoseneHus CO PAH,

np. AKajieMUUYecKuid, 2/4,
634055, . Tomck, Poccust

Tea.: 8 (382) 228-68-63, e-mail: ivan@ispms.ru

98 Tom 23 Ne 2 2021



MATERIAL SCIENCE

BBenenue

Crapka TpenueM c mnepememmuBannem (CTII/
CFSW (Conventional friction stir welding) Obina
paspaboTaHa AJis MOIy4YeHHs HEpa3beMHBIX COEIU-
HEHUIl CIJIaBOB Ha OCHOBE aJIOMUHUS, OONajaro-
IIMX OTPAHUYEHHOM CBapuMBaeMOCThIO. OJHUM U3
tunoB CTII siBisieTcs cBapka MHCTPYMEHTOM THIIA
“bobbin tool” (BFSW), olGecneunBaromas CHH-
XPOHHOE BO3JICHCTBUE HA JTUIEBYIO U THUIbHYIO TI0-
BEPXHOCTh CBapMBAaEMOro Marepuaia. JTO MO3BO-
JSET TMOJy4aTh CBapHbIE COEAMHEHMS Pa3IU4HOMN
KoHUTypanuu 0e3 HWCIOJIb30BaHUS TOMJIOKKH U
CHU3UTH JKECTKOCTh CBApOYHOTO OOOpYIOBaHUS 3a
CYeT OTCYTCTBUS OCEBOTO YCHJIMS BHEIPEHHUS, Xa-
pakrepHoro st ooeranor CTII [1, 2]. [lnas BFSW
TaK)K€ XapaKTEepPHO CHIDKEHUE TEIUIOBBIX MOTEPh U
rpagueHTa TeMIIepaTypHOro BO3CHCTBHS MO TOJ-
IIMHE cBapuBaeMoro marepuana [3, 4]. B cpaBHe-
gun ¢ CFSW 5310 obOecrieynBaeT TOMOT€HU3AIHEO
CTPYKTYpBI CBAPHOTO COEMHEHUS, CHUKEHUE BHY-
TPEHHUX HAIPSKEHUI U TPaIueHTa CBOMCTB €ro Oc-
HOBHBIX XapaKTepHBIX 30H. B pabdote [5] mokasaHo,
yto ipu CFSW u BFSW cnnaBa A6061 cBolictBa
MOJyYEHHBIX COEIMHEHUN COMOCTaBUMBI MEXIY
coboit, Ho mporiecc BFSW umeer Gonee orpanu-
YEHHBI Mana3oH JOMyCTUMBIX mapaMeTpoB. [Ipu
cpaienun CFSW u BFSW cmiaBa AA6005 [6]
OBLIIO YCTAHOBIIEHO, UTO MPH OJMHAKOBBIX Mapame-
Tpax npoiecca BFSW mo3BossieT BHIMONHITE OoJiee
npouHble coeauHenus. [1o MHeHHIo aBTOpPOB padoT,
naHHbIe 3G (HEeKTh 00yCIOBICHBI YKa3aHHBIMU BBIIIIE
0COOEHHOCTSAMHU TEMIIEPATyPHOT0 BO3AEHCTBUS IPU
BFSW, onpenenstiomiiMu KUHETHKY TPOIECCOB
CTPYKTYpOOOpa30BaHus B CBAPHOM COEAMHEHUU.

VYKka3aHHble OCOOEHHOCTH JIeJaloT MpPOIECcC
BFSW s¢dekTruBHBIM 1)1 CBAPKH TEPMUYECKH 00-
pabaTbIBaeMbIX JIFOMUHHUEBBIX CIUIaBOB. B pabore
[7] npu Bemmonnenun BFSW criaBa AA2198 aB-
TOpaMU TOJy4Y€Hbl CBapHbIE COEIWHEHUS C MpPOU-
HOCTBIO 82 % oT mucxoaHoro cruiasa. [Ipu cBapke
coenuHennit u3 crutaa AA7085 [8] Takxke ynanoch
JOCTUYB TOKa3aTelis MPOYHOCTU MPHU pa3pbiBe 00-
nee 80 % ot ucxomgHoro cmiaBa. C y4eToMm 3To-
ro MHTEpPECHBIM mpenactasisiercss npouecc BFSW
cmaBa J[16, cBoOWCTBa KOTOPOTO ONPENETSIOTCA
€ro CTPYKTypHO-(a30oBeIM cocTosiHueM. OHO e, B
CBOIO OYepe/lb, TECHO CBSI3aHO C OKa3bIBA€MbIM Ha
HEro0 TEPMOMEXaHMYEeCKUM BozaeicTtBuem [9, 10],
M03TOMY KOHEUYHBIE XapaKTEPUCTUKU CBAPHBIX CO-
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enuHeHn u3 criaBa 116 B BBICOKOM CTEIEHH 3a-
BUCAT OT IapaMeTpoB mporecca cBapku [11, 12].
IIpu paccmorpenun npouecca BFSW nmapamerpa-
MH, OIpPENESIOUIMMH CBONMCTBA CBapHBIX COEIU-
HEHUH, SBISIOTCS CKOPOCTHU CBapKH W BpPALLEHUS
MHCTPYMEHTA, IITyOMHA ero BHeApeHus, (hopma Tuie-
4yeBoil u crepkHeBoi yactu [13—17]. [lo nanHbIM
HCCIIEI0OBaHNUN, 00yCIIOBIIEHHBIE MU TEMIIEpaTypa
U CKOPOCTh J1e()OPMHUPOBAHUS CBAPUBAEMOT0 Mare-
pHuana UMEIT HEKOTOPbIE MHTEPBaJIbl 3HAYEHUI, B
KOTOPBIX (hOPMHUPYIOTCS TIPOYHBIE COSTMHEHUS 0e3
nedexroB. [Ipu 3TOM Bompocam MexaHU3MOB (op-
MHUpPOBaHUsl CTPYKTYpbl B nponecce BFSW ynene-
HO ropa3fo MeHbliee BHUMaHue. Ha cerogHsmHumii
JIEHb UMEETCS] HECKOJBbKO padOT, MOJEIHUPYIOIINX
MEXaHH3M IIOCJIOMHOIrO IepeHoca CBapUBAEMOIO
Marepuana B xoae BFSW [18, 19]. Ho nns pemenus
3aJ1a4M MoJTydeHust 0e3/1ePeKTHBIX U TPOUHBIX CBAp-
HBIX coenuHeHui cBapkoi turna BFSW tpebGyercs
paciIMpeHHOE MOHUMAHUE OCHOBHBIX MEXaHU3MOB
CTPYKTYpPOOOpa30BaHus B IPOLECCE CBAPKH.
Ucxonst u3 »TOro 1e5bi0 paboThl SBISIETCS HUC-
ClIe/IOBaHHE MEXaHU3MOB ()OPMHPOBAHUS CTPYK-
Typbl B CBapHOM coenuHeHuu criaBa [[16 mpu
U3MEHEHUU CKOPOCTHU CBapKu B IPOLECCE CBAapKU

TpeHI/ICM C HCpeMeHII/IBaHI/IeM I/IHCTp}IMeHTOM THUIIA
“bobbin tool”.

MeToanka uccjeaoBaHui

Uccnenosanus npoBOAMIKCH COBMECTHO ¢ 3A0
«Yebokcapckoe mpennpusitue “Cecriens’, ¢ UC-
M0JIb30BAaHUEM OPUTHMHAJIBHBIX O00OpYIOBaHUS U
WHCTPYMEHTa COOCTBEHHOU pa3pabOTKH AJI CBAPKHU
TpeHHeM ¢ nepemerinBanueM. CBapHbIE COeIUHE-
Hus nonydanu npu BFSW (puc. 1, a, 6) 3arotoBox
W3 JIMCTOBOTO Mpokara cruiaBa J[16 ¢ pazmepamu
100%250 MM u tommmHOM 20 mMm. [TapameTpsl uH-
CTPYMEHTA MTOKa3aHbl Ha pUC. 1, 8. XUMUYECKUN CO-
ctaB criaBa J[16 mpuseaeH B Taou. 1.

CBapka BBINIOJHSIIACH CIIEAYIOIUM 00pa3oM: B
CTBIK CBapMBAE€MbIX KPOMOK C TOPLIEBOW CTOPOHBI
3aroTOBOK BBOJIMJICSI CBAPOYHBIH MHCTPYMEHT, Bpa-
maromuics ¢ yactoro = 250 o6/mun. [Ipu BBE-
JICHUH UHCTPYMEHTa CKOPOCTh €ro rnepemerteHus V-
cocTasisiiia 5 MMm/MuH. Jlanee, mocie nepemMenieHus
WHCTPYMEHTA Ha paccTosHue 15 MM B TiIyOb mare-
puana, CKOpOCTh IE€pPEMEIEHUsI YBEIUYHUBAIaCh
yepes Kaxzasle S MM ao Benmuud 7,5, 10, 15, 20,
25, 30, 35, 40 mm/muH. IIporecc cBapku BBINIOJ-
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~_ Top shoulder

D=36,0 mm g0

shoulder
D=36,0 mm

Puc. 1. Cxema (a) u m3obpakenue (6) npouecca BFSW unctpymenrom tumna “bobbin tool” (6)
Fig. 1. Schematics (@) and image (6) of BFSW process with “bobbin tool” (g)

Tabnuma 1
Table 1
Xumudeckuii cocras ciiaBa J[16
Chemical composition of A2024 alloy
Fe Si Mn Ti Cu Mg Zn [Ipoune Al
Fe Si Mn Ti Cu Mg Zn Others Al
OcranbHOE
<0,5 <0,5 | 0,3..0,9 <0,15 1,4..2,0 | 1,2...1,8 <0,25 <0,15
The rest

HSJICS IIPU CKOPOCTH IIEPEMEILECHUS UHCTPYMEHTA
40 MM/MUH, 4acTOTa BpAIIEHUS UHCTPYMEHTA MpPHU
3TOM OCTaBaJIaCh ITOCTOSHHOM.

HccnenoBanus npoBOAMINCH HA 00paslax, Mmo-
JIy4EHHBIX C UCIIOJIB30BAHUEM JIEKTPOIPO3UOHHO-
ro cranka DK7750 nmyteM pe3ku cBapHBIX COEIU-

100 Tom 23 Ne2 2021

HEHMI COITIacHO cXeMme, M300paXeHHOM Ha puc. 2.
boula uccnenoBaHa CTPyKTypa CBapHOTO COEIU-
HEHMsI Ha €ro HavyaJbHOM/KoHeyHoM yudacTke (IN/
OUT #na puc. 2). [Ins uccnenoBaHuii BEIOMPAHCH
MIPOJIOJIbHBIE CEYECHHUS B LIEHTPAJIbHON 00JacTu co-
enunHenus (CTR, puc. 2) v B rpaHMYHON HOATIIEYe-
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BDR IN

OBRABOTKAMETALLOV ~ CM

BDR OUT
Retreating side (RS)

CTR OUT
Advancing side (AS)

Puc. 2. Cxema pe3ku aiist Uccae0BaHuN CTPYKTYpbl cBapHOTo coenunenusi: CTR/BDR — nponosibHoe
cedeHue INeHTpanbHOM/moamieueBoit oonactu; IN/OUT — HauanbHbII/KOHEUHBIH ydacTok; TD —
MOTIEPEYHOEe CEYCHNE

Fig. 2. Cutting scheme for investigation of a joint’s structure: CTR/BDR longitudinal section of cen-
tral/sub-shoulder zone; IN/OUT — initial/outgoing section; TD — transversely-directed cross-section

BOI 30HE COEJMHEHHS MEXKIy 30HaAMHU BO3/ICHCTBHSA
CTEp)KHS U TICUEBBIX YACTEW CBApOYHOTO MHCTPY-
meHTa (BDR, puc. 2). beuin uccnenoBaHbl Takxke
HECKOJIBKO TIOTIEPEUYHBIX CEYCHUN CBAPHOTO COEIH-
Henus (TD 1...3, puc. 2). OOpa3ub! 1yist aHAIHM3a Ma-
KpPO- ¥ MHKPOCTPYKTYpPbl MEXaHWYECKH NUTH(OBa-
J¥ ¥ TIOJIMPOBAJIH, TIOCTIE YeTO XUMUYECKH TPABHIU
¢ nomoisio peaktuBa Kemnepa (2 mn HF, 3 M HCI,
5 Mt HNO 3 1 190 Mt H20) u uccnenoBanu Ha on-
tuaeckoM Mukpockone Altami MET-1C. Pazmepst
3epeH OIpPEEIISIINCh METOJOM NPOU3BOJIBHBIX Ce-
Kymux. V3MepeHuss MUKpPOTBEPAOCTH Marepuaia
npoussoauau 1no 'OCT 945076 ¢ nomoribo TBEp-
nomepa Duramin 5 mpu Harpyske 50 rc. B kaue-
CTBE HHJEHTOPA HCIIOIb30BAIM YETHIPEXIPAHHYIO
anMaszHyro nupamuay. O6paboTka U BU3yaH3aIus
NOJTYYECHHBIX JAHHBIX MPOBOJWIACH C IOMOIIBIO
nporpaMmmMHoro nakera Origin.

Pe3yabTarsl M 00CyKIACHUS

Buemnuii Bua 30HBI BXOJla MHCTPYMEHTA B Ha-
yaje HEpPa3beMHOIO COEIMHEHMWS IPHUBEICH Ha
puc. 3, a. B oObIUHBIX yCIIOBUSIX, KOT/Ia CTEPKEHb

HHCTPYMCHTA NOJHOCTBIO IMOI'PY’KCH B Marcpuall,
TUIACTU(UIMPOBAHHBIA METaul HENpPEephIBHO Iie-
peHOCUTCsl ¢ HacTymnaromend cropossl (advancing
side, AS) Ha OTCTYyHaroNIyl0 CTOPOHY COCAMHCHHUS
(retreating side, RS) mepen crepxueM u 0OpaTHO
no3aau Hero [20]. DTo cBsA3aHO C TEM, YTO OO0B-
€M HHaCTI/I(i)I/II_II/IpOBaHHOI‘O MCTaJlZla OrpaHUYCH
IIJICYEBOM YaCThI0 MHCTPYMEHTA U HEPa30rpeThIM
METaJJIOM 3arOTOBKH, BCIIEACTBUE YErO IMPOUCXO-
AUT HAIpaBJICHHASA aATC3MOHHO HWHUIIMUPOBAHHAA
OKCTPY3HsI MaTepuaya ¢ OTCTYMAIOUIe CTOPOHBI B
30HY 3a MHCTPYMEHTOM. IIpu BXOXACHUM HMHCTPY-
MEHTa B CBapUBacMblii MaTepHall MPOCTPAHCTBO
M03a/li CTEP>KHSI METAJUIOM 3aroTOBKH HE OTPaHU-
YEeHO, MOATOMY C OTCTYMAIOLIEH CTOPOHBI MPOUC-
XOAUT HUHTCHCHUBHASA HCHAIIPABJICHHAsL JSKCTPY3UA
iacTuuIUpoBaHHoro merauia. OHa oOyclioBie-
Ha KOHTaKTOM Marepuaia ¢ BpallalouuMcs HHCTPY-
MCHTOM, KOI'€3HMOHHBIM BSaHMOﬂeﬁCTBHCM MCKIAY
HUCXOOHBIM H HJIaCTI/Iq)I/ILII/IpOBaHHbIM MaTrcpualiom,
a TAKXXC MHTCHCHUBHBIM IEPCHOCOM HJIaCTI/I(bI/II_II/I-
POBAaHHOTO MaTepuana C HACTYMAIOMEed CTOPOHBI
Ha OTCTYMAIOUIYI0 B 30HE IEpe] MHCTPYMEHTOM.
B pesynerare ¢ orcrynaromeil cTopoHsl (popmu-
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Puc. 3. 30Ha BX0ma HHCTPYMEHTA B Hadajie CBAPHOTO COCTUHCHUS:

a, 6 — BHCIIHUN BHI; 6, 2, 0 — TMOICPCUHBIC CCUCHHsS B OOJIACTH, COOTBETCTBYIOIICH CKOPOCTH CBapKH
30-40 mm/mMuH; [ — 00JaCTh BBIJIABICHHOTO METAJUIA CJIOKHON GOpMbI; 2 — 30HA HAIMIIIETO METaJlla HellpaBUIIb-
HOH (opmbl; 3 — nedekT B Buje KaHana; 4 — HECIUIOUIHOCTU B 00JIaCTH MTPOJOIDKEHUSI KaHajla

Fig. 3. Tool entry zone at the beginning of joint:

a, 6 — general view, g, 2, 0 — cross-sectional views in region of 30-40 mm/min welding speed; / — region of upset
metal with a complex shape; 2 — region of adhered metal with an irregular shape; 3 — channel-type defect; 4 —
discontinuity flaws at channel extension zone

pyeTcsi 061acTh BBIIABICHHOTO MaTepuaia ¢ (hop-
MOW TOBEPXHOCTH, COOTBETCTBYIOLIEH MpOouIIto
CTEp>KHSI THCTPYMEHTA, U CJIeJaMU SKCTPY3UBHOIO
nporecca (/, Ha puc. 3, a, 6). JlanubIil npouecc 1o
CBOEH MpHUpoJEe UMEEeT O0IKe YePThI C BbIJaBIMBa-
HUEM MaTrepHaa U3 30Hbl TPEHUS NPU UCTIBITAHUAX
Ha CyXO€ WJIM a/ire3MOHHOE (PPUKIIMOHHOE B3aMMO-
JeiictBue ¢ oOpazoBaHMEM HarulbiBa Metaiuia. [lo
3TOH IPUYMHE MPOLECC CBAPKU TPEHUEM C Iepe-
MEIIMBAaHUEM WM Tpolecc (QPUKIMOHHON Tmepe-
MeENIMBaroIIe 00pabOTKH MOYKHO MPEICTABUThH KaK
JUHAMUYECKOE SKCTPYAMPOBAHUME Marepuaia Io
OTCTYNAIOIIEH CTOPOHE, NHULIMUPOBAHHOE aJre3U-
OHHBIM (PPUKIIMOHHBIM KOHTAKTOM, U3 30HBI TIEPE]]
MHCTPYMEHTOM B 30HY 3a HHCTpyMeHTOM. [Ipu aToM
JUIS peasn3aliy Mpolecca CBapKu Takke HeoOXo-
JUMO HalW4Hhe TMepea HHCTPYMEHTOM (parmeH-
TUPOBAHHOTO CJOs [22], COCOOHOTO K TEYCHHIO
BOKpYT CTEep:KHS MHCTpyMEHTa 0e3 MpsIMOro cxBa-
THIBaHHSI U 00pa30BaHUS BHIPHIBOB MaTepuaja UIu
3 PeKToB pezaHus.
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IIpu sTom nepenoc «RS — AS» 3a MHCTpyMEH-
TOM XapaKTepPU3yeTCs 3HAYUTEIILHO MEHBIIUM 00b-
€MOM NIEPEHOCUMOT0 MaTepuaa, MoCKOIbKY OH 00-
YCIIOBJICH TOJBKO a/IF€3MOHHBIM B3aUMOJICHCTBUEM
4acTH MarepHualia ¢ MHCTPYMEHTOM. B 3Tux ycio-
BUSIX MIEPEHOCUMBIN MaTepHal TaKKe MOABEpraeTcst
W3HAYAIbHOM SKCTPY3UHU U aATE3UOHHOMY KOHTAKTy
¢ hopMHpOBaHKEM Ha HACTYMAIOIIEH CTOPOHE 00Ma-
CTH HAJIMIIIETO MeTallla HeMpaBUIbHOUN hopmsl (2,
puc. 3, a, 6). Pe3yapraToM 3THX IPOIECCOB SIBISET-
cs1 00eIHeHUE CBApPHOTO COEAMHEHHSI MaTepHaJIoM ¢
HACTYTIAIOIIEH CTOPOHBI, KOTOPOE MPUBOIUT K 00pa-
30BaHUIO MPOTSHKEHHOTO MaKpoaePeKTa CTPYKTYPhI
B BHUJe KaHana (3, puc. 3, a, 6). B nanbHelimem B
CTPYKTYpE COEIMHEHUs MOTYT (OpPMUPOBATHCS Jie-
(hekThl B BUJEC HECIUIOIIHOCTEH C JIOKaNIU3aluei B
obmactu 00pa3oBaHusl UCXOAHOTO KaHajla Ha BXOJE
UHCTpyMeHTa (4, puc. 3, 6—0), KOTOpbIE TAKKe CBSI-
3aHbl C HEAOCTATOYHBIM YIIJIOTHEHUEM MaTepuana
30HBI CBapkH, 0O0YCIOBIUBAIOLINM BbIIABIMBAHUE
Matepuaia u 00pa3oBaHHE MMOP U HECIUIONTHOCTEH.
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Puc. 4. DopMupoBaHUE COCIMHEHUS HA BXOJIE MHCTPYMEHTA U €0 pa3pylleHHe Ha BeIxoae. Me-
TajutorpapuuecKre NUTH(BI MPOAOIBHBIX CEUYSHUH COSTUHEHMS:

a, 6 — nopareyYeBast o0NacTh; 2, 0 — IEHTPabHast 00JIACTh; @, 2 — 30HA BXOJIa HHCTPYMEHTA; 6, 0 — 30Ha
BBIXOJ]a HHCTPYMEHTA; 8 — U3MEHEHHE CKOPOCTH JIBMIKCHUS] MHCTPYMEHTA NpH cBapke; /, 2 — HaIUIbIB B
30HE BXOJa HHCTPYMEHTA C OTCTyHAaroIlel CTOPOHBI U C HACTyMaroLe cToponsl; 9, /0 — B 30HE BBIXOJA
MHCTPYMEHTa C OTCTYIAOLIEH CTOPOHBI U C HACTYIIAIONIEH CTOPOHBI; 3 — 30HA YIUIOTHEHUS! COCANHEHUS
Ha BXOJIE MHCTPYMEHTA; 4 — 30Ha IUIacTU(HUIMPOBAHHOTO METaJlIa Ha BXO/I€ MHCTPYMEHTA; J — 30Ha Tepe-
MelBaHus, choOpMHUpOBaHHAs HAa BXOJI€ MHCTPYMEHTA; 6 — [IEePeJl pa3pylIeHHEeM Ha BBIX0Je HHCTPYMEHTA,;
7 — 30Ha pa3yIUIOTHEHUs Ha BBIXOJE MHCTPYMEHTa; § — 30HAa HECIUIOMIHON CTPYKTYpbl; [/ — KpHUBas U3-
MEHEHHsI CKOPOCTH CBapKH, UCIIOJIb30BaHHAs B pabote; /2 — KpuBasi, MPEANOI0KUTEIBHO IPUBO/SIIAS K
MeHbLIEH JIe()eKTHOCTH 30HBI BBIX0da HHCTPYMEHTA

Fig 4. Joint formation at tool entry zone and joint failure at tool exit zone. Metallographic speci-
mens at longitudinal sections of the joint:

a, 6 — sub-shoulder zone; ¢, 0 — central zone; a, 2 — tool entry zone; 6, 0 — tool exit zone; 6 — variation of

tool positioning speed; /, 2 — an overlap at retreating side and advancing side in tool entry zone; 9, 10 — an

overlap at retreating side and advancing side in tool exit zone; 3 — joint packing region at tool entry zone;

4 —region of plasticized metal at tool entry zone; 5 — stirred zone at tool entry zone; 6 — stired zone before

joint failure at tool exit zone; 7 — softened zone at tool exit zone; § — zone of discontinuous structure; /7 —

the curve of variation of tool positioning speed; /2 — the tool positioning speed curve supposed to provide
low structure imperfection at tool exit zone
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B 30He Bxoma uHCTpyMeHTa (QOpPMHUPYEMBbIit
HaIUIBIB MaTepuaja ¢ OTCTYMAIoLlel CTOPOHBI
(1, puc. 4, a, 2) umeet cinoxnHyw dopmy. [Ipu sTom
CTPYKTypa MeTajljla B 30HE HaIUIbIBa, Kak OyaeT
MOKa3aHo Jlajiee, aHaJIOrMYHa CTPYKType MeTalia
30HBI MEPEMENINBAHNS U YaCTUYHO 30HBI TEPMOME-
XaHUYECKOTO BIUsIHUA. Hanumnimii ¢ HacTynaroiein
CTOpOHBI Matepuan (2, puc. 4, a, 2) TaKke UMEeT
CTPYKTYpY, ONM3KyI0 K CTPYKType 30HBI Iepeme-
[IMBAHMSI, HO MO MPUYKMHE OTIMYHOW TPUPOIBI 00-
pa3oBaHMsl OH MEHBIIE HAlIbIBa C OTCTYIAroLIe
ctopoHsl. [Ipu pa3BuTuM mporecca CBapKu ¢ Ipo-
JIBUKEHHEM MHCTPYMEHTA B/IOJIb JINHUU CTBIKA IIPO-
UCXOJUT YACTUYHOE CMBIKAHHUE KCTPYAUPOBAHHOTO
C OTCTyHarolleil CTOPOHbI MaTepuaia ¢ oOpa3oBa-
HUEM BBICOKOJE(EKTHON CTPYKTYphl 30HBI IMepe-
MemBanus (3, puc. 4, a, 2). B nonmieyeBoii 30He
[0 TpUYUHE OOJIBILIEro KOJUYECTBA BOBJIEKAEMOTO
B IIpOIIECC MaTepHalia U 0ojiee OrpaHuYeHHOMN 30HbI
(bopMupOBaHUs «CMBIKAaHHE» MarepHalia MpoUcxo-
JTUT HaMHOTO paHblle, YeM B IIEHTpPaJIbHOW 4acTH
coenquHeHus. Ha HavanpHBIX 3Tanax B IPaHUYHOU
U TEHTPAIbHOU O0OJACTIX COEAMHEHHUS OTYETIIN-
BO MPOCMATpPUBAETCS O00BEM IIACTH(PHUIIUPYEMOTO
MaTepuaia, KOTOpPbIii OOyCJIOBJIEH 3HAYUTEIbHBIM
YIEJIbHBIM TETIJIOBIIOKEHUEM OT BpaLeHUs] HHCTPY-
MEHTa M3-3a2 MaJloil CKOPOCTH €ro mHepeMeleHUs
(4, puc. 4, a, 6).

[Tpu mocTeneHHOM MOBBILIEHUH CKOPOCTH NEpe-
MeleHus: 10 3HaueHuid 20 MM/MUH W BBIIIE Y/IEITb-
HO€ TEIUIOBIIOKEHHUE CHIKAETCS. DTO MPUBOAMUT K
CHIDKEHHMIO KOJIMYeCTBA IUIACTHU()ULIMPYEMOro Me-
Tajjla U YMEHBIIEHUIO 30HbI TEPMOMEXaHUUECKOTO
Bo3zelcTBHA. Kpome Toro, mpu nanpHEWIeM nepe-
MEIIEHUN UHCTPYMEHTA HaOJI01aeTCsl MOCTENEHHOE
YIUIOTHEHHE MaTepHalia 32 HHCTPYMEHTOM U YMEHb-
nieHue aedexra. Takoe MoNokeHHE 00YCIOBIEHO
MHTEHCU(UKAIMEN Mpoliecca SKCTPY3UH Marepuasia
(puc. 4, a, 2). ComnacHO JUTEpaTypHBIM JTaHHBIM
[21], ueM HUXKE COOTHOIIIEHHE CKOPOCTEH BpAIICHUS
U TIepeMeIlleHUs] THCTPYMEHTA B ONpPE/IeIeHHOM HH-
TepBaje 3HaYyeHUH, TeM 3(PPEeKTHBHEE MEXaHU3MBbI
MIEPEHOCa MEXKIAY OTCTYIAOIIEH M HACTYTAroIIEn
cTopoHoi coenuuenud. Ha puc. 4, a, 8, 2 0T4eTIINBO
BUJTHO, YTO C POCTOM CKOPOCTH MEpeMEIIeHUs UH-
CTpyMeHTa (IIpU COXPAaHEHUH €ro CKOPOCTH Bpallle-
HUS1) KOJIMYECTBO MaTepuaa Ha HacTyNnarolen cTo-
pPOHE COoeIMHEHUs BO3pacTaeT U popMHUpyeTcs 30Ha
nepeMenInBaHus ¢ 0oJiee IITOTHOW U MeHee e (eKT-
HOM cTpyKTypoil (5, puc. 4, a, 2). C npubnmxeHu-
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MATEPUAJIOBEJIEHUE

€M K 30H€ BBIXOAa MHCTpyMeHTa (puc. 4, 6, 0) Ha-
OmronaeTcs pa3ymIOTHEHHE 30HbI IepeMelInBaHMs
¢ dopmupoBanueM Oojee NePEKTHONH CTPYKTYpHI
(6, puc. 4, 6, 0), c pa3aeneHueM Ha JIBe B Ooyee Ja-
ctu (6', puc. 4, 6, 0). Jlanee komu4ecTBO NePEKTOB
Bo3pactaert (7, puc. 4, 6, 0) u popMupyercs KaHaj
(8, puc. 4, 6, 0). HemocpencTBeHHO Ha BBIXOAE WUH-
cTpyMeHTa obOpa3yrorcs oonbmas (9, puc. 4, 6, 0) u
manas (10, puc. 4, 6, 0) 30HbI BBIIABIMBAHUS Ma-
Tepuasna, MpeiCTaBICHHbIE B OTJIMYME OT OOJACTH
BXO/1a UHCTPYMEHTA CYLIECTBEHHO 1e(hOpMUPOBaH-
HBIM MaTepUaJIOM.

[IpoTsKEeHHOCTh 30H BBIAABIMBAaHUS MaTepua-
Ja Ha BBIXOZIE HHCTPYMEHTa 00yCIIOBJIEHA, TOMUMO
(bu3nyeckoil MpUPoObI Mpolecca CKOPOCThIO CBAp-
ku (11, puc. 4, 6). B nmporecce Bxona HHCTpyMEHTA
MOCTENIEHHOE YBEJIMYEHUE CKOPOCTU CBApKU TO-
3BOJISIET YMEHBIIHUTH JIe(PEKTOOOpa30BaHUE B YCKO-
puTh npoiecc GopmupoBaHus coeauHenus. OnHa-
KO B 30HE BBIXOJ]Ja MHCTPYMEHTA BBICOKAsi CKOPOCTh
CBapKH MPEANOI0KUTEILHO IPUBOANUT K YMEHbIIIE-
HUIO (parMEeHTUPOBAHHOIO CIIOS MaTepuana nepes
WHCTPYMEHTOM U OojbinemMy nedopmMarimoHHOMY
BIIUSTHUIO HA MaTepual Mepes STUM CIIOEM.

B cBoro ouepenp, 3TOT mpoliecc NPUBOIUT K
OTMEpEeKAIOIIEMY pa3pylIEHUIO CTPYKTYpbl CO-
€MHEHUS B 30HE BbIX0Jla HHCTpYMeHTa. CHUBUTD
Ne(EeKTHOCTh CTPYKTYpPhl B KOHIIE COEIUHEHMS
BO3MOKHO MPEAMNOJIOKUTEIBHO IMyTEM YBeJIHye-
HUS JIOKAJIbHOTO TEIJIOBOTO U JAe(hOpMallMOHHOTO
BIIMSIHUS Ha MaTepual (IJisl yBEJIMYEHUS CTEIeHU
(parMeHTanMM) 3a CYET YMEHBIICHHS CKOPOCTH
cBapku (12, puc. 4, 8).

Otnnunst B pOpMHUPOBAHUM 30HBI MEpPEMEIIN-
BaHUs Ha BXOJE M BBIXOJIE MHCTPYMEHTA OBLIM HC-
CJIEJTOBAHBI C MCMOJIB30BAaHUEM ONTHYECKON MUKPO-
ckoruu (puc. 5). ['paHUIBI 30HBI HA HACTyMHAIOUIEH
CTOPOHE COEAMHEHHUS BBIJIEISIOTCS 0ojiee OTYETIH-
Bo (puc. 5, 0, e, 3,.M), YeM Ha OTCTYTAIOIIEH CTOPOHE
(puc. 5, a, 0, oc, 1), 9TO MOKHO OOBSICHUTH Pa3IIv-
YHEM JIOKAJIbHBIX TEPMOMEXAaHUYECKHUX MPOLIECCOB.
Marepuasn HacTynaromieil CTOPOHBI COEAUHEHUS
MeHee MOABEePKEH TeMIlepaTypHoOMY U edopmaiiu-
OHHOMY BO3JIEHCTBHUIO, TaK KaK MPHU CBapKe MPOuC-
XOJIUT B OCHOBHOM NepBHYHAs AedopMaius JIUIIb
HeOonpmoi ero yactu. C orcTynaromeid CTOPOHBI
MIOMHMMO aHAJOTMYHOIO mpouecca aehopMupoBa-
HUSL TIPOUCXOJIUT SKCTPYAUPOBAHUE MPAKTUUECKHU
Bcero o0bema miIacTU(GUIIMPOBAaHHOTO MaTepHaa.
[To sTo¥ MpuvKHE B 00JaCTH HACTYTIAIOIIECH CTOPOHBI
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Puc. 5. CtpykrypooOpa3oBaHKe B CBAPHOM COCIIMHEHUH, TTOoJTy4yeHHOM BFSW:

a, 0, 0, e, Jc, 3,1, M — CTPYKTypa 30HHI repeMerinBanus (SZ) u 30HbI TepMoMexanndeckoro Biusaus (TMAZ) B moaruie-
4eBoit (a, 0, 0, €) ¥ IICHTPAIILHOM (J1c, 3, 71, M) OOJIACTH C HacTymnarouew (0, e, 3, M) U OTCTynarmeu (a, o, Jic, 1) CTOPOHBI
COCIIMHCHUS; 8, 2, U, K — CXEMBI 00JIaCTeH ChEMKHU CTPYKTYPHI
Fig. 5. Structure formation at joint obtained by BFSW:

a, 6,0, e, xnc, 3,1, M — structure in stirred zone (SZ) and thermomechanically affected zone (TMAZ) of sub-shoulder region
(a, 6, 0, e) and central region (orc, 3, 1, M) at advancing (0, e, 3, m) and retreating (a, 9, o, 1) side of the joint; 6, &, u, k —
schematics of area for structure research
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uMmeetcs Ooniee pe3Knil TpaJleHT CTPYKTYPHI B Ha-
NPaBJICHUU OT OCHOBHOTO METajlyla K 30He TepeMe-
mmBaHus. B 001acTu CTPyKTYpHOTO TpaaueHTa Ha
Bxozie (puc. 5, 3) u Ha BbIXoze (puUcC. 5, K) UHCTPY-
MEHTa HaOMoatTCs 1e(EKTHl B BUJIE HECTUIOITHO-
CTEl B 30HE NTEPEMEIINBAHNS.

B noamnieueBoit 061acT CBapHOTO COSAMHEHUS
(puc. 5, a—e) pa3mep OCHOBHBIX CTPYKTYPHBIX 30H
CYILIECTBEHHO BBIIIE, YeM B oOnactu aedopManuu
MaTepuayia CTepKHEM HHCTPYMEHTa (puc. 5, oc—m).
Marepuan OCHOBHBIX CTPYKTYPHBIX 30H B TOZTLIE-
4eBOM 00JIACTH XapaKTepu3yeTcs MEHbIen aedek-
THOCTBIO, YTO OOYCIIOBIICHO IPOIIECCOM «CMBIKa-
HUS» 32 MHCTPYMEHTOM BBIJIABIICHHOTO M3 O0JIACTH
(PUKIIMOHHOTO B3aMMOJICHCTBHS MaTepHaa.

[ToMrMO MEHBIIIETO pa3Mepa OCHOBHBIX CTPYK-
TYpPHBIX 30H C HACTYMAIOMIEH CTOPOHBI MOXHO OT-

OBPABOTKA METAJIJIOB

500 pm

MATEPUAJIOBEJIEHUE

METUTh OoJiee Pe3KUi TPaJueHT CTPYKTYPhl 30HBI
TEPMOMEXaHUYECKOTO BIMSHUS MO CPABHEHUIO CO
CTPYKTypoil ¢ otrctymaromieid ctoponsl (TMAZ,
puc. 5). B obnactu BXoja U BbIX0Jla HHCTPYMEHTA
HaO/roaeTcs TOHKasi 30Ha TEPMOMEXaHUYECKOTo
BIusHUS (puc. 5, 3, k). Marepuan 30Hbl TepMU-
YECKOTO BJIMSHUS Ha OOJBIIMHCTBE U300paKeHUI
YETKO BBIJIEJICH OTHOCHUTEIBHO 30HBI OCHOBHOI'O
MeTalljia, 4To 00yCJIOBIEHO €ro MOBBIIIEHHOH Tpa-
BUMOCTBIO (Haripumep HAZ, puc. 5, 6, ). Tunuu-
HOE CTPOCHHE OCHOBHBIX CTPYKTYPHBIX 30H CO-
enuHenus, nonydennoro BFSW, npencrasneno Ha
puc. 6.

30Ha OCHOBHOIO MeTajljla B JIAHHOM CEYEHUU
MIpeJ/ICTaBIeHa MPEUMYIIECTBEHHO KPYMHBIMH paB-
HOOCHBIMH 3epHamHu (puc. 6, a). Cpennuii pazmep
3epHa B 30HE OCHOBHOIO METajula U TpaHUYalleit

Puc. 6. TunnyHble CTPYKTYpHBIE 30HBI B HEPA3EMHOM COEAMHEHUH, TOTyYEHHOM
BFSW:

a — OCHOBHOHM MeTaylT; 6 — 30Ha TEPMOMEXaHNUECKOTO BIHMIHUS; 8, 2, O — IPAaHUIIa 30HBI TEPMO-
MEXaHMYECKOTO BIUSHHSA U 30HBI IEPEMEIINBAHNS; € — 30HA TIePEeMETITBAHNS

Fig. 6. Characteristic zones in structure of a joint obtained by BFSW:

a—bulkmetal; 6—thermomechanically affected zone; 6, 2, 0—boundary between thermomechanically
affected zone and stirred zone; e — stirred zone
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C Hel 30H€ TePMHMUYECKOTO BIIMSHUSA HAXOAMUTCS Ha
ypoBHe 40...45 MxM. Marepuan B 30He TepMOMe-
XaHUYECKOTO BIIMSHUS TMPEJCTABICH BBITSHYTHIMU
U CWJIBHO J1e(hOPMHUPOBAHHBIMU B HaIlpaBJIEHUU Te-
YeHUs MeTaJljia 3epHaMH (puc. 6, 6—0). B 30He Tep-
MOMEXaHUYECKOTO BIMSHUS B HAIIPABIEHUHU K 30HE
nepeMenIuBaHus HaOMIoaeTcsl CHIKEHUE pa3Mepa
3epeH ot 40...45 MkM 10 2...3 MKM, CpeIHHI pa3-
Mep 3epHa cocTaBisieT 40,9 MKM.

I'pannna mMexay 30HOW NEpeMENIMBaHUSA U 30-
HOM TEpMOMEXaHUYECKOTO BIIUSHUS B OCHOBHOM
ABJISIeTCS TIAaBHOUM (puc. 6, 6—0), HO OTIMYAETCS
JUISl HaCTyHarolen U oTcTynaromen ctopossl. [Ipu

OBRABOTKAMETALLOV ~ CM

MPUOIMKEHUN OT 30HBI TEPMOMEXaHUYECKOTO BIIU-
SHUS K 30HE IepeMEelInBaHMs HaOIomaeTcs Hu3-
MeJbueHNEe KPYMHBIX BKIIIOUEHUH BTOPUYHBIX (ha3
(puc. 6, 0), B 30He epeMeIIuBaHuUs KPYITHBIX BKJIIO-
4yeHUH He BbIsABIIAETCS. CTPYKTypa 30HbI IEPEMEILIH-
BaHus (pHC. 6, e) MpeAcTaBIeHa MEJIKOAUCTIEPCHBI-
MU PaBHOOCHBIMHU 3€pHaMH CO CPEIHUM Pa3MepoOM
2,7 MKM.

B cTpykType OCHOBHBIX 30H HEpPa3zbeMHBIX CO-
€IUHEHH, MoydYeHHbIX MeTonoM BFSW, Bo3mox-
HO (QopmupoBaHHUe 1e()EKTOB PA3IUYHOTO TUIA U
CTPYKTypHO-MaciTabHoro ypoBHs (puc. 7). Ilpu-
YUHBI 00pa3oBaHUs AEPEKTOB MOTYT 3aKIHOUAThCS

Puc. 7. Tunmmanbie neekTsl B Hepa3beMHOM COSAMHCHIH, TTOTydIeHHOM BFSW:

a, 6 — HCOAHOPOTHOCTH 3CPEHHON CTPYKTYPHI 30HBI IEPEMELIMBAHUSA; 6—€ — HECIUIONIHOCTH
Y TOpPHI B 30HE MEPEMENIMBAHUS W Ha TPaHUIIE C 30HOW TEPMOMEXaHUYECKOTO BIUSHUS; [ — He-

OJTHOPOIHOCTU 3€PEHHOH CTPYKTyphl; 2 —

HECIVIOIMHOCTH Ha T'paHUIE 30HbI NECPEMCIINBAHUA,

3, 4, 6 — HECIUTOIIHOCTH B CTPYKTYPE 30HBI MIEPEMEIIMBAHUS; 5 — HEOMHOPOIHOCTD e(hOPMAIIUH C
HACTYIAOLEH CTOPOHBI

Fig. 7. Common structural defects of a joint obtained by BFSW:

a, 6 — inhomogeneity in grain structure of a stirred zone; 6—e — discontinuities and pores at stirred

zone and its boundary with thermomechanically affected zone; / — inhomogeneity of grain struc-

ture; 2 — discontinuities at the boundary of a stirred zone; 3, 4, 6 — discontinuities in structure
of a stirred zone; 5 — heterogeneity of deformation at advancing side of a joint
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B ACUMMETPHUH IPOLIECCa NMEPEMEIIMBAHNS MaTepHU-
ana, HapylIeHUU aJre3MOHHOr0 KOHTaKTa, 1ucoOa-
JIAHCE CKOPOCTEN CBAapKM M BPAILEHUS MHCTPYMEH-
Ta, HEJIOCTaTOYHOM YIJIOTHEHUM MaTepHalia B 30HE
cBapku u Jp. Ha rpanuie 30HbI nepeMemnBanus u
30HBI TEPMOMEXAHUYECKOTO BIUSHUS HAOIIOIAI0TCS

OBPABOTKA METAJIJIOB

HECIUIOUIHOCTHU pa3InyHOM reomerpuu (2, puc. 7).

AHanoruusble JedekTbl (GOpMUPYIOTCA B 30HE
nepeMeIMBaHusi COBMECTHO C Jle()eKTaMH THIIA He-
OJTHOPOJHOCTEN 3epeHHON CTPYKTYpHI (3, puc. 7).
B psine oGmacreit 30HbI epemMelInBaHus J1e(eKThI
B BHJIE HECIUIONTHOCTEH (OPMHUPYIOTCS TIO TpaHU-
nam 3epeH (4, puc. 7). Haubonee KpuUTHYECKUM
nedexToM CTPYKTyphbl sIBIsieTcs Ne(PEeKT B BUIE
KaHalla ¢ HacTymnarouieil CTOPOHBI COEIMHEHMS,
KOTOPBI MOXET OBITh YAaCTHYHO 3aIlOJIHEH MaTe-
puajoM 30HbI nepeMemnBanus (6, puc. 7). Takue
nedexTsl GOPMUPYIOTCS M3-32 TOTO, YTO B 00IaCTh
3a MHCTPYMEHTOM C HacTyHarouiel CTOpOHBI IJja-
CTUGUIIMPOBAHHBIA MaTephal MOCTYyMaeT B IIO-
CJeIHIO0 ouepeb. B coueTtannu ¢ HempepbIBHBIM
CMENICHHEM MHCTPYMEHTA B HANPABICHUH CBAPKH
Y HAJIMYUEM YK€ UMEIONINXCS HECIUIONTHOCTEH B
MaTrepuaie 3TO MPUBOIUT K TMOCTOSTHHOMY JAe(u-
LUTY MIACTU(PUIIMPOBAHHOIO METaJljla B yKa3aH-
HOI1 o0nacTH.

Takum oOpazom, 0Opa3oBaHHE B 30HE MEepeMe-
IIMBaHUS C HACTYTAOIIEH CTOPOHBI KPYITHOpa3Mep-
HOTro JedeKTa 1o TUIY KaHajla CBUIETEIbCTBYET O
CYIIECTBEHHOM OTKJIOHEHUH ITapaMeTPOB PEeKUMa
CBapKH, a HAJIMYHE MOJIOCTH, 3alI0JIHEHHON MaTepu-
aJIOM C BBICOKHM COJICP)KaHHUEM CTPYKTYpHBIX He-
CIUTOITHOCTEH, TOBOPUT O 3aHIKCHHUU TTapaMeTPOB
pexxuma. B pesynbrare oOpa3zoBaHue CTPYKTYPHBIX
ne(EKTOB HOCUT TIOCTOSTHHBIN XapaKTep U COMPOBO-
XKmaeTcst (pOpMHUPOBAHHEM MOBTOPSIONICH KOHTYP
CTEepIKHS MHCTPYMEHTA 30HBI TEPMOMEXaHUIECKOTO
BIIUSIHUS C HEOJHOPOIHOM Jedopmarineld marepura-
na (5, puc. 7).

Ha puc. 8, a, 6 noka3zaHna 30Ha nepeMennBaHus
y4acTKa CBapHOTO COEIMHEHUS! C SIBHO BBIPAXKEH-
HBIMH J1e(DeKTaMU CTPYKTYpHl. YKa3aHHBIC BBIIIC
0COOEHHOCTH CTPYKTYpOOOpa30BaHUsI MPUBOASIT K
(bOpMHPOBAaHUIO 30HBI HECIIOMIHOCTEH CTPYKTYPHI
(1, puc. 8), koTOpast MOXKET OBITH pa3/iesicHa Ha JIBe
YaCTH U COiepKaTh KpynHble nopsl (/, I'u 5, puc. 8).
[Toroku mMeTana no KOHTypy UHCTpyMEHTa B 00Ja-
CTH MEXIy Ne(PEeKTOM U OTCTYIMAIOIICH CTOPOHOU
(I, 1L, II", II", puc. 8) dopMUPYIOT HEOTHOPOAHYIO
CTPYKTYPY C «BUHTOBBIM CTPOEHHUEM), COCTOSIIYIO
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W3 30H C Pa3IMYHBIM HAIPaBICHHEM JePOpMaIruu
MaTepuaia, CMBIKAIOIIMXCS MEKIY cOOO0M.

[Ipu paccMoTpeHHH y4acTKa CBApHOTO COEMHE-
HUsl 0€3 SIBHO BBIPAKEHHBIX NE(PEKTOB CTPYKTYpPbI
HAOJTIOMAIOTCS CYIIECTBEHHBIE OTINYHs (pHC. 8, 2).
B crpykrype coenunenus notoku meramia (I-1V,
puc. 8) BOCHPOHM3BOIAT KOHTYp HWHCTPYMEHTa M
00pa3yroT cucTteMy TapajuielbHbIX 30H jaedopMa-
oMy Marepuana. Ha Hactymaromied cTopoHe co-
€IMHEHHS TPaHWIIA 30H MEePEMEIINBAHUS M TEPMO-
MEXaHMUYECKOTO BIUSHHSI TaKXKe MOBTOPSET (Gopmy
uHcTpyMeHTa (2, puc. 8). C oTcTymnaromei cTopo-
HBI COCIMHEHUS (popMa TPaHUIBI 30H MEpEeMeIn-
BaHUS W TEPMOMEXAHHYECKOTO BIHSIHHS OJH3Ka K
npsimoiuHeHon (3, puc. 8). Ilpu onTuMaIbHBIX
napametpax npouecca CFSW B cBapHoM coenu-
HEHUH TPOWCXOTUT 00pa3oBaHUE MOHOIUTHOTO
a/pa CO CTPYKTYpOHW, B JIUTEpaType Ha3bIBAEMOM
“onion rings” (KOHIICHTPHUYECKUX M CXOJTHBIX IO
dhopme obmacteit edhopMUPOBAHHOTO MaTepuaa),
B IIPOTHBHOM K€ CITydae MPOUCXOAUT (POPMHUPOBa-
HUE OT/CIBHBIX Pa3pO3HEHHBIX MOTOKOB MeTalia
[23]. B cTpykType paccMaTpuBaeMoro COeIuHEHHUs
YETKO TMPOCISKHUBAIOTCS 00MacTh, cHopMUpOBaH-
HBIC OTIENBHBIMH TIOTOKAaMH MeTailjia, B KaXKIOH
M3 KOTOPBIX MOXXHO BBIJICTUTH OONACTH C TIpU3HA-
KaMu “onion rings” (puc. 8, 0). Takas cTpykTypa
CBHUJICTEIIECTBYET O TOM, YTO B Ka)KJIOM OT/IEITHHOM
MOTOKE MeTaJljla 10 KOHTYPY MHCTPYMEHTa MPOUC-
XOISIT TIPOLIECCHI, KOTOPhIE aHAJIOTUYHBI IPOIEC-
caM, BO3HHUKAIOIIMM B 30HE TEPEMEIINBAHHS IPH
CFSW. Kak 06b110 ykazaHo paHee, pOpMHpOBaHHE
COCIMHEHUS COTIPOBOXKIACTCS BBIJABIMBAHHEM Ha
€ro OTCTyHarouieil cropoHe (GpparMeHTHPOBAHHOTO
Marepualia U3 30HBI TIepel HHCTPYMEHTOM B 30HY
3a MHCTpyMeHTOM. Eciu naBneHue, okaspiBaeMoe
BBIJIaBIMBaEMBbIM MaTEpUAIOM Ha MaTepHall 3a WH-
CTPYMEHTOM, OMpeeseT nporecc GopMUpOBaHUS
CTPYKTYpBI, TO €ro HauOoJjblliee BIUsHUE OyleT B
oOmnactu, rjae TeMieparypa Ha MOMEHT JIOKaJIbHOTO
rpolecca NepeHoca marepuaia SBIsIeTCsl MaKCH-
MaJIBHOM, T. €., B IIEHTPE MOTOKA (TaK KaK YCIOBUS
OTBOJIa TelJia B ILIEHTPE CYyIIECTBEHHO Ooiee 3a-
TPYAHEHBI, YeM TI0 KpasiM). B pe3ymbrare Ha Kax-
JIOM 3Tare JOKaJIbHBII MOTOK MeTasia OyIeT UMeTh
dhopmy, 3Ky K KymoiaooopasHoit. [Ipu stom B
TIOTIEPEYHOM CEUCHHHU PE3YJIBTHPYIONIAs CTPYKTYpa
Oy/lieT IMETh BUJ KOHIIEHTPUYECKHX KOJIeI Herpa-
BWJIBHOH ()OPMBI B OTHENBHBIX IMOTOKAX MeTaya

(puc. 8, 2, 0).



MATERIAL SCIENCE OBRABOTKA METALLOV %

0

Puc. 8. (DOpMI/IpOBaHI/Ie IIOTOKOB METaJlJIa IO KOHTYPY MHCTPYMCHTA!

a, 6 — B 1eeKTHOI 30HE; 6—0 — B Oe31eeKTHO 30He; / — medeKT B BUAe KaHana; 2 — BRICTYIHI, C(hOpMUPOBAH-

HBIE CTeP)KHEM HHCTPYMEHTA; 3 — MOTOKH MeTajlla B 30He IepeMelInBaHus; 4 — 00nactb GOPMHUPOBAHHS CTPYK-

TypHI THIIA “‘Onion rings” B MOTOKE; 5 — KPYITHBIE HECIUIOMIHOCTH B 30HE TEpEeMENINBaHus; 6 — “onion rings”
B CTPYKType TIOTOKOB MeTajuIa; / — KOHTYpHI “‘onion rings”

Fig. 8. Formation of metal flows around the tool:

a, 6 — at defective zone; 6, ¢ — at non-defective zone; / — channel-type defect; 2 — spikes formed with welding
tool’s pin; 3 — metal flows at stirred zone; 4 — region of “onion rings” structure formation from metal flow; 5 —
large imperfections at stirred zone; 6 — “onion rings” in metal flow’s structure; 7 — “onion rings” lines
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OTH 0COOEHHOCTH CTPYKTYpPbI 30HBI IEpeMe-
IIMBaHUS HapsAay ¢ GopMUpOBaHUEM O0IACTH BbI-
JTABJICHHOTO METajula CO CleJaMU 3KCTPYIHUPOBa-
HUSl B 30HE BXO/1a MHCTPYMEHTa HE OOBSICHSIOTCS
UCKJIIOYUTEIBHO aJr€3MOHHBIM B3aUMOJEHCTBUEM
MHCTPYMEHTAa U CBapUBAaEMOI0 MaTepuaa ¢ ero mno-
CJIOMHBIM MEPEHOCOM, YTO Ha CErOJIHSALIHUI JeHb
MPUHSITO CYUTAThb OCHOBHBIM MEXaHHU3MOM CTPYK-
TypooOpa30BaHus MPHU CBapKe TPEHUEM C MEpeMe-
muBanueM [23]. OgHuM U3 BO3MOXKHBIX IMyTel 00-
pa3oBaHMs TaKOW CTPYKTYPHI SIBISIETCS MO3TAITHOE
AKCTPY3UBHOE (POPMHUPOBAHUE 30HBI IEpEeMelIn-
BaHUS, YTO COIVIACYeTCsl C JAHHBIMHU CTPYKTYPHBIX
WCCIIEIOBAHUM. DKCTPY3MBHOE BBIJIABIIMBAHUE Ma-
TepHuasia MpOSBISIETCS YXKe Ha HauyallbHOM CTaauu
dbopmupoBanusi coenuHenus (cm. puc. 3-5). Ilpu
3TOM CTPYKTYpPBI BBIJJaBJIEHHOT'O MaTepuasa Ha BXO-
JIe UTHCTPYMEHTA U MaTepuaja COeIMHEHUS SIBIISIOT-
Csl MPAKTHUYECKH HJIEHTUYHBIMU, C HAJIMYHEM MeJl-
KOJIUCTIEPCHOTO 3€pHA U IPAJUEHTHBIM MEPEX0A0M
K OCHOBHOMY METAJITy 4epe3 30Hy TepMOMeEXaHH-
yeckoro BIMsiHUS (cM. puc. 5). [IpennonoxuTtenbHo
(dbopMupOBaHUE COEMHEHUS! COMPOBOXKIAETCSA U3-
MeJIBYEHHEM pa3Mepa 3epHa /10 BEJIUYHH, CIOCO0-
CTBYIOIIUX JedopMaluu IMyTeM 3€pPHOIPAHUYHOIO
CKOJIbKEHHUA [24] ¢ mocienyromuM CBEpXIUIacTHU-
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Microhardness, GPa

0.9
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YEeCKUM TEYEHUEM MaTepuaja dKCTPY3UBHOU MpH-
pobl. DTO JIeNaeT CXOAHBIMH MPOIECChl CBApKU U
o0paboTku TpeHuem ¢ nepememuBanuem (friction
stir processing, FSP) ¢ nmpornieccom cBepxmiactuye-
ckoro 1ehopMUpPOBaHUs, KOTOPbIM MPONU3BOINUTCS B
YCIIOBUSIX M3MEJBYCHUS pa3Mepa 3epHa B MaTepu-
ane 10 1...10 MKM TIpy COOTBETCTBYIOIIEH TEMIIe-
patype [25]. Takum oOpa3om, MOTyUEHHBIE TaHHBIC
TOBOPST O JBOMCTBEHHOW (HHU3UYECKOW TpHUpOJIe
(dbopMupoBaHus CTPYKTYphl B 30HE MEpeMelInBa-
HUS, OCHOBAaHHOMW Ha aJIre3NOHHOM IIEPEHOCE U IKC-
TPY3UM Marepuaia u3 oOJacTH mepes MHCTPYMEH-
TOM B 00JIACTh 32 HHCTPYMEHTOM.

JlaHHBIE O MUKPOTBEPIOCTH M pa3Mepax 3epHa
MaTepuaia XapakTEepHBIX 30H CBAapHOIO COEAMHE-
HUSL B €ro IONEPEYHOM CEUYEHHUHU ObUIM COIMOCTaB-
nensl (puc. 9). CpenHee 3HaU€HHUE MHKPOTBEPIIO-
CTH B 30HE mepemermmnBanus cocrapiser HV,, =
= 1,43 TITla, B 30HE TEPMHUYECKOTO BIIMSIHUSA
HV,.; = 1,17 I'Tla u B 30HE TepMOMEXaHUYECKOTO
Bivstanst HV o = 1,21 T'Tla. MunumanbHbie 3Ha-
YEHHs] MUKPOTBEP/IOCTH COOTBETCTBYIOT 30HE Tep-
MUYECKOTO BIUSHUS, YTO 00YCIIOBJIEHO MepecTapu-
BaHHWEM MaTepuaja Moclie CBapKU M OcllableHueM
TBEPJIOTO PAaCTBOPAa OCHOBHOTO MeTalIa. TBepnocTh
Ha HACTyMAloLIEll CTOpPOHE COEIMHEHUs OOolbllle,

TMAZ  HAZ

Grain size, m

T T =1
-15 -10 -5

0 3 10 15

Distance, mm

Puc. 9. Pactipenenenue MUKpOTBEPAOCTH U Pa3MEPOB 3€PEH 110 LIHPUHE
o0pasiia CBapHOTO COEANHEHNSI B €T0 NONIEPEUHOM CEUEHHU

Fig. 9. Distribution of microhardness and grain size across the width
of cross-sectional sample of the joint
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YeM Ha OTCTYMAIOLIel CTOPOHE, UYTO CBS3aHO C BBI-
HIeyKa3aHHBIMHU Pa3IMYUsIMU TEPMOMEXaHUYECKUX
IIPOLIECCOB Ha COOTBETCTBYIOIINX CTOPOHAX U, Clie-
JIOBATEJIbHO, Pa3HbIM TEMIIEPaTyPHBIM BO3/1EUCTBU-
eM Ha Marepuail. CpeHui pa3mep 3epHa OCHOBHOTO
MeTtaiuia Haxonurtces B npeaenax 40...45 MKM, 30HbI
TepMOMexaHnyeckoro BiausiHus — 40,9 MKM, a 30HbI
nepeMenIMBanus — 2,7 MKM. YMEHBIIEHUE  pas-
Mepa 3epHa B 30HE NepeMelIuBaHus OaronpusTHO
BJIMSIET Ha XapaKTePUCTUKH MEXaHUYECKUX CBOMCTB
ucxozs u3 6apnrepHoro s¢dexra Xomna-Ilerua. Ho
Haubosee CylmecTBEHHbIM Y(P(HEKTOM YNPOUYHEHUS
B JJaHHOM CJIy4ae MOXET CIYXHUTb (OpMUPOBaAHUE
MEPECHIIIEHHOT0 TBEPAOr0 pacTBOpa 3a CUeT pac-
TBOPEHHUS YacTUI[ BTOPUYHBIX (ha3 M oOoraiieHus
QIIOMUHUEBOM MaTpUIbl JIETUPYIOUIMMU 3JIeMEH-
tamu [10]. D10 MOATBEpKAAETCA U PazOpPOCOM H3-
MEpPEHHBIX 3HAYEHUH MMKPOTBEPAOCTH, KOTOPbIE
MPEBBIIIAIOT HHTEPBAJIBI IOIPEIIHOCTH B CBS3H C MO-
naJlaHueM MHIEHTOPA B YaCTHIIbI BTOPHUYHBIX (pa3.

BriBoabI

VYcnoBus GopMUpPOBaHUS CBApPHOTO COCIHMHE-
Hus B miporiecce BFSW onpenensitorest Teriosso-
JKEHHEM B CBapHUBAacMbIii MaTepuall, ero ¢parMeH-
TallMe W IMJIACTUYECKUM TEYEHUEM IO KOHTYpPY
MHCTPYMEHTA, KOTOPBIE 3aBUCIT OT COOTHOLIEHUS
CKOpPOCTEH BpalleHUs U MEPEMEILCHUS CBapOYHO-
ro uHcTpymMeHTa. CONyTCTBYIOIIME MEXaHU3MBbI
dbopMHpOBaHUs COCIUHEHUS OCHOBAHBI HAa CoOdYe-
TaHUU PABHO3HAYMMBIX MPOIIECCOB AJT€3HMOHHOTO
B3aUMOJICHCTBHS B CUCTEME «UHCTPYMEHT — Mare-
puam» U SKCTPY3UBHOTO BBIIABIMBAHMS METala B
30HY 3a CBapOYHBIM MHCTPYMEHTOM. B couetanuu
C YCJIOBHUSMHU TEIIOOTBOJAA U KOH(pUTypalueil cu-
CTEMbI «KMHCTPYMEHT — MaTepuai» 3TO IPUBOJUT K
SKCTpPY3UU Marepuajia U3 CBapHOIO0 COEIUHEHHS U
ero pasymioTHeHuto. PesynmpratoMm siBnsieTcst ¢op-
MHPOBaHUE MPOTSKEHHBIX ACHEKTOB, IIPU 3TOM B
KOHIIC CBAPHOTO COCTUHEHUS XapaKTEePHBIN Je(eKT
dbopmupyeTcst He3aBUCUMO OT pexuma cBapku. [1o-
BBIIIICHUE CKOPOCTH MEPEMEIIECHUsS] UHCTPYMEHTA
CIIOCOOCTBYET CHIDKEHHIO YIEIbHOTO TEIJIOBIIO-
’KEHHMsI, HO MPU CBApPKE MPOTSHKEHHBIX COETUHEHUI
U3-32 XapaKTEepPHBIX YCJIOBUH TEIUIOOTBOJAA KOJIHU-
YEeCTBO TEIJa, BBIJCISAIONIETOCS B COCOUHCHMHU,
BO3pacTtaer. B pesynprare mpoucxonuT U3MEHEHUE
YCJIOBHM MPOTEKaHUs MNPOLECCOB aATr€3MOHHOIO
B3aUMOJICUCTBUSI W SKCTPY3MBHOIO BbIJABIMBA-
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HUS, YTO IPUBOAUT JIMOO K POCTY YK€ UMEIOLTUXCS,
60 kK GhopMHUpPOBaHUIO HOBBIX nedektoB. C yde-
TOM KOMIUIEKCHOCTH MEXaHHU3MOB (OPMHUPOBAHUS
CTPYKTYpPBI CBapHBIX coequHEeHH criocobom BFSW
nojlyueHue 0e31ePeKTHBIX CBapHBIX COEIMHEHUN
MoJpa3yMeBaeT 00s3aTeIbHOE UCIIOIb30BaHUE pa3-
JUYHBIX METOJIOB HEpa3pylIalollero KOHTPOJ B
COYETaHWUHU C aJANTUBHBIM PErYIUPOBAHUEM TEXHO-
JIOTUYECKUX MAapaMeTPOB HEMOCPEACTBEHHO B XOJI€
CBapOYHOTO Ipoliecca.
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Introduction. One of friction stir welding types is the bobbin friction stir welding (BFSW) process, which
allows to obtain welded joints in various configurations without using a substrate and axial embedding force, as well
as to reduce heat loss and temperature gradient across the welded material thickness. This makes the BESW process
effective for welding aluminum alloys, which properties are determined by their structural-phase state. According
to research data, the temperature and strain rate of the welded material have some value intervals in which strong
defect-free joints are formed. At the same time, much less attention has been paid to the mechanisms of structure
formation in the BFSW process. Therefore, to solve the problem of obtaining defect-free and strong welded joints by
BFSW, an extended understanding of the basic mechanisms of structure formation in the welding process is required.
The aim of this work is to research the mechanisms of structure formation in welded joint of AA2024 alloy obtained
by bobbin tool friction stir welding with variation of the welding speed. Results and discussion. Weld formation
conditions during BFSW process are determined by heat input into a welded material, its fragmentation and plastic
flow around the welding tool, which depend on the ratio of tool rotation speed and tool travel speed. Mechanisms of
joint formation are based on a combination of equally important processes of adhesive interaction in “tool-material”
system and extrusion of metal into the region behind the welding tool. Combined with heat dissipation conditions
and the configuration of the “tool-material” system, this leads to material extrusion from a welded joint and its
decompaction. This results in formation of extended defects. Increasing in tool travel speed reduce the specific
heat input, but in case of extended joints welding an amount of heat released in joint increases because of specific
heat removal conditions. As a result, the conditions of adhesion interaction and extrusion processes change, which
leads either to the growth of existing defects or to the formation of new ones. Taking into account the complexity of
mechanisms of structure formation in joint obtained by BESW, an obtaining of defect-free joints implies a necessary
usage of various nondestructive testing methods in combination with an adaptive control of technological parameters
directly in course of a welding process.

For citation: Ivanov A.N., Rubtsov V.E., Chumaevskii A.V., Osipovich K.S., Kolubaev E.A., Bakshaev V.A., Ivashkin [.N. Features of
structure formation processes in AA2024 alloy joints formed by the friction stir welding with bobbin tool. Obrabotka metallov (tekhnologiya,
oborudovanie, instrumenty) = Metal Working and Material Science, 2021, vol. 23, no. 2, pp. 98-115. DOI: 10.17212/1994-6309-2021-23.2-

98-115. (In Russian).
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