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bnazooaprnocmu:

HccrnenoBanus BBIMOJHEHBI HAa 000py/I0Ba-
Hun IIKIT «CtpykTypa, MexaHHYecKHe u
(usnueckue CBOICTBA MATEPHUATIOBY.

Beenenune. Cpeaiy TEXHOJIOTUI N3rOTOBIEHHSI KOPITYCOB PAKET U JIETaTeNIbHBIX alapaToB, MOPCKUX CY-
JIOB M aBTOMOOMJIEH B HAacTOAIIee BpeMs BCe OOJIblee BHUMAHUE YIEIseTCs TEXHOJIIOIUH CBAPKU TPEHUEM C
nepemerinBannem (CTII). B mepByto ouepeib HCTIOIb30BaHNE TAHHOW TEXHOJIOTUH HEOOXOMMO TaM, [7Ie Tpe-
OyeTcsl BBIIOIHATD I10TyYEHHE HEPA3bEMHBIX COSMHEHHI U3 BBICOKOIIPOUHBIX aIFOMUHUEBBIX CILIaBOB. [Ipu
9TOM 0COOEHHOE BHUMAHHE HEOOXOJUMO Y/IEIATh CBAPKE TOJICTOCTEHHBIX 3arOTOBOK, TAK KaK HEpa3beMHbIE
coeHeHust ToNLUHON 30,0 MM U BBILIE SBIISIOTCS LEIEBBIMU H3/ENUSIMU B PAKETHO-KOCMUYECKON U aBUa-
LIMOHHOM OTPACIISIX IIPOMBILIIEHHOCTH, HO B TO k€ BpeMsi HanboJiee MoiBep>keHb! (JOPMHUPOBAHUIO 1e(PEKTOB
BBUJly HEPABHOMEPHOIO PACIIPEAENICHHUs] TEIIA 110 BBICOTE 3arOTOBKH, YTO MOXKET IIPUBECTH K HAPYLIEHUIO
a/Ire3MOHHOTO B3aHMMOJICHCTBUS CBAPUBAEMOI0 METajlla C MUHCTPYMEHTOM U Ja)Ke MPUBECTU K Pa3pyIICHUIO
CBapOYHOro MHCTpyMeHTa. Lleblo JaHHOI PadoThl SBIAIOCH BBISBICHUE 3aKOHOMEPHOCTEN pa3pyLIeHUs
CBApOYHOIO MHCTPYMEHTA B 3aBUCHMOCTH OT MapaMeTpOB Mpoliecca CBAPKH TPEHHEM C NepeMeIlnBaHUEM
HEPa3beMHBIX COEIMHEHUI allOMUHUEBOrO citaBa AMrS tonuunoit 35,0 mm. B pabote Obu1n nconb3oBa-
HBI CJIEJTYIOLINE METOAbI HCCIeJOBAHUIN: 3TOTOBICHNE HEPA3bEMHBIX COEANHEHHUH MTPOBOIUIOCH METOAOM
CBAapKU TPEHUEM C IepeMEIIMBaHUEM, U3TOTOBJIEHHE 00Pa3LoB ISl HCCIIEJOBAHUI BBIIOIHAIOCH METOAOM
EKTPOIPO3UOHHON PE3KHU, UCCIIEA0BAHNE 00PA3I0B BBIIOIHSIIOCH C HCIIOIb30BAHUEM METO/I0B ONITHYECKOH
merauiorpaduu. Pesynbrarel u 00cyskaenne. B pesynbrare npoBeJeHHbIX HCCIEI0BaHUI 0OHAPYKEHO, UTO
B 00pasiiax aJfOMHUHUEBOTO CIIaBa TONMIMHOK 35,0 MM (OpMHEpYETCsi HEOHOPOJHAS CTPYKTYpa 110 BBICOTE
111Ba, B KOTOPOH OTYETIMBO BBIIEISIOTCS 30HA BIMSHUS ILU1€Y HHCTPYMEHTA U 30HA BIUSIHUS IIMHA, B KOTOPO
(hOpMHPYIOTCS OT/ANBHBIE 3aBUXPEHHs Marepuana IiBa, oOyCIOBJICHHbIE HAJMYMEM KaHABOK HA MOBEPX-
HOCTH UHCTpyMeHTa. [loka3aHo, 4To 30Ha BIMSHUS ILIed Haubolee moaBepxkeHa GopMUPOBaHUIO Ne(eKTOB
TYHHEJIbHOTO THIIA U3-32 HU3KOTO HATr Py Karollero yCHIIUs U BHICOKMX CKOpOCTel cBapKu. BorsBieHo, uTo pas-
pYyLLIEHHE HHCTPYMEHTA IIPOUCXOUT 110 KacaTeIbHOIH K IIOBEPXHOCTH KAHABOK HHCTPYMEHTA 3a CUET BBICOKOM
Harpy3KH HHCTPYMEHTa U BBICOKUX CKOPOCTEH CBApKH.

Jisi nutupoBanus: K mpobneme paspylieHHs HHCTPYMEHTA NIPH MONYYEHHN HEPAa3beMHBIX COEIMHEHHMH TOJICTOCTEHHBIX 3arOTOBOK
ATFOMUHHEBBIX CIUIABOB CBapKoil TpeHueM c¢ nepememmunBanueM / K.H. Kanamuukos, A.B. Uymaesckwuii, T.A. Kanamuukosa, A.H. 1BaHOB,
B.E. Py6uos, E.A. Kony6aes, B.A. bakmaes // O6paboTka MeTaIIoB (TEXHOJOTHs, 000pyIOBaHKE, HHCTPyMeHThI). — 2021. — T. 23, Ne 3. —
C. 72-83. - DOI: 10.17212/1994-6309-2021-23.3-72-83.
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EQUIPMENT. INSTRUMENTS

BBenenue

Caapka TpenueM c nepememmsanueM (CTII) —
IIPOLIECC, TIPU KOTOPOM COEIMHEHHUE 3arOTOBOK pas-
JUYHBIX MaTepUaoB (TaKUX KaK aJlOMUHHUEBBIE U
TUTAHOBBIE CIUIABbI, OPOH3BI, CTAIN U Jp.) MPOUC-
xomut 6e3 oOpazoBanust xkuIkon dassl [1 — 3]. [Ipo-
IIECC CBAapKU OCYLIECTBISACTCS IyTeM BHEAPEHMS
CHEHAJIBHOTO BPAIIAIOIIErOCs MHCTPYMEHTA IOJ
Harpy3koi B CTBIK JIByX KE€CTKO 3aKpEIJICHHbIX 3a-
TOTOBOK, KOTOPBIH, NepeMelniasch BIOJIb CTHIKA,
dopmupyeT cBapHoe coeauHeHue. KitoueBbiM npe-
MMYILECTBOM JIaHHOTO METOJA SIBJISETCS TO, 4YTO
UHCTPYMEHT Pa30rpeBaeT Marepuai 3aroTOBOK 10
temneparypsl nopszaka 0,6...0,8 or Temmeparypsl
IUIaBJIeHus, Onaronaps 4yemy marepualn IiacTudu-
upyercsi, GparMeHTUPYETCs U 3a CYeT aJre3HoH-
HOTO B3aUMOJECHUCTBUS 3aXBaThIBA€TCS MHCTPYMEH-
TOM U TOCJOHHO MEpEeHOCHUTCs, 00pa3ysl CBapHOM
moB [4-6]. [Ipu 3TOM B 3aBUCUMOCTHU OT CBapuBae-
MOTO CIIJIaBa MHCTPYMEHTBI MOTYT OBbITh U3TOTOBJIE-
HBI U3 ObICTpOpexXylux craneit [7, 8], skaponpou-
HBIX HUKEJIEBBIX CIUIaBOB [9] U Apyrux MaTepualios,
4T00BI 00€CIeUNTh KaK ClIOCOOHOCTh HHCTPYMEHTA
BBIJIEP)KUBATh TEIUIOBBIE YCIOBUS Ipoliecca, Tak U
ONTUMAJILHOE a/Ir€3MOHHO-11((PY3MOHHOE B3aUMO-
neiictBue A (POPMUPOBAHUS 30HBI MEpEMeEIINBa-
Hus. brnaromapst Tomy 4To mpouecc NpOUCXOAUT B
TBepoH (a3e, OH Hallesa HauboblIee MPUMEHEHNE
B aBHAIMOHHOW U pPAaKETHO-KOCMHMUYECKON OTpacisix
IPOMBIIIJIEHHOCTH, B YaCTHOCTH, JJIsl CBAPKH BBICO-
KOMPOYHBIX aTtOMUHHMEBBIX cruiaBos [10, 11]. Ho B
OOJIBLIIMHCTBE CIy4aeB Ui U3TOTOBIEHUS JeTajel
aBUAIIMOHHO-KOCMHUYECKOT0 Ha3HaYeHUs1 TpeOyeTcs
CBapKa TOJICTOCTEHHBIX CBAPHBIX 3arOTOBOK C IO-
cieayommM (pesepoBaHUEM, YTOObI 00eCHeYuTh
MaKCHMaJbHO IMPOYHYIO U KECTKYIO KOHCTPYKIIHIO.
B cBs3u ¢ 3THM BO3HHKaeT nmpobiemMa, CBsI3aHHasl C
HOJTY4YEHUEM KauyeCTBEHHBIX CBApHBIX COEAMHEHHM
tonmuHoi 30,0 u Gosee MWIIMMETPOB: TeMIepa-
TYpHO€ BO3JEHCTBHE MHCTPYMEHTA B 30HE CBapKH
HEpaBHOMEPHO, M3-3a 4Yero TpelyeTcs KOHTPO-
muposatk mapamerpsl CTII, a Taxxe noaOuparb
ONTUMAJIbHYI0O (OPMY CBApOYHOTO HHCTPYMEHTa
[12]. Hammpumep, B pabore [13] nokaszaHo, 4To npu
CBapKe TOJICTOCTEHHOM 3arOTOBKM pa3MeEp 3€pHA B
30HE NEPEMEUIMBAHMS U3MEHSETCS NpU yNAIECHUU
OT BEPXHETO Kpas CBAapHOIO ILIBA, YTO IPHUBOAUT K
YMEHBIICHNUI0O MUKPOTBEPJOCTU OT BEPXHEro Kpas
K HmwkHeMy. [lomumo 3toro B pabote [14] Obuin
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cleNaHbl TONBITKM ONTUMH3AllMU HarpeBa CBa-
pUBaEMOro Marepuaja 3aroTOBOK TOJIIMHON 110
25,0 MM 3a cYeT MpeaBapUTEIBHOIO HarpeBa ¢ HUc-
MOJIb30BaHUEM CIIEIUAIBHO pa3paboTaHHON MOJ-
JIOKKA U JIa3epHOTO HarpeBarollero ycTpoucTBa.
OnHaKko JOMOJHUTENBbHBIM HarpeB OKa3bIBA€T BIIU-
STHUE€ W Ha BBIOOp MapaMeTpoB CBapku. B pesyib-
TaTe HEONTHMAJbHO BBIOPAHHBIX MapaMeTpPOB B
CBapHOM COEIUHEHHH MOTYT chopMupoBaThCs Je-
(beKThl, Takhe KaK MyCTOThI, 1e()EeKThl TYHHEIbHOTO
TUIIA U CTBHIKOBBIE JINHUY, a TAK)KE CYIIECTBYET Be-
POATHOCTH Pa3pylICHUs CBAPOYHOTO MHCTPYMEHTA
[15-20]. Takum oOpa3omM, B HacTosIIeH padoTe
OBLIO MPOBEJCHO MCCIIEOBAHUE HEPA3bEMHBIX CO-
€IMHEHUN aJTFOMUHHEBOTO cIutaBa AMrS TonmuHoN
35,0 MM, U3rOTOBJIEHHBIX METOJIOM CBAPKH TPEHUEM
C MepeMeIlINBaHueEM, /ISl BBISIBICHUS 3aKOHOMEPHO-
cteil popmupoBanus 1e(heKTOB 30HBI IEPEMETBA-
HUS U pa3pylLIeHHUs] CBAPOUYHOTO MHCTPYMEHTA B 3a-
BUCUMOCTH OT napameTpoB mporecca CTII.

MeTonuka uccJie10BaHui

OOpa3supl Ans UCCIEIOBAHUN OBLIH MONYYEHbI
Ha CHelHaTbHOM O00OPYIOBaHMU I CBApPKU Tpe-
HueMm ¢ nepememuBanueM B 3A0 «Uebokcapckoe
npennpusitue “Cecnenp’», T. Hebokcapsl, Poccust.
J1J1 M3roTOBICHNS HEPA3bEMHBIX COSTMHEHUN ObLTH
WCTIONB30BaHbl CBAPOYHBIE HHCTPYMEHTBHI U3 OBbI-
CTPOpPEXKYILEH CTalIK C IiedaMu auamerpoM 50 Mmm
U MOABWXHBIM IMTHHOM JUIMHOU 10 35 MM. I1uH nH-
CTpyMEHTa MMeNl KOHMYECKYI0 (OopMy C BUHTOBBI-
MU KaHAaBKaMU U TPeMs JIbICKaMH 1oz yriiom 120°.
Caapka 00pa3ioB NPOBOIUIACH B UETHIPEX PEKU-
Max, MpeAcTaBIeHHBIX B Tabmuie. CxeMa CBapKu
TPEHUEM C MEPEMEIINBAHUEM C Pa3pylLIEHUEM HH-
CTPYMEHTa M CXeMa BBIpe3KH o0OpasloB AN HC-
cienoBaHUU Moka3zaHbl Ha puc. 1. IlomydyeHHbIe
HEpPa3bEMHbBIE COCIMHEHUS IOJBEPrajiuCh 3JEK-
TPO3PO3UOHHOU pe3Ke NSl MOJTYyUYEeHUs UCCIIEI0BA-
TEIBCKUX 00pa3loB B MPOJOJILHOM U MOMEPEUHOM
CEYEHUHU CBApPHOTO IIBA C UCMOJIb30BAHUEM CTAaHKA
DK7750. O6pa3sibl ang Mmetamiorpaguueckux uc-
cienoBaHUK ObUTH OTHLIM(OBaHBI Ha aOpa3uBHOMN
Oymare, OTIIOJMPOBAHBI C HCTIOJIB30BAHUEM alIMa3-
HOM MAacThl ¥ MOABEPTHYTHl XUMUYECKOMY TpaBJie-
HUIO B peakTuBe Kenepa niis BbIABICHUS MUKPO-
CTPYKTYpbl MaTe€pUaa.

OOpasupl Marepuana C 3acTpsIBIIMM B 30HE
MEPEMEUINBAHNSA HMHCTPYMEHTOM JOMOJIHUTEIBHO
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ITapameTpbl cBapKH TPeHHEM C NepeMelIuBaHHeM
Friction stir welding parameters

CxkopocThb
CxopoCTh BpalieHus
Howmep HepeMeIeHUS
Harpy:xaromiee UHCTPYMEHTA, Yron HaknoHa
obpa3sma / WHCTPYMEHTA,
ycunue P, xr/ ®, 00/MuH / HWHCTPYMEHTA, rpaj /
Sample Loading force P, k V, Mt/ / Tool rotation rate, ® Tool pitch angle, De
number & K8 Tool travel speed, > p gle, Ueg
; rpm
V, mm/min
1 3700 60 300 2,5
2 3900 65 300 2,5
3 4100 60 280 2,5
4 4100 60 260 2,5
I 6 7 g °

\

210 4

a 0

AS RS

8

Puc. 1. Cxema cBapKH TPEHHEM C TIEPEMEIINBAHUEM B ITPOJOJIBEHOM CEYCHUH (), BEIPE3KH METaIOrpaduuecKux
00pasIoB IMOCIIe pa3pylIeHIs] HHCTPYMEHTA B TIPOJIOJILHOM CEUeHUH (0) U MONEPEYHOM CEYCHUH (8):
I — 30Ha nepeMenrBaHus; 2 — MMH HHCTPYMEHTa; 3 — Harpykaroniee yCHIHe HHCTPYMEHTA; 4 — HalpaBJICHUE TIePEeMEIICHNUS
WHCTPYMEHTA; 5 — OCHOBHOM METalI; 6 — MPOXOIBHBIN MeTautorpadhuaecKuil NUTid; 7 — 3aCTPABIINA 00JIOMOK HHCTPYMEHTA;
8 — 30Ha TIepeMEeITBaHUS OCTABIICHCS YaCTH HHCTPYMEHTA; 9 — OCTABINAsACS YacTh HHCTPYMEHTA; /() — IONIePeYHBI METaJLIO-
rpadudecKuil M

Fig. 1. Scheme of friction stir welding in the longitudinal section (@), cutting of metallographic samples after tool
destruction in the longitudinal section (6) and transverse section (6):
1 — stir zone; 2 — tool pin; 3 — tool loading force; 4 — direction of tool movement; 5 — base metal; 6 — longitudinal metallographic

section; 7 — a stuck piece of tool; § — stir zone of remaining tool part; 9 — remaining tool part; /0 — transverse metallographic
section

TPAaBWJIMCh B BOJHOM PAacTBOPE Aa30THOM KHUCIIOTHI
HNO;. Merannorpaguueckue Uccaen0Banus mpo-
BOJMJIUCh HAa ONTHYECKOM MMKPOCKOIE AJbTaMu
MET 1C.

Pe3yabTaThl U X 00Cy:KIEeHUE

B pesynbrare METOI0M CBapKH TPEHUEM C IIEpe-
MEIIMBAaHUEM OBUIM MOJTYYEHBI 00pa3Ibl CBapHBIX

74 Tom 23 Ne 3 2021

COEIMHEHHUI C MCIOJIb30BAHUEM YETBHIPEX pEekKH-
MOB, OTJIMYAIOMIMXCS HATPYXAlOUIMM YCUJIHEM H
CKOPOCTSMH CBapKU (CKOPOCTHIO MEpEeMEIICHHs U
CKOpPOCTBIO BpallleHUs MHCTpyMeHTa). Ha puc. 2
MOKa3aHbl MAHOPAMHbBIE W300pa)KeHHsI 30HBI Mepe-
MeNIMBaHUs 00Pa3IoB B ITONepedHoM ceueHuu. [Ipu
cBapke 00pas3ioB 2 U 4 MPOU3OILIO pa3pylieHHE
UHCTPYMEHTa, IpuueM B oOpasiie 2 — Ha paHHeH
CTaauu mpoiiecca. B cBs3u ¢ 3TUM Ha puc. 2, 6 1o-
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Puc. 2. TlanopaMHbIe H300paKeHHS 30HbI IEPEMEILIUBAHNS CBAPHBIX COCANHEHUH, OTYYEHHBIX MO
pexxumam 1 (a), 2 (6), 3 (6) 1 4 (2) B IONIEPEUHOM CEUCHUU:

1 — 30Ha BIWSIHUS TUIEY WHCTPYMEHTA; 2 — 30HBI MEPEMEIINBAHMS, 00pa30BaHHbIC KaHABKAMH HMHCTPYMEHTA,;
3 — nedeKThl CBAPHOTO COEMHEHHUS; 4 — SIApa CBAPHOTO COSTUHEHHS, C(HOPMHUPOBAHHBIE JIOKATBHBIMH TOTOKAMHA
Marepuaia

Fig. 2. Panoramic images of the stir zone of welded joints produced by modes 7 (), 2 (6), 3 ()
and 4 () in cross-section:

1 —tool shoulder affected zone; 2 — stir zones formed by tool grooves; 3 — defects of the welded joint;
4 —weld cores formed by local material flows

Ka3aHOo IOIEPEYHOE CEUEHHUE B 30HE MOCIIE TOJIOM-
KU UHCTPYMEHTA.

Kak BuaHo u3 pucyHka, obpaser] /, moaydyeH-
HBIM IIPU BBICOKUX CKOPOCTSIX CBApKU, UMEET Hau-
Oosiee y3Kyl0 30HY IepeMElUBaHMs, B TO BpeMs
Kak B oOpa3nax 3 u 4 30Ha nepemelnBanus Oosee
LIMPOKasi, C OTYETIMBO PANIMYAIOUIMMUCS 30HOU
BJIMSIHUSA IJI€Y MHCTPYMEHTA U KOHLIEHTPUYECKUMHU
KOJIbIIaMH, TAaKXKe U3BECTHBIMU KaK «JTyKOBBIE KOJIb-
11a», COCTABJIAIOIINMH SIAPO CBAPHOTO COCIUHEHUS
[21]. CToUT OTMETUTH, UTO B OTIIMYKE OT CBAPHBIX
coequHeHui ronmuHou 1o 10 MM popmupyercs He
LIEJIBHOE SAPO 111BA, a OOJIBIIOE KOJTMUECTBO MEITKUX
aaep.

Takoii xapakrep (pOpMUPOBaHMS 30HBI IIepeMe-
IIMBaHUS OOYCIIOBJIEH HEPAaBHOMEPHOCTBIO Harpe-
Ba Marepuaya mBa 1o BeicoTe [14], uto npuBoaUT
K HEOAHOPOAHOCTU aJre3MOHHOTO B3aUMOJIEH-
CTBUS Marepuajla Co CBApUBAEMBIM HHCTPYMEHTOM.
B pesynbrare cnoit nepeHoca pazouBaeTcst Ha 00-
Jiee MEJKHE CIIOM, B OCHOBHOM IIE€PEHOCUMBIE Ka-
HaBKaMM MHCTPYMEHTA, YTO OTYETIMBO BHJIHO HA
puc. 2, 6, 2: B HWJKHEH 4aCTH CBapHOTIO 1IBa BbIJE-
JISIFOTCS TOJIOCHI OTAENIBHO MIEPEHECEHHOTO MaTepHU-
aja, KOTOpbIE TEM HE MEHEE UMEIOT IEPUOANYECKUM
Xapakxrep.

W3 puc. 2, a BuHO, 4TO B 00pasie / B 30HE BIIH-
SIHUS TIJ1Ied UHCTPYMEHTa C(OpPMUPOBAIACH CTPYK-
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Typa ¢ 1eeKTaMH TYHHEIbHOIO THIIA U ITyCTOTaMHU.
Bricokue ckopocTH CBapKH IPU OTHOCUTEIHHO HU3-
KOM Harpy>karoleM yCUJIMU IPUBEIU K TOMY, 4TO B
BEpXHEH yacTu 00pasiia TerIoBbIe YCIOBHUs (POPMU-
POBaHHUS CJIOEB MepeHoca ObLIIN HapylIeHbl. B cBoro
o4yepe/b, 3TO IMOBJIEKIO 3a CO0OM yXyAlleHHe af-
Te3MOHHOTO B3aMMOJICHCTBUS B MPOIIECCE CBAPKU.
OpHako B JaHHOM cllydae pa3pylieHusi HHCTPYMEH-
Ta HE MPOMU30IIIO, TOT/a KaK MpH CBapke oOpasia 2,
MOJTy4YE€HHOTO Tpu OoJiee BBICOKUX Harpy>Karolem
YCWINKW U CKOPOCTH NEpEeMELIEHUs], pa3pylIeHue
MIPOM30IILIO Ha HaYaIbHOM 3Tane cBapku. Ha puc. 3
MoKa3aH 00JIOMOK HHCTPYMEHTA B o0pasiie 2 U po-
JIOJIbHOE CEYEHHUE 30HbI NepeMelnBanus, chopmu-
POBAaHHOM OCTaBIIEHCS YaCThIO MHCTPYMEHTA.

Kak BumHo m3 puc. 3, yBenuueHue Harpys3Ku
MO3BOJIMJIO YCTPAHUTH JA€PEKT B 30HE MOJ IJjieya-
MU HUHCTPYMEHTA, HO, BEPOSITHO, TOBBICUJIO COIPO-
TUBJIEHHE OCHOBHOTO MeTajljla MHCTPYMEHTY IpHU
nepeMenIeHnuu B mpoliecce cBapku. Puc. 3, 6, BbI-
MOJTHEHHBIN B IIPOJIOJILHOM C€UeHUHU o0pasua, Mmoj-
TBEP>K/1a€T BIUSHUE KAHABOK MHCTPYMEHTa Ha (op-
MHUPOBaHUE OTAEIbHBIX TOTOKOB Marepraia BOKpyr
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uHcTpyMeHTa. CienoBareiabHO, JOKaIbHbIE TTOTOKH
MeTaJjlla BO3EHCTBYIOT Ha 30HY KaHABOK U CO3JAI0T
TaM HanpsHKeHHsI, KacaTeJIbHbIE K X TOBEPXHOCTH.

B o0pasiie 4, n3roToBIEHHOM TIPU BHICOKOM Ha-
Ipy’KalolleM YCHUINH, HO 060jiee HU3KUX CKOPOCTAX
MepeMelleHus] U BpalleHUss HHCTPYMEHTa, HaOJto-
JaeTcsl aHajoruyHas kaptuHa. M3 puc. 4 BuaHo,
YTO /10 pa3pylIeHUs] MHCTPYMEHTa 30Ha IepemMe-
mBaHus (OpPMUPOBATIACh OTICIBHBIMU MOTOKaAMH
Marepuana, 00pa3oBaHHBIMHU TIedamu (/, puc. 4, a)
Y KaHaBKaMH MHCTPYMEHTA, IPU 3TOM BbICOTA CJIO-
€B INEPEeHOCa YMEHBIIAETCS K CepelMHEe CBapHOTO
mBa 3 ¥ CHOBa HEMHOTO BO3pacTaeT K HIKHEH ya-
ctu 4. Takum 00pa3oM, EHWCTBHUE JOKATBHBIX TI0O-
TOKOB MaTepuaia B 00JIacTi KaHaBOK MHCTPYMEHTa
MIPOTEKAET HE3aBUCUMO OT BEIOPAHHOTO PEXUMa, HO
€ro MHTEHCUBHOCTH OIpeJIeNsieTcs] KaK Harpy»aro-
LIUM YCUJIMEM, TaK U CKOPOCTSMHU CBapKH.

[Ipu sToM oOpazenr 3, U3TOTOBICHHBIM MPU Ha-
Ipy’KaromieM YCUJIMHM U CKOPOCTHU NepeMellieH s UH-
CcTpyMeHTa Kak y obpasna 4 (4100 xr u 60 Mmm/MuH
COOTBETCTBEHHO), HO TPHU OOJBIIEH CKOPOCTH Bpa-
mienust (280 o6/muH npotuB 260 00/MHH) AEMOH-

a

o

Puc. 3. Ilonepeunoe ceuenne odpasua 2 ¢ 3acTpsBIIUM 0OJIOMKOM MHCTpYMEHTA (a)
U TMPOJIOJIbHOE ceueHue oopasia 2 B 30HE BbIXOJa MHCTPYMEHTa (6):

1 — 30Ha epeMemBaHuA, COPMHUPOBAHHAS TUIEIaMU HHCTPYMEHTA; 2 — 30HBI IIepEeMEIINBaHIs, 00pa30BaHHEIC
KaHaBKaMU HHCTPYMEHTa

Fig. 3. Cross-section of sample No. 2 with the stuck piece of tool (@) and longitudinal cross—section
of sample No. 2 in the tool outlet zone (6):

1 — stir zone formed by tool shoulders; 2 — stir zones formed by tool grooves
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a

o

Puc. 4. IlpogonpHOE cedeHne oopasia 4 ¢ 3acTPSABIIAM 00JIOMKOM HHCTPYMEHTA B Havase (a) U KOHIIe
cBapHoro mBa (0):

] — 30Ha TIepeMelIMBaHus MIeYaMi HHCTPYMEHTA; 30Ha TIepeMeNINBaHNs, 00pa30BaHHas KAHABKOW MHCTPYMEHTA;
2 — B BepXHei yacTu 1mBa; 3 — B cepeinHe 11Ba; 4 — B HUKHEH YacTH I1IBa

Fig. 4. Longitudinal cross-section of sample No. 4 with the stuck piece of tool at the beginning (@)
and the end of the weld (6):

1 — stir zone formed by tool shoulders; stir zone formed by tool groove; 2 — in the upper part of the weld;
3 — in the middle of the weld; 4 — in the lower part of the weld

CTPUPYET KaK OTCYTCTBHE KAaKUX-THOO Ie(PEeKTOB
CBAapHOIO I1IBa, TaK U IOJHOCTBHIO 3aBEPIICHHBII
Ipolecc CBapku 0e3 pa3pylleHus CBapOYHOIO MH-
CTpyMEHTa.

[Tocnie ONOMKM MHCTPYMEHTAa Ha 3acTpsABUICH
YacTH HAOMI0AACTCsl HATMYHUE CUIIBHO J1e(OpMHUPO-
BAHHOM 30HBI, MPEACTABICHHON CIIOUCTON CTpPYK-
Typo# (puc. 5, ), mpuyemM ueM OJnxKe K 00JacTh
KOHTaKTa MEXJy 3acTpsBIIECH M OCTaBIICICS 4Ya-
CThIO HMHCTPYMEHTa, TEM pacClIOEHUE MaTepuaia
CTAaHOBUTCSI 0o0Jiee MHTEHCUBHBIM M COIPOBOXK]Ia-
ercs (opMHpOBaHMEM TPEUIMH, MapalieIbHbIX
IUIOCKOCTH paccioenud. [Ipu aTom B obnacTu, pac-
MIOJIOKEHHON HUXKE 30HbI PACCIOEHUS, TPOUCXOIUT
pacnpocTpaHeHHe TPEUIMH B NIyOb MHCTPYMEHTA,
MPOTSHKEHHOCTh KOTOPBIX MOXKET AOCTUTraTh 20 MM
u 6onee (puc. 5, 6, 8). B pe3ynbrare B3auMHOTO U3-
HOCca NpHu (PUKIMOHHOM KOHTaKTe€ B 30HY Iepe-
MENIMBAHUS 3aMEUINBAIOTCS BKJIIOUEHUS! OCKOJIKOB
MHCTPYMEHTA JIByX THUIIOB: BKJIIOUEHUS, UMEIOLIUE
CTPYKTYpY CHJIBHO J1e(OPMUPOBAHHOU CIOMCTON
0071aCTH, ¥ BKIIFOUEHHUS CO CTPYKTYpou Hemedop-
MHPOBAaHHOTO MaTepuasia HHCTpyMeHTa (puc. 1, a).
O4eBUIHO, YTO TaKU€ BKJIIOUEHUS SIBISIOTCS IPO-
QyKTaMH M3HOCAa MHCTPYMEHTA, IPU 3TOM B IPO-
Iecce M3HOCa OCTaBmascs (MOABWXKHAS) 4YacTh

MHCTPYMEHTA HE MpeTepIieBaeT 3HAYNTEIbHOH T11a-
CTHYECKOM jedopManiui, HEOOXOIUMOU I H3Me-
HEHUS CTPYKTYpbl MaTepuaa.

N3 manopamuoro mzoOpaxkenus (puc. 4, 6) u
YBEIUYCHHOTO H300pakeHust (pUC. 5, &) MOXHO
3aMETUTh, YTO HEOJHOPOJHOCTH TEMIIEpaTypHOIo
BO3/ICMCTBHSI OKa3bIBAET 3HAUUTEIHHOE BIUSHUE Ha
(dbparmeHTamuio Mmarepuana u GopMUPOBAHHE CIOCB
IIepeHoca B 30HE Mepe]l MHCTPYMEHTOM B MpoIecce
CBapKH TpeHUEM C nepeMeninBaHueM. Pesynprarom
TaKoOi HEOAHOPOAHOCTHU SIBJIETCS MU3MEHEHHE ILU-
PUHBI 30HbI IEPBUYHO (PParMEHTUPOBAHHOIO Mare-
puaina. Tak, B BepXHEl 4YaCTH MHCTPYMEHTA IIUPHU-
Ha JIaHHOM 30HBl MUHMMAJIbHA U COCTABIISIET BCErO
0,22 MM 710 IOBEPXHOCTH MHCTPYMEHTA, TOT/IA KaK
B HIDKHEH YacTU MHCTPYMEHTA €€ IIUpUHA BO3pac-
taet a0 1,28 mm. U3 puc. 4, 6 MOXKXHO CceNIaTh BbI-
BOJI, UTO IIyOMHAa KAaHABOK WMHCTPYMEHTa BIIHUSET
Ha (hparMeHTaluIo0 MaTepuasa Ipu CBapKe, TaK Kak
TaM, e NyOMHa KaHAaBOK MaKCHUMallbHA, HIMpPUHA
30HBI MEPBUYHO (PParMEHTUPOBAHHOIO MaTepuaja
MHUHHMMaJIbHA. B TO e BpeMs B HUKHEW 4acTH, IJe
HaOroaeTcs HauOoJbIasl TOJIIMHA 30HBI (par-
MEHTaIUH, [NyOuHa KaHABOK MUHUMAaJIbHasl.

N3 puc. 4 BugHO, 4TO pa3pylieHUEe HHCTPYMEHTA
B 00pa3siie 4 MpOU30IIIIO B BEpXHEH YaCTH, T. €. B TOU
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Puc. 5. YBenuyeHHble n300paxeHus 00JIOMKOB HHCTpyMeHTa B oOpasiie 2 (a, 6) u B oOpa3iie 4 (6, 2)

Fig. 5. Magnified images of the tool fragments in the sample No. 2 (g, 6) and in sample No. 4 (g, 2)

30HE, I7Ie TEMIIEPATyPHOE BO3CHCTBUE HHCTPYMEH-
Ta Ha MaTepuall MUHUMaIbHO. [Ipu 3TOM M31I0M HH-
CTpyMeHTa umeet cepuyeckyto popmy. Kak Obuio
00CYX/ICHO BBIIIIE, JIOKAJbHBIE TIOTOKKW Marepuaia
OKa3bIBAIOT COMPOTHBIICHUE ABUKCHUIO HWHCTPY-
MEHTa B 00JIACTH KaHABOK, YBEIUYHBAS TEM CaMbIM
KacaTeJIbHbIE HAIIPSKEHHS B ATUX 30HaX [22]. Dop-
Ma TIOBEPXHOCTH M3JIOMa MHCTPYMEHTA M HHU3Kas
WHTEHCUBHOCTH (hparMeHTAIMU U TUIACTU(DHUKAIIAN
MaTeprayiia B 30HE Tepea WHCTPYMEHTOM IPUBEIH
K TOMY, 9TO HampsDKeHHs, JCHCTBYIOIIME O Kaca-
TEITHLHOM K TOBEPXHOCTH KaHABKH TO]T TJICYaMH HH-
CTPYMEHTA, JOCTUIIIA HEKOETO KPUTHYECKOTO 3Ha-
YEHUs, B pe3y/IbTaTe Yero Hauasoch (POPMHUPOBAHNE
TPEUTUHBI, KOTOpasi U MpHUBEIa K Pa3pylIeHUuI0 HH-
cTpyMeHTa. BepositHo, B oOpasiie 2 mporecc pas-
PYIICHUS TTPOTEKAJ MO0 aHAJOTMYHOMY CIIEHAPHIO.
OnHako B JAaHHOM CITydae pa3pylIeHHe MPOU30IILIO0
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B CEpEeIMHE CBApPHOTO IIIBA, YTO MOXKET OBITH 00y-
CJIOBJIEHO TE€M, 4TO B JaHHOU o0nactu GopMUpPyIOT-
csl HarOoJiee y3Kue 1O BBICOTE JIOKAJIbHbIE TTOTOKH
MIEpEeHECEeHHOro Marepraia (Kak oka3aHo Ha puc. 4,
B [TOTIEPEYHOM CEUEHHH II1BA).

Takum oOpa3oM, Ha yCTOWYHMBOCTH MpoIiecca
CBapKH TPEHHEM C IEepeMEIIMBAHUEM M CBapoy-
HOTO MHCTPYMEHTa MpU TMOJYYEHUN HEPa3beMHBIX
COEIMHEHHI TOJIIIHHON 35 MM CE€phE3HOE BIUSHUE
OKa3bIBaIOT KaK CKOPOCTU CBapKH, TaK U Harpyxa-
Iolllee yCUJIMEe Ha UHCTPpYMEHT. [Ipu HU3KOM Harpy-
KAIOIIeM YCUJIMH, HO BBICOKHUX CKOPOCTSIX CBapKH
dbopmupyeTcsi ne(EeKTHOE CBapHOE COCAMHEHUE
C Halu4yueM Je(eKTOB TYHHEJIbHOTO THIA B 30HE
BIIUSTHUS TJIEY MHCTPYMEHTA B CBSI3U C YXY/IIICHU-
€M aJre3MOHHOTO B3aUMOEHCTBHS CBapHUBaEMOTO
MaTepuaiga ¢ MHCTPYMEHTOM. YBEJIWYeHHE Harpys-
KM TI03BOJISIET YCTPAHUTh AC(PEKT, HO IPU BBICOKUX
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CKOPOCTSIX CBapKd HPHUBOAMUT K IOJIOMKE HHCTPY-
MEHTa 3a CUET YBEJIMYEHUS CONPOTHBIIEHUS Mare-
puana JABMKEHUIO MHCTPYMEHTa U (OpMHUPOBAHUS
Y3KHX JIOKaJIbHBIX MOTOKOB Marepuana, o0ycClOB-
JeHHBIX (opMON HHCTpyMeHTa. {7 Toro 4toOsl
CTAOMIM3HUPOBAThH BIIMSHUE MapaMeTpoOB, HAarpyska
Ha MHCTPYMEHT Obljla yBeJIMYeHa, a CKOPOCTH IPO-
[ecca CHUXKEHbI, YTO TO3BOJWIO MOJYy4YUTh Oe€3-
neeKTHOe CBapHOE COeIMHEHue 0e3 paszpylieHHs
uHCTpyMeHTa. (OJIHaKO JajJbHEWIee CHUKEHUE
CKOpPOCTH BpallleHUSI CHOBAa MPHUBOAUT K paspylie-
HUIO MHCTPYMEHTA, B CBA3M C TEM 4YTO 3aJaHHas
CKOpPOCTh He obecrneunBaeT TpeOyeMbIX TEIJIOBBIX
YCIIOBUH CBapK{ B 30HE MEpPEMEIINBaHUs, 3a CUET
Yero B BEpXHEH YacTH IIBa IMIMPUHA 30HbI IEPBUY-
HO (pparMeHTUPOBAHHOTO U IIACTU(DHUITMPOBAHHOTO
Marepuaia o4eHb Maja, 4To TakXKe MPUBOJIUT K BO3-
pacTaHHUIO CONPOTUBIICHUS CBAPUBAEMOI'0 MaTepua-
Jla UHCTPYMEHTY.

BriBoabI

Takum oOpa3oM, B pe3ysbTare MPOBEICHHBIX
HCCIIEIOBAHMUH YIaJIOCh TIOJ00paTh ONTHMATbHBIN
pe)KI/IM HOJ'Iy‘-ICHI/Iﬂ Hepa%eMHoro COCOUHCHUSA
AJIIOMUHUEBOIO cIutaBa AMrS rtoiamuHor 35 MM
METO/IOM CBapKH TPEHUEM C IMEpEMEIIMBAHUEM, a
TaK)X€ YCTAaHOBHUTH 3aBUCUMOCTH (DOPMUPOBAHUS
neeKkToB W pa3pylIieHHs] HHCTPYMEHTa OT Iapa-
METpPOB TMpollecca CBapku. bbuto oOHapyKeHO,
qTo Harpyma}omee yCI/IJ'II/IC I/IHCTp}IMeHTa SABJISICT-
cs onpenensomuM Gaktopom st GopMUpOBaHHS
I[Q(I)CKTOB TYHHGJIBHOFO THUIIA U HyCTOT B 30HC 11O/
njae4amMu MHCTpymeHTa. Ha paspylenue uHCTpy-
MEHTa BIMSIOT KaK Harpyxarolee ycuiane, Tak u
CKOPOCTH TIepEeMEIIECHUS U BPAIICHUS HHCTPYMEH-
Ta, HO OCHOBHBIM IMAPAMETPOM B JAaHHOM Clly4yae
ABIIIETCSl CKOPOCTh BpaiieHus. Ilpu u30bITOUHO
BBICOKOM CKOPOCTH BpALICHUs IPOUCXOIUT PpPa3-
pyLICHHE HHCTPyMEHTa B CpEAHEHM 4YacTH IIBa,
I7Ie TPOUCXOAUT OOpa30BaHUE JIOKAIBHBIX 00b-
€MOB TIEPEHECEHHOI0 Marepualia KaHaBKaMH HWH-
crpyMeHTa. [Ipu HU3KON CKOPOCTH BpallleHUs UH-
CTPYMEHTA pa3pylIeHHE MPOUCXOIUT B 30HE O
nJe4aMy HHCTPYMEHTA, YTO 00YCIIOBIEHO HEOTHO-
POIHBIM TEMIIEPATyPHBIM BO3JEUCTBHEM B IIPO-
necce cBapku. [Ipu 3ToM B 060UX ciydasx paspy-
HIEHWE UHCTPYMEHTA IPOUCXOJINT 1O KacaTeIbHOU
K MOBEPXHOCTH KaHABKM HHCTPYMEHTA, TaK Kak
yrayOJaeHusl Ha MTOBEPXHOCTH UHCTPYMEHTA UCTIBI-

OBRABOTKA METALLOV %

TBHIBAIOT HAHOOJBIIKME KacaTelbHbIC HaIIps’KCHUA,
BbI3BAHHBIC MOBBIIICHHBIM COIIPOTUBJICHUCM CBa-
puUBacMOro Marepuaja HHCTpYMCHTY.
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Introduction. Among the technologies for manufacturing rocket and aircraft bodies, marine vessels,
and vehicles, currently, more and more attention is paid to the technology of friction stir welding (FSW).
First of all, the use of this technology is necessary where it is required to produce fixed joints of high-strength
aluminum alloys. In this case, special attention should be paid to welding thick-walled blanks, as fixed joints
with a thickness of 30.0 mm or more are the target products in the rocket-space and aviation industries. At the
same time, it is most prone to the formation of defects due to uneven heat distribution throughout the height
of the blank. It can lead to a violation of the adhesive interaction between the weld metal and the tool and can
even lead to a destruction of the welding tool. The purpose of this work is to reveal regularities of welding
tool destruction depending on parameters of friction stir welding process of aluminum alloy AA5056 fixed
joints with a thickness of 35.0 mm. Following research methods were used in the work: the obtaining of fixed
joints was carried out by friction welding with mixing, the production of samples for research was carried
out by electric erosion cutting, the study of samples was carried out using optical metallography methods.
Results and discussion. As a result of performed studies, it is revealed that samples of aluminum alloy with a
thickness of 35.0 mm have a heterogeneous structure through the height of weld. There are the tool shoulder
effect zone and the pin effect zone, in which certain whirling of weld material caused by the presence of
grooves on tool surface is distinctly distinguished. It is shown that the zone of shoulders effect is the most
exposed to the formation of tunnel-type defects because of low loading force and high welding speeds. It is
revealed that tool destruction occurs tangentially to the surface of the tool grooves due to the high tool load
and high welding speeds.

For citation: Kalashnikov K.N., Chumaevskii A.V., Kalashnikova T.A., Ivanov A.N., Rubtsov V.E., Kolubaev E.A., Bakshaev V.A.
On the problem of tool destruction when obtaining fixed joints of thick-walled aluminum alloy blanks by friction welding with mixing.
Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science, 2021, vol. 23, no. 3, pp. 72-83. DOIL:
10.17212/1994-6309-2021-23.3-72-83. (In Russian).
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