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CTII

T'eomeTpust HAKOHEYHHKA HHCTPYMEHTA
IIpoyHOCT Ha Pa3phIB IPHU PACTHKCHUH

bnazooaprocmu

Bripaxaem 611aronapHOCTh CBOUM CTY-
JeHTaM U acrupanty Moxnay JlapeOy,
r-Hy Yangpamexkxapy U r-Hy AHKHTY
Apbe 3a IOMOIIb B HMPOBEAEHUH JKC-
TIEPHMEHTOB.

BBeeHne. AJIOMHHHEBBIC CIUIABBI IIMPOKO BOCTPEOOBAHBI B CyJOCTPOCHUM U aBUACTPOCHUH. B Hacrosiem uc-
CJIEZIOBaHMU 0c000€ BHUMAHHE Y/EICHO BIMSHHIO JIBYX BUJIOB HAKOHEYHMKOB CBAPOYHOrO MHCTPYMEHTA C Pa3JIM4HOM
reoMeTpHeil Ha XapaKTePUCTHKU PACTSKEHHS CBapHBIX coenHeHuH craBa AA8011. TeXHOIOTHs COSMHEHNUs — CBapKa
tperueM c nepementuBanueM (CTII) — BoiOpaHa U3-3a yHUKAJIBHBIX CBOMCTB, TAKMX KaK OYCHb Majasi LINPHHA 30HBI TEP-
MHYECKOTO BIIUSHHUS [IPH COCIMHEHUH B TBEPAOM COCTOSHUM. Ha MHKPOCTPYKTYpY M MEXaHH4ECKHE CBOICTBA CBAPHOTO
COEJIMHEHUs BIUSAET T€OMETPHS MHCTPYMEHTA M TAKUE apaMeTPhbl, KAK CKOPOCTb BPAILCHHUS U IIEPEMEILEHHUS HHCTPYMEH-
ta. Meroasl uccaenoBanus. JxcrepumerTs! 1o CTII mpoBOAMIM HA YHUBEPCAJILHOM (DPE3ECPHOM CTAHKE CBAPOYHBIM
MHCTPYMEHTOM C JIByMsl BUJIAMHM HAKOHEYHHKOB — B (JOpME yCEUEHHOro KOHYCa M LIMIMHAPA ¢ pe3b00ii — B Tpex pasnny-
HbIX pexumax (1 — 320 o6/mun, 45 Mmm/mMuH; 2 — 400 06/MuH, 50 Mm/MuH; 3 — 575 06/MuH, 60 Mm/MuH). st anannza
XapaKTEPUCTUK COEJMHEHUs ObLIM IPOBEAEHBI HCIIBITAHUS HA PACTSHKEHME M PACCYUTAHA MAKCHMAJIbHAS IIPOYHOCTb Ha
Pa3phIB, a TAKKe JUIS KXKAOrO OTAEIBHOIO Cilydast ObIIIO PACCYMTAHO OTHOIICHHE MPOYHOCTU CBAPHOTO COCIUHEHHUS
K IIPOYHOCTH OCHOBHOTO MeTajuia. Pe3yabTaTsl n o0cy:kaenne. IlonyueHHble pe3ynbTaTbl CBUIETENBCTBYIOT O TOM, UTO
GoJiee BEICOKHE 3HAYCHHS YaCTOThI BPALLICHUS OKA3bIBAIOT MOJIOKUTENIBHOE BIUSIHUE HA TPOYHOCTH CBAPHOTO COCANHEHHS
B CJIy4ae MCIIOJNb30BaHHUs CBAPOYHOIO HHCTPYMEHTA C HAKOHEYHHKOM Kak B (popMe yCEeueHHOro KoHyca, Tak U B Gopme
LUINHApPA ¢ pe3b0oil. He3aBUCHMO OT 4acTOThI BPALICHHS M CKOPOCTH IOJa4 HMPOYHOCTb CBAPHOTO COCIMHEHHUs Ha
Pa3pbIB M OTHOILIECHHE NIPOYHOCTU CBAPHOTO COEAMHEHHS K IPOYHOCTH OCHOBHOTO METaJlla CTA0MJIbHO BBIIIE B CIIydae
HCIOJIb30BAHUS CBAPOYHOTO HHCTPYMEHTA C HAKOHEYHHKOM B (JOPME YCEYEHHOTO KOHYCA 110 CPABHEHUIO ¢ HAKOHEYHHUKOM
B (hopMe nmanMHApa ¢ pe3pdoil. He3aBUCHMO OT reOMeTpUM HAKOHEUHHMKA MPOYHOCTh CBAPHOTO COEAMHEHHS Ha Pa3phiB
M OTHOLIEHUE MPOYHOCTU CBAPHOTO COCAMHEHHS K MPOYHOCTH OCHOBHOIO METajlla MAKCHMAJIbHBI IIpU O0Jiee BHICOKOM
YacTOTe BPALIEHUs UHCTPYMEHTa u cocraBisioT 123 MIla u 73,6 % Ui HakOHEYHHKa B ()OPME YCEUEHHOrO KOHYCa
n 142 MIla u 85 % Juis HakoHeuHHKa B hopMe IUIMHJpA ¢ pe3bOoit pu 575 06/MuH 1 60 MM/MUH. DTO caMble BBICO-
Kue 3HadeHus 1o cpasHenuio ¢ 119 MIla u 72,5 % npu 320 06/mus, 45 mm/mun; 115 MITa u 70,1 % npu 400 06/muH,
50 MM/MUH A1l MHCTPYMEHTa ¢ HAaKOHEYHUKOM B (opMe ycedeHHOro konyca;138 MIla u 82,6 % npu 320 o6/muH,
45 mm/muH 1 77,8 % u 130 MIIa npu 400 06/mMuH, 50 MM/MUH 1)1 HaKOHEYHHMKa B (OpME LMIMHApPA C Pe3b0Oil.
B 1esioM ncclieioBaHue MOKa3bIBACT, YTO COSIMHEHHUS, MOJIyYSHHBIE TIPU MOMOLIU HHCTPYMEHTA ¢ HAKOHEYHHKOM B op-
Me LMIMHAPA ¢ Pe3b00ii, MMEIoT 60s1ee BHICOKYHO IPOYHOCTh HA PAa3PbIB M OTHOLICHHE IPOYHOCTH CBAPHOTO COEAUHEHHS
K IIPOYHOCTH OCHOBHOT'O METAJIIa, YeM COCIMHEHHS, OJyYEeHHBIC IIPU ITOMOIIN HHCTPYMEHTA C HAKOHEYHHKOM B (hopme
ycedeHHoro konyca. Hanbosnblyie npouHOCTh Ha Pa3pblB U OTHOIIEHUE IPOYHOCTH CBAPHOTO COEIMHEHHUS K IIPOYHOCTH
ocHoBHOTO Metaiia — 142 MIa u 84,5 % coOTBETCTBEHHO — OBLINM JOCTUTHYTHI IIPU UCIIOJIB30BAHUH HHCTPYMEHTA C Ha-
KOHEYHHKOM B hopme runuupa ¢ pe3pdoit mpu 575 06/mMus u 60 MM/MuH.

Jlist uuTHpOBaHus: BiMsHIE reOMeTPUH HAKOHEYHHKA CBAPOYHOTO MHCTPYMEHTA Ha XapaKTEePHCTHKU PACTSHKCHUS COSTMHCHUH CIuiaBa
AAB8011, monydeHHbIX cBapKOii TpeHHeM ¢ epemenrianmem/ M.C. PamkmyT, A K. Illapma, B.H. Muurpa, K. Cakcena, JI. lunax, I11.C. Illapma //
O06paboTka MeTaIOB (TEXHOIOTH, 000pyaoBaHUe, HHCTPYMEHTHI). — 2023. — T. 25, Ne 4. — C. 105-116. — DOI: 10.17212/1994-6309-2023-

25.4-105-116.
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BBenenue

CBapka TpeHHEM C INepeMellBaHueM, KOTopas
Obuta u3o0pereHa YoaitHom TomMacoMm B KOMIaHHH
TWI B 1991 rony, xopo1io nogxoauT AJsl COenHe-
HUSI METAJJIOB B TBEPAOM cocTosiHuM [1, 2]. Asro-
MUHHEBBIE CIUIaBBl YacCTO NPUMEHSIOTCS B aBUa-
[MOHHON U aBTOMOOWJIbHON MPOMBIIIEHHOCTH,
JKEJIe3HOAOPOKHOM TPAHCIIOPTE U MPU CTPOUTEINb-
CTB€ MOCTOB M3-32 BBICOKOTO COOTHOIIEHMS MpPOY-
HOCTH U BECa, a TAKKE KOPPO3HMOHHOU CTOMKOCTH
[2]. [To cpaBHEHHIO C TPaAUIIMOHHBIMU CcIIOCOOaMuU
CBapKH, MPU CBApPKE TPEHUEM C NEpPEeMEIIMBAHUEM
MaTepuan MOABEPraeTcss MHTEHCHUBHOM MacThye-
ckoii neopmanuu, B pe3yabrare 4ero oopasyercs
30Ha MepeMENIMBAHUS C OYEHb MEJIKHUMHU PEeKpH-
CTaJUTM30BaHHBIMU 3epHaMH [3 ], Ha3pIBaemasi 30HOU
JUHaAMHU4YeCcKol pexpuctamnuzauuu [4—6]. [Inasne-
HUS ¥ TIOBTOPHON KpPHUCTAJUIM3AIMH HE MPOHUCXO-
JIUT, TIO3TOMY MaTepHuajbl COCIUHSAIOTCS B TBEPAOM
coctossHuM. CBapka TpeHHEM C MEepPEeMEIINBAaHUEM
TaKKe XapaKTepHU3yeTcs HHU3KUM MOTpeOIeHUuEM
sHepruu [7].

Capka tpenuem c nepememuBanueM (CTII)
UMeeT 0co00€ 3HAUEHHUE AJI COEAMHEHUs aJlOMU-
HUEBBIX 1 MarHUEBBIX CILIABOB, MOCKOJIBKY OHA MO-
JKET 3HAUUTETHHO YMEHBIIUTh TaKue AePEKThI, KaK
pacTpecKuBaHHE IPHU 3aTBEPAEBAHUU, IOPUCTOCTh
u nedopmaruy, KOTOpbie OOBIYHO HAOIIOMAFOTCS
IIpU CBapKe IUIABIEHUEM. OTH TEXHOJOTMYECKUE
Bo3MokHOCTH CTII cnenanu ee o4YeHb MpPaKTUY-
HOM JJI1 COEIUHEHHUs HEKOTOpBIX CIUIaBOB. B3au-
MOJICUCTBUE HWXHEH INOBEPXHOCTH HHCTPYMEHTA
U TOBEPXHOCTH HAKOHEYHHKa ¢ 00pabaThiBaeMbIM
MarepHuajoM MPUBOIUT K 00pa30BaHHUIO JOCTATOY-
HOTO KOJIMYECTBA TEIUIa B Pe3yJbTaTe TPEHUs, He-
00X0IUMOTO /IJIsl MPUBEACHHS MaTepuaia B MITKOE
cocrosiHre Oe3 tuiaBienus [8, 9]. Takum obpazom,
MOBEPXHOCTh HAKOHEYHHWKA WHCTPYMEHTa HUTpaeT
pEIIAOIIy0 POJlb B CO3JaHUU TEIUIA, BBIAEIAIO-
mierocsi Mpyu TPEHHH, TEUEHWH MaTepuaia W Iuia-
ctudeckoit nedopmaruu. CMeleHne HHCTPYMEHTa
TaKXKe SBISICTCS KPUTHICCKUM (PaKTOPOM, OIpeie-
JSIOUIUM BbIJIEJICHHE TeIjia IpU TPEHUH HAKOHEd-
HUKa MHCTpyYMeHTa o marepuan [10], moaTomy oHO
onpezenseT Termmopu3ndecKue CBOMCTBa B 30HE
cBapku [11, 12]. KauecTBO coeiMHEHMI 3aBUCHUT OT
MpaBUILHOTO BbIOOpa mapameTpoB mporecca CTII
[13, 14]. Kak nmoka3bIBaeT MpakTHKa, B HEKOTOPHIX
UCCJIEJOBAHUAX OCHOBHOE BHUMAHHUE YNEIACTCS
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CBapKe TPEHUEM C IIepeMElIMBaHUEM ropsiue- U Xo-
J0AHOAEPOPMHUPOBAHHBIX AJTIOMMHHUEBBIX CILIABOB
[15] ¢ ucnonb3oBaHUEM HEKOTOPBIX CHEIUATBHO
pa3paboTaHHBIX HMHCTpyMEHTOB [16], uMerommx
pasnuyHble (HOPMBI HAKOHEYHUKOB: IIECTHUYTOJNb-
HBIC, MIATUYTOJIbHBIC U KBaJpaTHbIe [17].
Hekoropele HenaBHHE HCCIEIOBaHMS IOKa3a-
mu, yto CTII cnocoOHa coeaUHATL KaK OAMHAKO-
Bbl€, TaK U Pa3HOPOJAHBIC AJTIOMUHHUEBBIE CILIABbI
[18-21]. CrpiKOBBIE COETUHEHUS IMIPH CBapKe Tpe-
HHUEM C [IEpEMEIINBAHUEM OYEHb PacCIpOCTPAHEHBI
B OTJIMYME OT COEIMHEHUHN aJIOMUHHUEBBIX CIIJIABOB
BHAXJIECTKY, KOTOpbIE H3y4YaJd JMIIb HEKOTOpHIE
uccienosarenu [22, 23]. JIsBuncon u ap. [24] uc-
CJIEJIOBAJIM XapaKTEPUCTHKU MPOYHOCTU HA pPacCTs-
xenue CTII-coenunenuit u3 amomunus AA8011
IPU pa3IUYHbIX MapaMeTpax Mpouecca U MPHILIN
K BBIBOAY, YTO COEIUHEHMSI, IOJyUYEHHbIE IIPU CKO-
POCTH IepeMeIeHHsI HHCTpyMeHTa 45 MM/MUH, CKO-
poctu Bpamenus uactpymenTa 1400 06/mMuH 1 oce-
BoM ycunud 2,15 kH umeroT aydinyro npoyHOCTb
Ha PacTsKEHUE 10 CPABHEHMIO € IPYTUMH COETUHE-
Husmu. [lananu u ap. [25] nonyduiiu pa3HOPOIHOE
CTII-coenquHeHre U COCPEIOTOUNIN BHUMaHUE Ha
BIMSIHUM TIEPEMEHHBIX Ipolecca M KOHCTPYKIUH
WHCTPYMEHTA Ha KauyeCcTBO coenHeHni. Takum 00-
pazom, B 3T0il paboTre Oblia NpeANpUHATA MONBITKA
OTIPEENUTh BIMSHUE TPEX Pa3IUYHbIX Ipoduieit
HaKOHEYHUKOB (KBaJpaTHOTO, MATUYTOJIBHOTO U 11Ie-
CTHYTOJIbHOTO) U KOMOMHAIIMH CKOPOCTH BpPALCHUS
U IepeMelleHusl nHecTpyMeHTa Ha cBoiicrBa CTII-
COEIMHEHUI pa3HOPOIHBIX AJTIOMUHHUEBBIX CIIJIABOB
AA6061-T6 n AA8011 mpu pactsxkenuu. Ilpume-
usisa CTII, DnanroBan u banacyOpamanuan [26—28]
UCCJIEZIOBANIM XAPAKTEPUCTUKHU IISITH HAKOHEYHU-
KOB C Pa3IMYHON reoMeTpueil: B popMe IHIHHIpa
¢ pe3b00ii, yCEUeHHOT0 KOHYCAa, TPEYTOJIbHUKA, KBa-
Jpata ¥ MpsMOro LWIMHIApA — U3 aJIOMHHHEBOIO
crutaBa AA2219. Xots npeablAyIe neciae10BaHus
nokaszanu, yto reomerpus [29-31] umu dopma [32]
HAaKOHEYHHKOB WHCTPYMEHTa M CKOpPOCTb CBapKH
BJIMSIIOT Ha IOBBIIIEHUE MPOYHOCTH, CBSA3b MEXKIY
HU3KON CKOPOCTBIO CBAPKU U F€OMETpUEH HAaKOHEU-
HUKa MHCTPYMEHTa €lle He ycTaHoBJeHa. Takum
o0pa3oM, B HACTOSILEM HCCIIETOBAaHUH AIIOMUHUE-
BbIli crtaB AA8011 monBeprasicst cBapke TpeHUEM
C MepeMelIMBaHUEM IIPU HU3KOM CKOPOCTU CBapKH
C pa3IM4yHBIM MpoduIeM HAKOHEYHHKA, a BIUSHHE
Ha KaueCTBO COEAMHEHHUS OLEHUBAJIOCHh C TOYKH
3peHus TBEPJOCTH U IPOUHOCTU COEIUHEHMS.



EQUIPMENT. INSTRUMENTS

MarepuaJjbl 1 METOIbI HCCJIEIOBAHUS

[IpoBenen skcnepuMeHT Mo pa3paboTke 6e3-
nedextubix CTII-coenunenuit u3z crutaa AA8011
Ha BepTHKaIbHO-(ppe3epHOM cTaHke. CBapuBae-
Mbl€ IUIACTHHBI (PUKCHPOBAIM Ha OMOPHOM ILIUTE
NpWXXUMaMH, Kak Moka3aHo Ha puc. 1. Ha puc. 2
U300paKeHO IUIACTUYECKOE TEYEeHHEe Marepuasa
B IIpoLecce CBapKu. XMMHMUYECKHM COCTaB CIUIaBa
AAS8011 nmpusenen B Tabn. 1. PaccmarpuBaemble
napaMeTpsl MpOLEcca BKIIOYAIOT FE€OMETPHIO Ha-
KOHEYHHMKOB MHCTPYMEHTA, KaK IIOKa3aHO Ha puc. 3,
CO BCEMM XapaKTepPUCTUKaMM HHCTPYMEHTa, yKa-
3aHHBIMU B TaON. 2, 1 HECKOJbKUMH KOMOMHALIUSA-
MU CKOPOCTH BpPAILEHUS U CKOPOCTH NEPEMELICHUS
MHCTpyMeHTa. M3BeCTHO, UTO 3TH MmapaMeTpbl OKa-
3bIBAIOT BaYKHOE BIMSHUE HAa NMPOYHOCTb U JPyTUe
MEXaHUYECKNUE CBOMCTBA COCIUHEHUS.

Puc. 1. IlnacTunbl, 3aKpeIICHHBIC
Ha CTOJIE BEpTHKAIBbHO-(ppe3epHOTro
CTaHKa

Fig. 1. Plates mounted on the bed of
vertical milling machine

[IpokaTanHyto TIaCTUHY TOJIIMHONW 6 MM Ha-
pe3aqu Ha 3aroTOBKM HEOOXOAHMMBIX pPa3MeEpOB
C TIOMONIBIO PYYHOM HOXKOBKHU. JIBE TIJIaCTUHBI
PACHONIOKWIN PSIIOM JJIsi TOJYYEHHUS] CTBIKOBOTO
CTII-coenuuenus 6e3 pa3menku Kpomok. [liractu-
HBl 3aKpeNuId Ha ONMOPHOM IIUTE, a CBApKy OCY-

OBRABOTKAMETALLOV  CM]

Puc. 2. [Inactuueckoe TeueHUe MaTepuana
B nipouecce CTII

Fig. 2. Material flow during FSW

a 0
Puc. 3. 'eomeTprs HaKOHEUHUKA CBAPOYHOTO
WHCTPYMEHTA!
a — yCeUEHHBIH KOHYC; 6 — IMIUHJP C Pe3b00i

Fig. 3. Tool pin profiles:
a — taper cylindrical; 6 — threaded cylindrical

IIECTBISUIM B HampaBieHUM mpokaTku. Cpapka
MPOU3BOJMIACH JIByMs Pa3HbIMU HETUIaBSILUMUCS
MHCTpyMEHTaMu u3 ctanu D2. Xumuueckuii coctas
cranu D2 npuseneH B Tabn. 3. Beibop marepuana
MHCTPYMEHTA 3aBHCHUT OT CBapHMBACMOI0 MaTepHa-
na. J{ist MArkux MatrepuasgoB MOJKHO MCIIOJIb30BATh
UHCTPYMEHTAJIBHYI0 WJIA HEPKABEIOIYI0 CTallb,
a 1715 TBEP/IbIX MaTepraioB HEOOXOIMMBbI OTHEYIIOP-
Hble MaTtepuaibl. OLIEHKY MEXaHUYECKUX CBOMCTB

Tabnuma 1
Table 1
Xumuyeckuii coctas ciiasa AA8011
Chemical Composition of 448011
DneMeHT Al Fe Si Cu Mn Mg Zn
Conepxanue, % 97,5-99,1 0,6-0,90 0,5-0,6 0-0,1 0-0,1 0-0,1 0-0,1
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TabOnuma 2
Table 2

XapaKTepuCTHKH HHCTPYMEHTA

Tool Features

Wuctpyment (A)

B

FCOMeTpI/I}l HaKOHCYHHUKa

YcedeHHBII KOHYC

Hunuamp ¢ pe3nboit

JnaMeTp HaKOHEYHMKA

OcHoBaHue — 6 MM, BeplIMHA — 4 MM

6 MM, pe3bba ¢ marom 1,2 MM

JlnHa HaKOHEYHUKA 5,7 Mmm 5,7 MM
JunameTp mieua 14 mm 14 Mmm
Tabnuma 3
Table 3

Xumuueckuii cocras crtaan D2

Chemical Composition of D2 steel

OJeMeHT Conepxanue, % OneMeHT Conepxanue, %
C 1,40-1,60 Mo 0,70-1,20
Mn 0,60 A" 1,10
Si 0,60 Ni 0,30
Co 1,00 P 0,03
Cr 11,0-13,0 Cu 0,25
S 0,03 Al OCTaJIbHOE

COEIMHEHUI TPOBOJIWIIN ITyTEM HCIIBITAHUS Ha pac-
TSDKEHUE CTaHJIAPTHBIX 00pa3oB. CBapeHHBIE TUTa-
CTUHBI pa3pe3aii IMOMEPEK HaIMpaBICHUS CBapKH
Y MPOBOJWJIN HCHBITAHWE HA PACTSIKCHHE HA YHH-
BEPCAILHON HCHOBITATEIbHOM MAIIMHE C MOCTOSH-
HOM CKOPOCTHIO epopmarini, a UMEHHO CO CKOPO-
CTBIO TpaBepchl 1 MM/MUH.

Pesynbrarsl U HX 00CYyKIeHUE

[IpouHOoCTh Ha pacTSKEHHE OCHOBHOTO Mare-
puasia ObUla U3MEpeHa U UCMOIb30BaHA B Ka4eCTBE
sTanoHa Juis cpaBHeHus. Ha puc. 4, a mokazan 00-
pasel; OCHOBHOTO MaTepuaia, KOTOpBId ObLT HcC-
NBITaH, a Ha puc. 4, 6 MPeNCTaBIeH pa3pyILICHHbII

o0paser; OCHOBHOTO MaTepHualia Moclie UCTIBITaHUs
Ha pacTshkeHue. B Tabn. 4 npuBeneHs! pe3yiabTaThl
UCTIBITAaHUN HAa PACTSHKEHHE OCHOBHOTO MaTepHaa.
Pazpymiennsle 00pa3ibl CBApHBIX COCTUHEHUH TO-
Ka3aHbl HA pUC. 5 ¥ 7, a IUarpaMMbl pacTsHKEHUS,
MOJTyYeHHBIE MOCJIe HCIBITAHUH Ha pacTsSHKEHUE
CBApHBIX COCIMHEHMUH, M3TOTOBJICHHBIX C HCIOJb-
30BaHMEM MHCTPYMEHTOB C HAKOHEUHUKAMH Pa3HOM
(bopMmbl, IpeIcTaBIeHBI Ha pHC. 6 U 8.

Pe3ynbrarhl MOKa3bpIBalOT, YTO CBapHBIE CO-
€IMHEHUS, BBIIIOJHEHHBIE C UCIIOIb30BAaHUEM MH-
CTPYMEHTAa C HAKOHEYHUKOM B (hOpMe yCEUEHHOTO
KOHyca M IMJIMHJpA C pe3b00ii, UMEIOT MEHBIIYIO
MPOYHOCTh IO CPAaBHEHUIO C OCHOBHBIM MaTe-
pHUaIOM.

Puc. 4. O6pa3zup! AN UCHIBITAHUN HA PACTSKCHUE!

a — nepea UCIIBITAHUEM, 0 — 1ocJjIe UCILITAaHUs

Fig. 4. Tensile test specimens:

a — before tensile test; 6 — after tensile test
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Taonxuna 4
Table 4

Pe3yJ'IBTaTbI HCIIBITAHUA HA PACTHAKCHUE OCHOBHOI'0 MaTepHaJia

Tensile test results of base material

Bpemennoe conpoTuBieHue OTHOCUTENIBHOE YIMHEHHE
ITuxoBas Harpyska, kH
paspbiBy ipu pactsixenun, MIla [P pa3pbIBe, MM
15,060 167 21,01

Puc. 5. PaspyimieHnbie 00pa3iibl MOCIE UCIBITAHUS HA PACTAKECHUE COCIAUHE-
HHI, IOJyYCHHBIX C UCIOJIb30BaHHEM HHCTPYMEHTA C HAKOHEUHUKOM B (hopme
LWIAHPA C pe3b0oii
Fig. 5. Fractured specimens after tensile test of joints fabricated using threaded
cylindrical pin

a 9]
Puc. 6. Pe3ynbTaThl UCIIBITAHUS HA PACTSKEHUE CBAPHBIX COETMHEHUH, TTOJIYYEHHBIX C UCTIOJIb30BAaHUEM
WHCTPYMEHTa ¢ HAKOHEYHUKOM B (hopMe MUITUHAPA C pe3hOOI:

a — TECTOrpaMMa BPEMEHHOTO CONIPOTUBIICHHS Pa3phIBy IIPU PACTSHKCHNH; 6 — KpUBask 3aBUCUMOCTH 1e(hOpMaIii OT
HanpsLKEHUH

Fig. 6. Tensile test result of weld fabricated by cylindrical threaded pin profile:
a — bar chart of UTS; 6 — stress-strain diagram
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Puc. 7. Pa3pymienasie 00pa3Isl Mociie UCIBITAHUS Ha PacTsOKEHHE
COETMHEeHHH, TOTyYeHHBIX C HCIOJIB30BAHWEM HHCTPYMEHTa C Ha-
KOHEYHHKOM B (hOpMe yCE4eHHOTO KOHyCca

Fig. 7. Fractured specimens after tensile test of joints fabricated
using taper cylindrical pin

a

o

Puc. 8. Pe3ynbTarel HCTIBITAHUS HA PACTSDKCHUE CBAPHBIX COCTUHEHUHN, TIOTYUYEHHBIX C UCTIOIB30BaHUEM
MHCTPYMEHTA C HAKOHEYHUKOM B (hOpME YCEUSHHOTO KOHYCa:

a — TECTOTpaMMa BPEMEHHOTO COIIPOTUBIICHHS Pa3phIBy IPH PACTSDKEHUH; 6 — KpUBas 3aBUCUMOCTH JiehopMannu
OT HaIpsLKEHUH

Fig. 8. Tensile test results of welds fabricated by cylindrical taper pin profile:
a — bar chart of UTS;, 6 — stress-strain diagram

Ha ocHOBaHMM TmpenCTaBIEHHBIX pE3yJbTa-
TOB CTAHOBUTCS OYEBHUIHBIM, YTO C YBEIMUYCHUEM
YaCTOThl BpAIICHUS HHCTPYMEHTA IIOBBINIACTCS
MPOYHOCTh CBAPHOIO COEAMHEHUS M OTHOILIECHUE
MPOYHOCTH CBAPHOTIO COEAUMHEHUS K IPOYHOCTHU
OCHOBHOIO Me€Tajljla HE3aBUCHMO OT T€OMETPHUHU
HAaKOHEYHHWKA HWHCTpyMeHTa. s HMHCTpyMeHTa
C HAaKOHEYHHKOM B (opMe HIIMHApPA C pe3b0oi
MPOYHOCTh CBAPHOTO COEAMHEHHS M OTHOLIEHUE
MIPOYHOCTH CBAPHOTO COEAUHEHHS K IPOYHOCTH OC-
HOBHOTO MeTaJllla MAaKCUMaJIbHBI MPU 575 00/MuH
n 60 Mmm/MuH U ocrtaBisror 142 MIla u 84,5 %

110 Tom 25 Ne 42023

(Tabn. 5). bonee HU3KHME 3HAYEHUSI YACTOTHI Bpa-
mieaust (320 o6/mMuH W 45 MM/MHH) TPUBOMIST
K HECKOJIBKO 00Jiee HU3KUM 3HAUYEHUSM IPOYHOCTH
CBAapHOTO COCIWHEHUS W OTHOIICHHS TPOYHOCTH
CBApHOTO COCAMHEHHS K MPOYHOCTH OCHOBHO-
ro metamia (138 Mlla u 82,6 %). IIpomexyrou-
HbIC 3HAUEHUs1 cKopocTu BpamieHus — 400 06/mMuH
u 50 MM/MUH — TakXe Jal0T HEMHOTO MEHBIIHE
3HAYCHHUsI TPOYHOCTH CBApPHOTO COCTUHEHUS
U OTHOUICHHS MNPOYHOCTH CBAPHOTO COEIUHE-
HUS K IPOYHOCTH OcHOBHOro meramia: 130 MIla
u 77,84 %.
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Taoaxuna 5
Table 5

Pe3yJ'leaTbI HCNbITAHNI HA PaCTHKEHHUE COC}IHHEHHﬁ, MOJYyYE€HHBIX
C HCITOJIB30BAHUEM UHCTPYMEHTA C HAKOHCYHUKOM B (l)opMe HUuJInHApa € pe3b60]7[

Tensile test results of joints fabricated with cylindrical threaded pin profile tool

XapaxTepucTuka 320 00/muH, 400 06/MuH, 575 00/muH,
40 mm/MUH 45 MM/MHUH 60 MM/MHH
IIpenen npounoctu, Mlla 138 130 142
OTHOIIICHHE TTPOTHOCTH
CBAapHOTO COCAUHEHHUS
K ngoqﬂocm iCHOBHoro 82,6 778 85
meTama, %

Jlis MHCTpYMEHTa C HaKOHEYHMKOM B (opme
YCEYEeHHOro KOHYCa MPOYHOCTh CBAPHOTO COENIU-
HEHMS M OTHOIIEHUE MPOYHOCTH CBAPHOTO COEIH-
HEHMS K MPOYHOCTH OCHOBHOTO METaJula SIBISIOT-
Cs1 MaKCUMaJIbHBIMH TIpH 575 06/MuH 1 60 MM/MUH
u coctaBisroT 123 MIla u 73,6 % (tabxa. 6). bonee
HU3KHE 3Ha4eHus 4acToThl BpauieHus (320 o6/MuH
U 45 MM/MHH) DPUBOIAT K CHU)KEHHUIO 3HAUCHHM
NPOYHOCTH CBapHOTO COETUHEHUS W OTHOLICHHS
IPOYHOCTU CBAPHOT'O COETUHEHUS K POYHOCTH OC-
HoBHOro Metaiuta (119 Mllau 71,25 %). Ilpomexy-
TOYHBIC 3HAYCHMSI 4acTOThI BpameHus (400 o6/Mmun
U 50 MM/MUH) Tak)Ke NMPUBOAAT K CHH)KEHHUIO 3Ha-
YEeHUS! TPOYHOCTH CBAPHOTO COETUHEHHUS M OTHO-
IIEHUS] TPOYHOCTU CBAPHOTO COETUHEHHUS K MpOod-
HOCTH ocHOBHOrO MeTaina (115 Mlla u 68,86 %).
B nenom okaswiBaercs, 4to 575 06/MuH U 60 MM/
MUH SIBJISIFOTCS] ONITUMAJIbHBIMHU YCIIOBHSIMU SKCILTY-
aTauuyu JUIs JOCTH)KEHHsS] MAaKCUMAaJbHOM NMPOYHO-
CTH CBApHOT'O COEAMHEHUS U OTHOLICHUS MPOYHO-
CTH CBapHOTO COEIMHEHHS K IPOYHOCTH OCHOBHOTO
MeTajla HE3aBUCHUMO OT TOI0, MCHOJb3yeTcs JH

MHCTPYMEHT C HAKOHEYHUKOM B (hOopMe YCEUECHHOTO
KOHyCa WM IMIUHIpa ¢ pe3bOoit. Ilpu 3Tux KoH-
KpPETHBIX MapaMeTpax MPOYHOCTb Ha Pa3pbIB CO-
crasiser 142 Mlla qist ”HCTpyMEHTa ¢ HAKOHEUHU-
KoM B (hopme muiuHIpa ¢ pe3pdoit u 123 Mlla s
MHCTPYMEHTA C HAKOHEUHUKOM B (pOpME yCEUEHHO-
ro KoHyca. Pe3ynbTaTbl OKa3bIBalOT, YTO CO3/1aBa-
eMas BIOCJIEACTBUM 30HA IIEpPEMELINBAHMSI TTOJIHO-
CTBIO 3aBUCHUT OT CKOPOCTH BPAILLIEHUSI UHCTPYMEHTA
U CKOpOCTH mepeMmenieHus. Jlydiiee nepememnba-
HHUe MaTepuasia Halloaaoch npu 6osiee BBICOKOM
CKOPOCTH BpallleHust uHcTpyMeHTa. Ha hopmy 30HBI
nepeMelInBaHusl OKa3bIBAaeT BIMsAHUE (hopMa HaKoO-
HEYHHUKa: OoJyiee MIMPOKas 30HA MepeMeIlnBaHUS
HaOMIofanach MpH HCHOIb30BAHUM HHCTPYMEHTa
C HAKOHEYHUKOM B (popMe IUITUHIIpA C pe3bOOi.

3aKkjaoueHne

HccnenoBanns noka3bpIBalOT, UTO 3arOTOBKU U3
amroMuaneBoro cruraBa AA8011 MOXKHO COEIUHATE
WHCTPYMEHTOM C HaKOHCYHUKAMU Pa3IHIHON (op-

Tabonuma 6
Table 6

Pe3yabTaThl MCILITAHUH HA PacTS:KeHHE COeIMHEHUI, OJy4YeHHbIX
€ UCNOJIb30BAHMEM MHCTPYMEHTA C HAKOHEYHMKOM B (popMe yceUeHHOr0 KOHYca

Tensile test result of joints fabricated with cylindrical taper pin profile tool

XapaxTepHcTyKa 320 00/mMuH, 400 06/MuH, 575 06/muH,
40 Mm/MUH 45 MM/MUH 60 MM/MHH
IIpenen mpounoctu, Mlla 119 115 123
OTHoLIeHNEe TPOUYHOCTH
¢ TpOVIHOCTH ocHORHOTO .2 68.8 736
mertanna, %
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MBI TP Pa3HOM COYECTaHWUU CKOPOCTH BpAICHHS
U CKOPOCTH IEepEeMElICHUsT MHCTpyMeHTa. besne-
(eKTHOE COeMHEHHE, U3TOTOBICHHOE C MTOMOIIBIO
WHCTPYMEHTA C HAKOHCYHHKOM B (hopMe IIMIIMHIpA
¢ pe3b00il mpu cKopocTH BpamieHust 575 00/MUH u
cKopocTH niepemenieHust 60 MM/MUH, XapaKTepu3y-
€TCSl CPaBHUTEIILHO 0OoJiee BBICOKMMH MEXaHHYe-
CKMMU CBOMCTBaMH C TOYKH 3PEHUSI MAKCUMAJIbHOM
MPOYHOCTH CBAPHOTO COCTUHCHUS W OTHOIICHHS
MPOYHOCTH CBAPHOTO COCTUHECHUS K IIPOYHOCTH OC-
HOBHOTO MeTayuia. He3aBHCHMO OT THITa HAKOHEYHH-
Ka MHCTPYMEHTa MEXaHW4YEeCKHE CBOMNCTBA U OTHOIIIE-
HHE MTPOYHOCTH CBAPHOTO COCIMHEHHS K MPOYHOCTH
OCHOBHOTO MeTaJljla CHIDKAIIUCh TIpU 0oJiee HU3KOM
cKopocTH BpamieHusi. OTHAKO 3TO MOXKET OBITh CBSI-
3aHO ¢ KaKUMU-TO nedekramu. [1oBbIIeHHE TPOYHO-
CTH Ha pa3pbiB U OTHOIICHHS MPOYHOCTH CBAPHOTO
COC/IMHEHUS K IPOYHOCTH OCHOBHOT'O MeTasuia ObLIO
JOCTUTHYTO TIPHU WCIIOJB30BAHUU WHCTPYMEHTA C
HAKOHEYHHKOM B (popMe IWIMHAPA C pe3b00id, 4TO
MOXKET OBITh CBSI3aHO C 00pa30BaHUEM MEITKUX 3EPEeH
B 30HE NEPEMECIITHBAHHSI.
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Introduction. Aluminum alloys are in abundant demand of shipbuilding and aircraft industries. This study
emphasizes on the effects of two different tool pin profiles on the tensile characteristics of welded joints made of
AA8011 aluminum alloy welded joints. The joining technique used is friction stir welding (FSW) due to its unique
characteristics such as very low heat affected zone when joining in a solid state. The microstructure and mechanical
properties of the welded joint are influenced by the geometry of the tool and such parameters as rotational speed and
traverse speed of the tool. The methods of investigation. The experiments on FSW were performed on universal
milling machine with taper cylindrical and cylindrical threaded tool pin profiles using the three different combination
of tool rotational and traverse speed (a) 320 rpm, 45 mm/min; b) 400 rpm, 50 mm/min; c¢) 575 rpm, 60 mm/min.).
To analyze the joint characteristics, tensile tests were conducted and ultimate tensile strength as well as joint
efficiency was calculated for individual joint. Results and Discussion. Based on the revised results, it is evident that
higher RPM values have a positive impact on joint efficiency and tensile strength for both the taper cylindrical pin
profile and the threaded cylindrical pin profile. The findings show that the joint efficiency and tensile strength are
consistently higher for the threaded cylindrical pin profile compared to the taper cylindrical pin profile, regardless
of the RPM and feed rate. From the results, it was found that joint efficiency and tensile strength is maximum at
higher RPM irrespective of the tool pin profile i.e. 73.6 % and 123 MPa for taper cylindrical pin profile and 85 %
and 142 MPa for threaded cylindrical pin profile at 575 rpm, 60 mm/min. These are the highest in comparison to
72.5 % and 119 MPa at 320 rpm, 45 mm/min and 70.1 % and 115 MPa at 400 rpm, 50 mm/min for taper pin profile
tool and 82.6 % and 138 MPa at 320 rpm, 45 mm/min and 77.8 % and 130 MPa at 400 rpm, 50 mm/min for threaded
cylindrical pin profile. Overall, the study demonstrates that joints obtained using the threaded cylindrical pin profile
demonstrate higher joint efficiency and tensile strength than those prepared using the taper cylindrical pin profile.
The highest joint efficiency and tensile strength of 84.5 % and 142 MPa, respectively, were achieved using the
threaded cylindrical pin profile at 575 rpm and 60 mm/min.

For citation: Rajpoot Y.S., Sharma A.K., Mishra V.N., Saxena K., Deepak D., Sharma S.S. Effect of tool pin profile on the tensile characteristics
of friction stir welded joints of AA8011. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material
Science, 2023, vol. 25, no. 4, pp. 105-116. DOI: 10.17212/1994-6309-2023-25.4-105-116. (In Russian).
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