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Beenenue. Pe:xuM cBapKky TpeHHEM C TIEPEMENIMBAaHUEM OTIPEIEIIIET XapaKTep TEPMOMEXaHUIECKOTO BO3-
JICUCTBYSI HAa CBAPUBAEMBbIH MaTepHal, 0TOMY KPUTHYECKOE H3MEHEHHUE Jla’Ke OJTHOTO U3 [TapaMeTpOB PEKHMa
MOXXET MPUBECTH K (HPOPMHUPOBAHUIO Ie(YEKTOB M CHIKEHHIO MPOYHOCTU CBAPHOTO COoenrHeHHs. HemanoBak-
HBIM (haKTOPOM TAKIXKE SBJISCTCS OPUCHTALMSI CBAPUBAEMOr0 MaTepuaja OTHOCHTEIILHO HAIPABICHUS CBAPKH,
HOCKOJIbKY OHa OIpe/eNsieT KHHETHKY Ae(GOpMHMpPOBAaHMSI Marepuana M, KaK CIeJCTBHE, Pe3ylIbTHPYIOLIYIO
CTPYKTYpy U cBoiicTBa. McciieoBaHus IPoLeccoB CBapKU TPEHUEM C TIEPEMEIINBAHNEM B OCHOBHOM 3aKJII04a-
I0TCS B aHAJIN3¢ KOHEYHBIX CBOWCTB MONyJaeMbIX CBAPHBIX COEIMHEHUH U UX COMOCTABICHUH C ITapaMeTpaMu
pexuma capku. Ho Juis penieHus 3ajia4u IMOTy4YCHUs IPOYHBIX M KA4ECTBEHHBIX CBAPHBIX COCIMHECHHUH He-
MaJIOBaXKHOH TaKke SIBISETCS OLIEHKA CONPOTHBIICHHS MaTepHasa 1e(hOpMHPOBAHHUIO OT BO3ACHCTBHS CBapOU-
HOT'0 MHCTPYMEHTA, YTO JOCTUraeTCs MOHUTOPUHIOM psijia TapaMeTpOB HEMOCPEICTBEHHO B IPOILIECCE CBAPKU.
Henwbio paGoThl sBJAAETCH HCCICAOBAHNE BIMSHUS NMApaMETPOB PEKMMA CBAPKH M OPUEHTALMH CTPYKTYPBI
CBAapUBAaEMOr0 MaTepuala Ha IPOTEKaHUE TIPOIIECCa CBAPKH TPEHUEM C IIEPEMEIIMBAaHUEM, a TAKXKE Ha CTPYKTY-
Py ¥ IPOYHOCTH MOTyYaeMbIX CBAPHBIX COIMHEHNH alFOMIHIEBOTO crtaBa J|16. PesyabTaThl u 06cy:KaeHue.
TlocpencTBOM MOHMTOpPHHIA KPYTSILETO MOMEHTA M YCHIINSI CBAPKM IIOKA3aHO, YTO HPH HMOBBIMICHUN YCHUIIUS
BHE/IPCHHs] MHCTPYMEHTA CONPOTHBJICHHE MaTepuaia Ae(GopMHPOBAHHIO MOBbINIAaeTCs. [Ipu cBapke momepek
HampapJIeHHs IIPOKATKH UCXOIHOTO MaTepyaa IapaMeTpbl KPYTAIIEro MOMEHTA U YCHUIIUS CBAPKH CHIDKAIOTCS
Ha 5...20 %. IloBBIIIEHHE CKOPOCTH CBApKH O0ECHEYMBAECT POCT CONPOTHBICHHS MaTepraia MepeMeIleHHIO
MHCTPYMEHTA, IIPY STOM HAIPABJICHUE CBAPKH HE OKA3bIBACT 3HAYUTEILHOTO BIHsHMA. C MOBBIIICHUEM 4acTO-
THI BPAILEHNs] HHCTPYMEHTA COIPOTUBIICHUE MaTepuaia 1e(h)OpMUPOBAHUIO CHIIKACTCS, a TEMIIEpaTypa CBapKH
HOBBIIIAETCS, YTO IPUBOIUT K MOBBIIICHUIO CTEHICHY IUIACTU(UKALMK MaTepualia U yJIy4IIeHHIO YCIOBHUIH ero
Maccornepenoca. Taxke IMoKa3aHO, YTO PEKNUM CBapKH, TMO3BOJIAIOIINN BeCTH cBapKy cruiasa /116 mpu Temme-
patype 450...500 °C, obecrieunBaeT CTereHb acTH(hUKALMU MaTepraa, Ipy KOTOPOil OTy4yaloTcsi CBapHbIe
COEMHEHHUSI C KAaueCTBEHHOW CTPYKTYpOH M BBICOKHMM MEXaHHMYECKHMH CBOMCTBaMH. B 3Tmx ycmoBmsx
HampapJIeHHE CBAPKM OTHOCHUTEIBHO HAIpaBJICHHs NIPOKATKU MCXOIHOTO MaTepHalla OKa3bIBAeT BIMSHUC: IIPH
CBapKe BJI0Jb HAIMIPABJICHHS TPOKATKHU MPEJIEN TPOYHOCTH COSANHEHNS JOCTUTAeT 3HaueHus 92 %, a IpH cBapKe
nonepek — 95 % ot npeziesia NPOYHOCTH NCXOAHOTO MaTepHana.

Jlnst nuTHpoBaHus: BiusHue pe)xxuma cBapKy TPEHHUEM C IIepEMELINBAHUEM U €€ HalpaBJIeHHsI OTHOCHTEIIHHO HAIIPABIICHNUS IPOKATKH CILIaBa
J116 Ha cTpyKTYypy M cBOHCTBa ero cBapHbIXx coenunenuii / A.H. MBanos, B.E. Py6uos, E.A. Kony6aes, B.A. Bbakuraes, .H. MBammkusn //
O06paboTka MeTaIoB (TeXHOJIOrUs, 000pynoBanue, HHCTpyMeHTh). — 2020. — T. 22, No 4. — C. 110-123. — DOI: 10.17212/1994-6309-2020-

22.4-110-123.
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Beenenmne

Cpapka TpenueM c nepememuBanuem (CTII)
ABJISIETCSL MPOLIECCOM CBAPKU JABIECHUEM, B XOJE
KOTOpPOTO IO/ BO3JEHCTBUEM BpPAILAOLIETOCS WH-
CTpyMEHTa NMPOUCXOAUT AedopMmarus, GpUKIHOH-
HBI Pa30rpeB, IUIACTUYECKOE TEUEHHE MaTepuaia
U €70 NIEPEHOC MEXK/y CBAPUBAEMBIMU 3arOTOBKaMH
[1]. Temnepatypa pa3orpesa marepuasa B IpoLecce
CTII ke TemnepaTrypsl €ro IUIaBIEHMSI, YTO OT-
KpBIBA€T LIMPOKUE IPOU3BOACTBEHHBIE BO3MO)KHO-
CTH CBapKH IPOMBILUIEHHBIX TPYAHOCBAPUBAEMBIX
MaTepHualoB, K IPUMEPY, TEPMOYIIPOUHSIEMBIX aJIt0-
MUHUEBBIX CIUIABOB.

Coueranue napamerpos pexxuma CTII onpene-
JSIeT XapakTep TePMOMEXaHUYECKOrO BO3AECHCTBUS
Ha CBapUBAaEMblil MaTepual, M03TOMY KPUTHYECKOE
U3MEHEHHUE Ja)Ke OJHOr0 U3 IMapaMeTpOB MOXKET
NpUBECTH K (HOPMHUPOBAHUIO NEPEKTOB M CHIDKE-
HUIO IIPOYHOCTH CBAapHOro coenuHenus [2, 3]. He-
MaJIOBKHBIM (PAKTOPOM TaKXe SBIISETCS OpUECH-
Talus CBapUBaeMOI0 MaTepuajga OTHOCUTEIBHO
HalpaBJIeHUs] CBAapKH, MOCKOJBKY JedopMmanus U
pa3Mep ero MCXOIHOI0 CTPYKTYPHOIO 3epHa, cop-
MHUPOBAaHHOTO MPOKATKOW, OMpeAesnsieT KUHETHKY
nedopMUpOBaHUs MaTepuala u, Kak cleICTBUE, pe-
3yJBTUPYIOILYIO CTPYKTYpPY U CBOMcTBa [4].

B mecre Hambonpliero BO3ACHCTBHUS MHCTPY-
MEHTa, Ha3bIBa€MOM 30HOM nepememmnBanus (3I1),
BO3HMKAET IPOLECC MHTCHCUBHOM IUIACTHYECKOU
nedopMaluu CBapuBaeMoro marepuana [5, 6], ko-
TOPBIM 00YCIIOBIMBAET U3MEIBIEHUE €0 UCXOJHO-
IO 3€pHa C IOBBIIIEHHEM YHCJA BBICOKOYIIIOBBIX
rpanun [7, 8]. B nepopMupyeMbIx amrOMHUHUEBBIX
cruiaBax npouHocTs 3I1 cBapHOrO coeauHeHus Ha-
IPSIMYIO CBS3aHA C POCTOM MPOTSKEHHOCTH T'PAaHUL]
3epeH, comlacHo mexaHusMmy Xomia — Iletua [9].
Ha npumepe ¢puknnonHoit o6padboTku aedpopmu-
pyeMoro ajJrOMUHHEBOro cruiaBa cucrembl AIMg
MIOKA3aHO, YTO 3TOT MEXaHU3M OOYCIIOBIMBAET I10-
BBILLICHUE NTPOYHOCTH J1€(hOPMUPOBAHHOTO MaTEpH-
ana B 3II otHOCuTENnBHO HcxogHOTO Tpokara [10].
B npuneraromeit k 311 30He TepMOMEXaHUYECKOTO
Bo3zeiicTBus (3TMB) 00b14HO HaOMIOIAaETCS 3HAYH-
TesbHas AeopMaliys CTPYKTYpHBIX 3epeH MaTepu-
aja, CHI)KEHHE UX CPEIHET0 pa3Mepa C IOBBIILIECHU-
€M uuclia MaJoymioBbIX Tpanul [11], mostomy ee
rpanuia c 311, nMmeromias pe3kuil nepexoa OT OJHO-
IO TUIIA CTPYKTYPBI K IPYroMy, 4acTO XapaKTepHu3y-
€TCsl pa3ylIpOYHEHUEM MaTepHaa.

OBRABOTKA METALLOV %

JIOTIOTHUTENBHBIM  (PAKTOPOM, BIMSIOIIUM Ha
MIPOYHOCTh CBapHBIX COEAMHEHUH TEpPMOYIpOU-
HSEMBIX aJIOMUHHUEBBIX CIUIaBOB, SIBISETCS Xa-
PaKTEpHBIN 7 HUX MEXaHWU3M TUCIEPCHOHHOTO
ynpouneHus [12—14]. IIpu CTII takux cruiaBoB B
pesyabTaTte BO3JIEHCTBUSI MHCTPYMEHTA MPOMCXO-
IUT JUHAMUYECKash PEeKpUCTaJUIU3AlMs, KOTOPOM
COITyTCTBYET PacTBOPEHHE, TOBTOPHOE BbI/IECTICHHE
U miepepacnpezesieHue YIpouHsomux ¢asz, 4To Mo-
KET MPUBECTU K CHIDKEHUIO MPOYHOCTU MaTepuasa
cBapHoro coenuuenus [ 15-18].

Ha ceronmusiimauii 1eHs McclieqoBaHus MpoLec-
coB CTII B OCHOBHOM 3aKJIIO4YAIOTCSl B aHAJIU3€E KO-
HEYHBIX CBOMCTB IMOJIy4aeMbIX CBapHBIX COEIHUHE-
HUN U UX COMOCTABJICHHUH C MMapaMeTpaMu pexuma
CBapKH: YCUJIMEM BHEJPEHUS HHCTPYMEHTA, €ro ya-
CTOTOM BpaIeHUs U CKOPOCTHIO TiepeMernienus [ 19,
20]. Ho nnst perieHust 3aaa4y NoJdy4eHUs TPOYHBIX
U Ka4yeCTBEHHBIX CBAapHBIX COEIMHEHUN HeMaso-
BaXHOW TaK)Ke SIBIISETCS OLIEHKA COMPOTHUBICHUS
Matepuaia 1e(opMUPOBAHUIO OT BO3/IECUCTBUS CBa-
POYHOTO MHCTPYMEHTA, YTO TOCTHTAETCSI MOHUTO-
PUHTOM psifia TapaMeTPOB HEMOCPEACTBEHHO B MTPO-
1ecce CBapKHu.

Ucxons u3 3TOro, mesibi0 padorbl SIBJISETCS
UCCIIeTOBAaHKUE BIUSHUS TApaMETPOB pexUMa CBap-
KU U OPUEHTAIIMH CTPYKTYphl CBApUBAEMOIO Mare-
puaa Ha MpOTEeKaHue Mpoliecca CBAPKU TPEHUEM C
MepeMeIMBaHUEM, a TAK)KE HAa CTPYKTYpYy U IpoU-
HOCTbH TOJIy4a€MbIX CBAPHBIX COCIMHEHUHN alOMU-
HHEeBoOro criaBa J[16.

MeTtoauka uccjaeaoBaHum

Hccnenyemble B paboTe CBapHbIE COCTUHEHHUS
MOJTyYaJi U3 JIMCTOBBIX 3arOTOBOK TEPMOYITPOUHSsIe-
Moro cruiaBa J[16. XuMudeckui cocTaB MCXOHOTO
CIJIaBa MCCIIEJOBAIM MPU MOMOIIU PEHTTEHOQITY-
opecrienTHoro crekrpomerpa Niton 3xIt Goldd+.
[To naHHBIM aHaNM3a, CIUIAaB UMEET CIEAYIOIuUii co-
craB: Cu 4,8 Bec. %; Mg 1,3 Bec. %; Mn 0,5 Bec. %;
Fe 0,3 Bec. %; Si 0,1 Bec. %; Ti 0,1 Bec. %;
Zn 0,1 Bec. %; Al ocTanpHOE. 3arOTOBKY MO CBap-
Ky BBIpE€3ajii B BHJIE ITUIACTUH TOJILIMHON 2,5 MM C
pazmepamu 60x250 MM B1OJIb U MONEPEK HANpas-
JIeHUs MPOKATKH HCXOJHOro Marepuana. Jlunesas
94acTh 3arOTOBOK B MECTE MO/ CBAPKY Obla 00pado-
TaHa MEXaHUYECKH CO CHATUEM CIIOSl MaTrepuaia J1o
tonuuHbl 2,0 MM. CBapruBaeMble KPOMKHU ObUIH 00-
paboTaHbl MEXaHUYECKHU I oOecriedeHus: ux 0e3-
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3a30pHOTO MpUJIeTaHusl APYT K JAPYyry U yaajJeHUs
OKCHJIHOTO CJIOSI.

CBapky TpeHHUEM C MEPEMEIINBAHUEM CBAPHBIX
coenuHeHU BhIMONHAIM B WHcTuTyTe (U3NKU
npounoctu u marepuanosenenus CO PAH na o6o-
pynosanuu ans CTII (puc. 1, a). B npouecce CTII
MIPOBOIUIICS TETUTIOBU3MOHHBINA KOHTPOb (TK) TeM-
MepaTypHOTO MOJS Ha MOBEPXHOCTH 3aroTOBOK 3a
WHCTPYMEHTOM IOCPEJICTBOM CHEMKH B PEKUME
peanbHOr0 BpPEMEHH MpU IMOMOIIM TEMJIOBH30pa
Flir A655sc (puc. 1, 6). CBapka BBIIOTHSIACH C UC-
MOJIb30BAaHUEM IIECTHU TEXHOJIOTMYECKHUX PEKHUMOB,
MIPUBEJICHHBIX B Talnuile, ¢ mapaMeTpaMu, Bapbu-
pPYEMBIMH TakUM OOpa3oM, YTOOBI MOBBICUTH HH-

a

MATEPHUAJIOBEJEHUE

TEHCUBHOCTh TEPMOMEXaHUYECKOTO BO3CHCTBUS
MIpH Tepexojie OT OAHOTO pekuMa K Apyromy. Jlis
Ka)KI0ro peskuMa ObUTH MOJTy4eHbI CBApHBIE COEIU-
HEHUS IPOTSHKEHHOCTHIO 75 MM.

B npouiecce cBapku B pexxuMe peaibHOro Bpe-
MeHu cpeactBamu obopynoBanus anas CTII mpo-
W3BOAMJICS MOHUTOPHHI MapamMeTpOB BO3ICHCTBUS
CBapHUBAEMOro Marepuajia Ha CBAPOYHBIA HWHCTPY-
MEHT: KPYTSIIEro MOMEHTA Ha IIMUHENe U YCUITHS
CBapKH.

[Tocne cBapku MoTy4YeHHbIE COETUHEHUS KOHIU-
LMOHUPOBAIUCH MTPU HOPMAIBHBIX YCIOBHUSIX B Te-
yeHue 72 4, 3aTeM AJIEKTPOIPO3UOHHBIM CITOCOOOM
MOTEepeK COECTUHEHHUM BbIpE3alIuCh 00pa3lbl IS

IR imaging
camera

Rotational
speed w

-

. Axial force P

Welded seam FSW tool

elding speed V'

| Workpieces

o

Puc. 1. O6opynosanne anst CTII (@) n cxema NCTIOIB3YEMBIX TMPOIIECCOB CBAPKU U TETIIOBU3HOHHOTO
KOHTPOJIS (0)
Fig. 1. The FSW equipment (@) and a schematics of welding and heat monitoring processes that are used (6)

Pexxumblr CTII

Conditions of FSW
Pesxum / Condition
[Mapamerp CTIT / FSW parameter
1 3 4 5 6
P,xH /P, kN 8,0 10,0 11,0 12,0 13,0 14,0
V, mm/mMuH / V, mm/min 200 200 300 300 350 400
®, 00/MUH / ®, Tpm 800 800 800 800 900 1000
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UCIIBITAHUN HA OHOOCHOE PaCTSHKEHHE TaKuM 00-
pa3oM, 4TOObI CBAPHOE COEIMHEHHUE PACIIONaragoch
B LIeHTpe paboueil yactu obpasua. [Ipu Bbipeske
00pa310B CBapHbIE COSAMHEHHSI ObLIN YCIOBHO IO~
JIeTICHBI MO MPOTSHKEHHOCTH Ha TpU ydacTka: 0...25,
25...50 u 50...75 mm. OOpasnpl 111 UCTIBITAHUN
BBIPE3aJIMCh Ha KaXKJIOM U3 YKa3aHHBIX YYaCTKOB CO-
enuHeHui. VcnpITanust Ha OTHOOCHOE PacTSXKEHUE
MIPOBOJIMIIM HA YHUBEPCAIBLHOM UCTIBITATENIbHOM Ma-
muHe YTC-110M-100 co ckopocTthio nedopmaruu
10 mm/MuH. J{ns metammorpaduuecKkux HCCIeno-
BaHUHN AJIEKTPOIPO3UOHHBIM CIIOCOOOM BbIpE3a-
JUCHh HUTA(]BI ¢ UX TOCIEAYIOIIUM ITOJIUPOBAHUEM U
TpaBieHueM. Meramiorpaduueckue nucciaeroBaHus
MPOBOJIMIN Ha METAIOrpaguueckoM MHUKPOCKOIE
«Ansramu MET 1C».

Pe3yabTarsl u 00CyKa1eHHe

Ha puc. 2 npuBenens! rpaduku KpyTAIIero Mo-
MeHTa Ha mmnuzjene B npouecce CTII no pexumam
1-6 ¢ Hauana BHEApPEHHs] MHCTPYMEHTa B MaTepH-

OBRABOTKAMETALLOV ~ CM

al CBapHBAEMbIX 3arOTOBOK JI0 MPEKpAIllEHUsl €ro
MepeMeIleHUs BIOJb CBApUBAEMBIX KPOMOK. CoOT-
BETCTBYIOIIKE TpadUKH yCUIIUS CBAPKHU MPUBEACHbI
Ha puc. 3. [lpu cBapke mo pexumy | BHenpeHue
WHCTPYMEHTa SBISIETCS CaMbIM MPOJIOJIKHUTEIb-
HBIM, YTO CBSI3aHO C HEBBICOKMM 3HAYCHHEM OcCe-
Boro ycwius P, paBubeim 8,0 kH. [locne BHenpeHus
MHCTPYMEHTa U TMEpej HayajioM Ipoliecca CBApPKU
HaAOI0IAaeTCsl CHUYKEHUE BETMUMHBI KPYTAILIEr0 MO-
MeHTa (puc. 2, KpuBbie /). ITO CBUACTECIHCTBYET
0 TOM, YTO B pe3yibTaTe MpPONOIKUTEILHOTO BHE-
JPeHUs TJIeYd MHCTPYMEHTA HE OKa3bIBAIOT 3HAUU-
TEJIHHOTO BIMSHUS HA MIACTU(QUKAIMIO MaTepuania,
MOCKOJIBKY OH YyXe€ IJIacTHU()HUIMPOBAH CTEPIKHEM
MHCTpyMEHTa. BemuunHbI KpyTsI1Iero MOMEHTa Mpu
CBapKe BJOJIb HANpaBiICHHUsS MPOKATKU MaTepuaia
MIPEBBILIAIOT BETMYMHBI MOMEHTA NP CBAapKe IoIie-
PEK HallpaBJl€HUs NPOKATKU HAa BEIUYUHY S...12 %.
3HaueHus ycuiaui cBapku (puc. 3, KpuBble /) mpu
CBapKe BIOJb HANPABICHUS MPOKATKHU MPEBBIIIAIOT
BEJIMUMHBI YCUIIUH MIPHU CBapKe MOIMEpeK Harpaslie-
HUA OPOKAaTku Ha BeauuuHy 5...20 %. Pa3znuna B
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Puc. 2. Kpyrsammii MOMeHT Ha cBapouHoM mmuHzene B npouecce CTIL: Bxons (a)
Y TIoTIepeK (O) HApaBJICHUS IPOKATKH UCXOHOTO MaTepuaia

Fig. 2. Welding spindle torque during FSW process: longitudinally (a) and trans-
versely (6) to the direction of base metal rolling
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Puc. 3. Yeunmme cBapku B iporiecce CTII: Bmomb (a) u moniepek (6) HalpaBICHHS MPOKATKA
HCXOJTHOTO MaTepHana

Fig. 3. Welding force during FSW process: longitudinally (@) and transversely (0)
to the direction of base metal rolling

3HAYEHUSX MOMEHTOB U YCUJIHI 0OBICHIETCS MEHB-
[IMM pa3MepOM 3€pHa B MOMEPEYHOM HAMPABICHUU
MIPOKATKU MaTepHalia |, CJIeJ0BaTEIbHO, MEHBIITUM
3HAYEHHEM YCHWIIHIA, TpeOyeMbIX A7 ero aedopMu-
pPOBaHUSA.

[Ipu cBapke Mo pexxumy 2 ycHUIHE BHEIPEHUS
uHCcTpyMeHTa P 6bu10 mosbitieHo 1o 10,0 kH, npu
ATOM BHEIPEHUE HHCTPYMEHTA IMPOUCXOAWIO Obl-
CTpee, MOATOMY CHIDKEHHS KPYTSIIEro MOMEHTa Kak
npu pexume 1 (puc. 2, KpuBbie 2) He HAOTIOIAIOCH.
BennunHa MOMEHTOB OTHOCHUTENBHO pexrMa 1 BO3-
pocna Ha 5...15 %, mpu 3TOM COOTHOIIECHUE MEXKIY
3HAUEHUSIMU MOMEHTOB TIPU CBapKe BJOJb U MOMEPEK
HaIpaBlICHUs MPOKATKH COXPAHUIIOCh. YCUIIHSA CBap-
KU JJ1s1 peKUMOB | 1 2 COMOCTaBUMBI MEKIY COOOH,
a COOTHOIICHHE MEXAy 3HAYCHUSMH YCHIUM MpH
CBapKe BIOJNb M TOMEPEK HAIPaBICHUS MPOKATKU
coxpanuioch (puc. 3, kpussie 2). [loBbiienue Be-
JUYUHBI MOMEHTa CBSI3aHO C POCTOM COIPOTHBIIE-
HUSl MaTepHalia 3arOTOBKH BO3JICHCTBHIO IJICUEBOI
YacTU MHCTPYMEHTA, & COXpPaHEHHUE 3HAUYCHUH yCH-
JIUSl CBapKU — C COXPAaHEHUEM BEIMYHHBI CKOPOCTH
nepeMeleHUs] HHCTPYMEHTA.

[Tpu cBapke mo pexumy 3 MOBBIIICHUE YCUTUS
BHenpeHus: P 1o 11,0 kH nmpuBeno k yBeIU4eHUIO
COMPOTUBIICHUS MaTepuana Ie(GopMUPOBAHUIO OT
BpallleHUs THCTPYMEHTA B HaJalle CBapKHU, YTO BbI-
pakaeTcs MOSBICHHEM XapaKTePHOTO MHUKa Ha rpa-
¢ukax momeHTOB (puc. 2, kpusbie 3). [ToBbIICHHE
ckopoctu cBapku V 1o 300 MM/MUH MPUBEIIO K PO-
CTy ycunusi cBapku B Hauaje mporecca CTII. Ot-
HOCHUTENILHO PEXHMMa 2 BEJIMYUHBI MOMEHTOB BO3-
pocnu Ha BenuuuHy 10 10 %, a ycunusi cBapku — Ha
Bennuuny 10 30 % (puc. 3, kpussle 3). PocT ycunuit
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CBapKH OMpEENIeTCs yBEIUYCHHEM €€ CKOPOCTH,
Ipu KOTOPOM COIPOTHUBJICHHE Marepuala mepeme-
HICHUIO WHCTPYMEHTA OIpeNesieTcs] yCIOBUSIMU
HarpeBa mMarepuaia U MPaKTUYeCKH HE 3aBUCUT OT
OpHUEHTAINH €r0 CTPYKTYPHOTO 3€pHA OTHOCHUTEIb-
HO HaIpaBlIEHUS CBapKH. DTO TaKXkKe MOITBEPKIa-
€TCs pa3jINuveM B BEIMYMHAX MOMEHTOB M YCHUIIUI
IIpU CBapKe BIOJb U MOTEPEK HAMPABICHUS ITPOKAT-
KM Marepuana meHee 5 %.

JlanbHeliliee TOBBIIICHUE YCUIHS BHEAPEHUS
uHcTpyMmenta P no 12,0 kH npu npounx Heus-
MEHHBIX MapameTpax (pexum 4) 00ecreunsio poct
KpPYTAIIEr0 MOMEHTa B Hayajie Mpolecca CBapKu
(puc. 2, kpuBble 4), OAHAKO B JaJIbHEUIIIEM HE MPH-
BEJO K CYIIECTBEHHBIM M3MEHEHHUSIM ToKa3aremneit
KPYTAILIET0 MOMEHTAa U yCHIIUSl CBapKH, 3HAYCHHS
KOTOPBIX COTIOCTaBHMBI CO 3HAUEHUSIMU pekuMa 3
(puc. 3, KpuBbIC 4).

[Ipu cBapke mo pexumy 5, HECMOTps Ha TO-
BBIIIICHUE YCHUIIMS BHEIPEHHUs] MHCTpyMeHTa P 1o
13,0 kH, 3HaueHus KPyTALIErO0 MOMEHTA CHU3UIUCh
Ha 5...10 % OTHOCHUTENBHO 3HAUEHHUI NIPU PEKUME
4 cBapku (puc. 2, kpusble 5). CHIDKEHHE MOMEHTA
00yCJTIOBIEHO POCTOM YacTOTHI BpAIllEHUSI UHCTPY-
MeHTa ® 10 900 06/MHUH, YTO B COUYETAHHUH C ITOBBI-
[ICHUEM YCWJIHSI BHEAPEHUS MOBBIMIACT IJIacTUY-
HOCTh MaTepuaa u CKOPOCTh €ro 1epOpPMHUPOBAHUS
UHCTPYMEHTOM. 3HAYCHHs] YCHIIMHA CBapKH yBe-
AMYnIUCh Ha BennuuHy 15...20 % oTHOCUTENBHO
3HaueHU npu pexxkume 4 (puc. 3, kpusbie 5). Poct
YCUIIMN CBapKU OOYCJIOBJICH MOBBLIIICHUEM €€ CKO-
poctu V' 1o 350 o6/MuH, mpu KOTOPOM MaTepuai
nepes MHCTPYMEHTOM HE pazorpeBaeTcs 10 Heoo-
XOJIUMOTO COCTOsIHUA TiacTuyHoCTH. [Ipu cBapke
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MOTIEPEK 3€peH CBapHUBAaeMOro Marepuaia Haliro-
JTAeTCsl CHIDKEHUE BEJTMYMHBI KPYTALIET0 MOMEHTA
U yCWIHS CBAapKH, UYTO, MO-BUAMMOMY, CBSI3aHO C
OpUEHTAaIMel 3epeH OTHOCUTENIbHO HampaBiIeHUs
cBapku. Cxoxue 3QPeKThl OTMEUEHBI U MPH BBITION-
HEHUH CBApKHU M0 pexumy 6 (puc. 2, 3, Kpusble 6).

Ha puc. 4 npuBenena MakpoCTpYKTypa UCCIEAY-
€MBIX CBAPHBIX COEIMHEHUH B IOTIEPEYHOM CEUEHUH.
Ha u300pakeHusx BUAHO, YTO B MaTepuaje BCEX
UCCJIETyEMbIX CBAapHBIX COEIUWHEHUI BBIIEISAETCS
30Ha nepeMeunBaHus (SZ) W rpaHuyamas ¢ Hei
30Ha TepMoMexaHuueckoro BosnaencTBus (TMAZ),
a TakXe OTCYTCTBYIOT BHJIMMBIE CTPYKTYpHbIE
nedeKThl, 4TO O3HA4aeT OTCYTCTBHE B PEXHUMAX
CBapKH |—6 KPUTHUYECKHMX 3HAYEHUN I1apaMeTpOB.
B 30He SZ coenuHeHmil, MONIy4eHHBIX 110 peXUMamM
1-3, BU/IHBI KOJIBIIEBBIE CTPYKTYpHBIE 00pa30BaHUs,
TaK Ha3bIBaeMbIe onion rings [21].

a

OBRABOTKAMETALLOV ~ CM

[Ipy MOBBILIEHUN MHTEHCUBHOCTH TE€pMOMEXa-
HUYECKOT0 BO3IEHCTBUS (pexuMbl 4—6) 3T 00pa3o-
BaHUs CTAHOBSTCS MEHee BbIpaxkeHHbIMU. Ha puc. 5
MpHUBeieHa MUKPOCTPYyKTypa 30H SZ u TMAZ co-
€IMHEHUH, ITOJIyYEHHBIX 0 pexxumam 1 u 6, B KOTO-
PBIX YETKO MPOCMAaTpUBAETCS OPHUEHTUPOBAHHOCTh
ne(popMHUpOBaHHs Marepuaia, oOyCJIOBIEHHAs €ro
B3aUMOJZIEUCTBUEM ¢ MHCTpyMeHTOM. [Ipm pexume
cBapku | oHa siBnsieTcst 6osiee BhIpaKEHHOM.

[Ipu mpoBeneHUU TEMIOBU3UMOHHOTO KOHTPOJIS
ObUIM TOJIy4eHbl TeMIepaTypHble MpoduIn mpo-
neccoB CTII mo pexumam 1-6 (puc. 6). Ananus
npoduseit mokasan, 4yTo MpH pexumax 1—2 ¢ HuU3Koi
MHTEHCUBHOCTBHIO TEPMOMEXaHHUUECKOTO BO3JEH-
CTBUS IPOLIECC CBApKM HaYMHAETCsl MpU TemIiepa-
type 350...380 °C u 3aBepiiaeTcs Mpu TeMIepaTy-
pe 400...420 °C. C noBbllLIEHUEM CKOPOCTH CBAPKU
U YCWIMS BHEAPEHUS MHCTPYMEHTA IMPHU PEeKUMax

o

Puc. 4. MakpocTpyKTypa CBapHBIX COSIMHEHHH, CBAPEHHBIX 110 pexuMaM 1—6 BIoib (a) u momnepek (0)
HAaIPaBJICHUS TPOKATKH MCXOHOTO MaTepuaa

Fig. 4. Macrostructure of joints that are welded in conditions 1-6 longitudinally (@) and transversely (6)
to the direction of base metal rolling
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Puc. 5. Mukpoctpykrypa SZ u rpanuil SZ/TMAZ cBapHbIX COSIUHEHUN, CBAPESHHBIX BJI0JIb HAITPABICHHSI
MIPOKATKX UCXOIHOT0 MaTepHasa 1o pexxumam 1 (a) u 6 (0)

Fig. 5. Microstructure of SZ and SZ/TMAZ boundaries of joints that are welded longitudinally to the
direction of base metal rolling in conditions 1 () and 6 ()

3—4 Temneparypa Hadaja Mpolecca BO3pacTaeT 10
BennuuH 380...400 °C, a Temneparypa 3aBepLICHUS
— 110 460...470 °C. Pa3Huua temneparyp Hadajia u
KOHIIa IpOoIecca CBAapKH OOBSICHSAETCS IMOCTEICH-
HBIM HAaKOIUICHHEM TeIljla B CBApPUBAEMOM MaTepH-
aje, KOTOpoe BHOCUT CBOM BKJIAJ B TEMIIEPATYPHBIN
pexum CTIL. Cnenyer oTMETUTH, YTO KPUBBIE IIPO-
st pexxumMoB 1—4 UMErOT GopMy, YKa3BIBAIOIIYIO
Ha KoJieOaHUs TeMIepaTypsl BO BpeMs CBapKH, KO-
TOpBIE XapaKTEPHU3YIOTCS OONBIIMMHU BEINYMHAMU
aMIUTUTYIBI U Tiepuoaa. B coderanuu ¢ Haamuuem
onion rings B CTPyKType coenuHeHus (puc. 4) 31o
MO3BOJISIET C/IEATh BBIBOJ O HEIOCTATOYHOM CTe-
NEeHH TUIACTH(UKAMU MaTepuajja Mpy yKa3aHHBIX
peXHUMax CBapKH.

[Ipu MOBBIIEHUN WHTEHCHBHOCTH TepMOMEXa-
HUYECKOI'0 BO3JEHCTBUS (pEeKUMBI 5—6) TemMepary-
pa Hayana cBapku coctanisier 400450 °C, a npu
3aBeplLIeHUH OHa Aocturaet 3HadyeHuit 500-510 °C.
Crnemyer OTMETUTh CHIDKCHHE TIEpUOAA W aMILIH-
TyZbl KoJeOaHUI TemMIeparypsl Ha KPUBBIX TeMIIe-
parypHbIX mpoduieli, a TakKe YCTpaHCHHE onion
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rings B CTpyKType coeamHeHuid. Mcxoms u3 sto-
ro, MOKHO CJ€JIaTh BbIBOJ O JAOCTaTOYHOM CTele-
HU TUTacTU(UKAMKA MaTepuaja Mpu TeMIepaType
nponecca CTII B auamazone 450...500 °C. Kpo-
M€ TOTO, MOKHO CJIeJIaTh BBIBOJ O MPHOIMKEHUN
PEXKUMOB 5—6 K HEKOEMY ONTUMAJIBLHOMY PEKUMY
CBapKH, I03BOJISAIOIIEMY IOJIYYUTh CBApHOE CO-
€UHEHHE C KAa4eCTBEHHOM CTPYKTYpOH M BBICO-
KHMH TIPOYHOCTHBIMHU XapaKTEPUCTUKaMH. Takike
CJIelyeT OTMETUTb, YTO MPOLECC CBAPKH MOIEPEK
HalpaBJI€HUs MIPOKATKHM MCXOJHOTO Marepuasia
B CpEIHEM XapaKTepH3yeTcsl TeMIlepaTypoil Ha
10...20 °C BbI1IE, 4EM IpOLIECC CBAPKH BJOJIb Ha-
MIpaBJIEHUS IPOKATKHU.

Ha puc. 7 npuBeneHsl pe3ynsrarbl UCHBITAHUN
Ha OJHOOCHOE€ PACTSKEHHE HKCIEPUMEHTATIbHBIX
00pa3oB, Mosy4yeHHbIX Ha Tpex ydactkax (0...25,
25...50 u 50...75 MM), HA TIPOTSKEHHOCTH HCCIIE-
JlYyEMbIX CBapHBIX COEIUHEHUIl M COOTBETCTBYIO-
ume UM 3HadeHus napametrpoB mpouecca CTII:
KpYTAILEro MOMEHTA, YCUJIMSI CBAPKU U TEMIIEpaTy-
pBI MaTepuaia 3a MHCTPYMEHTOM.
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Puc. 6. Temmeparypusie podumu CTII mo pexxumam 1-6 Brosb («) 1 morepek (6) HalpaBICHHS MPOKATKH
WCXOJIHOTO MaTepHrana

Fig. 6. Thermal profiles of FSW in conditions 1-6 longitudinally (¢) and transversely (6) to the direction
of base metal rolling

JUia cBapHBIX COEIMHEHUN B HAIpaBJICHUU
BOJIb U NONEPEK NMPOKATKH UCXOJHOIO MaTepuaia
HaOII01aeTCsl MOBBIIIEHUE MPOYHOCTHBIX XapaKTe-
PUCTHK C IOBBIIIEHMEM MHTEHCUBHOCTH TEPMOME-
xaHuueckoro BozzaeiictBusa B nponecce CTII. Ilpu
CBapKe BJOJIb HaIpPaBIEHUS MPOKATKH MOCIEN0Ba-
TEJIBbHOE IOBBIIIEHNE NTapaMETPOB PEXHUMA TO3BO-
JIWJIO AOCTUYb 3HAYEHUH Ipejiena npouyHocT 92 %
OT Mpejaena IPOYHOCTH HCXOJHOTO Marepuaa.

CooTBeTcTByIOIIEE COOTHOUIEHHE [UIsl MaTepuaia
CBapHBIX COEAMHEHMH, IOJIy4aeMbIX IONEPEK Ha-
IIpaBJICHUS IPOKATKH, cocTaBmiio 95 %. IIpu atom ¢
MIOBBIIIEHUEM TEMIIEPATyphl Mpoliecca (Ha yJacTke
50...75 MM coeMHEHMIT) HAOMIOAETCs CHUKEHHE
KpYTAILIETO MOMEHTA, YTO CBUAETEIBCTBYET O JIyd-
mei mnactudukanun Marepuana. Kak crnencrtsue,
noBbIIAeTCs APPEKTUBHOCTh IpoIlecca ero Mac-
cornepeHoca u Qopmupyercs Ooinee paBHOBECHas
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Puc. 7. Ilpenen mpoyHOCTH YYaCTKOB CBAPHBIX COEIMHEHUH U COOTBETCTBYIOIIME 3HAUYECHUS IIapame-
TpoB mnporecca CTII mo pexxnmam 1-6 Bomib (@) 1 monepek (0) HarpaBIeHUs MPOKATKA MCXOAHOTO
Marepuana

Fig. 7. Tensile strength of welded joints and corresponding values of parameters FSW process in con-
ditions 1-6 longitudinally (a) and transversely (6) to the direction of base metal rolling

CTPYKTypa, obnaaaroias O0IbIIMMU TPOYHOCTHBI-
MU cBoiicTBaMu. CpaBHEHHE BETUYHH MapaMeTPOB
nporecca CTII npu pexxumax 5—6, obecrnieunBaro-
IIUX HauOOJIbIIME 3HAUEHUsS Ipeesia MPOYHOCTH,
nokaspiBaet, yto npouecc CTII B HanpaBineHuu no-
NepeK MPOKATKU MCXOIHOTO MarepHajja MpOTEeKaeT
6onee 2 heKTUBHO.
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3akjaouyeHmne

[TocpenctBom monutopunra B mporecce CTII
MMOKa3aHO CONPOTHUBIIEHUE CBApPUBAEMOI0 MaTepua-
Ja TEpPMOMEXaHUUECKOMY BO3JEHCTBUIO OT CBapOU-
HOI'0O MHCTPYMCHTA IMYTEM OLICHKU BCIIMYUH KPYTA-
LIEro MOMEHTA U ycuins cBapku. IIpu yBennuenun
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yCWINsl BHEIPEHUS MHCTPYMEHTA 3THU I1apaMeETPbl
MOBBILIAKOTCS B PE3yJIbTaTe pocTa CONPOTHUBICHUS
marepuaina aepopmuposanuto. [Ipu CTII nonepex
HalpaBJIeHUs MPOKAaTKU MCXOAHOIO Marepuala Ia-
pamMeTpbl KpyTSILIEro MOMEHTa M yCWIUS CBapKu
CHWKaIOTCs Ha BennuuHy 5...20 %. Ilpu naHHBIX
YCIIOBHSX MOBBILIEHUE CKOPOCTU CBAPKHU 0OecIeun-
BaeT POCT CONPOTHUBIICHUs MaTepuaia NnepeMele-
HUIO MHCTPYMEHTA, NIPUYEM HAIIPABIICHUE CBapKU
HE OKa3bIBAE€T 3HAYUTENILHOTO BiIMAHUA. [Ipu aTOM
C MOBBIIIEHUEM YaCTOTHl BpallleHUs HHCTPYMEH-
Ta CONPOTHUBJICHHE Marepuana AeGOpMUPOBAHHIO
CHI)KAETCA, a TeMIlepaTypa CBapKH IOBBIIIAETCS,
YTO NPUBOJUT K IOBBIIIEHUIO CTENEHU IUIACTH-
dukanMy Marepuaga M yIy4llIEHUIO YCJIOBUH €ro
MaccoIlepeHoca. IJTO IOATBEP)KIAETCS JAHHBIMU
TEIUIOBU3MOHHOIO KOHTPOJISl, COIIACHO KOTOPBIM
NOBBILIEHNE WHTEHCUBHOCTU TEPMOMEXAHUYECKO-
IO BO3/EHUCTBHUA 33 CYET COBOKYIIHOIO IOBBIIICHUS
[IapaMeTpoB PEKUMa CBAPKU IIPUBOAMT K IOBBILLIE-
Huto temneparypsl npouecca CTII co cHukenuem
ee KoJeOaHuii.

Taxxe noka3aHo, 4TO MOBBILIEHUE [1APAMETPOB
pexuma, noszposstoniee Bectu CTII crnmaBa [[16
npu temmneparype 450...500 °C, obecneunBaeT
CTEIEeHb IUIaCTU(UKALIMKA MaTepualia, IpU KOTOPOi
IIOJIy4YalOTCsl CBAPHBIE COEAMHEHUS C KAU€CTBEHHOMN
CTPYKTYpOM M BBICOKMMHM MEXAHMYECKHMM CBOM-
CTBaMHU. B 3TuX yCIOBHSAX HanpaBlIE€HUE CBapKu
OTHOCHUTEJIBHO HAIIPABIICHUS IPOKATKU HCXOIHOTO
MaTepuaa OKa3blBacT BIMSHME: IIPU CBAPKE BIOJb
HaIpaBJIEHUs MTPOKATKU IPEAEI IPOYHOCTH COEIU-
HEHUS 10CTUraeT 3HaueHus 92 %, a npu cBapke Io-
nepek — 95 % or npenena NpOYHOCTU MCXOIHOTO
Marepuaia.
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Introduction. Friction stir welding conditions determines character of thermomechanical impact on
welded material, so a critical alteration of even one of condition parameters can result in formation of defects
and strength decrease of welded joint. Also an important factor is an orientation of welded material relative to
a welding direction since it determines kinetics of material deformation and consequently its final structure and
properties. Research efforts of friction stir welding properties generally consist in analysis of final properties
of obtained weld joints and its correlation with parameters of welding condition. But to solve a problem of
obtaining of weld joints with strength and quality, it’s also important to estimate a welded material resistance to
deformation from welding tool impact which could be achieved by monitoring a number of parameters directly
in process of welding. The purpose of the work is to research an impact of welding condition parameters and
an orientation of welded material’s structure on friction stir welding process behavior and also on structure and
strength of weld joints of 2024 aluminum alloy. Results and discussion. By monitoring the torque and welding
force, it is shown that as the tool penetration force increases, the material’s resistance to deformation increases.
When welding is longitudinal to the direction of base metal rolling a torque and a welding force parameters
decreases in value of 5-20%. An increase of welding speed provides a growing of material resistance to welding
tool movement, at that, a direction of welding doesn’t have a significant impact. With an increase of welding tool
rotational speed, a material resistance to deformation decreases, a welding temperature grows and it results in
growing of material’s plasticization degree and in improvement of its mass transfer conditions. It is also shown
that the welding conditions, which allows welding the 2024 alloy at a temperature of 450 — 500 °C, provides the
degree of plasticization of the material, at which welded joints with a high-quality structure and high mechanical
properties are obtained. In this conditions a direction of welding in relation to the direction of base metal rolling
has an impact: when welding is longitudinal to the direction of rolling the tensile strength of weld joints reaches
a value of 92 %, and when welding is transverse — 95% of base material tensile strength.

For citation: Ivanov A.N., Rubtsov V.E., Kolubaev E.A., Bakshaev V.A., Ivashkin I.N. Effect of friction stir welding mode and its direction
relative to the rolling direction of 2024 alloy on the structure and mechanical properties of its weld joints. Obrabotka metallov (tekhnologiya,
oborudovanie, instrumenty) = Metal Working and Material Science, 2020, vol. 22, no. 4, pp. 110-123. DOI: 10.17212/1994-6309-2020-22.4-
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