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Annomayusa: Menp HAXOTUT MINPOKOE TPUMEHEHUE TIPH H3TOTOBJICHUH TOKOBEIYIINX JCTalleH, B OCHOBHOM JJIEKTPO-
TEXHUYECKUX IIUH CHJIOBOT0 00opynoBanus. CBapka MeIW TPaIWLIHOHHBIMH CIOCOOAMH OCIIOKHSCTCS BBHICOKOM TEILIO-
MIPOBOTHOCTHIO, JKUAKOTEKYUIECThIO, 3HAUUTEIILHBIM OKUCICHHEM TIPH TEeMIIepaType IUIaBICHU U CKIOHHOCTBIO K 00pa3o-
BaHUIO TpemuH. OMHUM U3 ITyTel pemIeHus MpooIieM, BOSHUKAIOIINX MIPH CBapKe MENH, SBJIETCS MIPUMEHEHUE CIIOCO00B
CBapKH B TBEpIOH (a3e, APKAM IpeACcTaBUTEIIEM KOTOPHIX SBISETCS cBapka TpeHueM c¢ nepememmuBanueM (CTII). B pa6o-
TE€ MPOBEICHBI SKCIICPUMCHTAIBHBIC UCCIICIOBAHMS BIUSHUS (OPMBI paboUeii YacTh HHCTPYMEHTA U MAapaMETPOB PexKUMa
CBapKU: CKOPOCTHU CBApKH, YaCTOTHI BPAIICHUsI UHCTPYMEHTA U yIJia HaKJIOHa HHCTPYMEHTa — Ha BO3MOXKHOCTh BO3HUKHO-
BEHHMs Ie(DEKTOB B CBAPHBIX COEAMHEHHSIX IUIACTUH M3 Meau Mapku M1 TomuuHoit 5 MM, BeimosnHeHHbx CTII. TlpuBene-
HBI PE3yJIbTaThl MEXaHHUCCKUX HCIBITAHUN HA CTATHYCCKOE PACTSIKCHUE U M3TMO CBApPHBIX COCIUHEHHMA C TYHHEIbHBIM
nedekToM u 6e3 Hero. CBapHBIC COCIUHEHHUS C TYHHEIBHBIM JIC(EKTOM MOKa3ald CHIDKCHHE YPOBHS MEXaHHYCCKHX
CBOWCTB: BENMYMHA BPEMEHHOT'O CONPOTHBJICHUS INPH PACTDKEHUHM HIDKe Ha 33 %, a OTHOCHTENBHOTO YUIMHCHHS —
Ha 8 %, 9eM y coenuHeHUH 0e3 nedekToB. YKa3aH psax (pakTOpOB, BIUSIOMINX Ha BEPOSITHOCTH BOSHUKHOBEHUS JAe(DEKTOB
npu CTII: ckopocTh CBapKH, YaCTOTA BpaIlleHHUsI HHCTPYMEHTa, KOHCTPYKIHUS padodell YacTH HHCTPYMEHTA, YTOJI HAaKIIOHA
WHCTPYMEHTA, CHJIA W TIIyOWHA TOTPY>KEHHS, CMEIICHUE TTIHA, TOJIIHHA 3aTOTOBKH H YCIIOBHUS 3aKpEIUICHUS. Y CTaHOBJIE-
HO, 9TO TPUMCHEHHE HHCTPYMEHTa ¢ KOHHYECKOW (POpMOii 3aIuieynKa ¢ BOTHYTOH MOBEPXHOCTHIO ITO3BOJIIET IONYYUTh
CBapHBIC COCTUHEHHUS 0e3 HapyKHBIX M BHYTpeHHHX AedekToB. Ha ocHOBaHMM NaHHBIX, MMOJYYCHHBIX B XOIE IKCIICPU-
MEHTAJIbHBIX WCCIEAOBaHUN, OBUTH ONPEJENICHbl PEKUMBI CBapKH, MO3BOJIIONIME TMOIY4YaTh CBapHBIE COEIWHEHUS
C BEJMYMHOMN 3JIEKTPUUECKOTO COTPOTHBICHUS HAa YPOBHE OCHOBHOTO METalljla: 4acTOTa BpAIlEHUS WHCTPYMEHTA —
1250 06/MuH, CKOPOCTH CBapKK — 25 MM/MHUH, TIyOMHA MOTPYKeHHsI UHCTpyMeHTa — He MeHee 0,41 MM.

Kniouesvie cnosa: CTII; cBapka TpeHHEM C MEpEMENIMBAHUEM; CBapKa MeJH; CBapHOE COCJMHEHHE; MEXaHUYECKUE
CBOICTBA; SJIEKTPOIPOBOAHOCTb.

Jna yumupoeanusa: Atpomenko B.B., Cenusanos A.C., JIo6aues B.C., Jloraues }O.B., Cagpucnamos A.P. Hccnemno-
BaHUC BIIMSHUS MMAPaMETPOB PEKIMAa CBAPKU TPEHHUEM C MEpeMEIIBaHUEM MEIU Ha MEXaHHYECKHUE CBOWMCTBA U JJIEKTPO-
MPOBOJIHOCTH CBapHBIX coeaunenuii // Frontier Materials & Technologies. 2022. Ne 3. C. 50-60. DOI: 10.18323/2782-
4039-2022-3-1-50-60.

OnuuM M3 myTeil pemieHust mpoOiieM, BO3HHMKAIOIINX

BBEJEHUE

Menp, O6marogapsi BHICOKOH 3JIEKTPO- U TEIIOMPOBOJI-
HOCTH, TUIACTUYHOCTH, & TaKXKe€ KOPPO3MOHHOM CTOWKO-
CTHU, HAXOOUT INHUPOKOEC NMPUMEHCHUC TPU HU3TOTOBJICHUU
TOKOBENYIINX JIeTajeld, B OCHOBHOM JJICKTPOTEXHUIECKUX
IIMH CHJIOBOTO oOopymoBanus. CBapka MeIu TpaJaHIIHOH-
HBIMH CIIOCOOAMH OCJIOKHSIETCS BBICOKOHW TEIIIONPOBOI-
HOCTBIO, KHUJKOTEKY4eCTblO, 3HAYUTEIbHBIM OKHCIEHUEM
IpH TeMIepaType IUIABJICHHUS W CKIOHHOCTBIO K 00pa3o-
BaHMIO TPELIUH.

IIPU CBapKe MeJH, SIBIAETCS IPUMEHEHUE CTIOCO00B CBApKU
B TBepAOil (haze, ApKUM MPEICTABUTEIIEM KOTOPHIX SBISACT-
cs capka TperneMm c mnepememuBanueM (CTII). K mpe-
nmymectsaM CTII oTHOCAT BO3MOXXKHOCTh HOJYYEHHUS
CBapHbIX COEJUHEHUI C MEJIKO3EPHUCTON CTPYKTypOu
W MaJbIMH OCTAaTOYHBIMH Je(pOpMalUsIMH, CBapKH HEMe-
TaJIIMYECKUX, TIOTUMEPHBIX, KOMIO3UTHBIX U PAa3HOPOAHBIX
MatepuanoB [1-3]. OCHOBHOI HeZOCTAaTOK JAaHHOIO MpO-
Iecca CBsI3aH C BBICOKOW CTOMMOCTBIO 00OpYHOBaHUS,
a TaKXKe HEeoOXOAMMOCTBIO OOecrieueHHs 3HAYUTENbHBIX
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YCHIHMH U 3aKPEIUICHHS 3arOTOBOK M BBICOKOTOYHOTO
KOHTPOJIS M YIIPABJIEHHS PEKUMaMH cBapku [4—6].

Texnonorust CTII ocHOBaHa HAa BO3MOXKHOCTH (HOPMHU-
POBaHHMS CBAPHOTO COEIMHEHMS 3@ CUET TETJIOBON 3HEPTHH,
BO3HMKAIOIIEH B pe3ynbTaTe CWI TPEHHS HHCTPYMCEHTA
U COSIAMHSEMBIX 3aroToBok [7]. B mporecce cBapku Bpa-
HIAIOLUICA NHCTPYMEHT IMOJIHOCTBIO MOTIPY’KaeTcsa B 3aro-
TOBKY M 00€CIIeYMBaEeT OCEBOE CXKMMAIOIIEE YCHIINE Ha 30-
Hy nepeMeminBaHus. B3auMoneiicTBue Mexay MHCTpyMEH-
TOM ¥ ITOBEPXHOCTSIMH 3arOTOBKH CO3JaeT OOJIbIIOE KOJIH-
YeCTBO TEIUIA 33 CUET TPEHUs, MPUBOSIIIECE MaTepUa 3aro-
TOBOK B BSI3KO-TE€Ky4Yee COCTOSIHUE, YTO 00eCleunBaeT paB-
HOMEpHOe OOTeKkaHWe NuHa HHCTpyMeHTa. IIpomcxomut
NepeMEIINBaHNE MaTEpPHATIOB 3aroTOBOK, M 0Opazyercs
TpeOyeMmsbiii cBapHO# moB [8—10]. Cxema mpomecca moka-
3aHa Ha puc. 1.

[Mapametpsr pexrma CTII oxa3pIBalOT CYIIECTBCHHOE
BIIMSIHUE HA MEXaHUIECKUE CBOWCTBA CBAPHBIX COSTMHEHUH
Menu. MccnenoBaHue BIMSHUS CKOPOCTH CBApKU HA MeXa-
HHUYECKHE CBOMCTBA COEIMHEHMI MpPU CBapKe MEIHBIX ILIa-
CTHH TOJIIMHON 3 MM BBINOJIHSUIOCH IPU 4YacTOTE Bpallle-
HUsE MHCTpyMeHTa 600 06/MHUH Ha pa3IMYHBIX CKOPOCTSIX
cBapku B amanazone ot 25 no 200 mm/Mun. C yBenuMyeHHU-
€M CKOPOCTH CBAapKH Tpenesl MPOYHOCTH Ha PaCTSIKECHHE
1 OTHOCHUTENBHOE YAJIMHEHNE COCAMHEHUI CHavaa yBeJH-
YUBAINCH, @ 3aT€M YMEHBIIAINCh, IIPH 3TOM CKOPOCTbH
cBapku B pauamazoHe 25-150 MM/MHH TpakTHYeCKH HE
BIMsUIA Ha CBOWCTBAa coeanHeHuil. Paspymenne coenuHe-
HUH, TOMYYEHHBIX IIPH YKa3aHHBIX CKOPOCTAX CBapKH,
MIPOUCXOUIIO 1T0 30HAM TEPMOMEXAaHUYECKOI'0 U TepMHUUe-
CKOTO BIIMSIHMSA, a TAKXKe [0 OCHOBHOMY MeTasty [11; 12].

Ha onTuManbHBIX pexuMax CBapKH Hpezes NPOYHOCTH
mpu pactskeHun gocturaer 90 % NpoYHOCTH OCHOBHOIO
MaTepuana [2]. BaxxHbpIM moka3areneM KadecTBa Ipoliecca
CTII sBastieTcst Temneparypa B 30He cBapku. B xone akcrme-
PHMEHTAIBHBIX MCCIEAOBAaHNI PACIPEEICHHSI TEMIIEPATY-
PBI IIpU CBapKe MEIHBIX 3arOTOBOK TOJIIMHOW 3,1 MM yc-
TAHOBJICHO, YTO TEMIIEpaTypa B 30HE CBApKH JUII KadecT-
BEHHOTO ()OPMUPOBAHUSI CBApHOTO COEIMHEHHMS JIOJDKHA
HaxonuThes B auamnazone oT 460 mo 530 °C. IIpu sToMm m3-

Hanpabrere

ai’rqgm/,.—

(mapona
HADEZ0HUS

Jannevux

(Baprou wob

MepsieMasi TeMIlepaTypa Ha CTOPOHE HaOeraHus OKa3allach
HECKOJIbKO BBIIIE, YeM Ha CTOpoHe orxoza. Ilo pesynbTa-
TaM MEXaHWYECKHX HCIIBITAHMHA MPOYHOCTh Ha pacTsKe-
HHUE ¥ TBEPAOCTH CBAPHOT'O COCTUHEHUS COCTABHIN OKOJIO
60 % ot ocHoBHOTO MeTayta. [Ipu moxmepxaHuu TeMIe-
paTypsl B yKa3aHHOM JHana3oHE B MPOIECCE CBAPKH Be-
JIMYMHA OTHOCHUTEIBHOTO YAJIMHEHUS CBapHBIX 00pa3LoB
MOJKET IPEBBIIATh AHAJOTHYHBIN MapaMeTp OCHOBHOI'O
mertaiia B 3 paza [13].

Kpome pexuMOB CBapki Ha MEXaHHYECKHE CBOMCTBa
COEJIMHEHU 0Ka3bIBAIOT BIUSHUE YCIOBUS TEIUIOOTBOJA OT
CBapHBaeMbIX 3aroToBOK. J{JIsi cpaBHEHUSI MUKPOCTPYKTYPBI
1 MEXaHWYECKUX CBOICTB COCIMHEHMH, MOTYYEHHBIX C BO-
JSIHBIM OXJIAXKACHHEM M 0e3 HEro, BBINOJHIACH CBapKa
MEJHBIX IUIACTHH TONIIMHON 2 MM P YacTOTE BPAIICHUS
nHCcTpyMeHTa 1600 06/MHH U cKOpOCTsX mepememeHus 50
u 100 mm/mun. [Ipu Gojee HU3KHX YACTOTaX BpPAILICHUS
u 0oJee BBICOKHX CKOPOCTSX IEepeMeIIeHus HaOIromaiucs
TYHHEJIbHBIE Ae(EeKTHl M IMYCTOTHI M3-32 HEJOCTATOYHBIX
TEIJIOBBIACICHUSI 1 CKOPOCTH TEYEHHS IUIaCTU(HULIUPOBAH-
Horo marepuana. [Ipu 3ToM cBapka ¢ BOJSHBIM OXJIaXKIe-
HHUEM I03BOJIMJIA MOIYYUTh 00Jiee MENKYI0 MUKPOCTPYKTY-
Py € yBeIMYEHHEM MoKa3aTeneld MPOYHOCTH U OTHOCUTENb-
HOTO YUIMHEHHWs. MexaHH4YecKne CBOWCTBAa CBapHBIX CO-
€IMHEHNH OKa3aJMCh BBIIC, YEM y OCHOBHOTO MeTaa,
B OTJIMYHE OT COCAMHEHUH, MMOJYYEHHBIX Ha BO3IyXE IPHU
TEX K€ apaMerpax pexxuma [14].

B Ttabmmne | mnpuBeneHBI PEKOMEHIyeMbIE PEKUMBI
CTII Memu mist cOeOMHEHHWH B OHANa30HE TOJIIUH OT 2
10 6 MM [15]. ITpu 3TOM B JIUTEpaTYpHBIX NaHHBIX OTCYTCT-
ByeT MHGpOpPMalMs O TaKMX 3HAYMMBIX NapaMmeTpax, Kak
riIyOMHa MOTPYXKEHUsI U yroj HakJioHa uHcTpyMeHTa. Kpo-
Me TOro, TeOMeTpUUYEeCKHe MapaMeTpbl HHCTPYMEHTa TaKoKe
BIIMAIOT HA MEXAHUYECKHE CBOMCTBA CBAPHBIX COCIUHECHUI
Menu. YCTaHOBIEHO, 4YTO (opMa MHHA WHCTPYMEHTa OKa-
3pIBaeT HanOOJbIIee BINSHAE HA TCUCHUE MIACTH(UIMPO-
BaHHOTO MaTepHayia, MHKPOCTPYKTYPY M MeXaHHYECKHE
CBOMCTBa CBapHOTO IIBa. Pe3ysbTaThl HKCIEPUMEHTOB I10-
KasaJd, 94TO HaJle)XHble Oe3nedeKTHbIe COSAMHEHNSI MOTYT
OBITh TOJYYCHHI C HCIIOJIB30BAHMEM BOCHBMH DPAa3IHMUHBIX

Orefipe
ycue

(bapubaereie
KOOMKU

Puc. 1. Cxema pabouezo npoyecca céapku mpeHuem ¢ nepemeuuéanuem
Fig. 1. The scheme of a working process of friction stir welding
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Tabnuya 1. Pexomenoyemvie pedcumvl c6apku mpenuem ¢ nepemewusanuem meou [15]

Table 1. Recommended FSW modes for copper [15]

TonmuHa cBapuBaeMbIX JUCTOB YacroTa BpalieHUs: HHCTPYMEHTa, 00/MUH CkopocTh cBapKu, MM/MHH
2 1600 50, 100
2 400-1150 200-800
3 900 40
3 400 100
3 600 25-150

31 800 30

31 900 50
4 1250 61
5 600, 900 25,75
6 635 19

($opM nMHA: KOHMYECKOTO, IMIMHAPUYECKOT0, KOHUIECKOTO
C pe3b0oi, IWIMHAPUYECKOTO C pe3b0OH, TPEyroibHOTO,
KBaJIPaTHOTO, MATHYTOJIBHOTO M IIECTUYTOJIbHOTO. B 3aBHCcH-
MOCTH OT NpUMEHsIeMOH (hOPMBI ITIHA HHCTPYMEHTA, ITOKa3a-
TEIIM MEXAaHWYECKUX CBOWCTB CBapHBIX COCIMHCHHI KoieOa-
TMch Ha ypoBHE 65-85 % 0T mokasareneii OCHOBHOTO MeTal-
na. Bpulo 0oOHapyeHO, YTO COCAMHEHWs], BBIOJHEHHBIC
C UCIOJIL30BAaHUEM KBaJpaTHOro NpoQmIsl MMHA UHCTPYMEH-
Ta, MO3BOJIMIM MOIYyYHUTh JIydIIHEe MEXaHWYECKHe CBOICTBa
0 CPABHEHUIO C APYTHUMH (pPOpMaMH HHCTpyMeHTa [16].

Ilpu cBapke 00pa3loB U3 TEXHUYECKH YHCTOH MeAU
TOJIIUHOX 4 MM HCIOJIB30BAIUCH CIEIYIONINE PEKUMBIL:
yacToTa BpamleHus HHcTpyMeHTa — 1250 06/MuH, ckopocTh
cBapkd — 61 MM/MHH, yroyi HakJIOHa MHCTPYMEHTa COCTaB-
nsn 3° [17]. o pe3ynbraraM UCHBITAHUH NPOYHOCTH CO-
€IMHEeHUH cocTaBuiia 0Koso 87 % OT NPOYHOCTH OCHOBHO-
ro merauia. lccienoBaHue MHKPOCTPYKTYpPBI CBapHOTO
mBa Ae()eKTOB HE BBISIBUIO, IIPH 3TOM CTPYKTypa CBapHOTO
IIBa 3HAYMTENIFHO OTIMYANach OT CTPYKTYphl OCHOBHOTO
Metaiuia. B neHTpangbHONW 00JacTH CBapHOrO LIBa HaOIIO-
Janach MeNKas M paBHOMEpHas CTpykTypa. Pasmep 3epeH
30HBI TIepeMeNUBaHus cocTaBmi npuMepHo 100 Mxm, B 30-
He TepMUYecKoro BIUsHUSA — 230 MKM mpu pa3mepe 3epeH
ocHoBHOTO MeTtamia 210 mxM. B 30He cBapHoOro mBa obpa-
30Bajlack HeOOJIbIIAs 00IACTh Pa3yNpOYHEHHUs U3-3a MCHb-
el TUIOTHOCTH JUCTIOKAlMi M0 CPaBHEHHIO C OCHOBHBIM
MeTaJJIoM. TBEpAOCTh OCHOBHOTO MeTailia coctaBmia 105—
110 HV. TBepmocTs 30HBI CBapHOTO IIBA MMeEJIa IIEPEMEH-
Hoe 3HaueHue ot 60 10 90 HV [17].

HenpaBunbsHO BBIOpaHHBIE NapaMeTPbl HHCTPYMEHTa
u pexumsl CTII npuBoaaT K pa3iudyHbIM AedeKkTam cBap-
HBIX COEIMHEHUH: MUKPO- U MaKpOTPEIINHAM, TOpaM, TyH-
HensM | ap. [18].

Henb paboTsl — ONpezieNieHne BIUSHIS apaMeTpoB pe-
KMMOB CBapKd U (OPMBI HHCTPYMEHTAa Ha MEXaHHYECKHE
CBOWMCTBA U DJIEKTPONPOBOAHOCTb MEAU IPU MOTYUEHUU
6e31eeKTHBIX CBAPHBIX COCIMHEHUH.

METOJUKA ITPOBEJEHUSA UCCJIEJJOBAHUSA

Jna npaxtuueckoit peanusanuu CTII menu mcnons3o-
BaJCs MOJICPHU3UPOBAHHBIN KOHCOIBHO-(PpE3epHBIi CTa-
HOK (pHc. 2) ¢ MOIIHOCTHIO MpuBoja mmuHaens 12 xBT.
KoHTposar mepemenieHuil cBapuBaeMbIX AeTajlell OTHOCH-
TENbHO MHCTPYMEHTA OCYLIECTBILSUICSA C HCIIOJIb30BaHUEM
yCTpoHcTBa IU(POBOH WMHIUKANWU W IU(PPOBBIX ONTHYE-
CKHX JIMHeek ¢ TouHOoCTRI0 0,005 MM.

OO0pa3ws! ATt CBapKU M3TOTABINBAINCH U3 JIUCTOB MEAH
Mapku M1 TONMILKMHON 5 MM, YCTaHABIMBAJIUCH U 3aKPEILIs-
JUCh B CHELMAIM3UPOBAHHONW CBApOYHOM OCHACTKE IS
CBapKH CTHIKOBBIX cOoeAnHeHuil. [ryOuHa morpyxeHus uH-
CTpYMEHTa KOHTPOJINPOBAJIACH MO BEIMYHHE IMOTPYKEHUST
3ameyrKa B CBapHBaEeMbIe 3aT OTOBKH.

OKCIIEPUMEHTHI NPOBOJMINCH HA PA3AMYHBIX PEXKHMAax
CBapKH, MPUBEJCHHBIX B Tabimue 2. Hapsany ¢ n3meHeHneM
4acTOTHI BpallleHUs MHCTPYMEHTA M CKOPOCTH CBapKH ycC-
TaHABJIMBAJIMCh PAa3JIMUHbIE 3HAYEHUS! TIYOHMHBI HOTpYXKe-
HUS U yTJIa HAKJIIOHA HHCTPYMEHTA.

OO6pa3upl KOHTPOJIMPOBAIHNCH HA HAJIWYHE BHYTPEHHHX
nepeKToB MeToqoM NH(POBOH paaworpaduu Ha IPo-
rpaMMHO-anmapaTHoM komiuiekce «Lludpaxon».

OnpezneneHre MEXaHMYECKUX CBOWCTB CBAPHBIX COEIU-
HEHUIl BBIMOJIHIIOCH HAa 00pa3nax, CBapeHHBIX C MPUMEHe-
HHEM BBOJHBIX M BBIBOAHBIX IIAHOK. DTO MO3BOJIMIIO HC-
KJIIOYHUTH BJIMSHHE KpaeBbIX 3()(eKTOB Ha pe3ynbTaThl UC-
CIIeZIOBaHUSL.

Jist vcnbplTaHUM Ha CTAaTUYECKOE PACTAKEHUE HC-
MoJib30Bajach ucnbitaTesnbHas mamuua UP 6055-500-0.
WcnpiTanuss Ha cTaTHYeCKUHA W3THO TPOBOIWIUCH Ha
npecce JUIsl THApaBIMYeckux ucnbitaHuit [T momudu-
kanuu [1-50. OOpasnsl HCHBITHIBAINCH IIBOM HApyXy
U IIBOM BHYTpb.

HcnblTanus Ha 31€KTPOCONPOTUBIEHUE MPOBOIMINCH
¢ ucnonb3oBaHueM MmukpooMmmerpa MUKO-21 nnas BeICO-
KOTOYHBIX HM3MEpPEHHHA HIEKTPUIECKOTO COMPOTHUBICHUS
MOCTOSTHHOMY TOKY.
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Puc. 2. Mooepru3suposarnmbwlii KOHCOIbHO-PPE3ePHbILL CIMAHOK
Fig. 2. Upgraded bracket milling machine

Tabnuya 2. Pescumvl ceapku mpenuem ¢ nepemeuusanuem meou
Table 2. FSW modes for copper

Ne peskuma | YUacrora Bpamenusi MHCTpymenTa, | Ckopoctb cBapku, | [1yOuna norpyxenusi, | YroJ HaKJI0HA HHCTPYMEHTA,
CBapKH 00/MuH MM/MUH MM rpaa.
1 900 40 0,31 1
2 900 40 0,305 2
3 900 40 0,315 3
4 1120 25 0,49 2
5 1120 25 0,415 2
6 1120 25 0,48 2

PE3YJBbTATBI UCCJIEJOBAHUSA

Ha puc. 3 u 4 npencTaBineHs! CBapHbIE COSIUHEHUS, 110~
JIydEHHBIE Ha PA3IMUHBIX peXUMax cBapku. IIpu koHTposE
00pa3sloB, BEINOJIHEHHBIX Ha pexxuMax Ne 1-4 (tabnuua 2),
oOHapykeH TyHHenbHbIH fedekT (puc. 5). AHanu3 nedex-
TOB, BBIABIICHHBIX IIPH MCCIEIOBAHMUM MAaKPOCTPYKTYPBI
CBapHBIX COEJAMHEHHUH, MMOKa3aj, YTO pa3Mep TYyHHEIbHOTO
nedekra 3aBUCUT OT yrila HaKJIoHa MHCTpyMeHTa (o). Ilpu
yIile HakKJIOHA MHCTpyMEeHTa 0=2° HaOIro/aeTcsi HanMEHb-
LK 110 BEJIMUUHE TYHHEJIBHBIH Te(eKT.

Ha cHnmke o6pasna, mosryd4eHHOTO ¢ IPUMEHEHHEM HH-
CTPYMEHTA C IIOCKHM 3aruiedyikoM (puc. 4 C), BUJHO INIPH-
CyTCTBHE TyHHEIbHOTO Aedekxra. Ha obpasite, moryueHHOM
C WCIIONB30BAHMEM HHCTPYMEHTa C KOHHYECKOW (opmoin
3aIUIeYrKa C BOTHYTOH MOBepXHOCTHIO (puc. 4 d), TyHHEINB-
HBIH JedekT OTCyTCTBYET.

Ha puc. 6 mpexncraBieHsl MHKponutugsl oOpasma 0e3
TYHHEJIBHOTO aedekra. BUAHO HalMYMe MENKO3ePHHUCTON
CTPYKTYpHI B 30HE IepeMemnBanus. [1oTydeHHbIe pe3yIib-
TaThl TOKa3bIBAIOT, YTO TMPHMEHEHHE PEKOMEHIYEMBIX
B JINTEPATYPHBIX MCTOYHMKAX PEXHMMOB CBapku 0e3 ydera
(hOpMBI IIPUMEHSAEMOTO MHCTPYMEHTA MPUBOAUT K 00pa3o-
BaHUIO TYHHEIBHOTO JIeeKTa.

®opma pabouell yaCTH HHCTPYMEHTA B 3HAUHTEILHON
CTENeHH BIMSET Ha BEPOSTHOCTH MOSBICHUS Ne(EKTOB
B CBapHOM IBe. [I[puMeHEHHE WHCTPYMEHTA C IJIOCKOM
¢dbopMoii 3aruieynka NPUBOAMT K (OPMHUPOBAHHIO TYH-
HEeJBHOTrO Jedekra BO BCeil 00JiacTH HCCleyeMbIX pe-
JKUMOB CBapku. [Ipm 3TOM mepexoj OT IIOCKOTo 3ariie-
YUKa K 3aIIEYNKy KOHUYECKOW (POpMBI C BOTHYTOH MO-
BEPXHOCTHIO OOecreunBaeT (OPMUPOBAHUE COCAMHEHUS
Menu 0e3 Makpoae(eKTOB.
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Puc. 3. Brewnuii 6uo 06paszyos, noayuennvix Ha pexcumax Ne 1-3
Fig. 3. Visual appearance of specimens produced at the modes No. 1-3

Puc. 4. Obpa3zyet, nonyuennvie na pescumax Ne 4-5: a, b — enewnuii 6uo; ¢, d — yugposas paduozpagpus
Fig. 4. Specimens produced at the modes No. 4-5: a, b — visual appearance; c, d — digital radiography

C 1enpI0 MCKITIOYCHUS KPaeBhIX SBICHUH 00pa3Ilbl, MC-
MOJTb3YEeMBIE ISl TIPOBEJCHUS MEXaHWUYCCKUX HCITBITAHUM,
H3TOTaBJIMBAINCH C TPUMCHEHHEM BBOJHBIX W BEIBOIHBIX
IDTaHOK (puc. 7).

Ha puc. 8 mokaszanbl 00pa3iibl MOCJE HCIBITAHUNA Ha
cTatuueckoe pactTspkeHue. CpaBHEHUE 3HAYCHUN MEXaHH-
YECKUX CBOMCTB CBapHBIX COEAMHEHUH M OCHOBHOI'O Me-
TaJula mpUBeIeHO B Tabuie 3.

Ha puc. 9 npencrasnensl oOpa3iisl A UCIBITAHUN Ha
craTnueckuii u3ru6: Ha puc. 9 &, 9 b — cBapHO# mOB ¢ TyH-
HeNbHBIM JIedexToM, Ha puc. 9 ¢, 9 d — cBapHoii OB 6e3
TYHHEJIEHOTO Aedekra.

B xolie MEXaHMYECKUX HCIIBITAHUIA YCTAHOBJICHO, YTO BE-
JIMYMHA BPEMEHHOTO COIPOTHBIICHUS TIPH PACTSHKEHUH 00pas-
LIOB C TYHHEIIbHBIMU JIe)eKTaMH HIKE, YEM y OCHOBHOTO Me-
Tasua, Ha 24 %, a OTHOCHTENBHOTO yIuMHeHus — Ha 60 %.

IIpu sTOoM coemuHeHMs Oe3 AE(PEKTOB TOKA3AIN BEIUYUHY
OTHOCHUTEJFHOTO YIIMHEHUS BBIIIE, YeM y OCHOBHOTO MeTall-
ma, Ha 20 %, a BEIMYMHY BPEMEHHOTO COIIPOTHBIICHUS HIDKE
Ha 17 %. MexaHnuecKre CBOWCTBA CBAPHOTO IIBA C TYHHEIb-
HBIM Je()EKTOM 3HAYMTEIIHHO OTIHYAIOTCS OT CBOWCTB Oe3Jie-
(heKTHOTO CBAPHOTO IIBA. 3HAYCHHWE BPEMEHHOTO COMPOTHB-
JICHUS TIPY pacTsDKeHHH Hibke Ha 33 %, a OTHOCHTEIBHOTO
yIIIMHeHUs — Ha 8 %, 4eM y 1iBa 6e3 ne(eKToB.

Ilo pesympraTaM H3MEpeHHS AIIEKTPUIECKOTO COTPO-
TUBJICHHS CBApHOTO IIBA W 30HBI TEPMHYECKOTO BIHMSIHHUS
cpeliHee 3HaYeHHe COMPOTUBIIEHUS cOcTaBuIIO 5,205 MKOM,
a ocHoBHOTrO Merawia — 5,188 MkOM. DnekTpudeckoe co-
npotuBieHre He mnpesbimaet 0,3 % compoTUBIEHUS OC-
HOBHOT'O METAJlIa, YTO TOBOPUT O COOTBETCTBUM 3HAYCHUUN
3JIEKTPOIPOBOJHOCTH OCHOBHOTO METaJIa M CBAPHOTO CO-
eauHeHus, mosryaeHnoro merogom CTII.
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Puc. 5. Maxpownughvr coedunenuti npu pasiuuHblxX yeiax HakioHA UHCMPYMEHma.:
a—a=1°%b-a=2°%c—a=3°
Fig. 5. Macrosections of joints at different dip angles of a tool:
a—a=1°%b-a=2°%c—a=3°

Puc. 6. Muxpownughor obpasya 6e3 mynnenvrozo oepexma
Fig. 6. Microslices of a specimen without a tunnel defect
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a

Puc. 7. Ceapnoe coedunenue Onsk MeXanuuecKux UCnblmanuil: a — eHewnutl 6uo, b — paduoepaguueckuir cnumox
Fig. 7. Welded joint for mechanical tests: a — visual appearance; b — radiograph

Puc. 8. Obpa3syvl nocie ucnvlmaHnuil Ha CMAMUYECKoe pacmsdiceHue:
a — ceaproti woe 6e3 deghexma; b — ceapnoil wios ¢ degpexmom; C — OCHOBHBIIL MEMATL
Fig. 8. Specimens after static tension tests:
a — welded joint without a defect; b — welded joint with a defect; ¢ — parent metal

Tabnuya 3. Pe3ynomamsi MexaHuueckux ucHublmanuil
Table 3. The results of mechanical tests

o, MIla 810, %0 Yroa uzruda o
CaapHoii moB ¢ 1edekTOM 239,8 2,5 -
CaapHoii moB 0e3 nedexra 260 7,5 123°
OCHOBHOIT MeTaJLT 313 6,25 -
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c

Puc. 9. O6pasysl nocie npogedenust UCNbIMAanull Ha cmamudeckuil useud. a, C — weom napyxcy; b, d — weom enympe
Fig. 9. Specimens after static bending tests: a, ¢ — seam out; b, d —seam in

OBCY)XXIEHUE PE3YJIBbTATOB

OOpazoBannio nedekToB cBapHbIX coeaunenuid nmpu CTIT
MOTYT CIOCOOCTBOBaTh psii BaXHBIX (hakTtopoB. K Takum
(akTopamM OTHOCSTCSI OLIMOOYHO BBHIOPAHHBIE MapaMeTphl
CBapKH: CKOPOCTh CBapKH, YacTOTa BPAILICHUS HHCTPYMEH-
Ta, KOHCTPYKIMsI padoueil yacTh MHCTPYMEHTa, yroj Ha-
KJIOHa MHCTPYMEHTa, CHJia M TIIyOMHA IOrpY)KeHHs, CMe-
IIEHNE MTHHA, TOJIIMHA 3aTOTOBKH M YCIOBUS 3aKpETIIICHUS.
TakuM 00pa3oM, HECOOTBETCTBYIOUIHME MAPaMETPhl CBAPKH
MPUBOIAT K 00pa30BaHUIO ITyCTOT, TyHHEIEW M COeIquHe-
HUH ¢ Oojee HM3KOH IUIACTHYHOCTHIO, B TO BpeMs Kak OII-
TUMaJbHasi CKOPOCTb CBapKH, CKOPOCTH JBIIKEHHS HWHCT-
PYMEHTa M NpaBWIbHAs KOHCTPYKIMS MHCTPYMEHTa obec-
MeYMBAIOT 00Jiee BBICOKYIO IPOYHOCTH CBAPHOTO COEIHHE-
Hust 0e3 nedexToB. bojee Toro, eciu B 30HE MepeMeninBa-
HHUS HE BBIIEISIETCS TOCTaTOYHOE KOJMYECTBO TeIa, 3TO
NPUBOJMUT K 0Opa30BaHUIO TaKUX Je(eKkToB, KaK TYHHEIb
niu ostocTs [1; 35 19; 20].

O0pa3oBaHue TYHHENBHOTO JieekTa Ha BBOJHOW U BbI-
BOJIHOM IJTaHKaX, a TAaK)Ke€ Ha HAYJILHOM YYacTKe LIBA CBSI-
3aHO C HEJIOCTaTOYHOM TeMIlepaTypol CBapHBaeMBIX yda-
CTKOB coenuHeHus [13], 4To 00yCcIOBICHO BHICOKHMH TEII-
JIONPOBOJTHOCTBIO U TEMJIOEMKOCTBIO ME/IH, a TAaKXKe 3HAUH-
TEJIbHBIMH pa3MepaMu CBapuBaeMbIX O0pas3loB Ul MeXa-

HUYECKUX HCTBITAHWH, [0 CpaBHEHHUIO ¢ o0Opas3lamu, cBa-
pUBaeMbIMM paHee ISl IOUCKA PEKUMOB CBAPKH.

Pe3synbraTel M3MepeHHs 3IEKTPOCONPOTHBIECHHS IMOKA-
3aJM, YTO OTCYTCTBHUE JC(PEKTOB U MEJIKO3EPHHUCTAsI CTPYK-
Typa CBapHOTO COEAMHEHHUS 00EecrednBarOT BBICOKHE 3Ha-
YEeHHUs 3JEKTPOIIPOBOJIHOCTH. JJaHHBII pe3ynbTaT OTKpbIBA-
€T IUPOKHE NepcreKTUBHl mpuMeHeHus metona CTII mms
CBApKHU 3JIEKTPOTEXHUYECKUX MEIHBIX LIIMH BMECTO LIUPO-
KO HUCIOJb3YyEMBIX B HACTOSILEE BPEMs BBICOKO3aTPaTHBIX
OOJITOBBIX COEIMHEHHUH. DTO 00ECHeyuT IMOBBIILICHUE Ha-
JI©KHOCTH M CHW)KEHHE MaccorabapUTHBIX IIOKa3aTelei
BBIITyCKAeMOT'O CHIIOBOT'O 000y JOBaHHSI.

OCHOBHBIE PE3YJIBTATBI 1 BBIBO/ bl

1. VcraHOBJIEHO, YTO MPUMEHCHUE HMHCTPYMEHTAa C KO-
HUYECKOH (hOpMOM 3arieurKka ¢ BOTHYTOH ITOBEPXHOCTHIO
st CTTI Mequ mo3BOJISIET MOJNYYUTh CBAPHBIE COSIUHEHHS
0e3 Hapy)KHBIX U BHyTPCHHUX JICPEKTOB.

2. MexaHMYeCKHe CBOIMCTBA CBapHOTO COCIMHEHUS C TYH-
HEJIbHBIM JIC(EKTOM 3HAYMUTEIILHO OTIMYAIOTCS OT Oe3je-
(eKTHOTO cOeAMHEeHMsI. 3HAYCHUE BPEMEHHOTO COIPOTHB-
JICHHS TPU PACTSOKEHUH Hipke Ha 33 %, a OTHOCHTEIBEHOTO
yaiauHeHus — Ha 8 %, ueM y 1iBa 0e3 1e(eKToB.
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3. DIeKTPOIPOBOAHOCTh CBAPHOTO IIBA U OKOJIOUIOB-

HOM 30HBI M OCHOBHOTO METajUla OTJIMYAIOTCS HE3HAYH-
TEJIbHO, YBEIMYCHHE 3JICKTPUYECKOIO COMPOTHUBIICHUS HE
npesbimaer 0,3 % OTHOCHTEIEHO OCHOBHOTO MeTayuia ISt
00pa3moB 0e3 TYHHENBHOTO AedeKTa.

10.
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Abstract: Copper is widely used when producing current-conducting parts, basically the electrotechnical power equip-
ment buses. Traditional ways of welding copper become complicated because of high thermal conductivity, fluidity, sig-
nificant oxidation at fusing temperature, and susceptibility. The application of the solid-phase welding methods, a promi-
nent representative of which is friction stir welding (FSW), is one of the ways to solve problems when welding copper.
The paper presents the experimental study of the influence of a tool working part shape and the welding mode parameters:
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welding rate, tool rotation frequency, and tool dip angle — on the possibility of the appearance of defects in welded joints
of M1 copper plates of 5 mm in thickness produced by FSW. The paper contains the results of mechanical tests on static
tension and bending of welded joints with a tunnel defect and without it. Welded joints with a tunnel defect showed a de-
crease in mechanical properties level: the value of ultimate tensile strength at stretching is lower by 33 %, and the specific
elongation is lower by 8 % than ones of a joint without defects. The authors specify some factors influencing the appear-
ance of defects at FSW: the welding rate, tool rotation frequency, tool working part construction, tool dip angle, strength
and depth of immersion, pin displacement, blank thickness, and grip conditions. The study identified that the application of
a tool with a concave surface taper shoulder allows producing welded joints without external and internal defects. Based
on data obtained during the experimental research, the authors determined the welding modes, which makes it possible to
produce welded joints with the electrical resistance value at the level of a parent metal: tool rotation frequency is
1250 rpm, welding rate is 25 mm/min, and tool immersion depth is no less than 0.41 mm.

Keywords: FSW; friction stir welding; copper welding; welded joint; mechanical properties; electrical conductivity.

For citation: Atroshchenko V.V., Selivanov A.S., Lobachev V.S., Logachev Yu.V., Sadrislamov A.R. The study of
the effect of parameters of the mode of copper friction stir welding on the mechanical properties and electrical conductivity
of welded joints. Frontier Materials & Technologies, 2022, no. 3, pp. 50-60. DOI: 10.18323/2782-4039-2022-3-1-50-60.

60 Frontier Materials & Technologies. 2022. Ne 3-1



