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AHHO"’!al{u}l: JInnenas CBapKa TPECHUEM — MNEPCHEKTUBHAA TCXHOJIOTUA U3TOTOBJICHHUSA TUTAHOBBIX MOHOKOJIEC KOM-
MPECCOpPOB T'a30TypOUMHHBIX JBHUraTeNeil, K KOTOPBIM MPEABSIBISIOTCS )KECTKHE TPEOOBAHMUS 110 LIUKINYECKON MPOYHOCTH
U TOYHOCTHU pa3sMEpOB. HepCHeKTHBHbIM SABJIACTCA HAIIPABJICHUC MO 3aMCHE TPAaJUIIMOHHO NPUMCHACMBIX CTBIKOBBIX CO-
eMHEHMI Ha Oosiee TexHoJorumyHbie T-00pa3Hbie, KOTOpBIC obOecrmeyar CHH)KEHUE 3aTpaT Ha 00paboTKy aeTaiieii mepen
cBapkoil. Bueapenne T-00pasHbIX COEIUHEHHI TpeOyeT MOMONHHUTENBHBIX HCCICAOBAHUN CrelH(DUKH pacpeaeieHus
Tera, GOPMUPOBAHKS HAIPSKEHHO-IEPOPMUPOBAHHOTO COCTOSIHUSI B MIPOLIECCE M TIOCIE CBAPKU. B CBsI3U € 3THM aKTy-
aJbHBI MCCIIEIOBAHUS OCTATOYHBIX HAmpshkeHUi B T-00pa3HbIX COEAMHEHUSIX TUTAHOBBIX CIUIABOB, MOJYYCHHBIX JHHEH-
HOHM CBapkoil TpeHueM. B paboTe HMCCIenylOTCsl OCTATOYHBIC HAMPSIKEHUS B COCIUHEHHH, UMHUTHPYIOIIEM COCIHHEHHE
JonaTka — JUcK. PaccMaTpuBarOTCsl pe3yIbTaThl CBApKH, Iie HA JeTali, MMUTHPYIOIIEH JI0NaTKy, BeIpe3epoBaH penbed
MeHbIIero ceueHus. [IpeiokeHa KOHEYHO-3JICMEHTHASI MOJIC)Ib, OXBATBIBAOIIAs CTAIUU MTPOKOBKHU, OXJIAXICHUS U CHSI-
THS JIeTajeil co cOOpPOUYHOTo mpucnocodieHus. Moaerb paspadborana B makere ANSYS Workbench u onuceiBaeT Hampsi-
JKEHHO-/1e()OPMUPOBAHHOE COCTOSIHUE CBAPEHHBIX JIeTajel, MO3BOJISSl OLEHUTh PACIpeesieHHe U YPOBEHb OCTATOYHBIX
CBapOYHBIX HampspKeHUH. OTIUYNUTENFHOW OCOOCHHOCTBIO MOJENH SBISIETCS y4eT HECHMMETPHYHOI'O paclpeneeHus
TEMIIepPaTyphl, MOJYYCHHBIH KOHEYHO-PA3HOCTHBIM PEIICHHEM TEIUIOBOM 3aJa4yd CBapku T-00pa3sHOrO COCIMHEHHUS,
a TaKKe UMHTAIKsI (POPMBI IBa, MOJYyYCHHAS B PE3yJIbTaTe METAUIOrpapUUSCKUX UCCICIOBAHUN CBApEHHBIX 00Pa3IloB.
[peacraBieHHasl MOJENb TO3BOJSIET OLCHUTH OCTATOYHBIC HANPSDKEHHS B COCAMHEHHUSX. PacrpeseneHus OCTaTOYHBIX
HANpPSHKEHUI B UCCIIEOBAHHBIX T-00pa3HBIX COEAMHEHUSIX OTIMYAIOTCSI OT TAKOBOW B CTHIKOBBIX — BO BCEX HCCIEIOBAH-
HBIX CIIy4asx B CBAPHOM IIBE JICHCTBYIOT CXKMMAIOIIME HAMPSHKCHUS, YPABHOBEIIHUBAIONINECS PACTITHBAIOIINMHE, JICHCT-
BYIOUIMMH Ha PacCTOSHUU | MM OT cThika. DOPMHUPOBAHUE CHKUMAIOIINX HAMPSDKSHUH B CBAPHOM IIIBE O0YCIIOBJIEHO ILTa-
CTHYECKO edopMmariueil o JeiCTBUEM KOBOYHOTO YCHIIHS.

Kniwouesvie cnosa: nuHeiinas cBapka TpeHHEM; CBapKa JaBICHUEM; OCTATOYHbBIC HAMpshKeHUs; T-00pa3Hbie coeuHe-
HUA, HaHpH)KeHHO-Z[e(i)OpMI/IpOBaHHOG COCTOSAHUE; YUCIICHHOC MOACJIMPOBAHNUE; TUTAHOBBIC CILJIaBbl; MOJACJIMPOBAHUE TEM-
HepaTypHoro MoJs.
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BBE}IEHHE MOHOKOJIEC, UMCIOINX KCCTKUE IOIMYCKHM Ha OTKIIOHCHUS

Jluneitnas cBapka tperueM (JICT) oTHOCcHTCS K mep-
CIEKTHBHBIM CIIOCO0aM IOJIyYEHHUsS] COCTMHEHUI aeTayeit
KaK M3 OJIHOTO MaTepHana, Tak M KOMOHWHAIIMM DPa3HBIX
Mmatepuanos. IIpu JICT HarpeB ocyliecTBAseTCs 3a CUET
paboTHl CHJI TPEHHUS, BOSHHUKAIOMIMX NPH JUHEHHOM BO3-
BpaTHO-TIocTynaTteabHoM ABmxkeHuu (BI1J]) coequHsieMbIx
yacTteld cBapuBaeMoro wusaenusi (puc. 1) OTHOCHUTENBHO
ApyT Apyra.

OpHoit u3 ocHOBHEIX ctep nmpumeHenus JICT sBnsetcs
MpHBapKa THTAHOBBIX JIONIATOK K CTYIHIIE B MOHOKOJIECAX

(opMBI M Pa3MEpOB M IKCIUTyaTHPYIOMIMUXCS B YCIIOBHSX
UUKIMYECKOTO HArpy’KeHHsl, KpalHe Ba)K€H BONIPOC MPO-
THO3UPOBAHMS YPOBHS OCTaTOYHBIX HanpspkeHuid (OH).
Jns onenkn OH mpumeHSFOTCS SKCIIEpUMEHTaJIbHEIE
METOZBI, CpeAW KOTOPHIX HamOoIbIee pa3sBUTHE 3a IIO-
ClelHee NEeCATHICTHE TONYYWIN pa3pylIalonifne MeTOIbI
(BBICBOOOXKIEHHE C perucTpanuei aeopmarmii) 1 Hepas-
pyurarontie (peHTreHOAN(PaKINOHHBI W HEHTpOHOTpa-
(hus), a TakKe pacueTHHIE, OCHOBAHHBIE Ha OICHKE HAmps-
JKEHHO-/1e()OPMUPOBAHHOTO COCTOSIHUSI aHAJTUTHYECKUMHU
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Puc. 1. Cxema npoyecca 1uHelHoU C8APKU MPEHUECM:

a — ¢ cumMmempuuHvimM peavegom; b

— C HeCUMMEMPUUHBIM PelbedOoM.

1 — HenoosudcHbIIL 21emenm, 2 — NOOBUMNCHBILL INeMeHm,
F — ycunue npokosxu, A — nanpasnenue 6036pamHo-noCmMynamensHo20 OGUNICEHUsL
Fig. 1. Linear friction welding process diagram:
a — with a symmetrical pattern; b — with a nonsymmetrical pattern.
1 — stationary element, 2 — moving element, F — forging force, A — in and out direction

00 uncaeHHBIMH MeToaami [ 1]. [lepedncinenHpIe METOIBI
MPUMEHSIOTCS Talkke M I uccienoBaHusa mnoseit OH
B coequHeHusX, nonyueHHsix JICT [2].

B pa6ore [3] u3yuanu ypoBau OH B obnacti cBapHOTO
miBa, nosyyenHoro JICT o0pa3uoB ¢ CHMMETPUYHBIM pellb-
edom a1 TUTaHOBBIX ciuiaBoB Ti—6Al-4V u Ti—-6Al-2Sn—
4Zr—2Mo. M3mepeHus NPOBOAWINCH C HCIOJIb30BaAHHEM
PEHTTeHOAN(PAKINOHHOTO METO/IA U CPABHUBAINCH C U3MeE-
PEHUAMH, TTOTYYCHHBIMHU C TIOMOIIBIO0 METOa BHICBOOOXKIE-
HuA. Bputo o0HapyxeHo, 4To nuKoBble pacTsruBaronie OH,
CO3laBacMble TPOIIECCOM CBApKH, BBINIE Ui Ooiee Tyro-
miaBkoro cmiaBa Ti—6Al-2Sn—4Zr-2Mo (750 MIla), ugem
s Ti—6A14V (650 MIla). 3uauenus OH B HampaBJIeHUH,
MEPIICHANKYJIIPHOM IUIOCKOCTH CTBIKAa (HAIpaBJICHUE Z),
OKa3aJINCh HAMHOTO HIKE IO CPABHEHHIO C ACHCTBYIOIIH-
MU B IJIOCKOCTH CTBIKa, TPUYEM B HAIlpaBJICHHH, HEPIICH-
nukynspaoM BITJL (Y=26 mm), OH nHa 30 % OGomnbie, gem
B HanpasineHnun BII/] (X=13 mm).

B [4] uzyvanu BausiHue naBieHus npokoBku Ha OH npu
JICT obpasmoB u3 tutanoBoro cruaBa Ti—6Al-4V ¢ ceue-
HHeM Y=7 MM, X=13 MM C CHMMETPHYHBIM peIbeOM.
PentreHonudpakimOHHBIM METOJIOM BBISBJIEHO, YTO yBe-
JIMYECHUE JaBJICHUSI NPOKOBKM CHIDKAeT 00a KOMIIOHEHTa
pactsaruBaronux OH B IIIOCKOCTH CTBIKA, @ COCTaBIISIO-
uryto OH B HampaBIeHUH OCAIKH CHHXKAET MPAKTHUECKHU 10
HyJIeBBIX 3HaueHHH. MakcumanbHble 3HaueHuss OH Haburo-
naroTcs B HampaBieHHH OX W COCTaBISAIOT MOpSIKa
670 MlIla. AHanoru4sele pacrpeeseHus MoJydeHsl B [5]
n3 cruaBa TC17 Meromom BBICBOOOXKIEHHUS Ha 0Opasmax
¢ ceuerneM X=70 mMm, Z=20 MM (MakCHMaJbHbIE 3HAYCHUS
pacTArMBaOUINX HANpsDKEHWH B TOM Cilydae COCTaBHIIN
300-350 MTITa).

B [6] ¢ nmomompto He#rpoHorpadun nzydanu OH mpu
JICT o6pasnos ¢ ceuennem X=13 mm, Z=14 MM ¢ cCHMMeT-
PHYHBIM penbedoM JuIst THTaHOBbIX ciutlaBoB MDG10051R
u MDG10050. Beio BeIsSIBIIEHO, UTO B 00JIaCTH CTHIKA pac-
taruBatomue OH cocraBmstor: mo ocu X mpumepHo 360—
380 MIla, mo Z— 380400 MIla u mo Y —200-210 MlIIa.

Ha paccrosauu 6omee 5 MM ot cThiKa pacTsaruatomue OH
MEPEXOST B CKUMAIOIIIKE.

B [7] mpu uccnenoanuu OH mpu JICT o6pasios ¢ ce-
yeHneM X=50 MM, Z=2 MM C CHMMETPHYHBIM pelibe(h)oM
s cpenneyrineponucton cramu (ISO-C45, JIS-S45C) uc-
MOJIb30BAIM PEHTIeHOAM(DPAKIMOHHBIH MeToA. Pe3ynbraTe
CPaBHMBAJIU C M3MEPEHUSAMH, MOTYUYEHHBIMU C IOMOIIBIO
MeToJia BBICBOOOKAEHUs. bbIna BBIIBICHA XOpomIas KOp-
peISIUs MEXAY ABYMSI METOJaMH, OJHAKO HaOII0ganoch
pa3nuyue B BEIUYNHE MaKCHMaIbHBIX 3HaueHniH OH, cBs-
3aHHas, CKOpee BCETO, C MOTPEUIHOCTHI0 METOAA BBICBO-
6oxmeHns. C yBelMYeHHEM NaBJICHHS MPOKOBKH co 100
10 400 MITa pactsrusatoniue OH mo ocu OX cHmKaTCs
¢ 450 no 240 MITa.

OkcnepuMeHTanbHble UccaenoBanuss OH coeauHeHUi,
nonyuerHslx JICT, BemyTcst IOCTaTOYHO aKTHBHO BCEMH
METOJIaMH, MEPEUYHCIICHHBIMU BBIIIE. VICClenoBaHUsIM MO-
BEPraroTcs Kak COeIUHEHH JeTallell U3 OAHOTO MaTepHaa,
TaK ¥ KOMOWHAIIMH Pa3HBIX TPYII MaTepHaJIOB, HO OOJIbIIas
4acTh paboT MOCBSIIEHA THTAaHOBBIM CIIaBaM. llpuBeneH-
HBIE pe3yJbTaThl MOKa3bIBAIOT, 4To pactpexnesnenne OH om-
penensercss GOpMOH M pa3MepamMy CBapHBAEMOI'O CEUCHUS,
a TaKXKe YCIOBUAMH CBapKH. PeHTreHo M pakMOHHbIA Me-
Ton W HelTpoHOorpadus obecrmeunBaror peructpanuio OH
TOJILKO Ha TOBEPXHOCTH OOBEKTa HCCIIEJIOBAHMS, a METO[
BBICBOOOXKICHHSI OTHOCHTCS K Pa3pyLIAloONINM METOAaM, YT
CYIIECTBEHHO OCJIOXKHSACT UX IPIMEHEHHE Ha MPAKTHKE.

J1n1st OLIEHKH MOCJIECBAPOYHOI0 HAIPSHIKEHHO-1e(hOpMHU-
POBAHHOTO COCTOSHUS IMIMPOKO NMPHMEHSETCS MOJCITHUPOBa-
HHE TepMoJIe(OPMAMOHHBIX MPOIIECCOB MPU CBapKe. AB-
TOpHI [8], M3y4ass ¢ MOMOIIBIO PEHTIeHOAM(PAKIIUOHHOTO
Metoga OH mpu JICT obpasioB ¢ ceueHuem Z=14,8 mm,
X=33,6 MM ¢ CUMMETPHYHBIM pebe)OM U3 aTIOMUHHEBOTO
craBa AA2024, BBIABUNM, UTO IIPHU HNEPEXOAE K aIIOMHU-
HUEBBIM CIIJIaBAM 3HAUMTEJIBHO U3MEHSETCS KapTHUHA pac-
npenenennst OH. B wactHOCTH, O HampasneHnio X B 00-
nactu cteika OH coctaBmnsror nopsiaka 100 MITa. Ha pac-
ctosHNM 8—10 MM OT CTBIKa HaOIIOAIOTCS MaKCHMAaJIbHBIC
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pactsruBaromue OH mopsinka 480—500 MITa. Ha paccrosi-
HM 20-22 MM OT CTBIKa MaKCHMaJbHBIE C)KUMAIOIINE Ha-
npsprerus paBHbl 300—350 MITa. Kpome Toro, BHIONTHAIOCH
KOHEYHO-3JIEMCHTHOE MOJEIMPOBAHNE B JBYXMEPHOW IIO-
CTaHOBKE BCEro LKA cBapku ¢ umutauued BIIJI u Beixona
rpata C TEpecTpOCHHEM CETKH B IIpomecce pacdyeroB. Pe-
3yJIBTaThl MPOBEAEHHOTO MOJAEIMPOBAHUSA JOCTATOYHO IOC-
TOBEPHO ONHUCHIBAIOT MU3MEHEHUE BENMYMHBI OCaaKu. Takxke
MOJIeTb MO3BOJIICT ompenenuTs pacnpenenenue OH, korto-
pO€ KauyecTBEHHO CXOJUTCS C 3KCIEPHUMEHTAIbHBIMHU [aH-
HBIMH, TOTJa KaK KoimyecTBeHHO BenimunHa OH BepHa Toub-
Ko mpubmm3uTensHo. Kpome Toro, Mojenb mo3BoJsieT 3a-
(ukcupoBaTh m3MeHeHne Temreparypsl B mpomecce JICT,
MaKCUMYM KOTOPOU COOTBETCTBYET ropsiueii IITaMIIOBKE.

ABtopamu [9] mpoBeneHO KOHEYHO-DIIEMEHTHOE MOJe-
JMPOBAHUE C HCIIOIb30BAaHUEM JBYXMEPHON MOIEIH, NMH-
Tupytomeit Harpy3ku B mporecce JICT u medopmarmim,
B TOM 4HCIEC BBIXOJ IrpaTa Ha 00pa3nax M3 THUTaHOBOTO
criaBa BT6 ¢ cummerpudnbsiM penbedom. [lomydensr pac-
tarusatonte OH (mo ocu OX — 600 Mlla, mo OY—950—
1000 MIla, mo OZ—150-180 MIla). PesynbpraTel ObuIH
BEpU(PHULIUPOBAHBI PEHTIeHOAN(DPAKIIUOHHBIM METOIOM.

B pa6ote [10] BBIIOJHAIOCH KOHEYHO-3JICMEHTHOE MO-
nenupoBanre OH B TpexMepHOH MOCTaHOBKE At 00pas1oB
¢ ceueHneM Z=20 mm, X=40 MM n3 THTaHOBOTO cIutaBa BT6
C CHMMETPHYHBIM penbeoM, YYHTHIBAIOUIEE YOAJICHHE
YacTH METajula B IpaT 3a CUET MOCIOHHOTO yAaleHHs Ha-
TPeToro MeTaiia B OOJIACTH CBAPHOTO IIBA M HE YUIHTHI-
Batoree BIT/[. Pe3ympTatel cpaBHHBaINCh ¢ paboTamu pa-
Hee PacCMOTPEHHBIX aBTOpoB [3; 4; 6] peHTreHomudpax-
IMOHBIM METOJIOM W HeWTpoHorpadueil. BrisBieHo, urto
HarpaBiieHue BIIJl npakTuyecku He OKa3bIBaeT BIUAHUS Ha
OH. Bemunuwnna cocrapmsromux OH 3aBucut oT (Qopmsl
3aroTOBOK, U, Kak MpaBuio, Oonpmue 3HaueHuss OH cosma-
JafoT ¢ 0OJBLIIMM pa3MepoM oOpasia. YBeIWYeHHE 4acTo-
1ol ¥ ammumtynsl BIIJI mpuBoautr k yBenunuenutro OH
Y CY>KEHUIO 30HBI €r0 PaclpoCTPaHEHHS.

Asrops! [11] nuzygamn OH npu JICT Ha obpasuax c ce-
yenueM X=14 MM, Z=10 MM C CHUMMETPUYHBIM U HECHM-
METPUYHBIM perbedoM s HuKeneBbix cruiaBoB GH4169
1 FGH96. BpInonHsioch KOHEYHO-3JIEMEHTHOE MOJAEIUPO-
BaHHE B TPEXMEPHOI IMOCTAHOBKE BCEro IMKJIA CBApKU
¢ umuranuei BIIJ] u Beixona rpata. Monens nIpoaeMOHCT-
pHpoBajla aCHMMETPUYHOE pPacHpezesieHue IOoJiel TemIie-
paryp u OH, mpuuem c¢opma pacnpenenenus OH cxoxa
C pe3ynbTaTaMu U3 paboTsl [8]: UMEIOT MecTO SIPKO BBIpa-
JKCHHBIE MUK PACTATHBAIOIINX HANPSDKCHUH B OKOJIOIIOB-
HOHM 30HE, B 00JIaCTH CBapHOTO IIIBa HAOJIOAAIOTCSA TaKXKe
pacTsAruBaoNIve HANpsDKEHHS, HO B TPU pa3a MEHBIIETO
3HAYeHHs, IPUYEM CO CTOPOHBI 0oJiee IUIACTUYHOTO MaTe-
puana nuk pactaruBatomux OH HeckoabKo BbIIIE.

Koneuno-anementHas monens [12] B 1ByXMepHOH Mo-
CTaHOBKE JJIs 00pasnoB M3 THTaHOBOro ciiaBa BT6 c we-
CUMMETPUYHBIM penbeh)OM HMUTHPYET HArpy3KH B IIPO-
necce JICT u gedopmaru, B TOM 4HCIIe U BBIXOJ rpaTa Ha
obpasnax. B pesynpraTe OBIJIO MOTYYEHO HECUMMETPHYHOE
pactipeielieHie TeMIIepaTypsl — OOJbIIe HAarpeBaeTcsl TOH-
Kasg geranb. OUYMCTKAa CTBHIKA 3aTpyXHEHA IO CPaBHEHUIO
¢ 00pa3namu ¢ CHMMETPHYHBIM pebeoM

[IpuBeneHHbIe NaHHBIE TOKa3bIBAIOT, YTO JUIS MOJEIIHU-
pOBaHMsI IIOCIECBApOYHOrO HANPSHKEHHO-IE()OPMHUPOBaH-
HOTO COCTOSIHUSI TIPUMEHSIOTCSI JIByX- U TPeXMEpHbIE KO-
HEYHO-3JIEMEHTHbIE MOJIENH. TpexMepHOe MOJAEINpPOBaHUE

Goslee TPYyZOEMKO, CIIOXKHEE B pEalM3aliM, HO JAcT BO3-
MOXHOCTb YYECTh T€OMETPHIO PEATbHBIX KOHCTPYKIHH.

TpaaunuoHHO MpUBapKa JIOMATOK B MOHOKOJIECAX OCY-
IIECTBIIETCSI BCTBHIK, OIHAKO BEAYTCS PabOTHI MO 3aMeHE
CTBHIKOBBIX COSIMHEHHN Ha Oolree TeXHOIOTHnIHbIe T-00pas3-
uere. Ilepexon k T-oOpa3HBIM COEIMHEHHSAM OO0ECIEUUT
CHIDKEHHUE 3aTpaT Ha oOpadOTKy JeTaneill Imepes cBapKoii,
OJTHAKO TOTpeOyeT IOMOIHUTENBHBIX HCCIEIOBaHUN Cclie-
midukn pacrpeneneHus Tema, (HOPMHUPOBAHUS Hampsi-
JKEHHO-/1e()OPMUPOBAHHOTO COCTOSIHUSA B TIPOIECCE U TIOCIIe
cBapku. Ilponecc JICT T-o0pasHbIX COenMHEHHH Npes-
cTaBisieT co0oif HECHMMETPUYHYIO 3aJady Kak B IUIAHE
HaINpsKEHHO-1e(OPMUPOBAHHOTO COCTOSHHMS, TaK U B IUIA-
HE pacripezielieHus Teruia. [lepen HavanoM MOAETUPOBAHUS
HEOOXOAMMO CHaJajga OMPENCNUTh IOJIE TEMIIEpaTyp, BO3-
HHKAIOIIee B 00JIaCTH CBAPHOTO COEAMHEHUS, a TIOTOM, HC-
MONB3Ysl 3Ty TEMIIEPaTypy KakK UCXOAHBIE JaHHBIE, IPUCTY-
MaTh K OCHOBHBIM CTaJUsIM MOZICITHPOBAHUSI.

IIpu 3TOM TpamUIMOHHBIN MOJIXOA K MOJAEIMPOBAHUIO,
HCIOJIb3YEMBIA B MUPOBOM IIPAKTUKE, OCHOBAH HAa PELUICHUU
CUMMETPUYHON OTHOCHUTENBHO IUIOCKOCTH CThIKa TEIIOBOM
3anauu [13—15]. M3BecTeH noaxon, MpyU KOTOPOM TEIIOBast
MOIITHOCTh, TEHepHupyeMmas TpEeHHEeM, OIpenenseTcs Io
JAHHBIM 00 YCHJIMM M CKOPOCTH, 3alllCHIBAEMBIM CBapOd-
HBIM oOopynoBanueMm [16]. B aToM cimydae amsi OLECHKH
pactpenenennss OH nocTaToqHO pemieHus TEIIOBOH 3ama-
un Ui ¢as3pl HarpeBa (IPU HAIWYMK BO3BPATHO-IIOCTYII-
aTeIbHOTO JIBIDKCHMS) U JeopMannoHHOM 3a1a4un Ha cTa-
JIMH TIPOKOBKH, YTO CYIIECTBEHHO YMPOIIAET MPOIECC MO-
JICIIUPOBaHUS NPH COXPAHEHUHU YJIOBJIECTBOPHUTENBHOM CXO-
JIMMOCTU C JIKCIEPUMEHTaIbHBIMU JaHHBIMU [17]. Moge-
nmuposaHue Bcero nukia JICT maeT BO3MOXHOCTH y4yecThb
BBIXOJ] TpaTa U OIpeeNaTh TeMIepaTyphbl B 00IacTH CBap-
KH HEMOCPEICTBEHHO B IPOLIECCe MOJCIUPOBAHMA, YTO,
6e3yCIIOBHO, IIOJIE3HO, OJHAKO TaKOM IOAXOH CIOXKHEE
B pealn3aliy ¥ 3HAYUTEIEHO Oosiee TPYIOEMOK IO CpaBHE-
HHUIO C MOZEIMPOBAaHHWEM TOJIBKO CTaJMH IPOKOBKH, KOTJa
JICHCTBYET yCHJIME CXKaTHsl IPH OCTHIBAHWHM METajlla M Tpe-
UMYyIIecTBeHHO nporcxoauT hopmupoBarne OH mpu JICT.

B nocneanue roabl MOSBUIINCH MOJEIH, TIPUTOIHBIC TS
OLICHKH TEMIIEPaTYpPhl B YCIOBHUSAX OTCYTCTBHS CUMMETPHH,
OpUEHTHPOBAHHbIE NPEUMYIIECTBEHHO Ha HCCIEIOBAHUE
mporiecca MoJydyeHHus: OMMeTaIIMYecKiX coennHeHui [18].
OTIM4UTENEHOW 0COOEHHOCTBIO TAaKMX MOJENEH SBISIETCS
Haln4yue o0eux JeTajed B pacueTe M y4eT acCHMMeETPUHU
B pacIpeeNeHUH TeII0BO MOITHOCTH B JAETaNISX.

B macrosmee BpeMst MmexaHu3Mm obOpaszoanus OH
B T-o0pa3Hbix coemuHeHmsx, mnonydeHHbx JICT, mano
n3y4eH 1 TpeOyeT JIOMOTHUTEIBHOTO U3YYEHHS.

Llexns rccenoBaHus — pacuyeTHas OIIEHKA IOCIIECBAPOYHO-
IO HaNpsHKEHHO-Ie(hOPMHUPOBAHHOTO COCTOSIHUS B T-00pas-
HBIX COEIMHEHHSX ITyTeM PEIICHHs] TpeXMEpHOH nedopma-
IIUOHHOHN 3aJa4M HA CTaJUH NMPOKOBKH IMPHU HECHMMETPHY-
HOM OTHOCHTEJIBHO IUIOCKOCTH CTHIKA PACTIPEICICHUHN TeM-
nepaTypsl.

METOJUKA ITPOBEJEHUSA UCCJIEJOBAHUSA

Jlnst cBapku OBLTM MCTIONB30BAaHBI 00pasllbl M3 CIIaBa
BT6 no OCT 90013-81 ¢ ceueHreM B MeCTe CBapPHOI'O CThI-
Ka Ha HENOJBWXHOW jaetanu 13X26 mMm. Jlnsg wmuTanuu
T-00pa3HOro COeWHEHHS JIONATKa — IHCK Ha OJHOW W3
JeTaneil (MMUTATOpe JIONAaTKH) HW3TOTaBIHMBAJCS peibed
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(puc. 2 a) ceuennem Nx26 MM. BbImu H3rOTOBIIEHBI UMUTA-
TOPHI JIONATKH 3 TUIIOPa3MEPOB C Pa3MEpPOM BBICTyHA NN,
paBHBIM 6, 8 1 10 MM.

Pexwmer JICT pmeraneit ¢ pazmmuHOi dopmoii penbeda
obecrieunBaIN BO BCEX CIIydasx JaBJICHHE HAarpeBa W Ipo-
koBkM paBHbIM 100 MIla. Ammumryna u wacrota BIL/,
BEJIMYMHA OCAJKHM HarpeBa NMPHHUMAINCh PaBHBIMH COOT-
BeTcTBEHHO 2 MM, 50 't 1 2 mm.

W3 cBapeHHBIX 00pa310B U3rOTaBINBAINCH IUTU(EI 115
W3MEpEeHUs IUPUHBI CBAPHOTO IIBA M BEJIMYHHBI OCAIKH
Kax 10 u3 geraneii mo cxeme (puc. 2 b).

st ouenku temneparypuoro nois npu JICT Obiia mc-
MOJIb30BaHA KOHEYHO-Pa3sHOCTHAas OJHOMEpHAs MOJIEIb,
oOecrieunBamONas y4eT HECHMMETPUYHOTO OTHOCHUTEIHHO
IUTOCKOCTH CTBIKA PacHpeieIeHHs TeIUa.

B nanHoO# paboTe MaTepuan oO0enx CBapMBaeMBIX JeTa-
JIe OBLT OUH U TOT K€, TEIUIO(H3NIECKUe CBOMCcTBA 00e-
MX 3aroTOBOK NMPUHHMMAINCh OAWHAKOBBIMH. HepaBHOMep-
HOCTH TEIUIOBBIX IOJIeH Obuia 00ycllOBIEHa ABYMs (hakTo-
pamu: 1) pasnuuHONW oOcaikod; 2) pa3IHMYHON IUIOLIA/IbI0
CeYeHUsI, Yepe3 KOTOPOe MPOXOIUT TEIUIOBOM MOTOK.

OmnpenerneHue A0 OCAIKU KaXI0H U3 aertaneit ocye-
CTBJISUIOCH ITyTeM oOMepa HM3MEHEHHUs pa3Mepa oOpasLoB
nocie cBapky. PazimnuHas ocanka oOpasoB XapakTepu3yeT
Pa3IUYHbII OTBOJ TEIIAa JETAJIIMH U3 CTHIKA B Ipar.

Paznuune B miiomaan ceueHns CBApHBAEMbIX 3aTOTOBOK
BJIMSICT HA I'PAJIUCHT TEMIICPATyphl B M3JICTUH U OTBEICHHUE
TeIIa TEIUIONIPOBOAHOCTHIO B TIyOb 3aroTOBKH. Tak Kak
HCTIONIb30BAaHA OJHOMEpHass KOHEYHOPA3HOCTHAS MOJETb,
TEMIIEPATYPHBIA MOTOK, OTBOJUMBIM Ka)I0H IETANBIO U3
CTBIKA BIITyOb, ONpE/IeNsIeTCs KaK

At(z) = ﬁw(r), (1)

rie At — npupaiieHue Temieparypsl, K;
A — pa3mep 311eMEHTa CETKHU, MM;

A

30

35

13

a

A — KO3(POUITMESHT TETUIONPOBOAHOCTH m3aenus, Br/(cm-K);
N — BBOAMMAs TPEHUEM TEIJIOBasi MOIIHOCTH, BT;

F —nnomans cedenus, yepe3 KOTOPOe MPOXOIUT TETIOBOM
TIOTOK, MM".

Kak BumsO U3 (1), B IeTamy MEHBIIETO CEYCHHS MPUpa-
meHne temmneparyp Oomemre. Ilpu ydere IBYX BBIICYKa-
3aHHBIX (DAaKTOPOB BO3HHMKAET AaCHMMETPHsS pPAaCUYETHOTO
TEMJIOBOTO IIOTOKA B KaKAOW M3 3arOTOBOK, YTO B KOHEY-
HOM CYETe NPHBOAUT K PA3IMUYMIO TEMIIEpPATyp B CIIOAX,
HEMOCPECTBEHHO MPWJIETAIOINX K IUIOCKOCTH TPEHUSI.
Jdnst Toro uToOBl HHBEIMPOBATH PA3HHIYy TEMIIEPATYp
BOJIM3M TUIOCKOCTH TPEHHS, BBOAUTCS (DUKTHUBHBIN TEIJIO-
BOM IIOTOK, COOTBETCTBYIOIIMI TI'PaHMYHBIM YCIOBHSIM
IV poma [16], KOoTOpHIii yYUTHIBACT HEPAaBHOMEpPHOE pac-
MIPEIEICHNE TeIUIa MEXIy 3arOTOBKaMH B 3aBHCHMOCTH OT
N3MECHEHHS ABYX BBIIICONICAHHBIX (DaKTOPOB.

Pa3mep snemenToB A Obu1 mpuHAT paBHEIM 0,05 MM,
pa3Mep BpEMEHHOIO Liara T — 10 ¢. Paszmep pacueTHO#
00JacTH 3aroToBOK COCTaBMWIJI 15 MM, a HMPOJOJKUTENb-
HOCTh pacueta — 1,5 ¢ (15000 maroB), 4yTo MO3BOJIMIO
OXBAaTUTb BECH IPOLUECC CBAPKHM U YaCThb OXJIAXKIACHUSA
IocJe OCTAaHOBKHM A1 MOJEIHPOBAHUA Ipoliecca INpo-
KOBKH.

Jlnst penieHust OCHOBHOW TIOCTaBIIEHHOM 3a7[ady UCTIONb-
3oBaics makeT nmporpamm ANSYS Workbench, ¢ momomisio
KOTOPOT'0 HMHTHPOBAINCH HArPY3KH, BO3HUKAIOIIUE B IIPO-
mecce JICT m mocme ot TpeX THIIOpa3MEpoB OOpa3IoB.
Hcnonp3oBanack MoaepHu3upoBaHHas MeTonuka [19], co-
IJIACHO KOTOPOM B TPOIIECCE pacyeTa yIHTBHIBAIOTCS Clle-
JYIOIIHe CTaluu:

— HarpeB C MPHJIOKEHHEM CBapOYHOro ycwius F, paB-
Horo 15,6, 20,8 u 26 kH st ceyeHuit MOABUKHBIX JIeTaaei
¢ pazmepoM N, paBHbIM 6, 8 U 10 MM COOTBETCTBEHHO,
1 3aKpeIIeHrue 00pasioB B OCHACTKE (puc. 3 a);

— OXJIXK/ICHUE C MPHWIOKEHHEM CBapOYHOTO YCHIIHS F
1 3aKperUieHrne 00pa3ioB B ocHAcTKe (puc. 3 b);

— BBICBOOOKICHUE 00pa3IoB U3 ocHACTKH (puc. 3 ¢).

N |
><N
>
!
A
><w—.

b

Puc. 2. Obpasey: a — nonyuennwiii JICT; b — cxema obmepa ocadxku KOMROHEHMO8
Fig. 2. Sample: a — produced by linear friction welding; b — component upset measurement diagram

Frontier Materials & Technologies. 2022. Ne 4

105



IMayros A.H., Measeaes A.1O., 'aaumos B.P. u n1p. «Biusinue ¢opMbl 3ar0TOBOK HA OCTATOYHbIE HATIPSIZKEHUS NIPU JIMHEIHOM. ..»

F &t

TIYYYi

F KA

Ty

H KK

IEITIN]
50 ki

50 «#H

frEeies

lerraoamypa

F kH F Kt
TR
RS
H Kb s
v =
H Kb Bk
s

Puc. 3. Cmaouu npoyecca mooenuposanus: a — Hazpes, b — oxnasxcoenue; ¢ — eviceoboocoenue uz ocnacmiu [19]
Fig. 3. Modeling process stages: a — heating; b — cooling; ¢ — release from fitting-out [19]

Jns kaknoil ctaauy pelanuch CBSI3aHHbIE 3aJlauil Tep-
MHYECKOT0 M MEXaHHYECKOro aHaJu30B. Pe3ynbpTaTel aHa-
nM3a KOKJIOW CTaauy MPUHUMAJINCh KaK IpeABapUTeIbHAS
Harpyska Iuis TIOCJIeAYIOIINX CTaaNH.

CaoiicTBa TuTaHoBoro cruiasa BT6 monyuyeHsl mero-
nom OPENCALTHAD no ycpeaHEHHOMY XUMHUYECKOMY
coctaBy u BBeaeHbl B ANSYS Workbench gepe3 Engi-
neering Data.

I'eomerpuueckas Mozesns OblIa IOCTPOGHA B TIaKETe
KOMIIAC-3D u uMnopTupoBaHa CTaHAAPTHBIMHU CPEACT-
Bamu ANSYS Workbench. W3oranyras B Buae xeinoba
(opMa CcBapHOTO IIBa CTPOMJIACH Ha OCHOBE PE3yIbTaTOB
Mmetauiorpadpuueckux ucciaenoanuii. Ode yactu obpasua
pazbuBaiich Ha JiBa (hparMeHTa IOCKOCThIO, OTCTYMArOLIeH
OT BIAJUHBI XKeJlo0a CBapHOro mIBa Ha 5 MM. B mocnexyro-
IIeM yMEHBIIAJICS pa3Mep dJIEMEHTOB CeTKH IS ABYX (hpar-
MEHTOB, PAaCIIOJIOKEHHBIX OJMKe K 00JacTH CBapHOTO IIBa.
[NonyuenHsle yeTbipe GparmMeHTa 00bEANHIINCH B JIBE A€Ta-
1 ¢ npumenenneM naketa ANSYS Design Modeler.

Ha nomyueHHble reoMeTpHUECKHE MOJENH HaKJIabIBa-
JIMCH CIIEIYIOIINE TPAaHUYHBIC YCIOBUS:

— k03 DHUIHMEHT MOBEPXHOCTHOM TerTooTaaun 30 Br/K-m”
[20] o Bcelt Hapy>KHOI MOBEPXHOCTH 0OPA3IIOB;

— Ha MOBEPXHOCTh CBApHOTO IIIBA 33/1aBAJIMCH TEMIIEPATY-
PBI COTTIACHO TEPMUYECKUM ITHKIIaM, TIOJTyIEHHBIM Ha TPEThEM
JTarne;

— OTpaHHYEHHs], UMUTHPYIOLINE OCHACTKY, 3a/JaBajiCh
C TIOMOIIbI0 (DYHKIIMU HYJIEBOTO NEpEMEIICHHS TOBEPXHO-
CTH T10 OJIHOM U3 OCeH;

— yCWIus, IMUTUPYIOIIUE BO3JIEHICTBUE OCHACTKHU, U CBa-
pouHOe ycwine F 3agaBainch ¢ MOMOLIBIO (DYHKIUH TIPH-
JIO)KEHHS PACTPEeNICHHOTO YCHJIMS 110 HalpaBJICHUIO OJ1-
HOH M3 OCeii;

— MEXJy 9acTsMH 00pa3iia Ha CTaIMM HarpeBa 3a1aBajl-
Csl THII KOHTaKTa «0e3 MPOHUKHOBEHHS», a Ha CTAJUAX OX-
JIaXX/IeHHS] ¥ BBICBOOOXKICHUS U3 OCHACTKHU — «CBSI3aHHBII.

I[J'IH peuieHuA 3aJa4u METOJOM KOHEYHBLIX 3JIEMECHTOB
TE€OMETPHUUECKHE MOJEIH OBUIM pPa3OWUTHl Ha 3JIEMEHTHI.
B paGorte ucmonp3oBanachk ceTka, COCTOSIIAs PH TEIIOBOM
3a/1aue U3 JABaANATH y3JI0BbIX dJemMeHnToB SOLID 90, koto-
pBIe IpH nepexoze K JeGopMalioHHON 3a1a4e peodpas3o-
BeiBasuch B SOLID 186 pa3smepom wHe Gonee 1,0 MM B 00-
JIaCTH CBapHOTO IIBA.

PE3YJBbTATBI HCCJIEAOBAHUSA

Makpockomnuueckoe crpoeHue T-o0pa3HOro CBapHOTO
COEIIMHEHUS TPEJCTaBIEHO Ha puc.4, rae BUAHO, 4YTO
cBapHOi1 0B opmupyercst B popme xenoba. Pesynbrarsr
3aME€pPOB BCJIIMYMHBI OCaJIKH, IMUPHUHBI IIBA 1 FJ'Iy6I/IHBI Xe-
noba 1mBa 1Mo cxeme, n300pakeHHOU puc. 2 b, mpencrasie-
HBI B Tabumre 1.
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Puc. 4. [Ipumep maxpoutiugha obpaszya ¢ ceuernuem ceapHo2o wea 6 x26 mm
Fig. 4. An example of sample macro-section with the weld seam profile of 6 x26 mm

Tabnuua 1. Pezynomamel 3amepos 06pasyos
Table 1. Specimens’ measurement results

Ceuenne, JlinHa mocJie ocagku JiiMHa nmocJie ocaaku [ayouna sxenoda (X;),
MM HeNnoABMKHOI 1eTaan (X;), MM NOABHKHOI 1eTaiu (X3), MM MM
6x26 33,9 34,1 0,9
8x26 34 34 1
10x26 33,6 33,6 1,4

Pacnipenenenus Temmneparyp mpH CBapke ¢ y4eTOM IIO-
JY4EeHHBIX JTaHHBIX 00 Ocajke aerajeil ObIIM BBIYHCIICHBI
JUISl K&KAOTO M3 MCCIIECAOBAHHBIX THIIOpa3MepoB. I'paduku
TEPMHUUYECKHX IMKJIOB CBAPKH MPEICTAaBIECHH Ha pHC. 5.
Kak BuAgHO, MakcuManbHas TeMIlepaTypa, JOCTHraeMas
B CTBIKE IPU CBapKe, CHMUKAETCS MO Mepe YMEHBIICHUS
TUIOIIAAN CEUYEHUsT MEHBIIIEH U3 neTanei.

Ha puc. 6 moxa3aHsl 3MIOPBl pacIipeesieHus HampsKe-
Hui 1o Musecy a1l BCeX BapUaHTOB CEUYEHUN CBAPHOIO
oOpaslia Ha CTaJUH 110CIIe BEICBOOOXKICHHUS U3 OCHACTKH.

Ha puc. 7 mokazaHbl COCTaBIAIOIIKE HANpsKEHUH IO
OCsSM KOOpAMHAT JUIS BCEX BAPHAHTOB CEUEHUH CBapHOTO
oOpasiia Ha CTaJUH IT0CIIe BEICBOOOXKICHHUS U3 OCHACTKH.

W300pakennst pacrpeefieHns] 3KBUBAICHTHBIX Harpsi-
JKeHHW 1o Mmuszecy Juid BCeX HCCIeqyeMbIX 00pas3ioB
(puc. 6) HarIAAHO TMOKA3bIBAIOT, YTO IOCJE BBICBOOOXKE-
HUs o0pasioB u3 ocHactkn OH ypaBHOBemmBaroTcs B 00-
JIACTH MPOTSHKEHHOCTHIO He Oojiee 5 MM B 00€ CTOPOHBI OT
ctbika. [IpudemM c yBelnMYEHHEM CBAPHBAEMOTO CEUEHHS
MaKCHMaJIbHbIC HANIPSKCHUS CHIDKAFOTCSI.

W3 puc. 6 u puc. 7 BUAHO, YTO HAUOOJBIINE HAIPSDKE-
HUS BO3HHUKAIOT B nonepeunoM OX u mpoponsHoMm OZ Ha-
MIPaBICHUSX.

OBCYXIEHUE PE3YJBTATOB

Anams TEPMUYICCKHX HUKIIOB MOKA3bIBACT, YTO B T-06pa3-
HbIX COCAWMHCHHAX OTCYTCTBYCT IUIOMIAJKa MOCTOSIHHOM

TeMIepaTyphl B CTBIKE, XapaKTepHas JJIs CBapKH 00pa3IoB
13 OJTHOTO MaTepHaja M ¢ OJHMM cedeHueM. [lpuuem s
Cllydasi, KOrJja CeueHHsl Majo oTiaudarorcs (obpaser ¢ mu-
puHOM 10 MM), MaKcUMajJbHas TeMIlepaTypa B CTBIKE
(1640 K) 0im3ka Kk MaKCUMaJIbHOIN TemIeparype MmpH cBap-
Ke 00pa3IoB OJMHAKOBOIO ceucHus. Takum 00pa3om, MOXK-
HO CIIeNaTh BBIBOJ, YTO JUISl JOCTH)KEHHS KBa3HCTallMOHAP-
HOT'O COCTOSIHUSI B 00pa3iiax ¢ HECUMMETPUYHBIM pelbehoM
HY)KHO TOCTHXKCHHE OONBIINX 3HAYEHUI OCaIKU MO CPaB-
HEHHIO CO CBAPKOH CHMMETPHYHBIX W3AEIHH, a BEJIMYNHA
ocanku Oy/leT 3aBHCETh OT OTHOLICHHUS IUIOIAAEH — 4eM
OHO OnmXe K eIuHHMIE, TeM ObicTpee OyIeT NOCTUTHYTO
KBa3UCTAI[IOHAPHOE COCTOSIHHUE.

Crnenyer OTMETHTH, YTO (JOPMA CBAPHOTO COCIUHEHHS
(puc. 4) mpencrasisieT coOOH YTy, BAABICHHYIO B 00pasen
Ooutplliero cedeHus. B TakoM ciydae BO3MOXKHOCTb MpHUMe-
HEeHHUS] MOJIEJIU C IJIOCKMM MCTOYHHMKOM HarpeBa OyneT or-
paHUYMBATHCS Pa3sHULEH B IJIOMIAAIX CBApUBAEMBIX 00pas3-
IIOB ¥ CTETIEHN KPUBHU3HBI CBAPHOTO coeanHeHus. s ciry-
yast, TJe IUIOMAAh MEHBINEH NeTaan OyJeT CHIBHO OTIH-
4aTbCs OT OCHOBHOM JIeTasi, Hy)KHO OyAeT MPUMEHSITh MO-
JIeTb ¢ MOJU(DHUIIMPOBAHHBIM UCTOYHHKOM HIIH TIEPEXOANTD
K APYrOMY METO/Y MOJIEITHPOBAHMSI.

Pe3ynbTaThl aHaIHM3a MaKpOCTPYKTYPHI CBAPHOTO COEIIHN-
HEHUsI CBHJETEIbCTBYIOT O TOM, YTO OC3JIKa IIPHU CBapke
T-06pa3HOTrO COeqMHEHUsI MPOUCXOAMT 3a cUeT nedopmaruu
obenx neraneld, mpudyeM aedopManisi IMHUTaTOPa CTYIIHLBI
TIPUBOAMT K 3ariyOJISHHIO CBAPHOTO IIBA B €€ TeJo (puc. 4).
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Puc. 5. Tepmuueckue yukivt 8 n10OCKOCMU CMbIKA
Fig. 5. Thermal cycles in an interface surface

U3 puc. 6 u puc. 7 BUTHO, YTO COCTABJISAIOIIAS HAMpPS-
skeHuit OX, och KOTOPBIX HampaBieHa MapauledbHO JTHH-
HOH CTOpOHE CBapMBAaeMOr0 cedeHHsi oOpasna, He IPEBbI-
mraet 320-350, 35-50 u 15-20 MIla B ob6mactu 10 1 MM 1O
00e CTOPOHBI OT CBapMBAEMOTO CTHIKA, B 00IACTSAX CBBILIE
1 MM OT CBapuBaeMOro CTBIKA CO CTOPOHBI CTYIUIIBI U CO
CTOPOHBI JIONMATKU COOTBETCTBEHHO.

W3 puc. 6 u puc. 7 BUIHO, YTO COCTAaBJISIONIAS HAMpsI-
skeHUil OZ, 0Ch KOTOPBIX HAIpaBlieHA MapaJIeIbHO KOPOT-
KOI CTOpOHE CBapHBaeMOro ceueHHs o0pasla, He IPEBBI-
maet 250-300, 50-80 u 30—40 MIla B ob6xactu 10 1 MM 1O
00e CTOpOHBI OT CBAPHUBAEMOT'0 CThIKa, B 00JACTSAX CBBIIIE
I MM OT CBapMBaeMOro CTBIKAa CO CTOPOHBI CTYIHUIIBI U CO
CTOPOHBI JIONNATKA COOTBETCTBEHHO.

B 30He, He npeBpImaromeii 1 MM B 00€ CTOPOHBI OT CTHI-
Ka, HaOJIF0Jal0TCs CKMMAIOIINE HATIPSDKEHNS, a Aajee 1o o0e
CTOPOHBI OT HEE PACTATHBAIOLINE, YTO KapAHHAIBHBIM 00pa-
30M OTJIMYaeTCs OT 3a(UKCUpOBaHHBIX B padoTax [3; 4] mo
uccienoannio OH myist 06pa3noB ¢ CUMMETPUYHBIM pellbe-
¢oM. Ha puc. 7 4eTko BHUAHO, YTO PACTSTHBAIOIINE HaNps-
JKEHUSI PaCTpeNelsFoTcss HECHMMETPHYHO OTHOCHTENBHO
CTBIKa M NPHUMEPHO B 2 pa3a BbIIIE CO CTOPOHBI CTYIHIIBL
Pacraruaroniyie HanpsHKEHUs B HAIPABICHUU IO KOPOTKOM
cTopoHe B 1,52 pasa Bblilie, 4eM 1o AIMHHOHN. CKUMaroImme
HanpspKeHus 1o HanpasieHuto OZ Ha 15-20 % meHsbIne, yeM
no HarpasneHnto OX. Takoe MOBeAEHUE, CKOPEE BCETO, CBA-
3aHO C BBICOKOH 3()()EKTHBHOCTHIO NPOKOBKHU JJIS CBApHBIX
COEIMHEHUI PaCCMOTPEHHON KOHCTPYKIIHU.

U3 puc. 6 u puc. 7 BUAHO, UYTO COCTABJIAIOLIAsl HAIPSI-
xkeHuil OY, coocHasl HalpaBIEHHUIO BEKTOpA yCHIUS MpPO-
KOBKM B 00JacTW CThiKa, He mpeBbimaer 25-30 u 5—
12 MIla ckuMaronux W pacTATHBAIOIINX HANPSHKEHUN
COOTBETCTBEHHO. JT0 B 8—12 pa3 meHbIe, 9eM y Mpo-
JIOJIBHOW U IONEPEYHON COCTaBIAOLMX. Takoe KpaTHOE

cumwkenne OH o0ObscHseTcs koMOuHanued OByX (hakTo-
POB: 3HAYUTEIHHO OONBLICH MPOTSHKEHHOCTHIO B HAIlpaB-
nenussx OX u OZ otHocutenbHO OY 30HBI HArpeTroro
B npouecce JICT Meramina U KOMIEHCALUEH TeMIepaTyp-
HOM yCaJKW 3a CUeT YyCHIUsA MNpOKOBKH. Hampsokenus
B HANpaBICHHH NPOKOBKUA HMEIOT HESPKO BBIPAKECHHYIO
TEHACHIHIO K POCTY IO MEpPE YMEHBIICHUS HIMPUHBI HIBA
N, 9TO MOXET CBUIETEIHCTBOBATh 00 YBEINYCHUH ACHM-
METPHHU B paclpeeIeHnH HanpsoKeHui u nedopmanuii mo
Mepe yMEHbIIEHUs pasmepa N.

OCHOBHBIE PE3YJIBTATBI

PazpaboranHas 4YHCIeHHas MOJETb HANPSIKEHHO-
Je(opMHPOBAHHOTO COCTOSIHMS TP NMPOKOBKe T-00pa3HbIX
COEJMHEHUI CIIaBOB TUTAHA YYUTHIBAET OTCYTCTBUE CHM-
METPUH TEMIIEPATYPHOTO MOJII OTHOCUTEIbHO IJIOCKOCTH
CTBIKA M TO3BOJISIET MOJIyYUTh PACIpeelieHHe OCTaTOYHbIX
HaNpsKEHUH B 30HE CBAPHOTO COEIUHEHUSI.

ITomydeHnHsle pacrpeeneHusl OCTaTOUHBIX HANPSHKEHUH
OTJIMYAIOTCA OT 3a(MKCUPOBAHHBIX JIPYTUMHU HCCIE0BaTe-
JSIMHU 17151 00pa3LioB ¢ CUMMETPHYHBIM peibe()OM — BO BCEX
HCCIIEIOBAaHHBIX CIIy4dasX CBAPHOW OB IPEJCTABISET CO-
00if 30HY neHcTBHSA CKMMAIOUIMX HampspkeHuil. Makcu-
MaJbHBIE 3HAUYEHUS COKUMAIONINX HANPSHKEHUH B MPOIOITH-
HOM HampaBieHuu coctasistor 320-350 MIla u 250—
300 MIla B nonepe4HoM.

CxuMarone HanpsKeHUs KOMIIEHCHPYIOTCSI pacTAru-
BAIOIMMH HAIPSHKEHUSIMU, paclojaraloluMucs no ooe
CTOPOHBI OT CThIKA Ha PACCTOSIHUU CBBIIIE 1 MM OT Hero.
Bennuuna  pacTAruBarolUX — HaNpsOKEHUH — TOCTUTAET
50 MIla B mpomonsHOM HampasieHun (OX) u 80 Mlla
B noniepeuHoM (OZ), nmpudeM 00JblINe 3HAYSHUS HalpsDKe-
HHH OTMEYEHBI B 00JIee TOJICTOM AETalH.
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Hanpspkerns B HanpaBIeHHH MTPOKOBKH MaJbI MO CPaB-
HEHHUIO C KOMIIOHEHTAMH Gz M Oy, HO MMEETCS] TCHICHIINS
K UX POCTY IO ME€pe YMEHBIIICHHUS IINPUHEI IIBa .
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Abstract: Linear friction welding is an advanced technology for manufacturing titanium blisks for gas-turbine engine
compressors, which are subjected to stringent requirements for cyclic strength and dimensional accuracy. Substitution of
conventional butt joints with more technological T-shape joints is a promising area, which provides reducing of the pre-
welding machining costs. The introduction of T-form joints requires additional research of thermal distribution specifics
and strain-stress state formation in the welding process and after its end. Therefore, the study of residual stresses in titani-
um alloy T-shape joints produced by linear friction welding is topical. The paper investigates the residual stresses in imi-
tating welded blisk joints. The authors consider the results of welding where the blade imitator has a reamed relief of
a smaller section. The finite element model covering forging, cooling, and disassembly of welded specimens is offered.
The authors developed the model in ANSYS Workbench to describe the strain-stress state of welded specimens, which
allows for estimating the residual stress levels and spreading. The main distinctive feature of the model is an accounting of
asymmetric temperature distribution obtained by finite-difference solving of a T-shape joint thermal problem and weld
shape simulation obtained as a result of welded joints metallographic research. The presented model allows the evaluation
of the residual stresses in joints. The distribution of residual stresses in T-shaped welded joints is specific — compressive
stresses existing in a weld are balanced by tensile stresses acting at a distance of 1 mm from the joint. The formation of
compressive stresses in a weld is caused by plastic deformation due to the forging force action.

Keywords: linear friction welding; pressure welding; residual stresses; T-shape welds; stress-strain state; numerical
simulation; titanium alloys; thermal field modeling.
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