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Annomayus: OTHAM U3 BOXHBIX [TAPAMETPOB, BIMSIOMNX Ha (DOPMHUPOBAHKIE CBAPHOTO IIBA NPU CBAPKE TPEHHEM C IIe-
PEMEIINBAHUEM, SIBIIETCS TEOMETPHS MHCTPYMEHTA, KOTOPAask BIMSET Ha MPOLECCH! TEIUIOBBIIENICHNS] U NEPEMEIINBAHUS Me-
TaJIOB B 30He coenuHeHHs. OT MPOTEKAHUs 3TUX MPOLIECCOB 3aBUCUT MOIyYEHUE KAYECTBEHHOTO U IIPOYHOIO CBAPHOIO CO-
eimHeHust 0e3 1eeKToB CIUIONTHOCTH. B CBS3U ¢ 3TUM NpecTaBNseTCs aKTyallbHbIM aHaIU3 BIUSIHUS TE€OMETPUH HHCTPYMEH-
Ta Ha MapaMeTpbl pe)KUMa CBapKH, TIPH KOTOPBIX CBapHOE coeanHeHne GopMupyercst 6e3 Ae()eKTOB CIUIOIIHOCTH, a TAKKe Ha
MIPOYHOCTh CBAPHOTO COEAMHEHUS IIPU CTaTHUECKOM pacTsbKeHUH. B paboTe paccMOTpeHO BIUSHUE LIITHHAPHYECKON 1 KOHHU-
4ecKoil ()opM IHMHA MHCTPYMEHTA, a TAKKe KOHMYECKOH (OopMbI IIMHA ¢ pe3b00iil Ha HAPYKHOW MOBEPXHOCTH U CHHUPAIBLHON
KaHABKOM Ha TOPLIEBOM NMOBEPXHOCTH 3aILICUMKa HHCTPYMEHTA Ha NIapaMETPhl PEKUMA CBApKH, IIPU KOTOPBIX CBAPHOE COEU-
HeHue (opmupyercs 6e3 nedexkToB crutomHocTy. [lokazaHo, 9To M3MeHeHne GopMbl pabouel TOBEPXHOCTH IIMHA C IMINH]-
pHUYECKOM Ha KOHMYECKYIO HE OKA3aJI0 BIMSHUSA Ha JUANa30H apaMeTPOB PEXUMa CBAPKH, IIPH KOTOPBIX CBAPHOE COECANHEHHE
(opmupyetcs 6e3 neeKTOB CIIONIHOCTH. Y CTAHOBJICHO, YTO HAIMYHE Pe3b0bl Ha HAPYXKHOM MOBEPXHOCTH ITMHA M KAHABKH HA
TOPLEBOM TOBEPXHOCTH 3aIJICYMKA MTO3BOJIET TOIydaTh CBapHBIC COCANHEHNS Oe3 1e()eKTOB CIIONIHOCTH B 0oJiee IHPOKOM
JIMara3oHe MapaMeTpoB PEXHMMa CBAPKU IO CPaBHEHHIO ¢ Ooliee MPOCTOil reoMeTpuell MHCTpyMeHTa. PaccMoTpeHa makpo-
CTPYKTypa CBapHBIX COCANHEHUH, MOJIyYCHHBIX NPH MCTIONB30BAHMN PA3JIMYHBIX TEOMETPHIECKNX (OpM MHCTpyMeHTa. YcTa-
HOBJICHO, YTO PaCCMOTPEHHAsI FEOMETPUS MHCTPYMEHTA IPAKTUYECKU HE BJIUACT HA MAKCUMAJIbHBIE 3HAYCHUS IIPOYHOCTH CBap-
HBIX COEIIMHEHHH, OTyIEeHHbIX CBAPKOil TPEHHEM C NTepeMelINBaHleM, 1 TOCTUraeT 95 % OT MpOYHOCTH OCHOBHOTO METaJIA.

Knrouegwie cnoea: capka TpeHHEM C IepeMelInBaHueM; AMTIS; reoMeTpusl MHCTPYMEHTa; MPOYHOCTh CBApHOI'O CO-

eanHeHUsI 0e3 1e(h)eKTOB CILUIOIIHOCTH.
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BBEJIEHUE

OmHUM U3 COBPEMEHHBIX MPOTPECCUBHBIX CIIOCOOOB CO-
SIMHEHUS] METAJUIOB SBJICTCS CBapKa TPEHHEM C IepeMe-
nmBanueM (CTII). Capka BwImodHsEeTCs 0e3 pacruiaBie-
HUSI COCJIMHSAEMbIX MaTepUaliOB, YTO O3HAYAET OTCYTCTBHUE
B COCOAMHCHUU Jle(beKTOB, XapaKTCPpHBIX IJId AYTOBBIX CIIO-
co60B cBapku. O0ecrnieunBaeTcs BHICOKasi MPOYHOCTh CBAp-
Horo coeauHeHust — 10 90-95 % OoT mpoYHOCTH OCHOBHOTO
Meraia [1; 2], a mony4YeHHblEe CBapHbIE COCTUHEHMS Xa-
PaKTepU3YIOTCS MUHUMATBHBIMHA JAe()OpMaIisiMH.

W3BecTHO, YTO TeoOMeTpUs HMHCTPYMEHTa OKAa3bIBacT
CYIIECTBEHHOE BIIMSHUE Ha IPOIECCHl IIACTHYECKOTO Je-
(opMHpOBaHUS W TIEpeMEIIUBaHUS MeTauia, (hOpMHUpOBa-
HHE CTPYKTYpBbI, IPOLIECCHI TEIIOBBIACICHHUS B 30HE CBAPKH
U MEXaHMYECKHE CBOMCTBa CBapHOro coenuHeHust [3-5].
OHa Taxke WrpaeT BaXHYIO pPoib B (DOPMUPOBAHHHU Kade-
CTBEHHOTO CBapHOTO COeTUHEHHs 0e3 1e(eKToB.

B Hacrosiiiee BpeMsi TeOMETpHUsi HHCTPYMEHTa XapaKTepH-
3yeTcs IMHUPOKUM pasHoobOpasueM [6—8]. MHCTpyMeHT cocTouT
U3 JIBYX OCHOBHBIX 3JIEMEHTOB: [TMHA M 3aIlIeurKa, 00a yJacT-
BYIOT B TIPOIIECCE MEpEMENTBaHUI MeTailia [3] U OKa3hIBAIOT
CIJIBHOE BIMSTHHE Ha TSUCHHE METaJlIa B TIPOIIecce CBapKH [9].

[TnH MHCTpYMEHTa B OCHOBHOM OTBEYAET 3a JOCTATOYHO
CIIOXHYIO TPAaeKTOPHIO TEUYEHUS IUIaCTH()HUIIMPOBAHHOTO
Matepuana npu capke [10]. ['eomerprueckast popma mrHA
MHCTPYMEHTA OKa3bIBaeT CYIIECTBEHHOE BIMSHHE Ha TPO-
IIECCHI BBIJICTICHUS TEIUIOTHI B 30HE COEIMHEHUS] METAJlIOB,
a KOJIMYECTBO TEIUIOTHI, B CBOIO OYepe/Ib, BIUSACT HA CTPYK-
Typy LIBa, IIUPUHY 30HBl TEPMUYECKOTO BIMSHUSI U Kade-
CTBO CBapHOro coenuHeHus. Kpome toro, ¢popma niHa nH-
CTpyMEHTa BIMSET Ha IPOYHOCTH cBapHOro msa [11]. ITun
B OOJIBITMHCTBE CITy4aeB MMEET LMIMHAPHUYECKYIO WA KO-
HUYECKYIO MOBEPXHOCTh. [IpM MCHONB30BaHUM IHMHA C KO-
HUYECKOI MOBEPXHOCTHIO yrojl KOHYyCa, KaK INPaBUIIO, HE
npessimaet 20°, 4To CBA3aHO CO CHW)KEHHEM IPOYHOCTH Ha
pacTshKeHHE W OTHOCHTENILHOTO Y/UTMHEHHS MpH OOJBIINX
yriax. Ha KoHHMYeckoll HOBEpXHOCTH NMUHA MOTYT OBITH
KaHaBKH, Pe3bOBI M JIPyTHE AJIEMEHTHI, 00ecreunBaromne
yIpaBiIeHHE TEYEHHUEM IUTACTU(GHUIIMPOBAHHOTO MaTepHaa.
[IpuMeHeHNe KOHMYECKOTO MHHA C pe3b0oii obecreunBaet
my4mee nepememBanne metamia [12; 13]. IlepememuBa-
HHE MeTajjla HECKOJBKO Pa3 Mepes €ro OCaKIACHUEM CIIO-
COOCTBYET yAJICHUIO TIOP U PAa3PYIICHUIO OKCUJIOB.

YcTaHOBIIEHO, YTO HANMYKE Pe3bObl Ha TIMHE BHI3BIBAET HE-
0OJIBIIIOE TTOBBIIIEHNE TEMIIEPATyphl BOJIM3HM NIMHA U yCHITUBAET

Frontier Materials & Technologies. 2024. Ne 2

43


mailto:igor.zybin@mail.ru
https://orcid.org/0000-0002-5738-4231

3p10uH U.H., By3bipeBa [I.A. «BiMsiHHe reoMeTPUU HHCTPYMEHTa Ha (JOPMUPOBAHHE CBAPHOI'O COCAMHEHHUS...»

TeUeHHe MeTaia U ero mepememmBanue [14]. JInametp
MIIHA, KaK IPABUIJIO, COU3MEPHUM C TOJIIIUHON COCANHIEMBIX
00pa3IoB, a ero AJIMHA MEHbIIE TONIIMHBI METalla Ha Jie-
csiThle Hosn MuuTIMeTpa. KoHer mrHa OOBIYHO BBITONHS-
0T IUIOCKUM WIH cdepudeckoir Gopmel. IlepBrrii nerde
HW3TOTOBHTH, TOT/Ia KaK BTOPOH oOecmeymBaeT MEHBIIHN
M3HOC HHCTPYMEHTA.

dopma 3amieyrka HHCTPYMEHTa MOXKET OBITh IJIOCKOH,
BOTHYTOH ¥ BBINTYKJIOH. TopleBas MOBEpXHOCTH 3aIUICUUKa
MOXET OBITh TJIaJKOW WIIM C HAaHECEHHBIMH Hace4yKaMH,
KaHaBKaMH M JIPYTUMHU dJleMeHTaMu. Hanuuue pasznuaHbIx
BBICTYIIOB Ha IOBEPXHOCTH 3aIlleuyMKa MHCTPYMEHTa, Ha-
MIPUMEpP CIHPATBHON KaHABKH, CIOCOOCTBYET JyUIIEMY IIe-
pPEMEIINBAHUIO METAJIA. 3aljedlK HHCTPYMEHTa Hapsimy
C NMHOM o0O0ecIeynBaeT HEOOXOOMMOE TEIUIOBBIIEIIEHNE
B 30HE €ro TPEHHS CO CBapUBAEMBIMH AeTansiMu. Kpome
TOTO, OH OOECIICUYMBAET YIUIOTHEHHE METalla U €ro Ipo-
KOBKY B IIPOLIECCE CBAPKH.

[Ipu BBIOOpE pa3MepoB MHCTPYMEHTA Ba)KeH BHIOOp OT-
HOLLIECHUS JuaMeTpa 3aluleyuKa K IUaMeTpy [UHA HHCTPY-
MEHTa. DTO OTHOIIIEHHE UrpacT BaXXHYI0 pOJib B BBIJACIICHUN
TeIia, a TakXKe MepeMelBaHuy MeTawia npu ceapke. Co-
rimacHo paboram [15; 16] 3T0 OTHOIIEHWE PEKOMEHIYETCS
BEIOMpaTh Ookoio 3:1. B aToMm cirydae obecriedunBaeTcs Jyd-
1ee N3MeNb4YeHNE 3epHa ¥ BBICOKast IPOYHOCTH COSANHEHHSI.

B pabore [17] Ha mpuMepe CBapHBIX COCAMHCHHHA W3
ITIOMHHHEBOTO CIIIaBa AMrS5 1Mokas3aHo, 4TO HaIlpaBJICHHE
MpoKaTa BIHMSIET HA IPOYHOCTHBIE XapAKTEPUCTUKH IOIY-
JaeMOro CBapHOTo coenuHeHHs. HeoOXoanmo 3TO ydHTHI-
BaTh IIPH MOJy4eHUHU cBapHBIX coequHenuit CTIL

OnHUM U3 BaXXHBIX MapaMeTPOB CBApKHU SIBIAETCS MPOM3-
BOJMTENILHOCTh TIPOLIECCA, ITOBBICHTH KOTOPYIO MO3BOJISIET
yBEJIMYEHHE CKOPOCTH cBapku. OIHaKo He BCEraa BO3MOXKHO
YBEJIMYUTH CKOPOCTH CBAPKH M TIPH 3TOM 00ECIIEUUTh CBAPHOE
coenHeHne 0e3 1e(eKTOB CIUIOMIHOCTH B 30HE COCIMHEHMSI.
[MosToMy HEOOXOIMMO 3HATh, MO3BOJSIET JIM YCJIOXKHEHHE
TeOMETPHM WHCTPYMEHTA PACIIMPHUThH IMAlla30H MapamMeTpoB
peXxnMa CBapKH, IPH KOTOPOM OOeCIeurBacTcsl MOJydeHHe
CBapHOTO COEIMHEHUs 0e3 Ne()eKTOB CIUIONIHOCTH, M MOXKHO
JIM TIPY 3TOM YBEJIUUYHUTH CKOPOCTH CBapKH. OTMETHM, YTO TIPH
CTII ckopoCTb CBapKM M YacTOTa BpAIIEHUs MHCTPYMEHTa

B3aMMOCBSI3aHbL. [Ipn yBENMUEHWM CKOPOCTH CBAapKH, Kak
MPABUJIO, CIEAYeT KOPPEKTHPOBATh U YAaCTOTY BPAILCHUS HUH-
CTpyMEHTa. DTH MapaMeTpsl HANPSMYIO BIUSIOT Ha TPOLIECCHI
TEIUIOBBIICTICHHS B 30HE COeqUHEHNs MeTaoB. Hexoctatou-
HOE WIIM YPE3MEPHOE BBICIICHHE TETUIA B 30HE CBAPKU MOXKET
MPUBOAUTS K TOSIBIICHHIO JE(EKTOB.

B nureparype uMeeTcst 3HaUNTENIBHOE KOJIMYECTBO PadoT,
MOCBSIILICHHBIX M3YYEHHIO BIUSHUS F€OMETPUM MHCTPYMEHTa
Ha TIOJNly4eHHE CBapHOTO COEJVHEHUS W3 aIOMHHHEBOTO
criaBa AMrS. B OONBIIMHCTBE CIydacB Ui 3TOrO MaTepHa-
Jla paccMaTpUBAIOTCS HE3HAYMUTENbHbIE U3MEHEHHs MapaMeT-
PoB mporiecca (Kak MpaBHIIO, YaCTOThI BPAIlEeH!Us HHCTPYMEH-
Ta W CKOPOCTH CBapkw). [ TyOmMHA BHEAPEHUS MHCTPYMEHTA
B 00paser 9acTo IPHHNMAETCS TOCTOSHHON BETIMIHHOMN, XOTS
OHa OKa3bIBACT CYIECTBEHHOE BIMSIHUE HA Ipolecc GopMu-
pOBaHHS CBapHOTO coeanHeHns. [103ToMy BBI3BIBaECT HHTEPEC
WCCIICIOBAaHUE BIMSIHUA Pa3INYHBIX (OPM I'€OMETPUH HHCT-
pYMEHTa Ha mapaMeTpbl peKIMa CBapKH MPH pa3HON ITyOnHE
BHEZIPEHMs] HTHCTPYMEHTa B 00pasell.

Ienp paboTHl — HCCNEAOBaTh BIMSHHUE T€OMETPUH WH-
CTpyMEHTa Ha IapaMeTphl pekuMa CBapKH, 00ecreunBaro-
IIMe OTCYTCTBUE JE(HEKTOB CIUIOIIHOCTH B 30HE COEIMHE-
HU MCTAJIJIOB, U HA IPOYHOCTH CBAPHOI'0 COCAMHEHUA TPU
CTaTHYECKOM PaCTSDKCHHU.

METOJUKA ITPOBEJEHUSA UCCJIEJOBAHUA

Jlns mpoBeneHHs SKCTIEPUMEHTANBHBIX HCCIICIOBAHUH
no CTII ucronb30BaIych JIUCTHI U3 allFOMUHHEBOTO CIUIaBa
AMTrS TonummHON 5 MM, CBapKa BBINOJIHIIACH BCTHIK. [ eo-
METpUYECKHE TMapaMeTpbl HHCTPYMEHTa: AMaMeTp IHMHA
y ocHOBaHuA 6,5 MM, nuaMeTp 3arieunka 18,5 MM, miuHa
nuHa 4,75 mM. ToplieBas MOBEPXHOCTh MHHA 3aKPYTJICHA.
Yron xoHyca MOBepXHOCTU IMUHA cocTaBisil 20°. MHCTpy-
MEHT OBUI M3rOTOBJICH U3 JIerupoBaHHOH cTanu 4X5SMP1C
(FOCT 5950-2000) u 3akanen mpu Temnepatype 1020 °C,
a 3aTeM MOJABEpHYT oTiycky mnpu Temneparype 500 °C.
TBeprocTs paboueil MOBEepXHOCTH HHCTPYMEHTA COCTaBHIIA
53...57 HRC.

[Ipn npoBeneHnn nccne0BaHN NPUMEHSUIUCH TPH BHU-
Jla HHCTpyMeHTa (puc. 1).

Puc. 1. I'eomempuueckue popmor uncmpymenma ons CTII:
a — UHCMPYMeHm ¢ YUIUHOpUuieckoll hpopmou nuna; b — uncmpymenm ¢ Konuueckoi opmoii nuna;
€ — UHCIPYMEHM ¢ KOHUYeCKOU popMotl nuHa ¢ pe3b0oll U KAHABKOU HA MOPYeBOli NOBEPXHOCU 3anievuKd
Fig. 1. Geometry of a tool for friction stir welding:
a — tool with a cylindrical shape of the pin; b — tool with a conical shape of the pin;
¢ — tool with a conical shape of the pin with a thread and a groove on the end surface of the tool shoulder
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CBapKka BBINOJHSIIACH Ha BEPTHKAIBHO-(DPE3CPHOM CTaHKE
FSS-400R (bemapycp), y KOTOpPOTO INMHHAEIH MMEET BO3-
MOXKHOCTb Pa3BOPOTa OTHOCHTEIIHHO BEPTHUKAIBHOW OCH Ha
yrox +45°. Yronm HakJIOHA MHCTPYMEHTAa K BEpTHKAIH OBLI
TIOCTOSIHHBIM M cOCTaBILsUT 2°. YacToTa BpalieHHus: ¥ CKOPOCTb
CBApKH MEHSUIHCH AUCKpeTHO. CBapKka 00pa3LoB BHIOIHSIACH
Ha MOAJIOKKE B BHJAE aucTa u3 cramu 20 TommuHoi 10 Mm.
Hanpagienne npokata [uist Bcex 00pa3noB ObUIO 0JJMHAKOBBIM
W BBIOpPaHO NEPHEHIUKYJSIPHBIM CBapHOMY wHIBY. Kpomku
COEJIMHSEMBIX TIOBEPXHOCTEH Iepes; cBapKoi (pe3epoBaich
1 00e3KUPUBATUCH alleTOHOM. [lapaMeTpbl peXHMOB CBapKH
(Tabnuma 1) paccMaTpHBajIvCh B LIMPOKOM JUAIa30HE U IMOA-

OMpaITICh ¢ YIeTOM BO3MOKHOCTEH MPUMEHSIEMOTo 000pyIo-
BaHUSI NP PA3HBIX 3HAYCHMSIX BHEAPEHHUS 3aIlICUMKa HWHCT-
pymeHTa B oOpasern. [ myOnHa BHeIpeHHUs 3aruieynka B oOpa-
3e1] Haxoauiaack B auanasone 0,05...0,4 mm.

VcnelTaHuss Ha CTAaTHYECKOE PACTSKEHHE CBapHBIX
00pa3oB MPOBOIUINCH HAa Pa3phIBHON HCHBITATEIBHON
yauBepcaibHoi MamuHe P 5092-100 (Poccust). Pasme-
pBI 00pa3IoB MpeacTaBiIcHBI Ha puc. 2. J{ns mpoBeneHus
UCIBITAaHUI B OJTHOM U TOM XK€ peXuMme OBbLIO HOJArOTOB-
JIEHO He MeHee 3 o0pa3ioB. Ha puc. 3 mokasaHsl mpuMe-
pBl 00pa3oB [UIsi MPOBEJCHHUsI UCIBITAHUI Ha cTaTuye-
CKOE pacTsDKeHHE.

Taobnuya 1. 3nauenus napamempog percumos C8apKu aromMunueso2o cnaiaga AMe5
Table 1. Values of welding mode parameters for AA5083 aluminum alloy

YacroTa BpameHus CkopocTh cBapkH,

YroJ1 HAKJI0HA HHCTPYMEHTA

I'nyOuna BHepeHUs 3aIIEYHKA

HHCTPYMEHTA, 00/MUH MM/MHH K BepTHKaJIH, ° HHCTPYMeHTAa B o0pa3zel, MM
450-1400 31,5-120,0 2 0,05-0,40
Q

T N I Y §

I

R R25
35 80 |
150

Puc. 2. 'eomempuyeckue pazmepvl 006pasya Osl UCRBIMAHUL HA CMAMUYECKOe PACMSNCEHUE
Fig. 2. Geometrical dimensions of the specimen for static tensile tests

Puc. 3. Obpasyvi 0151 nPoedeHst UCRbIMAHULL HA CMAIMUYECKOe PACMAICEHUEe
Fig. 3. Specimens for static tensile tests
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PE3YJIbTATBI HCCIIEJJOBAHUA

[Tocyie mpoBeaeHUsT IKCIEPUMEHTAIBHBIX HUCCIEN0Ba-
HUH B BHIOpaHHOM JMana3oHe MapaMeTpoB pexuMa
CBapKu OBLT PaCCMOTPEH BHEIIHUN BUJ CBAPHBIX COEIU-
HEHUIl ¥ BBINOJHEHBI MakpOUUIN(BI IONEPEYHBIX ceye-
HUH CBapeHHBIX 00pa3LOB JAJS BBHISBICHUS BO3MOXHBIX
Ie(heKTOB CIUIOITHOCTH.

AHanmn3 MakpouutngoB TOKasal, 4TO MPH CBapke 00-
pa3LoB MHCTPYMEHTaMU C HWIMHAPUYECKON U KOHMYECKON
moBepxHOCTAMHU THA (puc. 1 a, 1 b) cBapHOE coennHeHHE
0e3 nedekToB CIUTOITHOCTH OBUIO MOJYYEHO IPHU CIENYI0-
IUX peXHMax CBapKW: 4acTOTa BpAIIEHHS HHCTPYMEHTA
450-560 00/MuH, cropocTh cBapku 31,5-50 Mmm/MuH, TITy-
OWHa BHEJPCHUS 3aIUICYMKa MHCTpyMeHTa B obpaser 0,05—
0,4 mM. OTMeTHM, UTO NIPU YACTOTE BpAILEHHUs] HHCTPYMEH-
ta 710 06/MuH, ckopocTH cBapkd 50 MM/MHH W TITyOHHE
BHE/IPEHHUS 3aljieuuka HHCTpyMeHTa B fetans ot 0,1...0,15
10 0,4 MM Taroke OBUIM TIOJy4EHBI CBapHBIC COEIMHEHUS
0e3 medexToB B 30HE coeauHeHMs. [1py T1yOrHEe BHEApEHUS
3amneynka B getans g0 0,1...0,15 MM B KOpHE CBapHOIO
mBa, KaK IpaBwio, Habmomancs Hemposap. [Ipu rioyOune
6omee 0,4 MM Ha mepudepur CBapHOTO COCTMHEHUS Ha-
OIroiasIcsl 3HAYMTENBHBIM I'paT BCICACTBHE BBIAABIMBAHUS
OoubiIoro oobeMa MeTasia B 3Ty 30Hy. [Ipumeps! BHelHe-
ro BHJa U MakpOUUTU(OB CBAPHBIX COEAWHEHUH, OIy4eH-
HBIX MHCTPYMEHTAMH C IWIMHAPUYECKOH W KOHHYECKOM

MOBEPXHOCTSIMH ITMHA HAa Pa3HBIX PEKHMaxX CBapKH, MOKa-
3aHEI Ha pucC. 4, 5.

Amnanmu3 MakponuTudoB, TOyYSHHBIX TIPH CBapKe 00pas-
LIOB MHCTPYMEHTOM C KOHHMYECKOH ITOBEPXHOCTHIO ITHHA
(puc. 1 c), koTOphIl MMeeT pe3b0y Ha HapyXHOU MOBEPXHO-
CTH ¥ CIHMPAIBHYIO KaHaBKY Ha TOPLEBOM MOBEPXHOCTH 3a-
IJIeYHKa, TI0KAa3aj, 4TO CBApHOE COeAUHEHUe 0e3 nedeKToB
CIUIOIIHOCTH OBLIO MOJNY4EHO IpH CIECAYIOMUX PEeXUMax
CBapKH: YacToTa BpamieHus nacrpymenTa 450—1120 o6/muH,
ckopocTh cBapku 31,5-125 mm/muH. [Ipumepbl BHemIHero
BUJIa ¥ MakpoUUIHM(OB CBapHBIX COCIMHEHUH, MOIYyYEHHBIX
Ha pa3HbIX PEeXKNMax CBapKH, OKa3aHbI Ha puc. 6, 7.

3HayeHNs JUANa30HOB MAPaMETPOB PEXMMa (YaCTOTHI
BpallleHUss MHCTPYMEHTa M CKOPOCTH CBapKH) U1 BCeX
PacCMOTPEHHBIX HHCTPYMEHTOB IIPEACTABICHEI Ha pHC. 8.

Brue 30H 1 u 2, yka3aHHBIX Ha pHC. 8, CBApHOE COCIMHE-
Hue 0e3 neeKTOB CIUIOIIHOCTH INOIYYUTh HE YAAloCh.
Bunpl ocHOBHBIX Ie()EeKTOB CBapHBIX COCAMHEHUH, MOIY-
yeHHbIX pu CTII, mpencraBieHs! Ha puc. 9.

[lpyn ucronbp30BaHMM WHCTPYMEHTOB C TJIAAKOHM IO-
BepXHOCThIO THHA (puc. 1 a, 1 b) Ha makpouudax morme-
pPEUYHBIX CEYEHHH CBAapHBIX COCAWHEHUI JIyKOBHYHAS
CTpYKTypa oTcytcTBoBana (puc.4b, 5b). [Ipu npumene-
HUM MHCTPYMEHTa C pe3b00il Ha HapyKHOW HOBEPXHOCTH
muHa (puc. 1 ¢) Ha Makponuirdax ObUIa BUIHA TYKOBUYHAS
cTpykTypa (puc. 6 b, 7 b).

Puc. 4. Buewnuii 6uo (a) u maxpouwnug (b) nonepeunoco cevenus c6apHo2o coeouHeHus,
NONYYEeHHO20 UHCIMPYMEHMOM € YUAUHOpUYecKol opmotii nuna (puc. 1 a).
Tapamempur pesicumos céapku: yacmoma epawjenus uncmpymenma 560 o6/mun, ckopocme ceapxu 50 mm/mun,
2nybuHa eHedpenus 3anieuuxa uHcmpymenma 6 oopazey 0,07 mm
Fig. 4. Appearance (a) and macrosection (b) of the cross section of the welded joint
produced by a tool with a cylindrical pin shape (Fig. 1 a).
Welding mode parameters: tool rotation frequency is 560 rpm, welding speed is 50 mm/min,
and the depth of tool shoulder penetration into the sample is 0.07 mm

b

Puc. 5. Buewnuii 6uo (a) u maxpournugh (b) nonepeunozo ceuenus ceapnozo coeounenus,
NONYHEHHO20 UHCIPYMEHMOM C KOHU4ecKou ¢hopmoti nuna (puc. 1 b).
Tapamempoi pescumos ceapku: yacmoma epaujerus uncmpymenma 450 o6/mun, ckopocms ceapku 31,5 mm/mun,
2nybuna enedpenus 3aniequxa uncmpymenma 6 oopasey 0,05 mm
Fig. 5. Appearance (a) and macrosection (b) of the cross section of the welded joint
produced by a tool with a conical pin shape (Fig. 1 b).
Welding mode parameters: tool rotation frequency is 450 rpm, welding speed is 31.5 mm/min,
and the depth of tool shoulder penetration into the sample is 0.05 mm
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a b

Puc. 6. Bunewnuii uo (a) u maxpouriugh (b) nonepeunozo ceuenusi c6apHozo coeOuneHust, NOIYYEHHO20 UHCIPYMEHMOM
€ KOHU4ecKo popmoti nuna ¢ pe3vboll U CNUPAIbHOU KAHABKOU HA MOPYeBOll NOGEPXHOCMU 3anjieduka uncmpymenma (puc. 1 c).
Tapamempor pesxcumos ceapku: yacmoma epawjenus uncmpymernma 710 06/mun, ckopocms ceapku 50 mm/muH,
2nybuna eHeopenus 3anievurxa uncmpymenma 6 oopaszey 0,06 mm
Fig. 6. Appearance (a) and macrosection (b) of the cross section of the welded joint
produced by a tool with a conical pin shape with a thread and a spiral groove on the end surface of the tool shoulder (Fig. 1 c).
Welding mode parameters: tool rotation frequency is 710 rpm, welding speed is 50 mm/min,
and the depth of tool shoulder penetration into the sample is 0.06 mm

a b

Puc. 7. Bnewnuii 6uo (a) u maxpownug (b) nonepeunoco ceuenus ceapnoeo coeOureHust, NOJIYYEeHHO20 UHCIPYMEHMOM
¢ KOHUYeCKoU (hopMotl nuHa ¢ pe3bOoll U CNUPATLHOU KAHABKOU HA MOPYesoli NOGEPXHOCMU 3anieyuxa unempymenma (puc. 1 c).
Tapamemper pexcumog céapku: yacmoma gpawenusi uncmpymenma 1120 o6/mun, ckopocms céapru 125 mm/mun,
2nybuHa eHedpenus 3anieduxa uHcmpymenma 6 oopasey 0,07 mm
Fig. 7. Appearance (a) and macrosection (b) of the cross section of the welded joint
produced by a tool with a conical pin shape with a thread and a spiral groove on the end surface of the tool shoulder (Fig. 1 c).
Welding mode parameters: tool rotation frequency is 1120 rpm, welding speed is 125 mm/min,
and the depth of tool shoulder penetration into the sample is 0.07 mm

n, o6/muH
1120 : R

900
710 A

560

450
31,5 40 50 63 80 100 125 S, mm/mun

Puc. 8. Yacmoma eépawenus (n) u ckopocmsv céapku (s) npu nonyueruu cmuikosvix coeourenuii CTII:
1 — 30Ha omcymemeust deghekmos CHAIOWHOCIU (YUTUHOPUYECKAsL U KOHUYeCKds (popMa NUHa uHcmpymenma oe3 pe3vovl);
2 — 30Ha omcymcmeus 0eekmos cnIouHoCcmu (KOHUYecKkas popma nuna ¢ pe3vbooil u CNUpanbHoll KAHABKO
Ha Mopyesoli N08ePXHOCMU 3aNAEHUKA UHCIPYMENMA), 8KII0YAIOWds 8 cebs 301y 1;
3 — 30na nanuuus deghekmog cniownocmu (01 Cex MUno8 UHCMpPYMeHmog)
Fig. 8. Rotation frequency (n) and welding speed (s) when producing butt joints by friction stir welding:
1 — zone without continuity defects (cylindrical and conical shapes of the tool pin without a thread);
2 — zone without continuity defects (conical shape of the pin with a thread
and a spiral groove on the end surface of the tool shoulder), including zone 1;
3 — zone with continuity defects (for all tool types)
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a

b

Puc. 9. Ocnosnvie 6udbt depexmos ceéapuvix coedunenutl, noryuennoix npu CTII:
a — Henposap 8 KopHe céapHo2o wed; b — necnnaenenue
Fig. 9. Main types of defects of welded joints produced by friction stir welding:
a — faulty root fusion; b — lack of fusion

Taonuya 2. llapamempol percumos ceapku u npedeivl RPOYHOCHU C6APHBIX COCOUHEHUTL, NPU KOMOPbIX 00eCneuusaiocy

nojiyyeHue ceapHoco coeduneHus bes ()ed)ekmoe cnjiowHocmu

Table 2. Welding mode parameters and ultimate stress limits of welded joints, which ensured the production

of a welded joint without continuity defects

IlapaMeTpsbl pe:KkUMOB CBapKH

JInanazon

YacroTa BpameHust
MHCTPYMEHTA, 00/MHH

CkopocTb cBapKH,
MM/MHH

npeesia MPoOYHOCTH,
(cpenHee 3Ha4YeHUE),
MIla

I'1y6uHa BHeApeHUS 3aIlIeYMKa
HHCTPYMEHTA B 00pa3ew, MM

HHcTpyMeHT ¢ nuaMHaApuyeckoii popmoii nuna (puc. 1 a)

450-560 31,5-50,0 0,05-0,40
304,3-318,8 (310,4)
710 50,0 (>0,10...0,15)-0,40
HMHcTpyMeHT ¢ koHn4eckoii ¢popmoii nuna (puc. 1 b)
450-560 31,5-50,0 0,05-0,40
308,5-313,6 (311,5)
710 50,0 (>0,10...0,15)-0,40

HHcTpyMeHT ¢ KoHHYecKoii ¢popMoli MUHA ¢ pe3b00ii 1 KAHABKOW HA TOPLEBOIi MOBEPXHOCTH 3amjieduka (puc. 1 ¢)

450-1120 31,5-125,0

0,05-0,40 306,0-313,4 (309,7)

[Ipu poBeneHNH HCIBITAHUA HA CTATHYECKOE PACTSKE-
HHUE CBapHbBIX 00pa3loB 0e3 Ne(eKTOB CIUIONIHOCTH, MOITY-
YEHHBIX C MPUMEHEHHEM pa3HOH (GOpMBI HHCTPYMEHTA, OBbI-
T TIOJYYEHBI 3HAYCHUS Tpejeria MPOYHOCTH, PEICTABICH-
HbIe B Tabnuile 2. B tabnuiie mpeacTaBicHbl 3HAUCHHS TIpe-
JieJ1a MPOYHOCTH C yKa3aHHWeM JIMaIia30HOB PEXKUMOB CBAPKH.

[Ipo4YHOCTH OCHOBHOTO MeTajljla Ha CTaTHYeCKOe pac-
TSOKEHHE COTJIACHO KCIIEPUMEHTaJIbHBIM JJaHHBIM COCTa-
Buia 327,1 MIla (cpennee 3HaueHue). HampaBrneHue
mpokaTa B 3THUX 00Opaslax COBIIaJalio C HaIlpaBICHHUEM
pacTSATHBAIOIIETO YCIIHS MPH UCIBITAHUSIX HA CTaTHYe-
CKO€ pacTsIKECHHE.

OBCYXIEHUE PE3YJIbTATOB

AHanu3 pe3ynapTaToB IMOKa3aj, YTO B CIydae BCEX pacCMOT-
peHHBIX (opM paboyeii MOBEPXHOCTH HHCTPYMEHTA OBLIH IO~
JIy4eHBI CBapHBIE COSTMHEHNS 03 Ie(heKTOB CILIONTHOCTH.

Nudopmanuss 00 H3MEHEHWUW JUANa30HOB IMapameT-
POB peXHMa CBapKH (YacTOTHI BpAIleHHS WHCTPYMEHTa
W CKOPOCTH CBapKH) Il MOJy4eHHS Oe3me(eKTHBIX
CBapHBIX COEIMHEHUH C yKa3aHMEM 3HA4Y€HUU JTUX Ia-

paMeTpoB IpH IPUMEHEHINN HHCTPYMEHTa 0e3 pe3b0Obl Ha
MUHE, a TaK)Xe ¢ pe3b00il HA MMHE U CHUPAIEHON KaHaB-
KOW Ha TOpIle 3aIUIeYWKa MHCTPYMEHTa B paboTax Apy-
TUX aBTOPOB OTCYTCTBYET.

YceTaHOoBIIEHO, UTO I LAIMHAPUYECKON U KOHUYECKOU
q)OpM IIMHa COBIAAAIOT JUarla3OHbl 4YaCTOTHI BpaIJ_IeHI/IH
U CKOPOCTH CBapKH, NMPU KOTOPBIX O0ECIICYMBACTCS IMOJTY-
YeHHE CBApPHOIO COCAMHECHUS 0€3 Ne(PEKTOB CILIONIHOCTH.
BrnusiHus 3aMeHBbl HIWIMHPUYECKON (OPMBI IMHA Ha KOHH-
YECKYI0 Ha TapaMeTphl PEeXMMOB CBApKU U MOTYYCHHUS
Oe3meeKTHRIX CBapHBIX COCTUHECHUH B HACTOSIIEH pabote
BBISIBJIEHO HE OBLIO.

Pe3nba Ha Hapy>KHOU MOBEPXHOCTH MUHA M CIIHPAIbHAS
KaHaBKa Ha TOPICBOW IMOBEPXHOCTH 3aIUICUYUKA HHCTPY-
MeHTa (puc. 1 ¢) 3HAYUTETHHO YIIYUYIIAT YCIOBHS (OPMHU-
POBaHUS CBAPHOTO COCIMHEHUS, YTO MO3BOJHIIO MOJIYIHUTH
CBapHBIE COeMMHEHUs 0e3 Ne(EeKTOB CILIOMIHOCTH B Oojiee
MIMPOKOM JIHAIa30He MapaMeTpoB peXUMa CBApKH (4acTO-
TBHI BpaleHUs] ¥ CKOPOCTU CBAapKH) 1O CPABHEHHIO C MHCT-
pymeHTOM ¢ Ooiee mpocroil reomerpmei (puc. 1 a, 1Db).
brnarogapst yBeNMYeHHIO CKOPOCTH CBAPKH MOXKHO YBEIH-
YUTH IPOU3BOUTEIHHOCTD MpOIIecca.
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HempoBap B kopHe mBa (puc. 9 a), Kak mpaBuiIo, Xapak-
TepeH s HeOOJIBIIOro Yrciia 000POTOB M OOJBIION CKO-
pOCTH CBapKH, YTO NPUBOAMT K HENOCTATOUYHOMY HepeMe-
IIMBAaHMIO W IUIACTU(GMKAIIMKM METaula W IMOJABOIY TeIia
B 30HY cBapku. Hecrumanerue (puc. 9 b) wacto Habmoma-
JIOCH TIpH OOJBIIOM YHUCIIE 0OOOPOTOB M PA3IMYHON CKOPO-
CTH CBapKH, YTO, BEPOSTHO, OOYCJOBJIEHO YpE3MEpPHBIM
TEIUIOBBIJICJICHUEM B 30HE COSIMHEHUS METAIIIOB.

Hannuue iyKOBUYHON CTPYKTYpBI B CBapHBIX COEIMHE-
HUSIX, MOJYYEHHBIX MHCTPYMEHTOM C IHHOM, HMMEIOLINM
pe3b0y Ha Hapy>KHOW MOBEPXHOCTH, M CO CHHPAIbHOH Ka-
HaBKOH Ha TOPLEBOIl MOBEPXHOCTH 3arjIeYuKa 00bICHIETCS
TEM, YTO CJIOM METaJlIa BBIIABINBAIOTCS IO PE3bOOBOI Ka-
HaBKe NHWHA NPHU KaxJIoM oOopoTe mHCTpymeHTa. Dopma
JYKOBHYHBIX KOJEIL, OOYCIIOBJICHHAs Pa3IMUHBIM pacrpe-
ZIeIEHUEeM pa3MepoB 3epeH o crupand [18], xapakrepHa
IIpU IPUMEHEHUH MHCTPYMEHTA C MMUHOM, NMEIOIINM Pe3b-
Oy Ha TOBEPXHOCTH, IUIS MOJTYYEHHS CBAPHBIX COCTUHEHUN
13 aJIIOMHMHHMEBBIX CIUIABOB, B TOM 4Hcie M3 ciuiaBa AMrS
[19]. Ilpu nmpuMeHeHNN UHCTPYMEHTA C TJIaKOW Hapy KHOM
MIOBEPXHOCTBIO MMHUHA METaJJ IEpeMEIIMBAaeTCs B 30HE
CBapKH IOCTOSSHHO U MOHOTOHHO, a He mpepbIBUcTO. Hamu-
YHe JIyKOBUYHOM CTPYKTYpBI XapaKTepHU3yeT JIydlIne YCIo-
BUSI (JOPMHUPOBAHKS CBAPHOTO IIIBA, YTO ITO3BOJIAET HCIIOJb-
30BaTh 0oJiee BBICOKHE CKOPOCTH CBapKH ISl ITOJTydCHUS
CBapHBIX COCTUHEHHH 03 1e(heKTOB CIUIOIIHOCTH.

Pe3p6a Ha MOBEPXHOCTH IMHHA CHOCOOCTBYET OOIBIIEMY
N3MENBbUCHNIO 3€pHAa B 30HE cBapHoro coenuHeHus. Co-
IJIACHO ypaBHEHHMIO Xoiuia — IleTda yMeHbIIeHHE pazmepa
3epHa MPUBOJMUT K TOBBIICHHIO NPOYHOCTH Ha pa3pbiB
[20]. IlpoBeneHHble B paboTe HKCIEPHUMEHTAIBHBIE HCCIIe-
JIOBAaHUS MOKAa3aJIM, YTO MaKCHUMalbHbIE 3HAUEHUS IIpeseria
MIPOYHOCTH, TIOJyYEHHBIE JJIsI BCEX PAaCCMOTPEHHBIX (OopM
reOMETPUH MHCTPYMEHTa, OJIM3KU MEXIy co0oil u cocras-
JISIIOT OKOJIO0 95 % OT MPOYHOCTH OCHOBHOTO METajlia, T. €.
reOMEeTpHUsl MHCTPYMEHTa HE TIOBIIMsUIA HA MaKCHMaJIbHbIC
3HAYEHHMS TIpeJielia MPOYHOCTH.

VYCTaHOBIIEHO, YTO TPH HCIIOIb30BAHWU IMIIMHIpPHYE-
ckoi (hopMbI ITMHA U TIIyOMHE BHEAPEHMS 3aIUICYHKA WHCT-
pyMmeHTa B oOpaszen, He mpeBbimaromeii 0,1...0,15 mm,
MaKCHMaJIbHOE 3HAuCHHE IpeAena MPOYHOCTH IOCTUTANIO
213,6 MIla (65 % oT mpoYHOCTH OCHOBHOTO MeTaja). s
KOHHYECKOH (hOPMBI MIMHA MIPH TOH ke IIIyOnHe BHEIPEeHUS
3aIIeyrKa MaKCHMaJlbHOE 3HAueHHe Ipeaesia MPOYHOCTH
nocturano 295,77 MIla (90 % oT MpPOYHOCTH OCHOBHOI'O
Mertaa). B pabdore [21] npu modydeHUH CBapHBIX COENU-
HEHHUI N3 aIFOMUHHUEBBIX CIUIABOB, BKIFOYAs ATIOMUHNCBBIN
caB AMrSM - tommuno#t  0,8...3 MM, HHCTpYMEHTOM
C KOHMYECKHM INUHOM 0e3 pe3bObl pPEeKOMEHJOBAaHO BHe-
JIpATh 3aIUIeYUK WHCTpYMEHTa B o0Opasenl Ha TIIyOMHY
0,1...0,15 MM, TOCKOJIBKY TIpH APYTHX 3HAYCHUSIX [ITyOUHBI
B CBapHOM IIBe oOpasytorcs nedexTol. B Hamem ciydae
IIPU WCIIOJNB30BaHUM MHHA C Pe3p0OH Ha HaApYXHOH ITO-
BEPXHOCTH U CIIUPAJILHON KaHAaBKOW HA TOPLEBOU IOBEPX-
HOCTH 3aIUICYNKa MaKCUMAaJIbHBIE 3HAUEHUS TIpejiena Mpod-
HOCTH HE 3aBHCENH OT ITyOMHBI BHEJPEHUS 3aIUIeYHKa MH-
cTpymeHTa B obpaszen. OTMeTHM, YTO IpW TITyOMHE BHE-
JIpeHusl 3aruiedyrka, He npessimaromiei 0,1...0,15 mm, mo-
creayronas MexaHudeckasi 00paboTka CBapHOTO COEMHeE-
HUSL U1 yLJICHUS TpaTa, Kak IpaBuilo, He TpeOyeTcs.

BrimeckazaHHOE CBUIETEIBCTBYET O TOM, YTO TIPH He-
OoNBIIMX TIyOWHAX BHEAPEHMS 3aIliedlKa HWHCTPYMEHTa
B o0pasen ocoboe BIMSHUE Ha MPOLECCHl NepeMENINBaHUs

METAJUIOB B 30HE CBapKH OKa3bIBaeT €ro reomerpms. Uz-
BECTHO, YTO 3aIUICYNK WHCTPYMEHTa OTBEYACT 3a IepeMe-
OIMBaHWE METalyla B BEpPXHEH TPeTH TONIIMHBI 00pasia,
MW 3TO TIePEeMENIMBAHUE YCHIINBACTCA NPH HAIUYHUN CITH-
panpHOU KaHaBKU [9]. Hammume Ttakoil kaHaBKH cIocoOCT-
BYET yIy4IICHUIO TIEPEeMEITHBAHNS OJIaro1aps BOBICYCHUIO
Ooupiiero oObeMa MeTajuia B MPOIECC IIaCTHYECKOTo Jie-
(dopMHpOBaHUS W NEpeMeIIMBaHUs, OONbIIEH IUIOMAAN
MOBEPXHOCTH KOHTAaKTa HMHCTPYMEHTa C METaJIOM, 4YTO
MIPUBOJUT K OoJiee BHICOKOW TeMIlepaType B 30HE COEIHHe-
HUsL ¥ OoJiee HU3KOW BS3KOCTH Meramia. [IpumeHeHue 3a-
IUICYHKA MHCTPYMEHTA CO CITUPAJIbHOI KaHaBKOW Ha TOpLe-
BOI1 TTOBEPXHOCTH COBMECTHO C IIMHOM, HMEIOIINM pe3b0y,
CIIOCOOCTBYET [OCTIDKEHHIO Oojiee BBICOKOTO IIpezerna
MIPOYHOCTH Ha PACTSHKEHUE TI0 CPABHEHUIO C TUIOCKOU (op-
MO 3aIUIedrKa MPpH BHEAPEHUH B o0pasen Ha TIyOWHY He
6oiee 0,10...0,15 mm.

HccnenoBanws, HapaBJeHHBIC HA aHAIN3 TITyOHMHBI BHE-
JPEHUsI HTHCTpyMEHTa B 00pasel, IpH KOTOpoil obecrieunBa-
€TCsl MaKCHMaJIbHasl [IPOYHOCTh CBAPHOTO COCJUHEHUS, IS
CIIy4aeB pacCMOTPEHHBIX B pabOTe reOMETPUU HHCTPYMEHTa
U aTIOMHHHEBOTO cIUlaBa AMrS paHee He MPOBOAMIIHCH.
[NonyyeHHbIe pe3yabTaThl BXKHBI C TOUKU 3PEHUS BBITIOJIHE-
HUS CBapKd NPU MUHUMAIBHBIX BEITMUMHAX BHEIPEHUS 3a-
IUIeYHKa WHCTPYMEHTa B oOpasen. B aToM cirydae oTCyTCT-
BYET HEOOXOIMMOCTh B TIOCIICAYIOMICH MeXaHIYecKoil oopa-
00TKe CBapHOTO MIBA JUIA yOAJICHUS TpaTa, YTO yMEHBIIAeT
ce0eCTOMMOCTD M3TOTOBJICHHUS CBAPHBIX M3/ICIHH.

OKcIreprMeHTaIbHEIC CCICIOBAHUS ITOKA3ald, 9TO -
JIMHAPHUYECKUM MHCTPYMEHTOM 0€3 pe3bObl Ha IIMHE MOYKHO
MOJYYUTh MPOYHOCTH CBAPHOTO COCIAMHEHUS HAa TOM IKe
YPOBHE, 4TO ¥ MHCTPYMEHTOM, UMEIOIINM pe3b0y Ha IHHE
Y KaHaBKY Ha TOPLICBOI MOBEPXHOCTH 3aILICUHKA.

B pa6ote [22] npu aHaim3e BIMSHUS apaMeTPOB PEXHU-
Ma CBapKH aJFOMHHUEBOTO ciiaBa AMrSM Ha nedeKTHOCTh
CTPYKTYPHI CBapHOTO COCIAWHEHHS OTMEYEHa BaKHOCTHh KO-
3¢ PHIHCHTa TEIUIOBIOKEHHUS, OMPEACIIEMOro Kak OTHOIIIE-
HHE CKOPOCTH CBapKH K YacTOTE BPALICHUS HHCTPYMCHTA,
U XapaKTepH3YIOIIEro TeIUI0, BBOAMMOE B 30HY CBapKH.
B paborte [23] 6e3nedexTHBIC cBapHBIE COSANHEHHS U3 alTio-
MHHHEBOTO cIuiaBa AMrS OBUIM MMOJTyYeHBI NPH JaHHOM OT-
HoureHnu B muamnazone 0,05...0,26 mm/06. Astop [21] ycra-
HOBHJI, YTO KOA(P(PUIMEHT TEILUIOBIOKEHHUS pU (HopMHUpOBa-
HHUM CBapHBIX COEIMHEHMH M3 aFOMMHHEBOTO ciiaBa AMrS
0e3 /e(eKTOB CIUIOIIHOCTH COOTBETCTBOBAI JAWAIa30HY
0,058...0,187 MM/00. AHanu3 pe3yabTaToOB IKCIIEPUMEHTAIb-
HBIX HCCIICHOBAaHUM, MPOBEICHHBIX B HACTOSMEH paborte,
MoKa3a, 4To0 KO3()(HUIMEHT TEIUTOBIOKEHHS B 30HaX 1 u 2
(puc. 8) COOTBETCTBYET 3HAUCHHUSAM, BXOJIINM B JHANA30H
0,056...0,110, uto cornacyercsi ¢ AaHHbIMU [21; 23].

OCHOBHBIE PE3YJIBTATBI

W3menenne ¢popmer pabodeid TOBEpXHOCTH MUHA WH-
CTPYMEHTa C NWIMHAPUYECKOW Ha KOHMYECKYI0 HE OKa-
3aJI0 BIMAHMS Ha BBHIOOP AMama3oHa mapaMeTpoB pexuMa
CBapKH, oOOecCHeYuBaBIIETO0 OTCYTCTBHE JIe(PEKTOB
CIUIOIITHOCTH, a TaKXe Ha IpeJes MPOYHOCTH Ha CTaTHU-
YECKOE PaCTSKEHHUE.

Hannune pe3pObl Ha pabodeil NOBEPXHOCTH NHHA WH-
CTPYMEHTA U CHUPAIBHOW KaHABKU Ha TOPLIEBON MOBEPX-
HOCTH 3aIUIeylKa IPHUBOANUT K OOpa3oBaHHIO CBapHOTO
coeimHeHust 0e3 1eeKTOB CIUIOMIHOCTH B 0ojIee MIMPOKOM
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JMara30He MapaMeTpoB PeXXUMa 10 CPABHEHHIO C HHCTPY-
MEHTaMH 0e3 BEIIIeyKa3aHHBIX SJIEMEHTOB.

MaxkcuManbHbIe 3HAUSHUs Npejesa IPOYHOCTH AJIS CO-
SIMHCHUH, IMOJIYYCHHBIX C IMOMOIUBIO IHINHIPHYECKOTO
1 KOHHYECKOTO MHUHOB 0e3 pe3rObl, 00ecreynBaroTcs mpu
BHE/IPCHWN 3alUiedynka B oOpasen Ha TiIyOmHy Ooiee
0,1...0,15 MM, a JUIi KOHHUYECKOTO IHHA C pe3pOol —
ot 0,05 Mm.

[Ipu Bcex paccMOTpPeHHBIX (OpMax reoOMETpPUH HHCT-
pyMeHTa MakCHMaJIbHbIE 3HaYCHUs Mpeea IPOYHOCTH Ha
CTaTHYECKOE pacTsDKeHHe gocturaid 95 % nmpoyHocTH oc-
HOBHOT'O MeTaJlIa.
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Abstract: One of the important parameters influencing the formation of a weld during friction stir welding is the tool
geometry, which affects the processes of heat generation and stirring of metals in their connection zone. These processes
influence the formation of a high quality and strength welded joint without continuity defects. In this regard, it is relevant
to analyze the influence of tool geometry on the welding mode parameters, at which the welded joint is formed without
continuity defects, as well as on the welded joint strength under static tension. The work considers the influence of
the cylindrical and conical shapes of the tool pin, as well as the conical shape of the pin with a thread on its outer surface
and a spiral groove on the end surface of the tool shoulder on the welding mode parameters, at which the welded joint is
formed without continuity defects. The study shows that changing the shape of the pin working surface from cylindrical to
a conical one had no effect on the range of welding mode parameters, at which the welded joint is formed without
continuity defects. It has been found that the presence of a thread on the pin outer surface and a groove on the end surface
of a tool shoulder allows producing welded joints without continuity defects in a wider range of welding mode parameters
compared to a simpler tool geometry. The macrostructure of the resulting welded joints was considered. It has been found
that the studied tool geometry has almost no influence on the maximum strength values of welded joints produced by fric-
tion stir welding and reaches 95 % of the strength of the base metal.

Keywords: friction stir welding; AA5083; tool geometry; strength of the welded joint without continuity defects.
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