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ABSTRACT

Among the huge number of different welding technologies, it is worth noting friction welding with mixing. This process
does not involve the use of protective gases and consumable welding materials. At the same time, it is possible to obtain
a high-quality connection without the use of high temperature. The technology is used in most cases in the processing
of aluminum and some other alloys and is increasingly being used as an alternative method of joining, used instead of
other types of welding — electric arc, laser, as well as bolt and rivet connections due to reduced energy consumption
and the total weight of the resulting structures. At the same time, the quality of the resulting seam directly depends on
the processing parameters and the material of the tool used. In this paper, in the course of experimental studies of the
technology of friction welding with mixing of plates of aluminum alloy AMg2M known for its high corrosion resistance,
ductility and good weldability with a thickness of 1.5 mm, a tool for friction stir welding was developed, welding modes
were determined and the study of welded joints was conducted.
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AHHOTALNUA

CpeZiv OrpOMHOTO KOZIMYECTBA Pa3/IMYHbIX TEXHONOTUIM CBAaPKW CTOUT OTMETUTb CBAPKY TPEHUEM CO CMeLllnBaHMeM. Ta-
KOWM npoviecc He npegnosiaraeT MCNOMb30BaHWE 3aWMUTHBIX FAa30B M PACXOAHbIX CBAPOYHbIX MaTepuanos. Mpu sTom cy-
LLLeCTBYET BO3MOXKHOCTb MOYYUTb KAYeCTBEHHOE coeauHEHUE 6e3 NPMMEHEHUs BbICOKOM TemnepaTypbl. TexHonorma
Mcnonb3yeTcs B 60NbLMHCTBE CyYyaeB Npu 06paboTKe aNtOMUHUA U HEKOTOPbIX APYrMX CMAAaBOB U HaXxoAMT Bce 60/b-
Lee NPUMEHEHME B KauyecTBe afibTEPHATUBHOIO METOAa COeAMHEHUA, MPUMEHAEMOro B3aMeH APYrMx BUA0B CBAPKU —
3/1EKTPOAYIrOBOM, 1a3epPHOM, a TaKKe BONTOBbIM U 3aKNENOYHbIM COeAUHEHMAM, Barogapsa CHUKEHUIO 3HepronoTpe-
61eH1A 1 obLLero Beca Noayv4aemMblX KOHCTPYKLUMI. Mpy 3STOM KayecTBO MOAYy4aeMOro LiBa HanpsAMYyH 3aBUCUT OT na-
pameTpoB 06paboTKM M MaTepmana MCNoNb3yemMoro MHCTpyMeHTa. B gaHHOM paboTe B npouecce 3KCnepuMeHTaNbHbIX
nccnenoBaHUM TEXHONOMMKU CBAPKU TPEHMEM C NEePEMELLIMBAHMEM MAACTUH aNtoMUHMEBOrO cniaBa AMr2M, nssecTtHo-
ro CBOEW BbICOKOM KOPPO3MOHHOW CTOMKOCTbIO, NAACTUUYHOCTLIO M XOPOLLEN CBAPUBAEMOCTbIO TOALWMHOM 1,5 MM, 6bin
pa3paboTaH UHCTPYMEHT AN CBAapKM TpeHMeM ¢ nepemelunsaHmem (CTIT), onpeaeneHbl peKMmbl CBapKM 1 NPOBELEHO
nccnefoBaHUe CBapHbIX COeANHEHUMN.

KJIFOUEBBIE CJIOBA
CBapkKa TpeHMem C nepemellnBaHMUeM; CBapKa a/IlOMUHUEBDIX CM/1aBOB; CBapKa cnaasa AMr2M.

Beenenne JIEHHsI, TPEUIMH B BbICOKOTemIiepaTtypHoil 3TB,
BKJIFOUEHUH MPOYHOU OKCUIHOW IUUIEHKHU B IIIBE
[1, 2]. OgauM U3 BapUAHTOB pEIICHHS YKa-
3aHHON MpOOJIeMbl SIBISIETCS HUCIOJIb30BaHUE
CPaBHUTEIBHO HOBOTO CBapOYHOro Ipolecca —
CBapKH TpPEHHUEM C TE€pPeMEIIMBAHUEM, U3-
BecTtHOro B Poccum ¢ 1967 r. [3] u peanuso-
BaHHOTO B BenmukoOpurtanuu [4] B 1990-x rr.
B bpuranckom uncturyte capku (TWI) [5].

[IpoGnema cBapku alTIOMHUHHEBBIX CILUIABOB
JQYyTOBBIMU CIIOCO0AMHU CBAapKH, a TaKXKe Jia3ep-
HOM WJIM 3JIEKTPOHHO-TYy4YE€BOM CBAPKOM 3aKIIIO-
qacTCsd B CKIIOHHOCTH METATJIMYECKOI'O IBA K
pa3pylLIEHUIO0 B 30HaX TEIUIOBOTO BO3ACHCTBUSA
M0 CTBhIKaM JieTasield 1 00pa3oBaHUIO AePEKTOB:
PBIXJIOT, 1IEMOYEK MOp B IIBE U Y 30HbI CILUIAB-
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CTII sBasercst 3((HEKTUBHBIM CIIOCOOOM
MOJIyYEHHS] BBICOKOKAYECTBEHHBIX COEIUHEHUN
KOHCTPYKIIUN pa3IMYHON T'€OMETPUH, BKIIOYAs
JINCTOBBIE MaTepHUabl, IPOCTPAHCTBEHHBIE MPO-
(GWIBHBIE KOHCTPYKIWHU, TPYObI, BOCCTaHOBIIE-
HUS U3HOILEHHBIX JeTaliei, MOIU(pUIIUPOBAHUS
U yIy4IIEHUsl CTPYKTYpPbl MAaTEPHUAIIOB, 3aJI€UH-
BaHUS TPEIIUH U TUTEHHBIX nedexToB. O0mamas
HIUPOKUMHU TEXHOJOTHYECKUMHU BO3MOXKHOCTS-
MHU 10 TIOJTYYEHUIO HEPA3BEMHBIX COCIUHEHUN
JeTajei y3/10B, OHa MOXKET ObITh HCIOJIB30BaHa
B KAaueCTBE aJIbTEPHATUBBI 3aKJIENOYHBIM COE-
JTUHEHUSIM, KOHTAKTHOM, IIIOBHOM 3JIEKTPOYTO-
BOH, DJIEKTPOHHOJIYYEBOM U JIA3€PHOM CBapKaM,
CBAapUBaHMs PAa3HOPOJIHBIX MaTepuajoB. Takum
obpazom, CTII crTaHOBUTCS YHUBEpPCAIBHON
TEXHOJIOTHel, MMerole OoJblIne MepCreKTH-
BbI B pa3JIMUHBIX OTpacisIX NPou3BoAcTBa [0, 7].
3apy0eXHbBIMU U OTEYECTBEHHBIMHU aBTOPaMU
OMMCaHbI MCCIIEOBAHUS CBAPKU TPEHUEM C IIe-
pememnBanueM (CTII) antoMuHUEBBIX CIJIaBOB
tonuaoun ot 0,5 mm [7-15].

Llenbp naHHOM pabOTHI — OMpeeNeHUe mapa-
meTpoB pexnuma CTII u olieHKa CBOMCTB CBap-
HBIX COeqUHEHHH ciutaBa AMI2M ToONIHHON
1,5 mm.

1. MeTonuka npoBeaeHUs UCCIAeT0BAHUM

[nsa ompeneneHus: PEXKUMOB CBapKHU HC-
M0JIb30BAJICS. UHCTPYMEHTAJIbHbBIN IHPOKOYHHU-
BEp-CaJIbHbIN CTAHOK Mojenu 6B75.

CBapky TpeHHEM C TEPEMEIIMBAHUEM OCY-
LIECTBIISIIN CIICHUAIBHBIM UHCTPYMEHTOM. [l
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pa3paboOTKM WHCTPYMEHTA OIMPEIEISIUCh Clie-
OyIOUIUMe MapaMeTphl: JUaMeTp MHUHA, AJIMHA
MUHA, TUAMETP 3arjeurka, Marepuall UHCTPY-
MmenTa [1, 3, 16].

Tak kak MHCTPYMEHT HpenHa3Hayajcs s
CBApKM TOHKOJIMCTOBBIX MAaTE€pUAJIOB, PEIICHO
OBLJIIO UCTIONTB30BATh 3aIICYHK C TIIIOCKOH (op-
Mo [4, 17]. lns ynpouieHus KOHCTPYKIIUU H,
YYUTBIBAs, YTO HA UHCTPYMEHT OyIyT ACHCTBO-
BaTh OTHOCUTEIILHO HEOOJIBIITNE HATPY3KH, (Op-
My MHWHA NPUHJIM TWIMHIpUYeckyro [4, 18].
JuameTp nuHa ¥ 3ae4yrKa NPUHSIN PaBHBIMU
3 1 12 MM B COOTBETCTBUH C PEKOMEHIAIUSIMHU
YK3aHHBIMU B pabdorte [4].

JInuHy nMHA Ompenesuid UCXOHsl U3 TOro,
qTO OHA JNOJDKHA OBITHE 90-95% TONIIIMHEI Ma-
Tepuana [1], ¢ y4eTOM BEIUYUHBI MOTPYKEHUS
3anseudrka B marepuan Ha 0,2—0,3 Mm, a Takxke
BO3MOXKHBIE TIOTPEITHOCTH, TPH OMpPENeICHUN
ryOUHBI TOTPY’KEHUs [JIUHY TMUHA TPUHSIU
paBHo# 1,1 MMm.

Cpenu peKOMEHIyEMBIX MaTepuayioB st
W3TrOTOBJICHUS MHCTpyMeHTa [13, 18] Hamnbomee
JOCTYIIHOM oka3zasiack ctaib Mapku Ct3. Onu-
pasich Ha BBIIIEONUCAHHBIC TaHHBIE, OBLII pa3pa-
00TaH U U3rOTOBJICH HHCTPYMEHT, PEACTABIICH-
HbIN Ha puc. 1.

CBapka OCyIIECTBISUIACh Ha TOJKJIAJIKE,
BBIIIOJIHEHHON B BHJIE IUTACTUHBI K3 cTanu Cr3
pazmepom 120x80%6 mMM. 3aroToBKHU 3aKperis-
JIUCH C TMOMOIIIBIO JIATTOK KaK MOKa3aHo Ha puc. 2.
ObecneynBanoch MIOTHOE IMpUJIETaHUE CBapu-
BaeMbIX KpOMOK [ 19].

Puc. 1. Uactpyment mist CTII crutaBa AMI2M TtomnmuHoM 1,5 MM
Fig. 1. Tool for STP alloy AMG2M with a thickness of 1.5 mm
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Puc. 2. Cxema 3akperuieHus: 00pa3oB Ha ctaHke 6B75

Fig. 2. Scheme of fixing samples on the 6B75 machine

OKCIepUMEHTANbHBIE MCCIIEIOBAaHUS  IPO-
n3BOAWINCH B 2 3tana. Ha nepBom stane onpe-
JeTSUTICH JTHana30Hbl apaMeTpOB PEKUMOB —
YacTOTHI BPALIEHUSI M CKOPOCTH CBAapKH, obecrie-
gyuBaronme (HOpMUPOBAHNE CBAPHOTO COCIMHE-
Hus. OOpasibl NPU3HABAIHNCH TOJHBIMU IIPH OT-
CYTCTBHM Ha MOBEPXHOCTU BUIMMBIX JE(PEKTOB
B BHUJIC HEMPOBApOB, TPEIIUH, HECTUIOMIHOCTEH
U JpyTux Je(EeKTOB, BBIABISEMBIX BHU3YyaJbHO.
Jns ompeneneHus HEOOXOTUMBIX IHANA30HOB
napaMeTpoB peXHMMa MPH HAUMEHBIIEM YHUCIIe
OIIBITOB, OBITM MOTYYEHBI COSTMHEHHS TIPU MaK-
CHUMaJIbHBIX, MUHUMAJIbHBIX CPETHUX 3HAYCHUSAX
PEKHUMOB U PA3TUYHBIX UX KOMOWHAIIHH.

Ha Bropom 3Tame ompenensinch CBOWCTBA
CBapHBIX COEJUHEHUH, MOJTYYEHHBIE Ha PEXKHU-
Max, oOecreunBaronMx (OPMHUPOBAHHE CBap-
HBIX COCTMHEHUI.

[Tonydyennsie 0Opa3ubl OBLIM IOJBEPTHY-
TBl PEHTTCHOTpa(PUUECKOMY KOHTPONIO, a ISt
WIC-CJICIOBAHUSI CBOMCTB CBapHBIX COCIMHEHHI
00pas3ibl UCIIBITHIBAIUCH Ha CTATUYECKOE PacTs-
KECHUE W CTAaTUIECKUI N3THO.

2. Pe3yabTaThl Hccse10BaHUS

B xome momckoBoro skcmepuMeHTa OBLIH
OTIpe/IeNIeHBI MANa30HbI TAPaMETPOB PEXKUMOB —
Y4acTOTHI BPALIEHUS M CKOPOCTH CBAapKH, obecrie-
yuBaoume (HOpMUPOBAHNE CBAPHOTO COEIUHE-
HUSL.

CoOpaB M TpOaHAJIM3UPOBAB IKCIIEPHMEH-
TaJbHbIC JTAaHHBIE, MTOCTPOMIN Tpaduk (puc. 3),
Ha KOTOPOM BHJHO, YTO CBapHOE COEIUHEHHE
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HauMHAET (HOPMUPOBATHCS TPU CKOPOCTH Bpa-
HIeHust “HCTpyMeHTa oT 790 00/MUH U BBILIE.
Crnenyer OTMETUTH, YTO B MPOLIECCE CBAPKU
pU HEAOCTATOUYHOM IIPUIKATHU 3aIrOTOBOK K ITO/I-
KJIQJIKE TIPOMCXOAMIIO UX KOPOOJICHHE 3aTOTOBOK
M0 XOJy JBIIKEHUSI HHCTPYMEHTA, YTO MOATBEP-
XKIA0T HAOMIOACHUS ApyTrux aBTopoB [20].
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Puc. 3. I'paduk pe;kuMOB CBapKu

Fig. 3. Schedule of welding modes

Ha puc. 4 moka3zan npumMep OHOTO U3 00pas-
I[0B, MTOJYYCHHOTO B XOJI€ MIOMCKOBOTO dKCIICPH-
MEHTA.
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Puc. 4. O6pazent Ne 12: a — auyesas cmopona, 6 — obpammuas cmopona

Fig. 4. Sample No. 12: a — front side,; 6 — back side

Jns mccnenoBaHus CBOWMCTB CBapHBIX COE- PenTtrenorpaguveckuii MeTo KOHTPOJIS Je-
JUHEHUH W3 MOJIyYeHHOTO Juara3oHa pekUMOB  (ekToB He BbIIBISLI. OTCyTcTBHE N1e(DEKTOB Ha
ObUTH BBIOpaHBI HECKOJIBKO DPEKMMOB CBapKH, CHHUMKax HE TOBOPUT O TOM, YTO MX HeT. Bos-
obecrieynBaONMX (OPMUPOBAHHE CBAPHOTO  MOXHO, JUIS BBIABICHHSA J€(PEKTOB HE XBATUIO
COEIMHEHHS] U NpPOBEACHA cBapka 00pa3uoB. B 4yBCTBUTEIBbHOCTH NPUMEHEHHOTO METOAA KOH-
Taba. 1 mpeacraBieHbl HOMepa 00pa3loB U Bbl-  TPOJISL.

OpaHHBIE PEKUMBI CBAPKH.

Tabnuna 1
Table 1
O0pa3ubl NpH oNpeieIeHHBIX PeKUMAax
Samples under certain modes
Howmep o6pasua UHacroTa BpallleHUe HHCTPYMEHTA, CKopoCTh IBUKEHNE
00/MUH WHCTPYMEHTa, MM/MHUH
17 790 13
18 790 21
19 790 255
3us 1330 33
15ul6 2040 395

Puc. 5. PeHTreHOBCKUI CHUMOK CBAPHOIO COCIUHEHUS

Fig. 5. X-ray of a welded joint
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B pesynbrare MexaHWYECKUX HCIBITAHUN
Ha CTAaTUYECKUH H3ru0 OBLIO BBIABJIEHO, YTO
okosio 70% TONMy4eHHBIX 3aroTOBOK, BHE 3a-
BUCHMOCTH OT pEXHMa CBAapKH, CTHOAIOTCS JIO
COTIPUKOCHOBEHHsI 0e3 00pa3oBaHUSI TPEIIMHBI
(puc. 6). Y 25% 3aroroBok Hadano oOpa3oBaHUs
TPELIMHBI TPOUCXOANIIO TPH yTIie 3aruda CBHIIIe
150° (puc. 7).

Puc. 6. O0pa3zer nocine UCIbITAHUS

Fig. 6. Sample after testing

Puc. 7. O6paser ¢ TpeIUHOIA
npu yriie u3ruda domee 150°

Fig. 7. Sample with a crack at a bending angle
of more than 150°

Y 5% o00pa3noB TpeuHbl HA4Yald TMPOSB-
asThes nipu yrie u3ru6a 90—-120°, uro nmokazaHo
Ha puc. 8.

Puc. 8. O6pazer ¢ TpemUHO, IPOSBUBIICHCS
ipu yrie 95°

Fig. 8. Specimen with a crack manifested
at an angle of 95°
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Pe3ynbrarhl uWcOBITAHUNA Ha CTaTUYECKOE
pacTsHKEHHUE TIOKa3ajid, YTO CBApEHHBIC 00pasIibl
pa3pytiaiuck 100 M0 OCHOBHOMY METAILTY, KaK
MOKa3aHo Ha pHC. 9, Win pa3pylieHue Mpoucxo-
JIAJIO TIO IIBY, KaK MOKa3aHo Ha puc. 10.

Puc. 9. Pa3pyrmienne o6pa3ios
110 OCHOBHOMY METaJLTy

Fig. 9. Destruction of samples on the base metal

Puc. 10. Pazpymienne o6pa3nos 1o cBapHOMY IIBY

Fig. 10. Failure of samples along the weld
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Pesynbrarel HcObITAaHWKA Ha CTaTUYECKOE
pacTsKeHUe ISl KaXkKJI0ro UCCIEIOBAHHOTO pe-
xu-ma CTII moka3ansl B Ta0m. 2.

CorocTaBuB JaHHBIE, TTOJIyYeHHBIE B Ta01. 3
1 00JIacTH CBapHBAeMOCTHU, MOCTPOUM Tpaduk,
IOKa3aHHBIM Ha puc. 11 ¢ ykazaHueM 3HaueHUi
npezesia MPOYHOCTH MPU PA3TUUYHBIX PEKUMAX
CTIL

BunHo, uto npeen npouHOCTH CBapHOIO CO-
€IMHEHHS B TIpeJiesiax 00JacTh CBapUBAEMOCTH
KOJIEOJIETCsl B 3aBUCUMOCTH OT PEKHMMa CBapKU
B npenenax 5%. [Ipu Beixone 3a o0nacTb cBapu-

BaEMOCTH COeJMHEHHEe 00 He (popmmpyercs,
1100 HaOmromaeTcs 0ojiee 3HAYUTENLHOE Maje-
HUE Ipejiesia IPOYHOCTH CBAPHOTO COSIMHEHHUS.

MakcumanibHOE 3HA4YE€HHE Tpejiesa MpoYHo-
ctu cBapHoro coenunenus (157,8 Mlla), momy-
YEHHOE I10 pe3y/bTaTaM UCCIE0BAHUM, CPaBHU-
MO C TIPEIeJIOM TPOYHOCTH OCHOBHOTO METaJljia
u coctaBisieT 98—99%.

MaxkcuMalbHOE 3HAYCHHUE OTHOCHUTEIHBHOIO
YVIUTUHEHUS, TIOTYYEHHOE 110 pe3ysibTaTaM UCCIie-
JIOBAaHUH, CPAaBHUMO C OTHOCHUTEIHHBIM yITHHE-
HMEM OCHOBHOI'O MeTaJlia U coctasiisieT 88,4%.

40 56 640 790 DD BL BD 2040

n o mH

Puc. 11. IIpenen npo4HOCTH NMPH JaHHBIX PEKUMaX

Fig. 11. Ultimate strength under these conditions

TabOnuna 2
Table 2
3HauyeHMs NpeaeioB IPOYHOCTH 00pa3L 0B
Tensile strengths of samples
Homep Yacrora Bpamienust | Ckopocts aBuxke- | [Ipenen nmpounoctu |  OTHOCUTENBHOE
pexuMa WHCTPYMEHTA, HUS HTHCTPYMEHTA, o,, MIla VIUITMHEHHE,
00/MuH MM/MHIH MM
OCHOBHOU MeTaJI OCHOBHOM OCHOBHO# 159,87 16,27
MeTaJlT MeTaJuT
1 790 13 150,22 10,95
2 790 21 154,35 13,3
3 790 255 142,13 9,8
4 1330 33 157,82 14,38
5 2040 395 156,31 13,8
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BriBoanI

B pesynbrare 3KCIEpUMEHTAJIBHBIX HCCIIE-
JOBaHUN ObUIM ONpEeNIeHbl JHala30Hbl Ia-
paMETpOB PEKHMMOB — YacTOThl BpallCHUA U
CKOPOCTH CBapkH, obecreunBarone GopmMupo-
BaHUE CBapHOIo coenHeHuss AMr2M ronmuHon
1,5 MM npu 3aaHHON (hOpME UHCTPYMEHTA.

YCTaHOBIEHO, 4YTO HAAEKHOE 3aKperuie-
HUE 3aroTOBOK, OOecIleuMBarollee UX HENoJ-
BWK-HOCTb B IIPOLECCE CBapKH, SBISAETCS
BaXXHBIM YCJIOBUEM (OPMHUPOBAHUS CBAPHOIO
COCIMHEHUS.

HcnpiTanne CBapHBIX COCIMHEHUM METOIOM
PI'K He mo3BonsieT BBIABUTH Je(EKTbI, BCIEI-
CTBUE HU3KOW UyBCTBUTEIBHOCTU METO/Ia HA Ma-
JIBIX TOJILUHAX.

MexaHnueckue HCIBITaHUSI CBapHBIX COe-
JMHEHUIN Ha CTaTMYECKUI M3rU0 BBISBUIIM, YTO
70% 3arotoBok cornynauck Ha 180° 6e3 oOpazo-
BaHUs TpewuH, y 30% — npoucxoauio npu yrie
3aru6a ot 150° u BbIILIE.

MexaHn4ecKue UCTBITaHUSI Ha CTaTUYECKOE
pacTsbKeHUE TO0Kas3alu, YTO Mpeaes MPOYHOCTH
CBapHOTO COEJMHEHUS B Ipezenax o0nacTH cBa-
pUBAaEMOCTH KOJIEONETCS B 3aBUCUMOCTH OT pe-
KuMa cBapku B npeznenax 5%. IIpu Beixoze 3a
0071aCTh CBapUBAEMOCTH COEAMHEHHE JTHUOO HE
¢dopmupyetcs, 1100 HaOMIONACTCS 3HAYUTEINb-
HOE MaJIeHHe Ipejiesa MPOYHOCTH CBAPHOTO CO-
€IMHEHUS.
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