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ABSTRACT

This work was undertaken in order to evaluate the fatigue performance of dissimilar AA6013/
Ti-6Al-4V friction-stir lap welds. It was shown that the avoidance of direct contact between the
welding tool and titanium part results in a narrow (~0.5 pm) intermetallic layer at a dissimilar
interface. Consequently, the fatigue failure of dissimilar welds occurred solely within the aluminium
part. In other words, the intermetallic layer was not a critical issue in the fatigue behaviour of the
welded joints. It was also found that the fatigue endurance of dissimilar welds was approximately an
order of magnitude lower than that of a monolithic aluminium alloy. This effect was attributed to a
specific geometry of the lap-welded joints. Specifically, the end section of the welded joint virtually
served as a precursor of a fatigue crack. Thus, the fatigue behaviour of the welded joints was solely
governed by a crack propagation.
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AHHOTAILIMSA

B nanHnoii pabote ucciaenoBanoch ycTanoCTHOE TOBEACHHE Pa3HOPOAHOTO COSTMHEHUS aTlOMUHUIL-
TUTaH, TOJy4YeHHOTO cBapkod TpeHweMm ¢ nepememmuBanueM (CTII) mo cxeme «BHaxsecT». beuio
MOKa3aHO, YTO MCKIIIOYEHHE HEMoCpeACcTBeHHOro KoHTakTa Mexay CTII uHCTpyMEHTOM M TUTaHO-
BOIl 4acThlO IIBa BeJET K 00pa30BaHUIO O4Y€Hb TOHKOTo (~0,5 MKM) MHTEpMETAUIUIHOTO CJIOs Ha
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IpaHuULIE pa3ziena cBapuBaeMbIX MarepuasioB. Kak ciencreue, ycranoctHoe paspymenue CTII mBos
HMEJ0 MECTO MCKJIIOUUTENIBHO B AJIFOMUHMEBON 4acTH 1Ba. VIHBIMM Cl10BaMU, MHTEPMETAJUINIHBIN
CJIOM, c(hOpMHUPOBABIINIICS HA TIOBEPXHOCTH paz/iesia, He SBIIICST (PaKTOpOM, ONPEAEIIIONIIM yCTa-
noctHoe noseaeHue CTII coenunenuii. bpulo Takxke ycTaHoBIeHO, uyTo npeaesn BeiHocauBocTH CTII
IIBOB OBUI MPUMEPHO Ha TMOPSJIOK HIKE, YEM Y MOHOJIUTHOTO allOMHHHMEBOrO crutaBa. Ilokasano,
YTO JaHHBIA 3P PEKT ObUT CBA3aH ¢ 0COOCHHOCTSIMU T€OMETPUH CBAPHOTO COCTUHEHUS «BHAXJIECT.
B ygacTHOCTH, TpaHHLIa MEKY CBapHBIM LIBOM M MCXOAHOW IOBEPXHOCTBIO Pa3zeiia CBAPUBAEMBIX
MarepHuajoB (PaKTHUECKH BBICTYIAET B POJM 3apOjbIllla YCTAJIOCTHOM TpeuuHbl. Kak crnenctsue,
ycranoctHoe nosesneHue CTII coequnennii onpeaensercs TONbKO COIPOTUBIECHUEM MaTepuaa pac-

MPOCTPAHEHUIO 3TOW TPEILIUHBI.

KJIFOYEBBIE CJIOBA

CBapKa TPEHUCM C IMCPEMCHIMBAHUCM (CTH), AJIIOMHMHHUECBBIC CIIJIaBbl, THTAHOBBLIC CIIJIABbI;

COIIPOTUBJICHUC YCTAJIOCTHU.

BBenenue

BcnencTBue yHHKaIbHOCTH CBOMX (DU3UKO-
MEXaHWYECKUX XapaKTEPUCTUK, aJIFOMUHUEBBIE
U TUTAHOBBIE CILJIABBI IIHPOKO HCHOJIb3YHOTCS
IIPU MPOU3BOJCTBE KOHCTPYKLMN JI€TaTeIbHBIX
anmnapaToB B aBUAKOCMHUYECKOH ITPOMBIIIIEHHO-
cTu. B TOM CBS3M BeCbMa aKTyalbHOU SIBIISAETCSA
npobieMa TOoydYeHUs] Hepa3beMHBIX COCIUHE-
HUHM U3 3TUX ABYyX MarepuanoB. K coxanenuto,
BBHJly CYILIECTBEHHOTO pa3iMyusl TerIopu3u-
YECKHUX CBOMCTB 3TUX CIUIaBOB, UX CBapKa Tpa-
JUIIMOHHBIM METOJIOM MpeACTaBisieT co0oil 1o-
BOJIBHO CJIOXKHYTO 3a7a4y. B 3Toit cBsi3u 0coOBIi
MHTEPEC BbI3BIBAIOT MHHOBALIMOHHBIE METOJIbI
TBepopa3HOIl CBapKu, B YaCTHOCTH, CBapka
TperueM ¢ nepememuBanuem (CTII) [1].

HHTeHCcUBHBIE HCCIeI0BaHMS, IPOBOAUMbIE
Ha NPOTSHKEHUU MOCIEIHUX JIBYX JECATUIIETUH,
yOeauTeIbHO MPOJEMOHCTPUPOBAIN MPUMEHU-
Moctb CTII myst monydeHus: pa3HOPOIAHBIX CO-
enuHeHu amomuHuili-tutan [2—4]. C apyroii
CTOPOHBI, OBUIO TAK)KE YCTAHOBIIEHO, UTO B XO/I€
CBapKu OOBIYHO WUMEET MeCTO (OPMHpPOBAHUE
WHTEPMETAJUIMIHBIX coequHenuit [2—4]. OO0mre-
MPUHATO CYUTATh, YTO JAaHHBIA (peHomeH 00y-
CIIOBIIeH MHTeHCUuKanuend audQy3noHHBIX
MIPOLIECCOB Ha TpaHMIIEe pasziena pa3sHOPOIHBIX
MaTepuajioB BCJIEACTBUE OY€Hb OOJBIIMX IJIa-
cruueckux aedopmanmii B xone CTII. Benen-
CTBHE CBOEH NPHUPOIHOM XPYNKOCTH, HAAHHBIC
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AJIEMEHThl MHUKpPOCTPYKTYphI IIBa 3a4acTylo
SBIISIFOTCSL MECTaMHU 3apOKICHHSI TPEIIMH W,
TakuM 00pa3oM, HEPEIKO BEAYT K Jerpaaaluu
MEXaHUYECKHUX XapaKTEPUCTUK CBAPHBIX COEIU-
HEHUI U UX MPEKIECBPEMEHHOMY Pa3pyILICHUIO
[5-15].

B cepun npeapimymmx padot [16, 17] 6611
MPEAJIOKEH METO JUIsl PEIIeHHUs] TaHHOW Mpo-
Oonembl. Ero xiroueBast wues 3akioOvaliach B
MOJTHOM MCKJIIOUEHUU KOHTAaKTa Mexay pabo-
YUM MHCTPYMEHTOM M TUTAHOBOW YacThiO CO-
enqunenus B xone CTII mo cxeme «BHaxjiecT».
[Ipennonaranoch, 4YTO 3TO MO3BOJUT CHU3HUTH
TEMIIepaTypy Ha TpaHUIIE pasjena CBapHhBae-
MBIX MaTepUaJIOB U, TAKUM 00pa3oM, 3aTOPMO-
3UT pa3BUTHE HEXKENIATEIHHOTO Ipoliecca oopa-
30BaHUsl UHTepMeTauuaHoro cios. Kak cuen-
CTBHUE, yJacTcs JOOWTHCS TOBBIIICHHUS MeXa-
HUYECKHUX XapakTepuCTUK pazHopoaHbix CTII
COETMHEHUH aJTFIOMUHUIN/TUTaH.

[IpenBapurenbHbIe UCCIEI0BAHUS TTOATBEP-
T 000CHOBAaHHOCTH 3TOW crparteruu [16,
17]. bbu1o moka3aHo, 4TO OTCYTCTBHE B3aUMO-
JNEHCTBUSL MEXIY WHCTPYMEHTOM U THTAaHOM
CIOCOOCTBYET OTHOCHUTENIBHO HHM3KOW TeMIle-
paType Ha IOBEPXHOCTHU pasjiesia CBapUBAEMBbIX
MaTepHUaJioB, YTO, B CBOIO OYEPE/Ib, BEACT K pe3-
KOMY COKPAILIEHUIO TOJIIMHBI XPYIKOIO UHTEP-
MeTaJuTMAHOro cios [17]. 910, B CBOO ouepenb,
CIOCOOCTBYET IMOJABICHHUIO Mpoliecca 0opazo-



BaHUs TPEUIMH B 3TOM 00IacTH U, TAaKUM 00pa-
30M, oOecreynBaeT MpeKpacHbIe MPOYHOCTHBIE
XapaKTEPUCTUKU CBapHOIO IIBa B YCJIOBUSX
KBa3ucTaruueckoro Harpyxenus [16]. MHbmu
CJIOBaMM, MHTEPMETAJUIMAHBIN cloi Oonee He
SIBJIAETCS KPUTHUUECKUM JIEMEHTOM CTPYKTYpPbI
CTII coenuHeHus, 1 IPOYHOCTHBIE XapaKTepH-
CTHKH IOCIIEAHETO ONPEAEIIAIOTCS TPOYHOCTHIO
€ro aJIOMUHUEBOU YaCTH.

Jannas pabora sBISETCS MPOAOIKEHUEM
9TOrO LUKJIA HccienoBanuil. Ee nemnbio sBiser-
csl IpOBEepKa PabOTOCIIOCOOHOCTH TPEATIOKEH-
HOTO METOJa B YCJIOBMSIX UCIBITAHUN Ha ycCTa-
JIOCTHYIO BBIHOCIIUBOCTb.

1. MeToauka uccjae10BaHui

B kauecTBE OCHOBHBIX MaTrepuaoB JId
JTAHHOTO HCCIIEOBaHMs OBbUTH BBIOpaHBI TEp-
MUYECKU YNPOUYHSAEMBIA ATOMUHHUEBBIN CIUIAB
AA6013" u TuTanoBsIi crutaB BT6. Amomunue-
BbI CIJIaB OBLI IOTyYeH METOIOM TOTy-HeIpe-
PBIBHOTO JIUThsI C UCTOJIb30BAaHUEM J1TabopaTop-
HOTO O0OpY/IOBAaHUSI B IIEHTPE KOJUIEKTUBHOIO
I10JIb30BaHusl benropoackoro rocy1apcTBeHHO-
ro yHuepcutera. llomydyeHHbIe CIUTKU OBLTH
rOMOT€HU3UPOBaHbl Npu Temmneparype 550 °C
B TeYeHHE 4 4acoB, a 3aTEM IOJBEPTHYTHI XO-
JIOIHOM MPOKaTKe HAa CyMMapHYI0 BETMYUHY 00-
xarusa ~ 80%, obecrneynBIIell KOHEUYHYIO TOJ-
UMHY JUCTOB B 2 MM. TutaHoBslid criaB BT6
ObUT MPUOOpPETeH B BUJE TOpsSYEKATaHbIX JIU-
CTOB TOJIIIIMHOM 2 MM.

Pasnopomgnast CTII Obuta peanu3oBaHa Mo
CXEME «BHAXJIECT» Ha CBApOYHOM MallUHE
AccuStir 1004. Bo Bcex ciydasx altOMUHHE-
BbIC IJIACTHHBI PAcCIOarajiuch B BEPXHEH ya-
ctu CTII coeaunenuii, a pabounii UHCTPYMEHT
BHE/IPSUICS TONBKO B HUX (puc. 1, a). Ha ocHo-
BaHUH MPE/IBAPUTEIBHBIX SKCIIEPUMEHTOB OBLIO
ycranoBineHo, uto CTII moxeT ObITh peann3o-
BaHa TOJIBKO NPHU PACCTOSHUU MEXAy pabouum
MHCTPYMEHTOM W THUTAHOBOW IUIACTUHOW HE
6onpmie 50 mxm. s CTII nmpumensuics uH-
CTPYMEHT U3 yIJIEPOAMCTOMN CTajaH, COCTOSAIIMN

! TlpuBeneHa MexIyHapoIHas MApKUPOBKaA CILIaBa
! ITnst ucenenoBanuii ucrosb3oBanach CTII mMarniHa mpou3BojI-
ctBa CLLA ¢ nr0iiM0oBOi#i ccTEMO Mep
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U3 MIEYUKOB AMaMeTpoM 12,5 MM U LHIIUHIPU-
YEeCKOro MUHa ¢ pe3b0oit M5 u qunoit 1,9 mm.
[Tpouiecc cBapku ObLT peann30BaH MPU YacTOTE
BpaiieHuss uHCTpyMeHTa 1100 060poTOB/MHH
U CKOPOCTHM €ro TOPH30HTAJIbHOM MoJauu
0,5 nrorimor?/MuH (=12,7 mm/muH). B xome CTII
yroj HakjJOHa WHCTPYMEHTa COCTaBisul 2,5°,
a B KaueCTBE IMOMJIOKKH HCIOJIb30BAJICS JIUCT
13 HEPKABEIOLLEH CTalIN.

Kak Obu10 moKa3aHO B MPEbIAyIIUX pado-
tax [16, 18, 19], B xone CTII B amomMuHneBOM
YacTH IIBa MMEJIO MecTo (hOPMHUPOBAHUE OT-
HOCUTEIBHO MEIKO3EPHUCTOU CTPYKTYpBI CO
CpPEeIHUM pa3MepoM 3epeH okoio 10 MKM U 10-
aeit 6onbieyroBsix rpanul ~60% (puc. 1, 0).
C npyroii CTOpOHBI, B TUTAHOBOW 4acCTH I11Ba CY-
HIECTBEHHBIX MHUKPOCTPYKTYPHBIX H3MEHEHUI
BBISIBIICHO He Obu10. Ha rpanwuie pasnena aniro-
MUHUU-TUTAaH ObLIO OOHapykeHO (OopMHUpOBa-
HUE TOHKOTO (~0,5 MKM) MHTEPMETAJLTUIHOTO
cnos (puc. 1, 8), XUMHUYECKUN COCTaB KOTOPOTO
Obu1 Omuzok k TiAl [17].

OO0pa3s1el 1Tl UCTIBITAHUN HAa YCTAJTOCTHYIO
MPOYHOCTH BBIPE3ATUCH MEPIEHIUKYISIPHO Ha-
npaBJIeHUIO cBapku. J{imrHa paboueit yactu 00-
pasuoB cocrtapisina 190 MM, mmpuna — 25 M,
a TommuHa — 4 MM. /[mmHA 0OpasioB MpeBHI-
Iaja MUpPUHY 30HBI CBAPKHU U, TAKUM 00pa3oM,
00pa3upl BKIIOYANIU B ce0s BCE MHUKPOCTPYK-
TypHBI€ 30HBI, oOpa3yromuecs B xone CTII (t.e.
30HY NepeMelINBaHus, 30Hy TepMOMEXaHHYe-
CKOTO BO3JICUCTBUS M 30HY TEPMHUECKOTO BIIU-
ssHUs1). JlJis mpoBeeHUsi CPaBHUTENbHBIX HC-
NBITAHUN TaK)ke ObUTH TIOATOTOBIIEHBI 00PAa3IIbI
H3 altoMuHuEeBOro ciuiasa AA6013 B ucxogHoMm
(mo CTTII) cocrostHum.

WcnbiTanus OCYHIECTBISUIUCH IO  CXEME
pacTshKeHHe-C)KaTHe Ha CePBO-TUAPABINYECKOM
ucnblTarenbHoi MamuHe Instron 8801 npu kom-
HaTHOW Temneparype. Harpyska usMeHsuiach
10 CHHYCOMJAJIBHOM 3aBUCUMOCTH C 4aCTOTOMU
25 I', a ko3hHULMEHT aCUMMETPUH IUKIIA CO-
crasasa 0,1. B oOmieii ¢l1o;KHOCTH OBIJIO MCITBI-
TaHO He MeHee 18 00pa3IoB Ha KaxI0e U3 UC-
CJIEOBAaHHBIX COCTOSIHUM.
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Unwelded interface

Unwelded interface

Puc. 1. (@) Buewnwuii Bun u (6) nonepeunoe ceuenne pasnopoansix CTII coennnenni, a taxxke ()
HMHTEPMETAJUTHIHBII ClIoi, chopmMupoBaBIIHiics Ha moBepxHOCTH paznena. WD, ND u TD coorBeTcTBytOT
HAaIPaBJICHHUIO CBAPKH, HAIIPABICHUIO HOPMAJIH U MTONIEPEYHOMY HAIPABICHUIO

Fig. 1. (a) Appearance of welded joint, (6) cross-section of the transverse welded joints, and (g) intermetallic layer at
the welded interface. WD, ND, and TD are the welding direction, the normal direction, and transverse
direction, respectively

2. Pe3yabTarbl 1 UX 00CYy:KIeHHE

2.1. [Ipedsapumenvhwiti aHanus.

[TonyuyeHHble AuarpaMMbl yCTaJIOCTHU TPHU-
BEJICHBI Ha puC. 2, a. Kak cineayer u3 HuX, ycra-
noctHoe moBenenue CTII coenuHeHuit xapak-
TEPU30BaIOCH OOPATHON 3aBUCUMOCTBIO MEXKITY
NPUIOKEHHOW HArpy3KOM M KOJIMYECTBOM ILH-
KJIOB JI0 pa3pylIeHHs, KOTOpOE SBISETCS TH-
MUYHBIM 711 OOJBIIMHCTBA KOHCTPYKIIMOHHBIX
MaTepuaoB.

BaxxHo mnomuepkHyTh, 4YTO YyCTalOCTHas
npounocts CTII coenuHenuit Oblia 3HAYH-
TENIbHO HUXE, YeM B UCXOJTHOM aJFOMHUHHEBOM
cruiaBe. B yacTtHOCTH, pa3HuUIa MPENEIoB BbI-
HOCJIMBOCTH YCTaJOCTHOTO pa3pylIeHUs Co-
CTaBJIsijIa MPUMEPHO OJIMH MOPSIOK (puc. 2, a).
C npyroii CTOpOHBI, OBIIIO OOHAPYIKEHO, UTO pa3-
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pYLIEHUE CBApHBIX COEIMHEHUI MMEIO0 MECTO
VMEHHO B aJIOMMHHEBOM YacTH COEIMHEHUI
(puc. 2, 6). Taxxe BaXHO OTMETUTh, UTO pa3-
pylleHue B aJFOMUHUEBOM YacTH I1IBa LUIO HE
yepe3 LIEHTP 30HbI MepeMEIINBaHus, a B HEIo-
CPEACTBEHHON OJIM30CTH OT Kpasi 3TOW MHUKpO-
CTPYKTYypHOI obnactu (puc. 2, 0).

Jlnst uHTepHpeTanuu SKCIepUMEHTANIbHBIX
PE3yNbTaToB  1LEJI€CO00Pa3HO MPOAHATU3HPO-
Bath reomerputo CTII coepuHeHuit, momyyeH-
HBIX MO cxeme «BHaxJjecT» (puc. 1, 6). Onnoit
U3 €€ XapaKTEePHbIX OCOOCHHOCTEH SBIISETCS
HaJU4ue TPaHUIBl MEXAY CBapHbIM IIIBOM U
HCXOAHOM MOBEPXHOCTHIO paszaena (puc. 1, 0).
DTa rpaHHIla MOXKET BBICTYIIATh B POJIM TIOTEH-
HHAIBHON YCTaJIOCTHOM TPEUIUHBI.
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Puc. 2. (@) lnarpammMsl ycTanocTy 1 (0) THIMYHBIM BHEITHNI BU pa3pyIICHHBIX 00pa3IoB.
Ha puc. (@) cTpenku coOTBETCTBYIOT 00pa3iiam, KOTopble He ObIIIM pa3pylIeHbI B X0/1€ HCTIBITAHUH

Fig. 2. (a) Fatigue diagrams and (0) typical appearance of failed joints. In (a) arrows show run-out tests

WNHbIME ciioBaMU, BCIEICTBUE Crierupude-
ckoro xapaktepa CTII coenuHeHuM#, momydeH-
HBIX IO CXEME€ «BHAXJIECT», MOCIEIHUE MOTYT
colepkaTh B ceOe 3aponblll MOTEHIMATbHON
YCTJIOCTHOM Tpemuubl. B 3ToM cnydae ux
YCTaJOCTHOE MOBEACHHUE JOJIKHO ONPENENsITh-
Cs1 TOJILKO PACIpOCTPAaHEHUEM ITOU TPEITUHBI.

2.2. AHanuz ycmanocmuulx mpeuwjur 6 He-
PaspyueHHblx 0opazyax.

I[J'IH MPOBEPKHU T'UIIOTC3BI, HM3JI0KCHHOM

B TpeabIIylieM paszene, ObUTM IMpoaHaIu-
3UpPOBaHbl YCTAJOCTHBIE TPEIIMHBI B 00paz-
1ax, OTCTOSBIIMX MWUIMOH LHMKJIOB Harpy-
KeHust 0e3 paspylleHus (Tak Ha3bIBaeMble,
«run outy 00pasier). C 3TOM 1ETBI0 HECKOJb-
KO TOMOOHBIX 00pa3loB OBLIM pa3pe3aHbl
B/IOJIb WX TPOJOJBHBIX OCEH, MEXaHWYECKH
OTIOJMPOBAHBl U HCCIIEAOBAHbI OCPEICTBOM
POM. Tunuunele pe3ynbraTsl NpPEICTaBICHbI
Ha puc. 3.

Puc. 3. PacnipocTpanenue ycTaloCTHOH TPEIIMHBI OT TPAHUIIBI 30HBI CBApKH B 00pasiie, He pa3pyIIMBIIEMCS TTOCIIE
107 uukinoB ucnbitanus: (a) 003opHoe yBenudeHue, (6) nossimeHnoe ysenndenue. WD, ND u TD cooTBeTCTBYIOT
HaIlpaBJIeHHUIO CBAPKH, HAIIPABICHHUIO HOPMAJIH ¥ OIIEPEYHOMY HAIPABICHUIO

Fig. 3. Propagation of a fatigue crack from the edge of the welded zone in a specimen survived after 107 cycles:
(a) low magnification, (6) high magnification. WD, ND, and TD are the welding direction, the normal direction,
and transverse direction, respectively
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B monaHOM COOTBETCTBUU C OXHAAHUSIMU
OBLII0O 0OHAPY)KEHO, YTO YCTAJIOCTHASI TPEIIMHA
pacmpocTpaHsyiach OT TPAHMIIBI MEXKAY CBap-
HBIM I1IBOM M UCXOJAHOU MOBEPXHOCTHIO pasjena
(puc. 3, a). Takum oOpa3zom, JAEHCTBUTEIHHO,
CTII coenuHeHus conepkanu B cebe 3apoJIbIil
MOTEHIIMATIBPHON YCTaJIOCTHON TPEIIUHBI, U UX
YCTaJIOCTHOE IIOBEJIEHUE ONPEACIAIOCh pac-
MIPOCTPAHEHUEM TTOCIIETHEN.

WHTepecHO OTMETHTBH, UTO pacHpocTpaHe-
Hue TpemuHbl B amomuaueBoi yactu CTII co-
€IMHEHUsT HOCHJIO BOJHOOOpa3HBIM Xapakrep
(puc. 3, 6). Ucxons u3 caMbIx o0IIUX cooOpa-
YKEHUH, MOXKHO TMPEATIONIO0KHUTh, YTO MOA0OHBII
MIEPUOANYHBIA XapaKTep pPOCTa TPEUIMHBI ObLI
CBS3aH C ILHMKIMYECKUM XapakTEepoOM Harpy-
xeHus. C Jpyroil CTOPOHBI, YUUTHIBas SIBHO
OTPaHMYEHHOE KOJIMYECTBO «BOJHY», BBISBIIsiE-
MO€ B XOJIe MUKPOCTPYKTYPHBIX HAOTIOMEHUI
(puc. 3, 6), mpencraBigeTcs KpaiiHe MaJIOBEpO-
STHBIM, YTO Ka)K[as M3 HHUX COOTBETCTBOBaJa
OMHOYHOMY IHKIIy HArpyXeHus. Takum o00-
pa3oMm, GU3HYECKHUI MEXaHU3M, OTBETCTBECHHBIN
3a CTOJb CHeU(pUIECKYIO TPACKTOPHIO pacpo-
CTpaHEHMs TPEIIWH, HE sICeH U TpeOyeT Ialb-
HEWILEro OCMBICIICHHUS.

2.3. AHanuz ycmanocmHuvlx mpewjur mMemo-
00M Npepul8aHus IKCHepUMeHma.
Kak Obl10 mokazaHO B MpenbIAyIIeM pas-

JieNie, yCTaJIOCTHOE TOBEIEHUE «run out» o0-
pastoB (To ecTh (PAKTHUECKH B YCIOBUSX OUCHB
HU3KUX [UKINYECKUX HArpy30K) TUKTOBAIOCH
pactupoCTpaHEHHEM TPEHIMHBI OT TPaHUIIbI
MEX/y CBapHBIM IIIBOM U UCXOTHOW MTOBEPXHO-
CTBIO pasnena. [[isi u3ydeHus cUTyaluu B ycC-
JIOBHSIX BBICOKHMX IUKIMYECKUX HaANpPSOKEHUN
HECKOJIbKO JKCIIEPUMEHTOB OBUIM TPEPBaHbI
HE3aJI0JITO 70 Pa3pylICHHs] B COOTBETCTBUH C
uaeen, m3noxkeHHoit B padore [20]. B gactHo-
CTH, B paMKax pean3alui JaHHOTO HCCIeI0Ba-
HUS BCE TOAOOHBIC SKCIIEPUMEHTHI OBLIN TIPO-
BEJICHBI MIPU BEJIMYMHE aMIUTUTYHOU HATrPy3KU
4,66 xH. VYcramocTtHple HCHOBITaHUS OBLIN
npepsanbl nocie 16000 nukinoB. Bo Beex
ClIydasiX Hepa3pyIlIeHHBIE YCTAlOCTHBIE O00-
pasubl ObUIH pa3pe3aHbl BIOIb UX IPOIOJIb-

HOMt OCHU, MCXaHHWYCCKH OTIIOJIMPOBAHBI U
HNCCIICIOBAaHbI nmocpeacTBoM OITHUYECKOM
MUKPOCKOIINH.

TunuuHble pe3yabTaThl OBLTH MPEICTaBIIC-
Hbl Ha puc. 4. Kak crnegyer u3 HUX, Ha Kparo
CBapHOTO IIBa OBUIO TaKke OOHapYyX EeHO 00-
pa3zoBaHME YCTAJIOCTHOUW TpemwuHbl (puc. 4, a).

BaxxHo mOMYepKHYTH, YTO OTa TPEIIMHA
HE pociia BIOJNb TpaHMLBI paszjena (T.e. de-
pe3 MHTEePMETAIUAHBIN CJIOH), a pacrpo-
CTpaHsUIaCh 4Yepe3 aJIOMHUHHEBYIO YacTh IIBa

(puc. 4, 0).

Puc. 4. PacpocTpaHeHne yCcTalOCTHON TPELUHBI OT IPAHUIIBI 30HBI CBAPKH, BBISIBIIEHHOE, B XO/1¢ IIPEPhIBAHUS
YCTAJIOCTHBIX UCIIBITAHUH: (@) 0030pHOE yBenuueHue, (6) noseinienHoe ysenuuenne. WD, ND u TD coorercTBytoT
HaINpaBJICHUIO CBapPKH, HAMPAaBIEHUIO HOPMAJI U MONIEPEYHOMY HAIIPaBICHUIO

Fig. 4. (a) Propagation of a fatigue crack from the edge of the welded zone revealed during an interrupted test:
(a) low magnification, (6) high magnification. WD, ND, and TD are the welding direction, the normal direction, and
transverse direction, respectively
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BriBoabI

1. Kak ciemyer u3 pe3ysbTaToB JaHHOTO UC-
cienoBaHus, ycranoctHoe paspywmenue CTII
COCIMHEHUII HMMEIO MECTO MCKIIIOYUTEIBHO
B JIOMUHMEBON 4acTu 1Ba. MHBIMU clioBaMy,
MHTEPMETAJUINAHBIN CIIOH, cOPMHUPOBABLIMIA-
Csl Ha TOBEPXHOCTH paszzienia, He sBIsICs (aKTo-
POM, OIpPEACIAIOIIMM YCTAIOCTHOE MTOBEICHUE
CTII coenunennii. Takum 0Opa3oM, HUCXOAHAS
uaes JaHHOM paboThl OKa3ajlach COBEPILIECHHO
BEPHOM.

2. YcranocrtHas npouyHocts CTII coenune-
HUl OblJIa 3HAYUTEIBHO HIXKE, YEM B HCXOJTHOM
AJIFOMMHMEBOM CIUIaBe. B wacTHOcTH, pasHULa
IIPEIEIOB BBIHOCIMBOCTU yCTAJIOCTHOIO pas3py-
LIEHMsI COCTAaBJIsUIa NIPUMEPHO OAMH IMOPAIOK.
Ilokazano, uyto maHHBIA 3¢ deKT ObLT CBSI3aH
C OCOOCHHOCTSMHU TI'€OMETPUU CBAapHOIO CO-
€IMHEHUs «BHaxJjecT». B wactHOCTH, rpaHuLa
MEXJy CBAapHbIM IIBOM M MCXOIHOH IOBEpX-
HOCTBIO pasliela CBapUBacMbIX MaTEpUAJIOB
(akTHUeCKH BBICTYHAeT B POJIM 3apOJbILIa
ycTrajocTHOU TpewmuHbl. Kak cnencrsue, ycra-
noctHoe nosenenue CTII coenunenuit ompe-
JEJIAETCs TOJIBKO COIPOTHUBIECHUEM Marepuasa
pacnpoCTPaHEHUIO 3TOU TPEILUHBI.
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