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ABSTRACT

This study investigated the influence of friction stir welding (FSW) conditions on microstructure
and mechanical properties of an advanced Al-Cu-Mg alloy AA2624 (according to the Aluminum
Association classification). For this study, alloy plates were solution annealed, water quenched,
rolled to a 20% reduction at room temperature, and then artificially aged at 190 °C for 1 hour (T820
treatment). After thermomechanical treatment, the plates were butt-welded under various regimes.
The regimes were selected by varying the rotational speed and feed rate of the tool. The rotational
speed of the tool was in the range of 500—1100 rpm, and the feed rate varied from 127 to 380 mm/min.
An increase in the rotational speed of the tool from 500 rpm to 1100 rpm resulted in a transformation
of the stir zone shape from a bowl-shaped to an elliptical one. This reflected substantial changes in
the character of material flow during FSW. It was found that FSW significantly reduced the strength
properties of welds compared to the base material. The joint efficiency ranged from 51 to 61%. It
was shown that weld failure occurred in the proximity to the edge of the tool shoulder. Consequently,
the feed rate of the tool is a key factor determining weld strength.
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AHHOTALIMSA

B pabote ObLIO MCCIENOBAHO BIMSHUE PEKUMOB CBapku TpeHueM c mnepememnBanueM (CTII)
Ha (OPMUPOBAHUE CTPYKTYPBI U MEXaHUYICCKUX CBOUCTB coBpeMeHHOTO Al-Cu-Mg crutaBa AA2624
(mo xnaccudukamuu Aluminum Association). JIjist 3TOro MmiIacTUHBI CIutaBa OBLTH 00pabOTaHBI HA
MIEPECHIICHHBIN TBEP/IbIM PACTBOP U 3aKAJICHBI B XOJIOAHYIO BOY, MPOKATaHbBI IPH KOMHATHOUN TeM-
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nepatype ¢ obxaruem 20%, a 3arem coctapens! npu 190 °C B teuenue 1 gaca (o6padorka T820).
[Tocne TepmomexaHnuecKkoil 00pabOTKH MIACTUHBI ObUIM CBAPEHBI BCTHIK MIPU PA3IMUHbIX PEKUMAX.
ITon0op pexuMOB OCYLIECTBIISUICA ITyTEM BapbUPOBAaHUS TaKUX MAapaMeTPOB CBapKH, KaK 4acToTa
BpAaILEHHUs ¥ CKOPOCTb MO/Iauu pabodyero nHCTpyMeHTa. Yacrora BpameHust pabodero HHCTPyMEHTa
Haxoawiack B uaTepBasie 500—1100 06/MuH, ckopocTh mogayu BapbupoBasiach ot 127 go 380 Mmm/mMuH.
[loka3aHo, 4TO C yBEIMYEHHUEM YACTOThHl BpalleHus pabouero uHcTpymMeHta ¢ 500 06/MuH
10 1100 o6/MuH TpOMCXOTUT M3MEHEeHUE (HOPMBI 30HBI MEPEMELIMBAHUS OT yYalieoOpa3HON K 3J-
JUNTUYECKOW. DTO yKa3bIBaeT Ha M3MEHEHHUE XapaKTepa MIaCTUYECKOro TeUeHHs MaTepurasa BO Bpe-
Mms CTII. beimo ycranosneno, uro CTII cnocoOcTBOBaNa 3HAYUTETFHOMY CHIYKEHUIO TIPOYHOCTHBIX
CBOWCTB CBapHBIX IIIBOB 10 CPaBHEHMIO C OCHOBHBIM MarepuanoMm. Koadduuuent npounoctu Ba-
prupoBacs ot 51 1o 61%. BersBieHo, 4To pa3pyleHre CBapHBIX HIBOB IIPOUCXOIMIO B Haubosee
pa3yInpouHEeHHOH 00JIaCTH, @ MIMEHHO B 00J1aCTH, HAXOIALIEHCS PSAAOM C KpasitMU 3aIlJICUUKOB MHCTPY-
MeHTa. Kak creictBue, CKOpOCTh Mojauu pabouero HHCTPYMEHTa SBJSIeTCS KIIFOUEBBIM (PaKTOPOM,
OTIPEIETSIOLIUM POYHOCTH CBAPHBIX COCTUHEHHH.

KJIFOYEBBIE CJIOBA

CBapka TpeHHEM C TiepeMellMBaHueM; aloMuHueBble cruiaBel; Al-Cu-Mg cmnaBwl; 30Ha
nepeMeInBaHus; NpoduiIb MUKPOTBEPAOCTH; MEXaHUYECKHE CBOWCTBA.

Beenenne aJIFOMUHUEBBIE CIIIaBbl TPYIHO CBapUBaTh Tpa-
JUIMOHHBIMM METOAAMU CBapKH IJIaBICHHEM,
MIOCKOJIBKY OHHU MPUBOJAT K 00pa3oBaHUIO Jie-
(exToB nuTON CTpyKTYphl. K Takum nedexram
MOKHO OTHECTH HAJIMUUE IIOPUCTOCTH, TPELIUH
U pacciloeHui, (popMHpOBaHHME JEHAPUTHOU
CTPYKTYpbl, XMMHUYECKYIO HEOJAHOPOJHOCTD,
a TaKKe yTpary JIETUPYIOLUX 3jIeMeHTOB. Ta-
Kue Je(eKThl 3HAYUTENIbHO CHH)KAIOT MeXa-
HUYECKHUE CBOWMCTBA CBAPHBIX COEAMHEHHH 110
CPaBHEHMIO C OCHOBHBIM MarepuajioM. B mpe-
obmnanatomem OonpnHcTBe CTII mpumensier-
Csl Ul JINHEHHON CBapKH BCTBIK, UTO SIBJISETCS
caMOil MPOCTOM M PacHpOCTpaHEHHOW KOH(U-

CBapka TpeHHEM C MepeMeIIMBaHUEM SIBIISI-
€TCSI COBPEMEHHOM TEXHOJOTHEH COEAMHEHUS
MaTepuaioB, KOTOPbIE CIOKHO WM IpaKTHYe-
CKHM HEBO3MO)KHO COEIMHUTH TPATUIIMOHHBIMU
METOJaMH CBapKH IUIaBJICHUEM (Hampumep,
aproHojyroBasi cBapka). TBepmoda3snbiii xa-
pakTep CBapKW IMO3BOJSET IOJIy4aTh BBICOKO-
KaueCTBEHHbIEC CBAapHbIC IIBbI NPU MEHBIINUX
sHepro3arparax. bypHoe paszsutue CTII mno-
3BOJIMJIO BHEJPUTH JIAHHYK TEXHOJOTHIO B
aIPOKOCMUYECKYIO, aBTOMOOWJIbHYIO, >Kele3-
HOJIOPOXKHYIO, CYIOCTPOUTENIbHYI0 U MOPCKYIO

MIPOMBIITUICHHOCTH, YHEPTETHKY, dJICKTPOTEXHH-
Ky | JJIEKTPOHUKY, a TaK)Ke B 00OPOHHYIO MPO-
MBIIUICHHOCTh [1—6]. OgHuM u3 Ba)KHEHIINX
noctwkenud CTII B obOmacTu coequHEHUsT Ma-
TEPHUAJIOB SIBISETCS TO, YTO OHA BIIEPBBIE MTPOJIE-
MOHCTPHUPOBAJIa, 9YTO HEPACXOAYEMbII Bpalllaro-
IIUHCS MHCTPYMEHT MOXKHO MCIIOIB30BaTh ISt
TepeMENTUBAHNS METAJUIOB C LIEJIBIO IOy YCHHS
MPOYHBIX CBAPHBIX coeAuHeHuit [2, 7-10].
Nznavansno CTII Owia paspaborana uist
MOJIyYEHHUSI CBAPHBIX COCAUHEHUN W3 BBICOKO-
MIPOYHBIX AJTFOMUHHUEBBIX CILJIABOB, B YACTHOCTH
AJIFOMUHHUEBBIX CIUIABOB 2XXX cepuu [2, 7]. Dt

rypaiuei CBapHbIX COEAMHEHUN. DTO SABISETCS
BOCTPEOOBaHHBIM ISl U3TOTOBJICHUS JUTMHHBIX
JIMCTOBBIX 3arOTOBOK C OTHOCHUTEJIBHO IPOCTOMN
reoMeTpuel B COOPHBIX KOHCTPYKIMSX U3 ajto-
MUHHUEBBIX CILIaBOB, MCIOJIb3YyEMbIX B TpaHC-
IIOPTHOM MaIIMHOCTPOCHHUH.

AJIOMUHHUEBBIE CIUTaBBI 2XXX CEpUU Tpa-
JUILAOHHO OTHOCATCS K TEPMOYIPOYHSIEMBIM
CIUIaBaM, T.€. CBOM CBOMCTBA OHHU IOJYYaroT 3a
CUeT BBbIAEIEHMs YacTul] BTOphIX (a3. Benen-
CTBHE OYEHb OOJBIINX Ae(opMaIvii ¥ BHICOKHX
temneparyp, Bo3Hukaomux npu CTII, gactu-
Il BTOPBHIX (a3 MOTYT IpeTepreBaTh 3HAYH-
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TebHBIE H3MEHEHHsI. B 4aCTHOCTH, OHU MOTYT
MOJTHOCTHIO/9aCTUYHO PACTBOPSATHCS, TOBTOPHO
BBIIENATECSA, MO0 orpyonsatees. K crutaBam
2XXX CepUU MOCIEIHETO MOKOJICHHSI OTHOCUTCS
OTHOCHUTEIILHO HEJIJaBHO pa3pabOTaHHBIN CIUIAB
AA2624, xoTOpBIii OBLT AKTyaTM3UPOBAH B IEp-
BYIO OUe€pe/b ISl BO3MOXKHOW 3aMEHBI CIIJIAaBOB
AA2024 u AA2324. TloBbIIEHHOE coOaepxka-
HUE M€Y B CIUIaBaX JaHHOW CEpHH OTPaHUYU-
BaeT CBapPHUBAEMOCTh TPATUIIMOHHBIMU METO-
JaMHU CBAapKH IJIABJICHWEM, B OCHOBHOM H3-3a
9pe3MEepHOTO  O0pa30BaHHUS  MHUKPOTPEIIHH,
BBI3BAaHHBIX TOPSIYMM PACTPECKHBAHHEM B pac-
TUTABJICHHOW 30HE, MOPHUCTOCTH U OCTATOYHBIX
HanpspokeHuit [11-16]. Takum obpazom, CTII
SIBIISIETCS TIPHUBIICKATEIILHBIM METOJIOM COE/IU-
HEHUS ITUX MaTePHAJIOB.

Ilens manHO¥ pabOTHI — TMONYYHUTH Oe3fe-
(heKkTHbIE CBapHbIE COCTUHEHHS U3 aTOMUHU-
eBoro craBa AA2624-T820 meromom CTII u
YCTaHOBUTH BIUSHUE PEKUMOB Ha (GOpMUPOBa-
HUE MaKpPOCTPYKTYpPbl U MEXaHUYECKHE CBOU-
CTBA MOJY4YEHHBIX CBAPHBIX IIBOB.

Ta6auna 1. Xumuyeckuit coctaB cruiaBa AA2624 (Bec. %)

Table 1. Chemical composition of AA2624 alloy (wt. %)

1. MaTepna.ﬂ U METOAUKH UCCJICAOBAHUSA

B kauectBe Marepuana uCClE€IOBaHUN
ObLT BHIOpaH ATIOMUHHEBBIA CIUIAB CHCTEMBI
Al-Cu-Mg. CrutaB ObUT MOTY4Y€H METOIOM IIO0-
JYHEIPEPHIBHOTO JIUThSI C BHICOKOM CKOPOCTHIO
oxnaxnaennst Ha Oaze HUY «benl'Vy». Xumn-
YEeCKUIl COCTaB CIulaBa ObUT M3MEpEH IMOCpe-
CTBOM  ONTHUKO-3MUCCHOHHOIO  aHajau3aTopa
Hitachi Foundry Master OE750 u npencraBieH
B Tabm. 1.

Jlutoli crmaB ObUT TOMOTEHU3MPOBAH I10
IByXcTyneH4atomy pexxumy (375 °C B TeueHue
10 g u 490 °C B Teuenue 14 u), ocaxeH Npu
450 °C no ucTHHHOW creneHu aedopmanuu
€ ~ 1, mocrne 4ero npokaraH Mpu 3TOM ke TeM-
reparype J10 BEIUUMHbBI HICTUHHOM edopManun
€= 2. JIucTel mocine mpoKaTku ObUTA TTOJIBEPTHY-
Thl TepMoMexaHu4yeckoil oopaborke (TMO) mo
pexxumy T820, BkitouaromemMy oOpabOTKy Ha
NIEPECHIIEHHBIN TBepblid pacTBop mpu 495 °C
B TEUEHHUE 2 U C OCIIEAYIOIIEH 3aKaJIKOi B BONTY,
XOJIOHYIO MpoKaTKy 10 20% o0xaTusi 1 UCKycC-
ctBeHHoe ctapenue npu 190 °C B TeueHue 2 .

Cu Mg Mn Zn Cr

Ti 7r Fe Si Al

3,94 1,19 0,59 0,16 0,04

0,14 0,1 0,0069 0,02 oct. / bal.

Puc. 1. [Tnactuns crutaBa AA2624-T820 s CTII (a) u pabounit nHCTpyMEHT (6)
Fig. 1. AA2624-T820 alloy plates for FSW (a) and welding tool (6)
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Jna CTII uccaenyemslil cIuiaB B COCTO-
saun T820 OBLI ITOATOTOBJIEH B BHJIE JIMCTOB
(puc. 1, a) pasmepamu 130x50%x3 mm?. Jlu-
ctel Obutn cBapeHbl BCThIK Ha CTII mammnbe
AccuStir 1004 Bronb HampaBieHHs MPOKATKU
(puc. 1, 6). Pabounit macTpyment st CTII
OBLT M3TOTOBJICH M3 MHCTPYMEHTAIBHON CTaH
U COCTOSJI U3 3aIJICYMKOB JUaMeTpoM 12,5 mm
M HAKOHCYHUKA JIMHON 2,7 MM ¢ KOHHYECKOU
MeTpu4ecKoil pe3ndoir M5 (puc. 1, 6). Yron
HAKJIOHa WHCTPYMEHTAa OTHOCHUTEIHLHO HOpMa-
JIU K TOBEPXHOCTH CBAPUBAEMBIX IJIACTHH CO-
craBisia 2,5°. B kauecTBe MOMJIOKKH HCIIOJb-
30Bajach MAacCHBHAs IUINTa U3 HeprKaBerolleit
CTaJIH.

C 11en1bt0 BBISBICHUS BO3MOXKHOTO BIUSHUS
ycinoBuil CTII Ha cTpyKTypy M MeXaHUYECKHE
cBoiictBa cBapHbIx 1BOB, CTII ocymectBis-
Jach IO peKUMaM, MPEICTaBICHHBIM B Ta0MI. 2.
Kak BuIHO W3 TaOMUIbl, BAPbUPOBAIUCH TAKUE
KIIIOYEBBIC IMapaMeTpbl CBapKH, KaK YacToTa
BpallleHHUs U CKOPOCTh MOJayu pabovyero WH-
cTpyMeHTa. BeiOop Takoro quamna3ona pexxuMoB
OB 00YCIIOBJIEH, C OJTHOW CTOPOHBI, OTpaHUYE-
HUSMHU 10 MaKCHMaJbHOW YacTOTE BpAIICHUS
mmuHAes (< 1100 06/MuH), ¢ IPyTOl CTOPOHHI,
(hopMUpOBaHHUEM MaKPOCKOITUYECKUX AePEKTOB
B 30HE TMepeMEIINBaHMUS.

B kagecTBe cHcTeMBbl KOOpPAMHAT IMPOIIEC-
ca CTII Obuto BRIOpaHO HANpaBJICHHE CBApPKH/
welding direction (HC/WD), nanpasneHue
Hopmanu/normal direction (HH/ND) u nepnen-
JMKYIISIpHOE HarmpaBiieHue/transverse direction
(ITH/TD).

CBapeHHBIC TUIACTUHBI TTOMEIIAINUCh B MO-
posunbHyto kKamepy (—20 °C) ¢ uenpro 3amen-
JIEHUsI TMpoIecca €CTECTBEHHOIO CTapeHus,
KOTOPBIH, KaK M3BECTHO, aKTUBHO MPOTEKAET B
Al-Cu crmaBax U 0COOEHHO YCHIIMBAETCS MPHU
JIETUpOBAaHUM Mg.

Taoauna 2. Pesxxumer CTII
Table 2. Regimes of FSW

MATED

Makpockonuueckas CTpyKTypa, chopmu-
poBaBmasics B xone CTII, uccrnenoBanach mo-
CPEICTBOM ONTHUYECKOM MHUKpockonuu. C 3Toi
1eJIbI0 OBLIM BBIPE3aHbl 00PA3Ilbl MEePIEHIUKY-
JSIPHO HarnpasieHuto cBapku. [Ipobomoaroroska
OCYUIECTBIISIACh IMyTeM HUTH(OBaHUS HCCIEay-
eMOli oBEepXHOCTH 00pa3iia Ha HUTM(OBAILHO-
MoJIMpOBaTbHOM ycTaHoBKe LaboPol-5 dupmsr
Struers ¢ ucnoabp30BaHUEM a0pa3uBHOM Oymaru
C MOCTENEHHBIM YMEHBUICHHEM €€ 3€PHUCTOCTH
BILIOTE 40 P4000. ITociie MexaHMYECKON IIIH-
(hoBKHM ObBLIa MPOU3BEICHA ICKTPOITUTHICCKAS
MOJIMPOBKA C MCIOIB30BaHUEM peakTuBa (78 M
HCIO,, 90 mn H,O, 730 mn C,H,OH, 100 mn
CH,,0,) npu nanpsbkennn 23,5 B B TeueHue
30 cexyna. s BBISBICHUS TpaHUL] 3€PEHHOMN
CTPYKTYpbI 00pa3slbl MOABEPrald XUMHUYECKO-
My TpaBienuio B peaktuse Kemnepa (95% H, 0,
2,5% HNO,, 1,5% HCI, 1% HF) B Teuenne 30
cekyHa. CbreMKa MaKpOCTPYKTYpPbI MPOU3BOIHU-
Jach HAa WHBEPTUPOBAHHOM MeTaiiorpaduue-
cKkoM ontrdeckoMm mukpockore Olympus GX51
C HCIIOJB30BAHUEM IPOrPaMMHOr0 obecrieue-
Hust SIAMS 800.

IIpenBapuTenbHBIN aHAIA3 MAaKPOCKOIIYE-
CKOW HEOAHOPOAHOCTU CTPYKTYpPHI, ChOpMUpO-
BaBIIICHCS B 00JaCTH CBApHOTO 11Ba, OCYIIECT-
BJISUICA TIOCPEACTBOM TIOCTPOEHHUs Mpoduieit
MHUKPOTBEPAOCTH. BbIpe3ka W moaroToBka o0-
pa3LoB ObLIa aHAJIOTMYHA METOIMKE TOATOTOBKU
MHUKPOCTPYKTYPHBIX 00pa3LioB sl ONTHYECKOM
MuKpockonuu. M3mepenune npoduiis MHKpO-
TBEPIOCTH MO Bukkepcy ocyliecTBisiach B
cootBercTBuM ¢ ['OCT 9450-76 ¢ ncnonb3osa-
HUEM I10JIyaBTOMATUYECKOI'0 MUKPOTBEpAOMEPA
Wolpert 402 MVD, ocHalieHHOTO YeThIpex-
IPAHHOW AJIMa3HOM NMUPAMUIOH, IIPU HArpy3Ke
2H ¢ Beiaepxkkoit 10 cek. [Ipodunu MukpoTsep-
JIOCTH U3MepsuIuch nocepeaune toamunas CTII
mBOB ¢ marom 0,5 MM.

YacToTa BpamieH s MITHHAENS, 00/MHUH / Ckopoctb nmogaun, MMm/MuH / Feed rate, mm/min
Spindle rate, rpm 127 254 380
500 - 500-254 500-380
750 - - 750-380
1100 1100-127 - 1100-380
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OO0pa3ipl I MCIBITAaHUN Ha OJHOOCHOE
pacTsDKEHUE BBIPE3aIMCh IONEPEK HarpaBiie-
HUSl CBapKH, IpUYEM IIEHTpajbHas JIMHUS 1IBa
COOTBETCTBOBAJIa CEpPeIMHE paboveil yacTu 00-
pasios.

BaxxHo momuepkHyTb, 4TO pabouas 4acTh
BKJIIOYasa B ce0sl Bce MUKPOCTPYKTYPHBIE 30HbI
CBapHOTO 1IBA (T.€. 30Hy IepeMELINBaHMsI, 30HY
TEPMOMEXAaHMUECKOTO BO3JEHCTBUS, 30HY Tep-
MHYECKOIO BIUSHUSA U 30HY HCXOIHOIO Mare-
puana). /InuHa paboueli yactm 0Opas3IoB CO-
cTaBisuia 35 MM, a mMpuHa 7 MM. BepxHsasa u
HIDKHSISL TIOBEPXHOCTH OOpa3LOB MEXaHUYECKU
MOJIMPOBAJINCh Ul JOCTUKEHHSI OJUHAKOBOM
TOJIIIMHBI U yCTpaHEHUs] 00JaCTH HElpoBapa B
HWKHEW 4aCTH 30HbI IEPEMEIINBAHHUS.

HcnpiTaHuss Ha OIHOOCHOE pPacTsHKEHHE
nposoaunuchk cormtacHo I'OCT 1497-84 mnpu
KOMHAaTHOM TEMIIEpAaType Ha YHHUBEPCAIbHOU
HCIIBITAaTeNIbHOM MaiuHe Instron 5882, ¢ wmc-
MI0JIb30BAaHUEM ~ ABTOMAaTHYECKOIo  3KCTEH30-
metpa MFX 500 mpu moCTOSHHON CKOPOCTH
JBUKEHUSI TPaBEPCHI, COOTBETCTBYIOIIEH Ha-
YyanpHOU ckopoct aedopmaruu 107 ¢!, Jlns
CPaBHUTENBHBIX 1eJIeH ObLIHN TaKKe MPOBECHbI
HCIBITAaHNS COOTBETCTBYIOIIMX 00pa31loB U3 UC-
XOJIHOTO Marepuana. J{ias BOoCIpon3BOINMOCTH
pe3yabTaToB OBUIM HUCHBITAaHBl KaK MUHUMYM
Tpu oOpa3ia Juis KaXJI0T0 U3 HCCIeT0BAaHHBIX
COCTOSIHUM.

2. Pe3yabTaThl H UX 00CYyKIeHHE

Ha puc. 2 mpencraBiena MakpoCTpyKTypa
CBapHBIX IIBOB, MOJYYEHHBIX MPH PA3TUUYHBIX
pexumax CTII. MccnenoBanue nonepedyHoro
CEUeHHsI CBapHBIX COCIMHEHWH IOKa3ajo OT-
CYTCTBHE MAaKpOCKomu4eckux nedexkroB. Bo
BCEX CITydasiX BBISABIISICTCS YETKasl 30HA TIepeMe-
muBaHus. Takxke mpuMmeyareseH ToT (akT, 4To
C YBEJIMYEHHMEM YacTOThl BpallleHUs pabouero
nHctpymerta ¢ 500 o6/mMun g0 1100 o6/munH
MIPOUCXOIUT H3MEHEHHE (OPMBI 30HBI IEpe-
MemurBaHus OT uyamieoOpasznoi (basin-shaped
nugget zone) [17] k snuntuueckoit (elliptical
nugget zone) [18, 19]. D10 MoXkeT yka3bIBaTh
Ha U3MEHEHHE XapakTepa IJIaCTHYECKOro Teue-
HUs Marepuana. JlaHHbIe pe3ynbTaThl HAXOISAT
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IMOATBCPIKACHHUC U B Hay‘IHO-TeXHquCKOﬁ JIN-
teparype [17-20]. Hanuune koHTpacTa pa3zHoit
WHTEHCUBHOCTH TOBOPHUT OO0 OYEHH CIIOKHOM
XapakTepe IUIaCTUYECKOro TEUEHHUs Marepuana
Bo Bpems CTIL.

JInst OlleHKM MaKpOCKONMMYECKON HEOIHOPOI-
HOCTH CTPYKTYpbI, C(HOPMUPOBABILIEHCS B 30HE
CBapHOTO IIIBa, OBLIM W3MEPEHBI MPOPMIH MU-
KpOTBEpAOCTU. TUNHUHbIE TPOdUIH, TOTyUYeH-
Hble TIpHu pa3nuuHbiX pexumax CTII, npusene-
HBI Ha puc. 3—5. JIy1st HarsAHOCTH Ha TPOPUITSIX
0003HaueHbl JAMAMETPHl TMHHA U 3allJICYUKOB
MHCTpyMeHTa. CUnTaeTCs, YTO MEPBBINA U3 HUX
IPUMEPHO COOTBETCTBYET IIMPUHE 30HBI Mepe-
MEIIMBAHUS, & BTOPOM — TpaHUIIe 30HBI TEPMU-
yeckoro BiausHUS. Kak crienyer M3 pUCYHKOB,
IPaHUIBl Pa3yNPOYHEHHON 30HBI CYIIECTBEHHO
MPEBOCXOMIAT pa3Mepbl pabouero HHCTPyMEHTA.
COOTBETCTBEHHO, MaTepHa B 3TOM 00JacTH HE
MOT TIOIBEpraThCcsl MIaCTUYECKOM edhopMaIiu.
CrnenoBarenbHO, MOXKHO CJI€JIaTh BBIBOJ O (op-
MHUPOBAaHUU TMPOTHKEHHONW 30HBI TEPMHUYECKO-
ro BAMsiHUS. Takxke cleayeT OTMETHTb, YTO BO
BCEX CIy4asx MpoduiIn MUKpPOTBEPJOCTH UMe-
1 Xapaktepuyto W-obpasnyto ¢opmy [21-23],
OpUyeM MUHUMAJIbHOE 3HAu€HUE TBEPIOCTH
COOTBETCTBOBAJIO 00JaCTH, MPEANOT0KHUTEIb-
HO OTHOCSIIEHCS K 30HE TEPMOMEXaHMUECKOTO
WM TepMuudeckoro BiausHus. C apyrou cTopo-
HBI, MaTepuaj 30HbI MEepeMENIMBaHUs Xapak-
TEPHU30BAJICSl TOBBIIIEHHBIM YPOBHEM TBEPAO-
cti. VHTEepecHO OTMETUTh, YTO MOBBILICHHE
YacTOThl BpallleHusi paboyero MHCTPYMEHTA
CrocoOCTBOBAJIO yCHIICHHIO 3(deKTa yrnpod-
HEHHS 30HBI nepememuBanusi. C apyroit cro-
POHBI, YBEJIMUYEHUE YaCTOThl BPAIICHUS TAKXKe
CIOCOOCTBOBAJIO yMEHBIIEHUIO 3(dekTa pas-
YOpPOUHEHUs] Marepuana Ha nepudepuu 30HbI
nepememuBanus. [Ipuunna ycunenus >¢gdexra
yIpOUEHUs B 30HE NEpeMEeUINBaHMs IPHU MOBbI-
HIEHUHU YacTOThl BPAILEHUS pabO4yero MHCTpY-
MEHTa MOXET OBbITh CBf3aHA C MPOTEKAHHEM
MPOIIECCOB PACTBOPEHUS/OTPYOJICHUS YaCTHII
ynpousstomei ¢asbl B xone CTIT u moBTOpHO-
TO MX BBIJCJICHUS MPU OXJIAXKIECHUU MaTepuana
nociie cBapku. Kak M3BeCTHO, MakCUMalbHas
temneparypa nporecca CTII pacrer ¢ yBenu-
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YEHHWEM YacTOTHl BpalleHHus pabodyero MHCTPy-
MeHTa. Huskas yactora Bpamenus B xoue CTII
o0ycIioBlIeHa HU3KOH TeMIiepaTypoi, HeaocTa-
TOYHOHM JIJIs1 TIOJIHOTO PACTBOPEHMSI YaCTHUL, HO
IPU 3TOM JIOCTAaTOYHOM IS UX OTpyOJICHUS.
[Ipu Takux yCIOBUSIX CBapKd IMPOLECC Orpy-
OneHus yactuil Oyner mpeoOmanarh Haa TpPoO-
[IECCOM PAaCTBOPEHMsSI YaCTHUIl. YBEIMYEHHUE

YacTOThl BpallleHUs pPabovYero HMHCTPYMEHTA
MpU OAMHAKOBOHM CKOpocTH moja4yu (puc. 3)
MIPUBOJIUT K POCTY TEMIEpaTyphbl CBapKH, B pe-
3y/bTaTe 4Yero MpOLECC PAacTBOPEHMS YaCTHIL
CTaHOBUTCS Pe00IIaarouM MEXaHIU3MOM, KO-
TOpBIH oOecrednBaeT 0oice CUIIBHYIO CTEHEHb
MEPECHIIIEHHOCTH MAaTPULl  PaCTBOPEHHBIMHU
aTOMaMH.

Puc. 2. Makpoctpyxrypa CTII coenunenuii amomunueBoro criasa AA2624-T820,

MOJTYYEHHBIX [IPU PA3INYHBIX PEKUMAX CBAPKU:

a— 500 oo/mur — 254 mm/mun; 6 — 500 06/murn — 380 mm/mun; 6 — 750 oo/mun — 380 mm/mun; 2 — 1100 o6/mun —
127 mm/mun; 0 — 1100 06/mun — 380 mm/mun. Bo ecex cnyuasx HC, HH, I1H, CO u CH coomeemcmsylom HanpagieHuo
C8APKU, HANPAGIEHUIO HOPMATIU, NONEPEYHOM) HANPABIIEHUIO, CIOPOHE 0MBEO0d U CIOPOHE HAOe2aHUsl COOMEENCIMEEHHO

Fig. 2. Effect of FSW conditions on macro-scale structure of welded joints AA2624-T820:
a—500 rpm — 254 mm/min, 6 — 500 rpm — 380 mm/min; 6 — 750 rpm — 380 mm/min;
2— 1100 rpm — 127 mm/min; 0 — 1100 rpm — 380 mm/min.
In all cases, WD, ND, TD RS, and AS refer to the welding direction, normal direction, transverse direction,
retreating side, and advancing side, respectively
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Puc. 3. Tunnynsie mpopmim MEKPOTBEPAOCTH, U3MEpeHHBIE B monepeuHoM cedennn CTII coenunenuii,
MOJTyYSHHBIE TP PA3IMYHON YaCcTOTEe BpAIeHHUs pabovero MHCTpyMEHTa MPH CKOPOCTH IoauH, paBHOM 380 MM/MUH.
CO u CH coOTBETCTBYIOT CTOPOHE OTBOJIa U CTOPOHE HaOeTraHus

Fig. 3. Typical microhardness profiles measured across transverse cross-section of welds obtained at different rotational
speeds tool for the feed rate of 380 mm/min. RS and AS refer to the retreating side and advancing side

Tunuunele TpodUIN MUKPOTBEPAOCTH, TO-
nydeHHble nocie CTII npu yactore BpaiieHus
pabouero nactpymenTa 500 o6/muH (T.€., B yC-
JIOBUSIX HU3KOTO TETTOBIIOXKEHUS) U CKOPOCTAX
nonauu 254 mm/mMuH 1 380 MM/MUH, TIpEICTaB-
nenbl Ha Puc. 4. Kak BUJIHO U3 pUCYHKa, TIpU
0osiee BBICOKOW CKOPOCTH IMOJaud MHCTPYMEH-
ta (380 MM/MHH) TBEpAOCTh BOJM3U BHEITHEH
TPaHUIBl 30HBI IEPEMENINBAHNUS, COOTBETCTBY-

IOIEH Kparo 3allJICYMKOB WHCTPYMEHTA, OKa-
3bIBaeTCs BbINIE. [I0CKOIBKY CKOPOCTH IMOAaYH
oTpeesaeT ITUTEIHPHOCTh TEPMUYECKOTO ITHK-
na CTII, To BHOJHE JIOTUYHO MPEATOI0KHUTH,
4TO Tpu O0JIee BHICOKON CKOPOCTH TOJa4u CKO-
pOCTh JHCCHUTIAMK (pacCeUBaHMS) TETUIOBOM
SHEPTHH W3 30HBI CBAPHOTO IIBa OyJET BHIIIE,
YTO CIOCOOCTBYET OTPYOJICHHIO YaCTHIL YIIPOU-
HSOIIEeH a3kl B MEHBIIIEH CTENEHH.

200 f f : : f f .
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5 e T gt
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@
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Puc. 4. Tunnynsie mpopun MEKPOTBEPAOCTH, U3MEpEeHHBIE B monepeuHoM cedennn CTII coenunenuii,
MOJyYECHHBIC TIPU PA3TMYHON CKOPOCTH MOAA4N pabouero HHCTPYMEHTA U OJHOM 4acTOTE BpaIlleHUs], PABHOM
500 06/mun. CO 1 CH cOOTBETCTBYIOT CTOPOHE OTBOJA M CTOPOHE HAaOeraHus

Fig. 4. Typical microhardness profiles measured across transverse cross-section of welds obtained at different feed rates
tool for the rotational speed of 500 rpm. RS and AS refer to the retreating side and advancing side
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Tunuuneie npodwin, nomyueHHsie CTII
MIPU YaCTOTE BpAIICHUS pab0uero MHCTPyMEHTA
1100 06/MuH (T.€. BBICOKOE TEIUIOBIOKECHHE) U
ckopocTax mogadu 127 mm/muH u 380 Mm/MuH,
IIpEACTABJICHBI HA PUC. 5. B yCIIOBHAX BBICOKO-
IO TETJIOBJIOKEHUSI CKOPOCTh M0/1auu paboyero
MHCTPYMEHTA OKa3bIBACT 3HAYUTEIIBHOE BIIUS-
Hue Ha GpopMy npoduiis MukporBepaoct. Kax
CJIEyeT U3 PUCYHKA, TP YBEJIMYEHUU CKOPOCTH
nojiayv HaOMIOAAETCsl Cy)KEHHE DPa3yHpOYHEH-
HOMW 30HBI M POCT TBEPJOCTU B OOJIACTH, COOT-
BETCTBYIOIIEH Kparo 3aIUIEYMKOB HHCTPYMEH-

MATED

Ta. 3BecTHO [24], 4TO yMEHBIIEHUE CKOPOCTH
JMHEHHOU MOJaYl MHCTPYMEHTA OOBIYHO 00b-
SCHSETCA CHI)KEHHEM CKOPOCTH JHUCCUIIALUU
TEIUIOBOM HEPIMU U3 30HbI CBAPHOTO 1IBA, YTO
COIPOBOXK/IAETCSl POCTOM TEMIIEPATYPHI U Ooiee
CWJIBHBIM OrpyOJIEHHEM YacTHUIl YIPOUHSIOIIEeH
dbasbl.

Ha puc. 6 npencrasnens! 1eopMalliOHHbIE
KpHBBIE T10CJIE€ UCTIBITAHUNA Ha OJTHOOCHOE pac-
TSDKEHUE CBapHBIX MBOB, mosydeHHbIXx CTII
IpU pa3IMYyHON YacTOTE BPAIEHUS UHCTPYMEH-
Ta ¥ CKOPOCTH nojauu 380 MM/MHUH.
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Puc. 5. Tunuuzele npohuIn MUKPOTBEPOCTH, U3MEpEeHHbIe B nonepedHoM ceuenun CTII coeanHeHuil, nonyueHHbIe
[IPU PA3IMYHON CKOPOCTH MOAauu pabodero HHCTPYMEHTa U OIHOM 4acTOTe BpalleHHUs], paBHOU
1100 06/Mun. CO 1 CH COOTBETCTBYIOT CTOPOHE OTBOJIA U CTOPOHE HaberaHus

Fig. 5. Typical microhardness profiles measured across transverse cross-section of welds obtained at different feed rates
tool for the rotational speed of 1100 rpm. RS and AS refer to the retreating side and advancing side
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Puc. 6. TunuuHOE BIMSHUE YACTOTHI BpallleHUs pabovero MHCTpYMEHTa Ha JeOpMaIMOHHOE TTOBEICHIE
IIPU OTHOOCHOM PACTSDKEHUH B TTOTIEPEYHOM HAIlPaBICHIH CBAPHBIX MIBOB crtaBa AA2624-T820. JlnarpaMMsr
Jedopmanny mokas3aHsl AT CKOpocTy mopadn 380 Mm/MuH. J{71st cpaBHEHHUS TaKKe MPeJICTaBIeHa XapaKTepHas

JuarpamMma Jie)opMaIuu Uit OCHOBHOTO MaTepuana

Fig. 6. Typical effect of the spindle rate on transverse tensile behavior of friction-stir welds of alloy AA2624-T820.
In the deformation diagrams are shown for the feed rate of 380 mm/min. For comparison purpose, representative
deformation diagram for base material is also shown

2025. Vol. 7, No. 3(22) 133



MATED

Kak MmoxHO BueTh U3 puc. 6 u tabdi. 3, mpou-
HOCTb CBAapHBIX IIIBOB 3HAYMTEIBHO YCTYIAET
MIPOYHOCTH OCHOBHOTO Marepuana. B wactHo-
CTH, MAKCUMAJIbHBIH K03()(DUITMEHT TPOYHOCTH,
KOTOPBIN OIpEessieTCs] KaK OTHOLICHHUE YCIIOB-
HOTO TpeJieNia TeKy4eCTH CBAPHOTO COSAMHEHUS
K YCIOBHOMY Tpe/eiNy TEKy4eCTH HCXOIHOTO
MaTepuaia, HaxoauTcs Ha ypoBHE 61%, urto co-
OTBETCTBYET IpoMexyTouHomy pexkumy CTII,
T.e. 750 06/mMun — 380 MM/MuH (Tabmn. 2). Mu-
HUMAaJIbHBINA KO3 PHUIUEHT TPOUYHOCTH, PABHBIH
51%, numeeTt cBapHOE COEAMHEHNE, IOTYUEHHOE
o pexumy 1100 06/mun — 127 mm/MuH. [lan-
HBIA pEXHUM HMMEET MaKCHMAaJbHO BBICOKYIO
Temreparypy cBapku. Kak ©3B€CTHO U3 Hay4HO-

Taoauna 3. Mexannueckue csoiictsa CTII coeqnaennii

Table 3. Mechanical properties of FSW welds

TEXHUYECKOU JINTEPaTypbl, MAKCUMAJIbHAS TEM-
neparypa npouecca CTII pacrer ¢ yBenuyeHu-
€M YacTOThl BpalLIeHUs pabodero HHCTPyMEHTa
Y YMEHBIIIEHUEM CKOPOCTH €ro JINHEWHOU 110/a-
yu [24-27].

BaxHoll XapakTepucTHKOi AeopmMaruoH-
Horo noseneunst CTII mBoB Takke ABIsIaCH 00-
nacth paspyienus. Kak cinenosano u3 tabm. 4,
Bo Bcex ciydasx CTII coenunenus: paszpyuia-
JIUCH B 30HE TEPMHUYECKOIO BO3IECUCTBHUS.

C npyroii cTOpoHbI, MOBBILLIEHUE TEMIIEPA-
Typsl B xone CTII criocoOcTBOBAIO CMEIIEHUIO
00JlacTH pa3pylIeHUsT CO CTOPOHBI OTBOJAA B
CTOpPOHY HaOeraHusi 30Hbl TEPMHUYECKOTO BO3-
neiictBus (puc. 7, Tadmn. 4).

Pexumebr / Ipenen Tekyuyectu, Mna / | Tlpenen npounoctu, Mna / | Y anuaenue o paspymieaus, %o /
Welds Yield strength, MPa Ultimate strength, MPa Elongation to failure, %

500-254 290+10 410+10 4+0,4

500-380 295+10 415+10 3,94+0,3

750-380 308+8 425+1 3,3+0,1

1100-127 255+10 382+10 3,440,2

1100-380 285+10 410+10 4,2+0,1
OCH%iiglfnﬁgzgfaﬂ / 5033 5301 3,740,4

Tabnnua 4. MexaHu4yeckue CBOMCTBA CBapPHBIX IIBOB

Table 4. Mechanical properties of welds

Pexumbl / YcioBHbiii fpejien Koapduuuent npounoctu, % / O0nacTp paspyueHus /
Welds Texyacctu, Mna / Joint efficiency, % Fracture location
Yield strength, MPa Y, 70 4
500-254 290+10 58
500-380 295+10 59
Kpaii 3amneunkos /

750-380 308+8 61 Shoulder edge
1100-127 255+10 51

1100-380 285+10 57

OcHoBHOI

MaTepuan / 50343 — —

Base material
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Puc. 7. ®ororpadun pa3pymeHHbIx 00pasloB, HIUTIOCTPUPYIOINX Mexanndeckoe noseaenne CTII-coennHennii:
a— 500 oo/mun — 254 mm/mun; 6 — 500 o6/mun — 380 mm/mun; 6 — 750 06/mun — 380 mm/mun;
2— 1100 o6/mun — 127 mm/mun; 0 — 1100 o6/mun — 380 mm/mun.
CO u CH coomeemcmayiom cmopone 0meood u cmopone Habe2anus

Fig. 7. Images of failured samples showing the mechanical behavior of FSW joints:
a—500 rpm — 254 mm/min; 6 — 500 rpm — 380 mm/min; ¢ — 750 rpm — 380 mm/min;
2— 1100 rpm — 127 mm/min; 0 — 1100 rpm — 380 mm/min.

RS and AS refer to the retreating side and advancing side

BriBoabI

1. YBenuueHue 4acToThl BpallleHus padboue-
ro uacrpymenra ¢ 500 06/mun 10 1100 06/MuH
MPUBOAUT K U3MEHEHHIO (DOPMBI 30HBI TIepeMe-
IIMBaHMS OT YalieoOpa3HoON K ATUNTHYECKOM.

2. Bo Bcex ciydasix npoQuid MHKpOTBEp-
JOCTH UMEIOT XapakTepHyto W-o0pasHyro ¢op-
My ¢ MUHUMYMOM TBEPJIOCTH B OOJIACTH PSIIOM
C KpasMH 3allJICYUKOB MHCTPYMEHTA, T.€. U3Me-
HeHue napametpoB CTII He oka3bIBaeT BIUSAHUS
Ha JIOKAJHU3AIUI0 Pa3ylIPOYHEHHOM 30HBI.

3. YBenuuyeHne 4acTOThl BPAICHHUS] HHCTPY-
MEHTA CIIOCOOCTBYET YIPOUHEHHUIO MaTepHaa B
30HE TIepeMEIIBAHMUS.

4. B ycioBusiXx BBICOKOTO TEIJIOBIIOXKE-
Hust (1100 0o6/MMH) yBenMYeHHE CKOPOCTH
noJja4u MPHUBOAUT K CYKEHHMIO pasynpod-
HEHHOH 30HBI, a TakXke 0OoJjiee BBICOKUM 3Ha-
YEHUSIM  TBEPAOCTHM B Pa3syNpPOYHEHHOMN
30HE.

5. Bo Bcex cmydasix paspyuieHue mpo-
UCXOIMWJIO B OOJIACTH PSJIOM C KpasMH 3a-
IUIEYUKOB MHCTpyMeHTa. [lpm yBenuueHuun
YaCTOThl BpalllCHUSA WHCTPYMCHTA U, COOTBCT-
CTBEHHO, IIOBBIIIEHHSI TEMIIEpaTypsl B XOJe
CTII, mpoucxonuT cMelleHue obiaacTu paspy-
IIEHUs1 CO CTOPOHBI OTBOJIA B CTOPOHY Habera-
HHA.

2025. Vol. 7, No. 3(22) 135



MATED

Bbaaronapunoctu / Acknowledgments

Paboma evinonnena npu ¢hunancosoii noo-
oepoicke Munucmepcmea HayKu u evicuie2o 06-
pazosanus Poccuiickoti @edepayuu, k00 Hayu-
Hoti memvl FZWG-2023-0005.

Hccneoosanue 6vinonneno ¢ uUcnoib3o6a-
Huem o0bopyoosanus Llenmpa Konnekmuenoco
noavzosanus « Texnonocuu u Mamepuaner HUY
«benl’V».

This work was performed with financial
support from the Ministry of Science and Higher
Education of the Russian Federation, theme
code No. FZWG-2023-0005.

This study was performed using the
equipment of the Research Equipment Sharing
Center “Technology and Materials” at Belgorod
National Research University.

CIIUCOK JIMTEPATYPBI

1. Thomas W. M., Nicholas E. D. Friction stir welding
for the transportation industries. // Materials & Design.
1997. Vol. 18(4). P. 269-273. DOI: 10.1016/S0261-
3069(97)00062-9.

2.Ma Z. Y., Feng A. H., Chen D. L., Shen J. Recent
advances in friction stir welding/processing of aluminum
alloys: Microstructural evolution and mechanical
properties. // Critical Reviews in Solid State and
Materials Sciences. 2018. Vol. 43(4). P. 269-333. DOI:
10.1080/10408436.2017.1358145.

3. Shtrikman M. M. Current state and development
of friction stir welding. Part 3. Industrial application of
friction stir welding. // Welding International. 2008. Vol.
22(11). P. 806-815. DOI: 10.1080/09507110802593620.

4. Kallee S. W. Industrial applications of friction stir
welding. // Friction stir welding. Woodhead Publishing.
2010. P. 118-163. DOI: 10.1533/9781845697716.1.118.

5. Khodabakhshi F., Gerlich A. P. Potentials
and strategies of solid-state additive friction-stir
manufacturing technology: A critical review // Journal of
Manufacturing Processes. 2018. Vol. 36. P. 77-92. DOI:
10.1016/j.jmapro.2018.09.030.

6.LiuF. C., Hovanski Y., Miles M. P., Sorensen C. D.,
Nelson T. W. A review of friction stir welding of steels:
Tool, material flow, microstructure, and properties. //
Journal of Materials Science and Technology. 2018. Vol.
34(1). P. 39-57. DOI: 10.1016/j.jmst.2017.10.024.

7. Mishra R. S., Ma Z. Y. Friction stir welding and
processing // Materials Science and Engineering: R:

136 2025. T. 7, N 3(22)

Reports. 2005. Vol. 50(1). P. 1-78. DOI: 10.1016/j.
mser.2005.07.001.

8. Su J.-Q., Nelson T. W., Mishra R., Mahoney M.
Microstructural investigation of friction stir welded 7050-
T651 aluminium // Acta Materialia. 2003. Vol. 51(3). P.
713-729. DOI: 10.1016/S1359-6454(02)00449-4.

9. Mironov S., Sato Y. S., Kokawa H. Microstructural
evolution during friction stir-processing of pure iron //
Acta Materialia. 2008. Vol. 56(11). P. 2602-2614. DOI:
10.1016/j.actamat.2008.01.040.

10. Ma Z. Y, Liu F. C., Mishra R. S. Superplastic
deformation mechanism of an ultrafine-grained
aluminum alloy produced by friction stir processing //
Acta Materialia. 2010. Vol. 58(14), 4693—4704. DOI:
10.1016/j.actamat.2010.05.003.

11. Fabrégue D., Deschamps A., Suéry M., Drezet J.-
M. Non-isothermal tensile tests during solidification of
Al-Mg—-Si—Cu alloys: Mechanical properties in relation
to the phenomenon of hot tearing // Acta Materialia.
2006. Vol. 54(19). P. 5209-5220. DOIL: 10.1016/.
actamat.2006.06.027.

12. Balasubramanian V., Ravisankar V., Reddy G.
M. Influences of pulsed current welding and post weld
aging treatment on fatigue crack growth behaviour of
AA7075 aluminium alloy joints // International Journal
of Fatigue. 2008. Vol. 30(3). P. 405-416. DOI: 10.1016/j.
ijfatigue.2007.04.012.

13. Fuller C. B., Mahoney M. W., Calabrese M.,
Micona L. Evolution of microstructure and mechanical
properties in naturally aged 7050 and 7075 Al friction stir
welds // Materials Science and Engineering: A. 2010. Vol.
527(9). P. 2233-2240. DOI: 10.1016/j.msea.2009.11.057.

14.Yuqing M., Liming K., Fencheng L., Yuhua C., Li X.
Investigations on temperature distribution, microstructure
evolution, and property variations along thickness in
friction stir welded joints for thick AA7075-T6 plates //
The International Journal of Advanced Manufacturing
Technology. 2016. Vol. 86(1), 141-154. DOI: 10.1007/
s00170-015-8182-z.

15. Liu J., Kou S. Crack susceptibility of binary
aluminum alloys during solidification // Acta
Materialia. 2016. Vol. 110. P. 84-94. DOI: 10.1016/j.
actamat.2016.03.030.

16. Liu J., Kou S. Susceptibility of ternary
aluminum alloys to cracking during solidification // Acta
Materialia. 2017. Vol. 125. P. 513-523. DOI: 10.1016/j.
actamat.2016.12.028.

17. Sato Y. S., Kokawa H., Enomoto M., Jogan S.
Microstructural evolution of 6063 aluminum during
friction-stir welding // Metallurgical and Materials
Transactions A. 1999. Vol. 30(9). P. 2429-2437. DOL:
10.1007/s11661-999-0251-1.



18. Mahoney M. W., Rhodes C. G., Flintoff J. G.,
Bingel W. H., Spurling R. A. Properties of friction-
stir-welded 7075 T651 aluminum // Metallurgical and
Materials Transactions A. 1998. Vol. 29(7). P. 1955-1964.
DOI: 10.1007/s11661-998-0021-5.

19. Rhodes C. G., Mahoney M. W., Bingel W. H.,
Spurling R. A., Bampton C. C. Effects of friction stir
welding on microstructure of 7075 aluminum // Scripta
Materialia. 1997. Vol. 36(1). P. 69-75. DOI: 10.1016/
S1359-6462(96)00344-2.

20. Ma Z. Y., Mishra R. S., Mahoney M. W.
Superplasticity in cast A356 induced via friction stir
processing // Scripta Materialia. 2004. Vol. 50(7). P. 931—
935. DOI: 10.1016/j.scriptamat.2004.01.012.

21. Cam G., Ipekoglu G. Recent developments in
joining of aluminum alloys // The International Journal of
Advanced Manufacturing Technology. 2017. Vol. 91(5).
P. 1851-1866. DOI: 10.1007/s00170-016-9861-0.

22. Liu F. C., Hovanski Y., Miles M. P., Sorensen
C. D., Nelson T. W. A review of friction stir welding of
steels: Tool, material flow, microstructure, and properties
/I Journal of Materials Science and Technology. 2018.
Vol. 34(1). P. 39-57. DOI: 10.1016/j.jmst.2017.10.024.

23. Heidarzadeh A., Saeid T., Klemm V., Chabok A.,
Pei Y. Effect of stacking fault energy on the restoration

MATED

mechanisms and mechanical properties of friction stir
welded copper alloys // Materials and Design. 2019. Vol.
162. P. 185-197. DOI: 10.1016/j.matdes.2018.11.050.

24. Kalinenko A., Kim K., Vysotskiy 1., Zuiko I,
Malopheyev S., Mironov S., Kaibyshev R. Microstructure-
strength relationship in friction-stir welded 6061-T6
aluminum alloy // Materials Science and Engineering:
A. 2020. Vol. 793. Art. 139858. DOI: 10.1016/.
msea.2020.139858.

25. Threadgill P. L., Leonard A. J., Shercliff H. R.,
Withers P. J. Friction stir welding of aluminium alloys
// International Materials Reviews. 2009. Vol. 54(2). P.
49-93. DOI: 10.1179/174328009X411136.

26.WuT., ZhaoF., Luo H., Wang H., Li Y. Temperature
monitoring and material flow characteristics of friction stir
welded 2A14-t6 aerospace aluminum alloy // Materials.
2019. Vol. 12(20). Art. 3387. DOI: 10.3390/ma12203387.

27. Heidarzadeh A., Mironov S., Kaibyshev R.,
Cam G., Simar A., Gerlich A., Khodabakhshi F.,
Mostafaei A., Field D.P., Robson J.D., Deschamps A.,
Withers P.J. Friction stir welding/processing of metals
and alloys: A comprehensive review on microstructural
evolution // Progress in Materials Science. 2021.
Vol. 117.  Art. 100752.  DOI: 10.1016/j.
pmatsci.2020.100752.

2025. Vol. 7, No. 322) 137



