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DPUSUKO-MEXAHUYECKUE NMPOLIECCDHI
COEAUHEHUA TOHKUX JINCTOB ANIOMUHUA
NMPU CBAPKE TPEHUEM C NEPEMELUUBAHUEM BCTbIK

B pabote npeacrapieHa NpuHIUNIAATbHAS CXeMa Mpollecca CBAPKU TPEHUEM C TTepeMellIuBaHueM
(CTII) 1 ocHOBHBIE TEXHOJIOTUYECKME TTapaMETPHI IPoLlecca, BIUSIONIMEe Ha popMUpOBaHUE LIBA.
PaccMoTpenbl paznuuHbie BapuaHThl (hDOPMUPOBAHUSI KOHTAKTHON MOBEPXHOCTU «MHCTPYMEHT
— CBapuBaeMble JUCTb» B 3aBUCUMOCTU OT (hOpMBbI 3aruieunka nHcTpyMeHTa. ChenaH aHanus
TeuyeHUsI U cxBaThiBaHUS MaTepuana B mpoiiecce CTII BCTBIK TOHKUX JMCTOB TOJIIMHON 2,0
MM. PaccMmoTpeH mpoliecc nepeHoca OKCUIHBIX CJI0€B C MOBEPXHOCTU U TOPLIOB CBAPUBAEMBIX
JIMCTOB B LIOB U (DOPMUPOBAHUSI OCTATOYHOTO OKCUJHOIO CJIOSI B 30HE MEpeMellMBaHUs 11Ba
B mpouecce CTII. BrisiBIeHO NpoOTeKaHUWE HECKOJBKMX MPOLECCOB COCAWHEHUS MeTalia
onHoBpemenHo npu CTII Bethik. [TokazaHo, 4TO METOM CBApKU TPEHUEM C MEepeMelIMBaHUEM
MOXET OBITh MCTOJIb30BAH BO MHOTUX OTPACI]SIX MPOMBIIUIEHHOCTU IS COEAMHEHUSI BCTHIK
TOHKMX U CBEPXTOHKUX JINCTOB MPU ONTUMU3ALUU TEXHOJIOTMUYECKUX TTapaMeTpoB Mpoliecca 1
TEOMETPUUECKMX XapaKTePUCTUK MHCTPYMEHTA.

Karouesvle cnosa: cBapka TpeHHEM C IIepeMellldBaHMEM, TeuyeHUe MaTepusa, MeXaHU3M
COCIMHEHMS, OCTAaTOYHBI OKCUAHBIMA CJI0I, KOHTAKTHAs IIOBEPXHOCTb.

Ceblaka npu yumuposanuu:

HaymoB A.A., Oxeros M.A., Cmenauckuit P.U., A. Ananu Anxanad, ITonskos I1.10. ®dusuko-
MeXaHWYeCKHe MpOolecChl COEAUHEHUsS] TOHKUX JIMCTOB aJIOMUHUS TIPU CBapke TPEHUEM C
rnepeMellrBaHeM BCThIK // MatepuanoBeneHnue. DHepretuka. 2020. T. 26, Ne 2. C. 88—102.
DOI: 10.18721/JEST.26207

DTO cTaThsl OTKPBITOTrO A0CTyNa, pacipoctpaHsiemas no guteH3uu CC BY-NC 4.0 (https://crea-
tivecommons.org/licenses/by-nc/4.0/)

A.A. Naumov, M.A. Ozhegov, R.l. Smelianskii,
A. Alali Alkhalaf, P.Y. Polyakov

Peter the Great St. Petersburg Polytechnic University, St. Petersburg, Russia

PHYSICOMECHANICAL PROCESSES OF JOINING THIN ALUMINUM
SHEETS USING FRICTION STIR WELDING FOR BUTT JOINTS

The principal scheme of Friction Stir Welding (FSW) and the main technology process
parameters that affect the formation of the join are presented. Different options for the formation
of the contact interface «tool — welded sheets» are considered, depending on the type of the tool
shoulder. The material flow and the joining mechanism of thin sheets of aluminum alloy with a
thickness of 2.0 mm during the butt joint by the FSW method were performed. The process of
the oxide layers transition from the surfaces and butts of the sheets to the joint is described and
the formation of the remnant oxide layer in the stir zone of the joint during FSW is considered.
It has been established that during FSW butt joint several processes of metal joining take place
simultaneously. It is shown that the Friction Stir Welding method can be used in many industries
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to butt-weld thin and ultra-thin sheets with the choice of optimal technology process parameters
and geometric characteristics of the tool.

Keywords: friction stir welding, material flow, joining mechanism, remnant oxide layer, contact
interface.

Citation:

A.A. Naumov, M.A. Ozhegov, R.I. Smelianskii, A. Alali Alkhalaf, PYY. Polyakov
Physicomechanical processes of joining thin aluminum sheets using friction stir welding for
butt joints, Materials Science. Power Engineering, 26 (02) (2020) 88—102, DOI: 10.18721/
JEST.26207

This is an open access article under the CC BY-NC 4.0 license (https://creativecommons.org/
licenses/by-nc/4.0/)

BBenenne. Vcrnosib3oBaHue JIETKMX MaTepualoB B KOHCTPYKLHMSIX, HapsiAy C TPaJAMIIMOHHO MC-
MTOJIb3YeMBIMHU, 3aTPYAHEHO BBUAY CIIOKHOCTH UX COETMHEHUS MeXmy coboil. Hambomee pactipocTpa-
HEHHBIM MaTepUaIoM, UCITOJb3yeMbIM JIJISI CO3IaHUsI KOHCTPYKIIMA, siBJsieTcsl cTanib. CBapKa CTajiu ¢
JIETKUMU MaTepuagaMyi METOJaMMU TUIaBJIeHUS 3aTpyIHEeHA BBUAY Pa3inuus B (pr3nuecKuX CBOHCTBAX
MarepHayioB. Jlaxke mosrydeHrne OTHOPOIHBIX COSNMHEHNI HEKOTOPBIX JISTKMX MaTePUaIoOB TPaaUIIf-
OHHBIMU METOJIaMU CBApKU SIBJSIETCS 3aTPYAHUTEIbHBIM 13-3a (hOpMUpPOBaHUs 1e(eKTOB MPU KpU-
CcTa/UTM3alliy pacillaBleHHOro MeTtasia. Tak, Harmpumep, MpU CBapke MIaBJIeHUEM BbICOKOIPOYHbIX
aJTIOMUHUEBBIX CTUIABOB B IIIBE TOSBISIOTCS TOPSTYME TPEIIMHBI 1 TOPHI, YTO TIPUBOIUT K PE3KOMY
CHUXKEHMIO CBOWCTB coelMHeHUsI. B Takux ciyyasix 1ejiecoodpa3Ho MCIOIb30BaTh METOIbI COeAHEe-
HUs B TBepaoit aze. ONMH U3 TAKMX METOJ0B — CBapKa TPEHUEM ¢ MepeMelInBaHueM — ObLT 3amaTeH-
TOBaH bpuUTaHCKMM MHCTUTYTOM cBapku B 1991 roay nis cBapku altOMUHUEBbIX CIIaBOB [1].

B Hacrosee Bpems CTII ycriemmHo mpuMeHsieTcst 3a pyOekoM B aBHa-, paKeTo-, aBTOMOOMIIe-, Cy-
J10-, MAIlIMHO-, BATOHO-, IPUOOPOCTPOEHUHU U IPYTUX OTPACISIX NpoMbllieHHOCTH |2, 3]. [To npuyn-
HE OTCYTCTBUS CTaHAApTa Ha CBapKy TPEHHMEM C TiepeMellnBaHeM B Poccun ncmonrb3oBaHne MeTona
CYIIECTBEHHO 3aTPYIHEHO B MPOMBILIJIEHHBIX MacilTabax. DTOT (paKTOp CUIBHO CIep>KUBAET BHEIpe-
HUE METOZa B pa3JIMYHbIE OTPACIU MPOMBIIIEHHOCTU. TeM He MeHee, CyIeCTBYIOT YHUBEPCUTETHI U
HCCIIeNOBaTeIbCKIEe MHCTUTYTHI B Poccui, B KOTOPBIX MaHHAS TEXHOJIOTUS pealn3yeTcs Ha JJabopa-
TOPHOM M MOJYINpOMbILIEHHOM ypoBHe. Ha mpumepe komrnanuu «Cecrnenib», KOTOpasi BbIIyCKaeT
aJIIOMUMHUEBBIE LIUCTEPHBI, MOXKHO HabJI0IaTh ycrenHoe ucnoab3oBanue Merona CTII B mpombiiii-
JIEHHBIX MacluTaoax [4, 5].

[Tyonukaumii, onuceiBatomux teueHue marepuana npu CTII, B 3apy0exHOli JIMTepaType J0CTa-
TOYHO MHOTO [6—9], a B 0OTeUeCTBEHHOM JIUTepaType paboThI 110 3TOM TeMe MPAKTUIECKH OTCYTCTBYIOT.
Mexanusm coequHenus npu CTII B 3apy0exxHOIl TUTepaType He ONMCaH, a B OTeUeCTBEHHO IuTepa-
Type UMeeTCsI BCero HeCKoJIbKO paboT, MOCBsIIeHHbIX 3Toi Teme [10, 11].

C npyroit CTOpOHbI, MHOTHE HCCJIeA0BAaTEIM UCIOJb3YIOT METOIbI MaTEMaTUUYE€CKOTO MOIEINPO-
BaHUS IJIs aHaiIm3a TedeHus matepuana B npouecce CTII. B 3apyOexxHoil nutepaType UMeeTcs He
TOJIBKO OOJIbIIOE KOJIMYECTBO CTaTel, OTTMCHIBAIOIIMX MCTIOIb30BaHUE PA3IMYHBIX TPOTPAMMHBIX Ta-
KETOB, HO 1 Psii 0030pHBIX CTaTei, MOCBSIIeHHbIX 3Toi1 TeMe [12, 13]. OmHako BO BCeX IIpOrpaMMHbBIX
MpoyKTaxX, UCIoiab3yeMbix Wisi MoaearpoBaHuss CTII, oTCcyTcTBYeT BO3MOXHOCTb MCIOJIb30BaHUS
KpuTepus coenuHeHust matepuanoB B nipoiiecce CTII. Cuutaetcsi, 4To B cliyyae COMPUKOCHOBEHUS
JIBYX CBOOOIHBIX MOBEPXHOCTEH, MPOUCXOAUT CXBaThbIBAHUE. DTO AeaeT NPaKTUIECKU HEBO3MOXKHBIM
MMPOTHO3MPOBaHNE KaueCTBa CBAPHOTO COCTMHEHMSI.

B cBsi3u ¢ TeM, uTO B 3apy0OeXKHOIN M OTEUECTBEHHOU JUTepaType OTCYTCTBYET UCUYEpITbIBaroIIast
nHdopMaLusg o MexaHuzMe coenmHeHust nmpu CTTI, 1eiblo JaHHOM paOOThI SIBJIIETCST aHAJIU3 TeUeHUS
matepuaia mpu CTII BCTBIK TOHKUX JIMCTOB [JisI 00Jiee T1yOOKOro MOHMMaHMs MEXaHM3Ma COeIMHe-
HUSI MaTepuasoB U paclIMpeHUs] 001aCTU MPUMEHEHUs ITpoliecca.
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MamepuanoL.

B paboTe ucrob30BaHbI TUCTHI ATIOMUHUEBOTO Aedopmupyemoro criiaa AJII35T1 ToammrHoi 2 MM.
XuMmdeckuii coctaB crutaBa AJI35 npencrapiieH B Ta0. 1, MCXomHAast CTPYKTypa JIMCTOB IIpeAcTaBIeHa
Ha puc. 1.

Tabnuna 1
Xumuueckuii cocras ciiasa AJI35, mace. %
Table 1
Chemical composition of AA 6082, mass. %
OneMeHT Mg Si Fe Cu Mn Cr Zn Ti Al
KonunuectBo 0,74 0,87 0,28 0,04 0,51 <0,01 0,01 0,02 OcH.

Puc. 1. UcxonHas cTpyKTypa JUCTOB TOJIIMHON 2 MM U3 crutaBa AJ135, oOpasiisl a1 aHalIn3a
MUKPOCTPYKTYPBI BbIPE3aHbl IMOTIEPEK HalpaBIeHUs TPOKATKU (@) U BAOJIb (0)

Fig. 1. Initial microstructure of AA 6082 T6 2 mm thick sheets, samples for
microstructure analysis were cut across the rolling direction (a) and along (6)

Jluct uz crinaBa AJI35T1 uMeeT BBITSIHYThIE BAOJIb HANTpaBJeHUsI TPOKATKU 3€pHa, CPEAHUMN pa3Mep
3epHa B IIPOJOJbHOM HAIIPaBJIEHUM COCTaBIIsIeT 38 MKM, B IToriepedyHoM — 20 MKM.

Onucanue npoyecca CTII. TTpunuunuanbHas cxema npouecca CTIT nzobpaxena Ha puc. 2. UH-
CTPYMEHT, TJIaBHBIMM 23JIEMEHTaMU KOTOPOTO SIBJSIOTCS 3aruieduk («shoulder») M HaKOHEYHUK
(«probe»), TIpy BpallleHMX U TIOI IeMCTBMEM BHEITHETO OCEBOTO YCHMJIMS TOTPYKAETCS BCTBIK MEXKIY
3aKperIeHHbIMU CBapUBaeMbIMU JeTalsIMU. 3a CYET TEIIOTHI, BbIACISIONIEHCS TTPU TPEHUN MEXIY
MHCTPYMEHTOM M 3arOTOBKAaMU, U 3a CYET paboThl AeopMaliMu MaTepuaa pa3orpeBaeTcs A0 TeMIie-
paryp (0,5-0,8)-T, , a ero compoTuBieHue neopmannu CyIecTBeHHO cHukaetcs. [ocne mocra-
TOYHOTO HarpeBa CBapuMBaeMbIX JeTajleil UHCTPYMEHT C MOCTOSTHHON CKOPOCThIO HAUMHAET JBUTAThCS
BIOJb CThIKA, GOPMUPYSI CBApHOE COeNMHEHNE 3a CUET MepeMelIMBaHus MaTepuaia 3aroroBok. Co-
BOKYITHOCTH TTOCTYITaTeJIbBHOTO U BpaIlaTeIbHOTO IBMKCHUI MHCTPYMEHTA CO3MaéT aCUMMETPUYHBII
cBapHoii 110B. CTOpPOHY 1IBa, TJi¢ HAIlpaBJIeHUs MOCTYNaTeIbHOTO M BpalllaTeIbHOTO JBUXEHUN CO-
BIIaJIal0T, HA3bIBAIOT CTOPOHOI HaberaHus («advancing side»), a TPOTUBOIOJOXHYIO CTOPOHY — CTO-
pOHOIT oTcTaBaHud («retreating side»).
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1 — cBaprBaeMbI€ JINCTHI;
2 — UHCTPYMEHT;
3 — 3arUIevrK;
4 — HaKOHEYHUK;
5 — CBapHOI1 1110B;
6 — CTOpOHA OTCTABAHMSI;
7 — cTopoHa HaberaHusi;
8 — BBIXOIHOE OTBEPCTUE;
a — HaIpaBJICHUE BpallleHUSI MHCTPYMEHTA;
b — nmorpy:KeHnue MHCTPYMEHTA;
C — 0CEeBOE YCUIIUE;
d — HampaBIeHNe IBMKCHUSI MHCTPYMEHTA;

€ — U3BJICUCHNE MHCTPYMECHTA

Puc. 2. O6ag cxema cBapKu TpEHUEM C MepeMeninBaHueM [14]

Fig. 2. Principal scheme of friction stir welding [14]

Ocobennoctu criocoda CTII, B TOM unciie YHUKAJIbHBIN XapakTep (QOPMUPOBAHUSI CBAPHOTO COEIM -
HEHUS M MEXaHMYECKOe BO3IEeCTBE MHCTPYMEHTA Ha CBapUBaeMble 3aTOTOBKH, IIPUBOIST K XapaKTep-
HOMY (DOPMUPOBAHNIO MUKPOCTPYKTYPhI CBAapHOTO 1I1Ba. Ha MUKPOCTPYKTYpY CBApHOTO I1IBA BIUSIIOT
MPOLIECCH TEPMUUECKOro (MaKcuMallbHas TeMIlepaTypa, CKOPOCTb HarpeBa, CKOPOCTb OXJIaXACHUST) U
MEXaHMYeCKOro xapakTepa (miacTudeckas aedopmanus u TeueHue Matepuana). [lonepeyHoe ceueHue
CBApHOTO 1IBa OOBIYHO HOCUT aCUMMETPUUHBIN XapaKTep 3a CUET HAJIOXKEHUSI TTIOCTYIaTeJIbHOTO U Bpa-
marejabHoro apuxkeHuil uHerpyMeHTa mpu CTII u cOCTOUT M3 HECKOJIBKUX XapaKTEePHBIX 30H, Mpel-
CTaBJICHHBIX Ha pucC. 3.

3oHa nepemetnuBaHus (311) HaXoaUTCSI B LIEHTPE CBAPHOTO 1IBA Y MIPUMEPHO COOTBETCTBYET pac-
MOJIOXKEHUI0 HaKOHeuHMKa uHcTpyMeHTa B mpouecce CTII. 311 xapakrepusyeTcsi MeJIKO3epHUCTOMN
CTPYKTYPOM.

Cropona HaGeraHus Cropona oretynanms

\ [InpuHa onopHoro 6ypTa HHCTPYMEHTA /

31B OM

3TMB — 3oHa TepMOMEXAHHYECKOTO BAIAHIA
3TB — 30Ha TEPMHYECKOTO BANAHMA
OM -~ Ocnosnoil MaTepHan

Puc. 3. XapakrepHbie 30HBI cBapHOTO iBa ocje CTII

Fig. 3. Specific weld zones after FSW

3oHa TepMoMexaHnuyeckoro BiausiHus (3TMB) HaxoauTcst mo o6erMM CTOPOHAM CBapHOIO 1IBa OT
30HBI ITepeMetnBaHus. OHa xapaKTepU3yeTcsl JOCTATOYHO MEJIKMMHU 3¢pHAMU, HO, TTI0 CPABHEHUIO CO
cTpyktypoit B 311, MUKpOCTpPYKTypa B 3TOH 30He MeHee Meko3epHucTasd. C yBeIMIeHUEM PaCcCTOsI-
HUS OT LIEHTpPA 11IBa 30HAa TEPMOMEXAHUYECKOTO BIUSIHUS MIEPEXOAUT B 30HY TEPMUUECKOTO BIAUSIHUS
(3TB), maTepuall KOTOpPOIi He IoABeprajcs miactudeckoit gepopmanuu B npouecce CTII. Drta 30Ha
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— 00111281 IJ151 BCeX CBAPOUYHBIX MPOLIECCOB U XapaKTEPU3YeTCsl JIUIIb BAUSHUEM TEPMUUECKUX MPOLIeC-
coB. Temneparypsl, aeiicTBytome Ha matepuan B ripouecce CTII na 3TB, ke, yem B 311 u 3TMB,
HO, BCE-TaKu, MPUBOIST K pa3IMUHBIM MUKPOCTPYKTYPHBIM U3MEHEHUSIM, 4yTo oTianvaetr 3TB ot oc-
HoBHoOro MeTajuia (OM).

PexxumM cBapku TpeHHEM ¢ TIepeMelTMBaHUeM BKITIOUAeT B ce0s1 CIeMyIONMe OCHOBHBIE TTapaMeTpHhI:
CKOPOCTb CBAapKU, CKOPOCTb BPAILIEHUSI UHCTPYMEHTA, OCEBOE YCUJIME U YroJl HAKJIOHA UHCTPYMEHTA
OTHOCUTEJIbHO TJIOCKOCTH 3aroToBKU. Ocoboe 3HaueHue uMeeT hopMma U reoMeTpuiyecKue XapakTepu-
ctuku uHcTpymenTa mist CTII.

Paccmotpum npotiecc TeueHust matepuana npu CTIT u mexaHusm popMupoBaHusi COeTUHEHUSI.

Pe3yJIbTaTLI IKCIIEPUMEHTAJIbHBIX MCCJICTOBAHUIA M MX oﬁcmeﬂne

Ilepen TeM, Kak nepeiiTu K aHanu3y TedeHust Matepuasia npu CTII, paccmoTpum (opmupoBaHue
TJIOLIAAM KOHTAKTa MHCTPYMEHTA ¢ MaTepuaioM B IBYX Clydasx: B ciaydae Tiaockoro (puc. 4 (a)) v Bo-
rHyToro (puc. 4 (6)) 3arieynka, Tak Kak Takyie (hopMbl UCIIOIb3YIOTCS Yallle ¢ HAKJIOHOM MHCTPYMEHTA
u s CTII tonkux nuctoB. Ha puc. 4 mpeacTaBiieHbI BUIBI CHU3Y MHCTPYMEHTA ¢ MaTepraaoM, Ha KO-
TOPBIX TIpeACTaBJeHA TUIOIIAAb KOHTaKTa. BUAHO, UTO HaJIMuMe yrjila HAaKJIOHA UHCTPYMEHTA MPUBOAUT
K 00pa30BaHUIO TTOJOCTU MEXAY MaTepyuaioM M MHCTPYMEHTOM IOJ MEePEeIHUM KpaeM MHCTPYMEHTA.
C 1pyroii CTOpOHbBI, IMSITKA UHCTPYMEHTA TOTPyKeHa B MaTeprall Ha HeCKOJbKO MUJIMMETPOB. B 00-
JIACTM OTCYTCTBUSI KOHTAKTa TpEHUE MHCTPYMEHTA O MaTepuall ocjlabJeHO, HO He OTCYTCTBYET, TaK Kak
HaKJIOH MHCTpyMeHTa oOecIieurBaeT MepeHoc MaTepraja co CTOPOHBI HaberaHusI BBEPX M YACTUUHO WIIN
MOJHOCTHIO (B 3aBUCUMOCTU OT pexkuMoB CTII u reoMeTpuu MHCTPYMEHTA) 3aIOJHSIET 3Ty MOJIOCTh
MaTepuaaoM.

a) 0)

Puc. 4. Tlinomanp KOHTaKTa MHCTPYMEHTA C MaTEPUAJIOM ISl Pa3HbIX KOHGUTYpaLUil MHCTPYMEHTA:
(@) — TUIOCKMIA 3a11e4uK; (6) — BOTHYTHIM 3aTIeYUK

Fig. 4. Contact interface between the tool and material for different shoulder geometry:
(a) — flat; (6) — concave

Teriepb paccMOTpUM, KaK IIPOMCXOAUT CXBaTbiBaHUE coeanHsieMbiXx MatepuanoB nipu CTII. B pa-
6oTe [6] mpuBeAeHBI CHUMKH IIPOJOJIBHOTO B TNIOCKOCTH JIMCTA (PUC. 5) 1 TPOAOJILHOTO MEPIEHIUKY-
JISIPHO TUTOCKOCTH JincTa (puc. 6) ceuennit mBa CTII co cioMaHHBIM HAKOHEYHHMKOM WHCTPYMEHTA,
OCTaBILIMMCS B MaTepuare.
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Cropona
OTCTABANMS

2 mm

Puc. 5. [IpogoabHoe B miiockocTu aucrta ceyeHue mpa CTIT
CO CJIOMaHHBIM HAKOHEYHUKOM WHCTPYMEHTA, OCTaBIIMMCS B MaTepuaje [6]

Fig. 5. Longitudinal in the plane of the sheet section of the FSW joint with a broken probe, left in the material [6]

CHUMOK cfiefiaH B TUIOCKOCTU, TIPOXOASIIEH Yepe3 cepeuHy JUCTa MO TOJNIIMHE, TO €CTh Ha HeM
BHUIIHA TOJIBKO 00JIaCTh BO3IEMCTBUSA HAKOHEYHMKA MHCTpYMEHTa. Ha puc. 5 BUAHO, 9TO Ha CTOpOHE
HaOeraHusl B TOUKEe A, PacIoj0XeHHO MPUMEpPHO Ha LIEHTPaJIbHOM OCUM HAKOHEUHMKa, HauuHaeT op-
MMPOBAaTbCs TOHKAS Mojioca MaTepuaia, KOTopasi HaYMHAeT BpalllaTbCsl BMECTe ¢ HAKOHEUHUKOM. DTa
00J7aCcTh HAa PUCYHKE OrpaHMYeHa KpMBOM cuHero 1BeTa. OOBbEM Bpalllalollerocs mMarepuaja IOoCTe-
MEeHHO yBEJIMUYMBAETCs 110 Mepe MepeMelleHUs 3a BpalllaloluMcs HaKoHedHUKoM. B Touke b Ha puc. 5
TeyeHre MaTepuasa pasnessieTcs Ha IBa HampasieHus. OnHa yacTh MaTepuia MpoAoJXKaeT BpallaThCs
C HAKOHEYHUKOM, 3Ta 00JIaCTh Ha PUC. 5 orpaHUYeHa KPUBOI OEJIOTO IIBETa U OCTAHABIMBACTCS B TOUKE
B, npuuem ToilIMHA 3TOM MOJOCHI OCTAETCSl TPUMEPHO MOCTOSIHHON. BTOpast yacth MmaTepuasa cHavyana
JIBUTAETCSI TIO KacaTeJbHOM K OKPY>XKHOCTH, a 3aTe€M, Ha YPOBHE LIEHTPAJbHOI OCM HAKOHEUHUKA MOCTe-
TIEHHO 3arnbaeTcs K MpsIMOIA, TTapajuieJIbHOI HaIpaBJIeHUIO IBIDKEHUST MHCTpyMeHTa. DTa 00J1acTh Ma-
Tepualia Ha puc. 5 orpaHUuYeHa KpUBOI KPacHOTO 11BeTa.

B cBapke B3pbIBOM, e JOKaau3alus MiacTUYecKoi aehopMaliui U CKOPOCTh AedopMaluy Bbl-
COKH, O0BEMBI MaTepuaja, rmepeMelnaeMble ¢ BBICOKOM CKOPOCTBIO B3PHIBHOM BOJIHOM B BUIE Y3KUX
MOJIOC CABMUTA, TIPUHSATO Ha3bIBaTh aauabaTUUeCKUMM ToJocaMM caBUra. TepMuH «aaradaTrudecKue»
HCTOJIb3YeTCs, TaK KaK MaTepual B TAKUX T0JI0CaX MTHOBEHHO HarpeBaeTcs J0 BhICOKMX TEMIepaTyp,
a TeTJI0Ta M3 3THX ITOJIOC HE YCTIEBAET OTBOAUTLCS B OKPYKAIOIINe CJIOW. TUITMIHAS IITMPUHA TTOJIOC al-
abaTUUYeCcKOoro CABUra npu cBapke B3pbIBoM cocTabiisieT oT 10 1o 100 MKM, ITpy 3TOM 3HAUYE€HUSI CTeTIEHU
nedopMaliuy B Ux cepaleBrHe MOTYT gocturath 100, a 3HaYeHUsT CKOPOCTH AedhopMalivu MPEeBbIIaTh
10¢ ¢! [15]. B paGore [9] onpeneneHa mmpuHa mosoc capura mnpu CTII mist pasHbIX MaTepUaios, 1Ist
MaTepuasioB ¢ 0oJjiee BHICOKMM COTNPOTUBIEHUEM JecopMallid OHa MEHbIle, YeM JJIs MaTepuajioB C
0oJiee HU3KUM CONPOTUBIEHUEM Aedopmarin. TakuM odpa3om, 111 TuTaHOBOTO cruiaBa Ti-6Al-4V ona
coctasisieT 30 MKM, TSI CPEIHEYTIIEPOIUCTOM cTann — 280 MKM, IJ1sT alfoMUHKEBOTO crutasa 116 — 370
MKM. DTU 3HaY€HUsI COMOCTAaBUMBI C TOJILIIMHAMU TTOJIOC CIBUTA, 0Opa3yIOLIMXCs MPU CBApKe B3PbIBOM,
YTO TOBOPUT O TOoM, uTo Tipotiecc CTII saBisieTcs BLICOKOCKOPOCTHBIM, U CTENEHb JoKaau3auuu aehop-
MaIlnu, XapakKTepHasi [UIsl TOTO MeTOJa COeTMHEHMST, HEMHOTMM OTJIMYAETCS OT CBAPKHU B3PHIBOM.

BepHemcs k ananusy teueHust matepuaina npu CTTI. [Tpu Gosiee 6J113KOM pacCMOTPEHUU 00J1aCTH 3a
HaKOHEYHMKOM MOXHO OLIEHUTh (DPOHT TeueHUsl MaTepuaa (puc. 6) U yBUAETh 00JIACTU CXBATbIBAaHUSI
I10JIOC CABUTIA APYT C APYyroMm [6].
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d’pOllT Te'eHHA MaTepHaia

Puc. 6. ®pour TeueHus matepuana npu CTII [6]
Fig. 6. Material flow front during FSW [6]

Ha puc. 6 6eJ10ii cIUTONIHOM TUHMUER 0003HAYEH (DPOHT TEYEHUS MaTEpUaa, a 0eJ10i MyHKTUPHOM —
MpeariojaraeMblii (OpOHT TEUEHUS MaTepHaa Iocje CIeAyolero 06opoTta MHCTpyMeHTa. BennunHa A
MOKa3bIBaeT Ha KAKOE pacCTOSIHUE MepeMellaeTCsl MHCTPYMEHT 3a OIMH 000POT B HAIpaBJIeHUU CBAPKHU,
OHa PaBHSIETCS OTHOIIEHUIO CKOPOCTU CBapKM K CKOPOCTHU BpallleHUsI MHCTpyMeHTa. B ciydyae pexuma
CTTII, BeIGpaHHOTO aBTOpaMH [6], OHA COCTABIISIET:

j= L= 120MWMIE () )56 oG (1)
) 760 06/MuH

DpoHT TeyeHNWsT MaTepualia IBMKETCS K TpaHWIIe MaTepHaia, OCTaBIIEHCS 32 HAKOHEYHUKOM CO
CTOPOHBI HaberaHusl, BbIACJEHHON Ha puc. 6 JIMHMUEM cuHero 1BeTa. [locjie COMPUKOCHOBEHUS 3TOM
T'PaHUIIBLI ¢ GPPOHTOM TEUCHUS MaTepHaia MPOUCXOINT CXBaTbIBAHUE MaTepHasia, B TOM I MHOM CTe-
MeHU. 30HBbI, IJIe CXBAaTbIBAaHUE e11le He MPOM30IILIO0, BbIJAEIEHBI OKPY>KHOCTAMHU Oesioro upeta. Hapsiay
C 3TUM, TIOJIOCHI CABMTa MaTepuasa, Bpallailiuecs BMecTe ¢ HAKOHEUHUKOM, JOJIKHBI CXBaThIBATHCS
MeKIy cO0O0ii IJIsT MOJyYeHUsI KaueCTBEHHOTO coearHeHus. KpacHbIMU JIMHUSIMU Ha puc. 6 0603Ha-
YeHbI 30HbI CXBaThIBAaHUSI MEXy JUHUSIMU CIBUTA MaTepuaia, rie odpaszoBajiach HOBasl rpaHuIla 03
BUJIMMBIX 1€(DEKTOB.

Takum o6pa3zoM, ITpoaHATM3MPOBAB TEUCHNE MaTeprajia B TOPU30HTATLHON TUIOCKOCTH, MOXXHO Clie-
JIaTh CJIEYIOLINE BbIBOJIbI:

1) maTepuas nepemeliaeTcss BOKpYr HAKOHEUHMKA Ha BEJIMUMHY IMOYTH IMOJTHOTO 000pOTa, TOMIIMHA
TIOJIOCHI CIIBUTA MaTepHajia cHavyasla yBeTMIMBAETCS, a TTIOTOM ITPAKTUUECKN HE U3MEHSICTCS;

2) 1ocjie MPOXOXAEHUS TTOJOBUHBI 000POTa HAKOHEYHMKA HaIlpaBlieHWe TeUeH!sl MaTepuasa pas-
BETBJISIETCSI, OIHA YaCTh MaTepuia MPOAOJKaeT BpallaThCsl ¢ HAKOHEUHUKOM (T10Jloca CABUIa), BTOpas
yacTh MaTepraja cHavaja IBUTAeTCs IO KacaTeIbHON K OKPY:KHOCTH, a 3aTeM, Ha YPOBHE IIEHTPalb-
HOI OCHM HAaKOHEYHMKa MOCTENIEeHHO 3arnubdaercsl K NpsiMOi, mapajjieJIbHOM HampaBIeHUIO TBUXKEHMS
WHCTPYMEHTA;

3) 3a HAKOHEYHMKOM CO CTOPOHBI HaberaHusI 00pa3yeTcs IOJ0CTh, KOTOpasl ABMKETCS 3a HAKOHEU-
HUKOM CO CKOPOCTBIO CBAPKM M BITOCJEACTBUU 3aMOJIHSIETCS MaTEPUAIOM;

4) CKOpOCTh IMepeMelleHUs] MaTepraia BOKPYT HAKOHEUHUKa CHavajla MpUMEPHO paBHA CKOPOCTHU
BpallleHWsI MTHCTPYMEHTA, B 3TOM cJIydae peaqr3yeTcs IMpoliece TMPUIUITaHUs MaTepraia K HAKOHEUHM -
Ky, 110 Mepe TMepeMelIeHUs 3a HAKOHEYHUK CKOPOCThb BpallleHUsI MaTepuasia CHUXKAeTCsl, B 9TOM Cilydae
Mpeob/1afaioT MPOLIECChl CKOMBXEHUS; MOXKHO MTPENIOI0XUTD, YTO CYIIECTBEHHOE CHUKEHHUE CKOPOCTHU
MIPOUCXOIUT mocje ooopora Ha 180° mHCTpyMeHTa OT TouKu A (puc. 4).
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Ecnu paccMoTpeTh NponoJibHOE NePIeHAUKYISIPHO 1ockKocTr Jucrta ceueHue mBa CTII co cio-
MaHHBIM HAaKOHEYHMKOM MHCTPYMEHTA, OCTaBIIMMCS B MaTepuaje, IpeacTaBleHHoe B padore [6]
(puc. 7), To MOXXHO YBUAETh HECKOJIBKO Pa3/IMYHBLIX 00JIacTeil MaTepuana, CpOpMUPOBAHHBIX 3a MH-
CTPYMEHTOM.

ObaacTs
BOIACHCTRNA
JAMICHHKR

O6aacTn
BOIACHCTRNA
HAKOHCHHMKA

«Buxpenan
J0Ma»

Puc. 7. [IponosbHOE MEepTIEHANKYISIPHO TUIOCKOCTHU JTucTta ceueHue msa CTII
CO CJIOMaHHBIM HAKOHEYHUKOM MHCTPYMEHTA, OCTABIIMMCS B MaTtepuaie [6]

Fig. 7. Longitudinal perpendicular to the plane of the sheet section
of the FSW joint with a broken probe, left in the material [6]

B BepxHeit yactu nucta popMupyeTcs 001aCTh BO3ASHCTBUS 3arIeYrKa TOJIIMHOM OKOJIO 2,5 MM,
a B LIEHTPAJIbHOI 10 TOJIIMHE YaCTH JIMCTa — 00J1aCTh BO3IeCTBUS HaKoHeuyHnKa. Ha puc. 6 otuer-
JIMBO BUJHA TOPU30OHTaJbHasl TpaHUIIA MEXIY 3TUMU 00JaCTSIMU, U BUJEH Ne(DEeKT B BUJAE MOJOCTU
3a HAKOHEYHMKOM Ha IpaHulle 3TUX obyiacTeil. MOXHO MPEAIoJIoXUTh, YTO 00JaCTh BO3AECHCTBUS
3aIUieurka uMeeT (popMy IepeBEepHYTOr0 YCEUYSHHOr0 KOHYCa ¢ Yallle BOIHYTO 6OKOBOIl MOBEPXHO-
CThl0, MAKCUMAJIbHBIN JUaMETP KOTOPOTO COOTBETCTBYET AMaMeTpy 3arjieurnka. BorHyTocTb UK Bbl-
MMYKJIOCTb 00JIACTY BO3/IeHCTBUSI HAKOHEUHMUKA OMpeeIsieTCsl CBOMCTBAMUM CBapMBaeMOro MaTepuraia,
ToyuHou aucrta, napamerpamu CTII u reomeTpuyecKuMu 0COOEHHOCTSIMU MHCTpyMeHTa. O0J1acTh
BO3JIEMCTBUS HAKOHEYHUKA MMeeT (opMy LIMIMHApa, AMAMETP KOTOPOTO paBeH MUHUMAJIbHOMY
nuameTpy KoHyca. Bech 00bEM Bpalllaloiierocsl BOKpYr MHCTpyMEHTa MaTepuaja umeeT ¢GopMy «BO-
POHKW», TIpEICTaBICHHON Ha puc. 8.

Puc. 8. O6bEM BpalamIerocss BOKpYr MHCTpyMeHTa MaTepuaia (BUI CHU3Y)

Fig. 8. Volume of the material rotating around the tool (bottom view)
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Heob6xoaumo oTMETUTD, UTO B paboTe [6] ToIIIMHA CBaApUBAEMBIX JINCTOB COCTaBJIsLIa 8 MM, a JUIU-
Ha HaKOHEYHMKa Obljla BRIOpaHa paHoii 6 MM, 4To He xapakTepHo 1 texHomornu CTII n mpuBoguT
K 00pa3oBaHWIO HEeTIpoBapa B KOpHE ImBa. [103ToMy B HIDKHE! 4acTH IT1Ba, Ha TIyOWHE OKOJIO 6 MM,
o0Opa3oBaJiach ellle oJHa 00JIacTh, Ha3BaHHAsI AaBTOPAMU «BUXPEBOI 30HOM» («swirl zone»). Dta 0bacTh
He SIBJISIETCSI XapaKTepHOI IS IIIBOB, TTOJIYYeHHbBIX C JUTMHOM HAKOHEUHUKA MPaKTUIeCKU PaBHOM TOJI-
ILIMHE JIUCTA.

Eciim paccmaTtpuBaTth BapuaHT CTII TOHKMX JIMCTOB, a B JaHHOM paboTe TOJIILIMHA CBApUBAEMBbIX JI-
CTOB COCTABJISIET 2 MM, TO IIPU OMNpPEAeIEHHBIX BeJIMUMHAX AUAMETpa 3aIlJIedYMKa ero 00J1acTh BO3MIeii-
CTBUSI OyZeT pacIpoOCTPaHSITLCS Ha BCIO TOIIMHY JucTa. Tak, Hampumep, mist CTII auctoB ¢ Toaim-
HOI1 MeHee 1 MM MCTOIb3YIOT MHCTPYMEHT 0e3 HAaKOHEYHMKA, TeM caMbIM CO3[1aBasi TeUeHHe MaTeprala
TOJIBLKO 3a cueT 3aruieunka. OTCyTCTBUE IBYX 001acTeil BO3ACUCTBUS MPeIOTBpallaeT BOSHUKHOBEHUE
nedeKToB Ha rpaHulie Mexay objactamu. C yBeIMYeHUEM IMaMeTpa 3arieurkKa Mpyu MpoYrX paBHbIX
YCJOBUSIX TOJILLIMHA 00JIACTU BO3ACHCTBUSI 3aIlJIeUrKa YBEJIMUMBACTCS.

ITpu CTII ToHKMX I0JIOC BCTHIK BOZHUKAET ApYrasi CJI0XKHOCTb, CBSI3aHHASI C HEBO3MOXXHOCTbBIO Ka-
YECTBEHHO Pa3ApoOUTh U MepeMellaTh OKCUAHbIE TUIEHKU C TTOBEPXHOCTEN M TOPLIOB COEAMHSIEMBIX
JIMCTOB, KOTOpPbIE OCTAIOTCSI B IIIBE B BUJE CIJIOIIHON KPWUBOU JMHUU U SIBJISIIOTCSI C1a00il 30HOM, IO
KOTOPOU MpOUCXOAUT pa3pylieHue msa (puc. 9). Paznpobuts u nepemMeliarb OCTaATOUHbIA OKCUIHbBIN
cioit (OOC) («remnant oxide layer») He TTojlydaeTcsl B BUIY HEIOCTAaTOYHOM JIMHBI HAKOHEYHMKA JIJIST
HaHeCEeHUs! pe3bObl, KOTOpast UHTEeHCU(ULIUPYET IBUXKEHUE MaTepuaia B BEpTUKAIbHOM HallpaBJieHUH.

Puc. 9. IIpumep dhopmMupoBaHus OCTATOYHOTO OKCUAHOTO cios B 1miBe nocie CTII aucToB
u3 amomuHueBoro criaBa AI35T1 TonuuHoi 2 Mm

Fig. 9. An example of a remand oxide layer formation after FSW of 2 mm thick sheets of AA 6082 T6

OOC B mBe nocjie CTII orpuiaTeIbHO BIMSIET Ha MeEXaHUYECKME CBOMCTBA 11IBa, B OOJIbIIEI CTeIe-
HU Ha YCTAJIOCTHBIE XapaKTepUCTUKU. ABTOpPHI [16] BeIsiBMIM oTpunarenbHoe BiussHue OOC Ha ycra-
JIOCTHBIE CBOMCTBA 11IBa: B Cilydyae aJloMUHKEBOTO ciiaBa 5083 ycTasiocTHasi MPOYHOCTh U3-3a HATUYWS
nedexra moumswiachk Ha 35%, a B ciaydae amoMuHueBoro crutaBa 2024 — Ha 55% 1nipu KOJIMYecTBe K-
KJ10B HarpyxeHus 2x10°. Axanornunoe Bausare OOC B mBe 6bUT0 3aMedeHo aropamu [17] mpu CTIT
amomuHueBoro cruiaBa 2024. Astopsl [18] uccinenoBanu Bmusaue OOC B mBe npu CTII crurasa Al-
Cu-Li. YcranoctHast npouHocTth cHu3minach Ha 10-15% nocie 100 000 LUKIIOB Harpy3Ku MO CPaBHEHUIO
C OCHOBHBIM MaTepuajioM. YXyAllIeHHe MeXaHndecKux cBoicTB mBoB ¢ HammuremM OOC nocne CTII
cru1aBoB cucteMbl Al-Mg-Sc npu cTaTUUecKUX U LHUKJINYEeCKUX Harpy3Kkax Takxke OTMevaloT aBTOPhI pa-
6othI [19].

ABTtopbnI [20] n3yyanu Mpupoay OKCHUIOB U XapaKTep UX pacIipeaeeHNs B aTlOMUHUEBBIX CILJIaBaX BO
Bpemsi CTII. ABTopamu yCTaHOBJIEHO, YTO B COCTaB OKCUJIa BXOJUT HE TOJbKO aTlOMUHUI, OKCUIl UMEET
CJIOKHBII cocTaB 13 Al, Mg, Siu O, 1 ToJILLMHA OKCUIHOM IJIEHKH B LLIBE MHOT'O OOJIbIIE TOJIIUHBI OK-
CHUIHOI TUIGHKH Ha MIOBEPXHOCTHU JINCTOB. DTO CBUIETEILCTBYET, UTO OKCUIHAS TUICHKA C TIOBEPXHOCTE M
U TOPIOB JIMCTOB JOMOJTHUTEILHO B3aUMOICHCTBYET C IPYTUMU SJIEMEHTaAMU M TIPOIIECC OKUCICHUS
nporpeccupyet Bo Bpemst CTII. [Tostomy npeaBapurtebHas 00padoTKa KpOMOK JIMCTOB Iepe CBapKOi
C LIEJIbIO yaaJIeHUSI OKCUIHOTO CJIOS JIMIIb YaCTUYHO pelraeT mpodiemy odpazoBanus OOC B 1iBe mo-
cie CTII. Ytoos! uckiounts oopazoBaHue OOC, HE0OX0AUMO, TTOMUMO 00pPabOTKU KPOMOK JIMCTOB
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nepen CTII, ontumusuposats pexkxumbl CTIT 1 reomeTputo MHCTpYMeHTa. XapakTep pacIpeaesieHus
OOC 3aBucur ot napamerpos npouecca CTII: npu HeGoabmoM 3HaueHNH A < 0,2 MM/00 (OTHOILIEHU
CKOPOCTH CBapKHU K CKOPOCTH BpallleHUsI UHCTPYMEHTa) B IIBe 00pa3yeTcsl XapakTepHasli CTPYKTypa «JTy-
KOBBI€E KOJIbLA» («onion rings»), ipu A > 0,3 MM/06 B 11Be 06pasyercs surzaroodpasubiit OOC (puc. 10).

120" obopor —= 240" offopor ~———> 360" ofopor

Ocesasn cnaa
§

~
B Ocepan cuaa
——
Banaeun
‘

=

CH

P
OKenausin caon \ Oxenast A<02 A>03

A0 COeMHe IR Haxkoneunnk

Puc. 10. Xapaxrep pacnipenenecaus OOC B mBe ripu CTII [20]
Fig. 10. Distribution of the ROL in the joint during FSW [20]

B cayyae CTII Tonkux nuctoB xapakrtep pacnpenesiennst OOC npeacrasisieT OO0 BEPXHIO YacThb
1IBa, n300paxkeHHoro Ha puc. 10. PaccmoTpum OoJiee neTajbHO MIPOIECC ITePeHOCca OKCUIHBIX IVIEHOK C
MOBEPXHOCTU U KpOMOK JIUCTOB Mpu CTTI ToHKUX TUCTOB. XapaKTep uX pacnpeneieHus OyeT 3aBUCeTh
OT TeOMETPUU MHCTpyMeHTa. HakoHeuHuK OyaeM paccMaTpuBaTh TOJbKO MIAAKUN HMJIMHAPUYECKUI
B BUJIy €T0 HEIOCTAaTOYHOM JUIMHBI IS HAHECEHMST HECKOIbKIX BUTKOB PEe3b0bI. 3aTUIeynK OymeM pac-
CMaTpMBaTh TOJIbKO MJIOCKUI, Kak HanboJiee yacto ucrob3yembiit 111 CTTI Tonkux nuctoB BcThiK. Ha

puc. 11 usobpaxensl craguu repeHoca OOC ¢ TOBEpXHOCTEN M KPOMOK COEIMHSIEMbBIX TOHKUX JIMCTOB
rnpu CTII BcThIK.

Puc. 11. Xapakrep pacnpeaenenuss OOC npu CTII ToHKUX TUCTOB:
(a) — nepBas ctaausi, BUIl CBepXy; (6) — BTOpas cTaaus, BUA CHU3Y; (8) — TPEThbsl CTaausl, BUJ C3aaU
Fig. 11. Distribution of the ROL in the joint during FSW of thin sheets:
(a) — first stage, view from above; (6) — second stage, bottom view; (¢) — third stage, back view
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Ha niepBoii ctanuu (puc. 11 (a)) OKCUAHBIM CIIOM C TTOBEPXHOCTH JIMCTA CO CTOPOHBI HaberaHus me-
PEHOCUTCS B HAIIpaBJICHUU BpalllcHUsI MTHCTPyMEHTA 1o KpuBoii Ab. OKCcHIHBINM c10it ocTaeTcs Ha T10-
BEPXHOCTHU M JOCTUTAaeT TOUKU b, Tak KaKk MHCTPYMEHT MMeeT YroJl HaKJIOHa, B 3TOI 00J1acTh TeueHue
Marepuaa HarmpaBjeHO BBepx. YacTb MaTepuana U OKCUIHOIO CJIOS 3aMOJIHSIET MOJOCTh MOA UHCTPY-
MEHTOM, KOTOpast He BXOAUT B KOHTAKT C METAJLJIOM, 00pa3yst, CBOETO POJa, «BOJIHY», KOTOpas «0eXUT»
nepen nHcTpymeHToM. Ha Bropoit cranuu (puc. 11 (6)) oKCuaHble CJIOU C MOBEPXHOCTU JIMCTOB Tepe-
HOCSITCSI U3 TOUKM b B TOuKy B, 1Tpu 3TOM MHCTPYMEHT 1O Mepe BpallleHUsI B CTOPOHY JIMCTA HA CTOPOHE
OTCTaBaHUS HaUMHAET MepeMelIaTh OKCUIHbIN CJION C er0 MOBEPXHOCTU BIIyOb MaTepuaa. J1ormoaHu-
TEJbHO Ha 3TOW CTaJMU HAUMHAIOT TMepeMellaThCcsl OKCUIHBIE CJIOM C KPOMOK COEIMHSIEMbIX JIMCTOB,
pacnoyioxkeHHbIX Ha oTpe3kax bI' u ['Jl. Ix nepemenieHue nokazaHo Ha puc. 11 (6) 6eJibIMU cTpeIKaMU.
Ha nmocnenneii cragum (puc. 11 (8)) oKcumgHbIe CIOU ¢ TIOBEPXHOCTU JIMCTOB MepeHOCATCS 13 Touku E B
TOUKYy 2K, KOTOpasi SIBJIsIeTCS MaKCUMaJIbHO TMOTPYKEHHOU B COeIMHSIEMbIE JTUCThI, YPOBEHb MOTPYKEHUS
cocranisgeT okoJjio 0,2 — 0,3 MM. 3aTeM OKCHUIHBIE CJIOU C IOBEPXHOCTH JIMCTOB IMPOIOJIKAIOT ABUKEHIE
0 OKPYKHOCTH K ToukKe b, HO yke mogHnMasich K rmoBepXHOCTU. OKCUIHBIE CJIOM ¢ KPOMOK COSIUHSI-
€MBbIX JINCTOB MPOJIOJIXKAIOT BpalllaTbCsl C MHCTPYMEHTOM U pacriojiaratorcsi Huxe ypoBHst 0,2 — 0,3 MM.
Touka 3 puc. 11 (8) siBisIeTCS] TOYKOM MaKCUMAaJIbHOTO 000pOTa OKCUAHBIX CI0€B BOKPYT MHCTPYMEHTA.
Hiuxe Touku 3 paccTosiHUe TIepeMeleHUSI OKCUIHbBIX CJI0EB YMEHBIIAETCI U JOCTUTACT MUHUMAIBLHOTO
paccrostHus B Touke U.

Tenepb paccmorpum pacripeneiieHuss OOC Ha KOHKPETHOM MpPUMepPe MAaKpOCTPYKTYphI, puc. 12, —
00J1aCTh, BbIIeJICHHAs OeJIbIM TIPSIMOYTOJIbBHUKOM Ha puc. 9.

Puc. 12. [Ipumep popMupoBaHUST OCTATOYHOTO OKCUIHOTO cjios B miBe nmocie CTII nuctoB
u3 anoMuHKreBoro criaBa AI35T1 TonmuHoi 2 MM, yBeIUYeHa LICHTpaJlbHasi 00J1acThb

Fig. 12. An example of a remand oxide layer formation in a joint after FSW
of 2 mm thick sheets of AA 6082 T6, magnified central area

Ha puc. 12 otyeT/iMBO BUIHBI JBE XapakTepHble Touku: 2K — Touka nepecedyenust aisyx OOC, okcu-
HbIE CJIOU C TTOBEPXHOCTH JIMCTOB pacIpeneisiiorcs 1o Kpupoit EXKb, okcuaHbIe CJIoM ¢ TOPLOB JIMCTOB
pacnpenenstores 1o KpuBoit K31 ; 3 — Touka MaKCMMaJIbHOTO 000pOTa OKCUAHBIX CJIOEB BOKPYT WH-
CTPYMEHTA.

Ckopee Bcero, HaJln4ne TOYKM MaKCUMaJIbHOIo 000pOoTa OKCUIHBIX cjioeB (puc. 12, Touka 3) cBsI3a-
HO C U3MEHEHMEM JraMeTpa aiuadaTUYecKrX MoJIoC CIBUIa OT MOBEPXHOCTHU B TIyOMHY MaTepualia oT
Touku 2K K Touke 3. B ¢BsI3U ¢ TeM, YTO UX AUAMETP YMEHbILIAETCSI, YMEHbIIACTCS U JUIMHA AYTHU, Ha KO-
TOPYIO MepPeMEIaTCsI OKCUIHBIEC TIeHKU. [1oaToMYy, IT0 Mepe MPOHUMKHOBEHUS B IIyOMHY MaTepuraa,
OHU TIEPEHOCSTCS Ha O0JIbllIee PACCTOSIHAE OT MCXOJAHOTO MojoxXeHus. B Touke 3 mpoucxoauT B3aumo-
JIieiiCTBUE ABYX 00J1acTeil BO3AeCTBUS 3aIlJIeYMKa 1 HAKOHEUHHUKA. DTO MPUBOAUT K YMEHBILIEHUIO pac-
CTOSIHUS MIepeMEIeHNST OKCUIHBIX IJICHOK OT TouKHU 3 K Touke M. O61acTh BO3ACHCTBUSI HAKOHEUHMKA,
Bpalllalolasicss BOKPYr HEro, UMeeT MOCTOSIHHBIN nuaMeTp. B ¢Bsi3u ¢ ueM, paccTosiHue, MPOXOoauMoe
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OKCHUAHBIMU TIJIEHKAMU, TOJKHO OCTaBaThCs MOCTOSIHHBIM. OIHAKO, OHO YMEHbBIIIAeTCs, Kak BUAHO Ha
MaKpOCTPYKTYpe IOMEPEYHOro cedeHus mBa oT Touku 3 K Touke M. [o-BummMomy, 3T0 O0BSICHSIET-
csl, BO-TIEPBbIX, BIUSIHUEM HUXXHUX CJI0€B MaTepurasia, KOTOpble OCTAlOTCs HETTOABUXKHBIMU U TOPMO3SIT
Bpalllalolecs MoJ0Chl CABUTA, a, BO-BTOPBIX, PE3KMM TEMIEePaTypHbIM IPAAUEHTOM MEXIY JTUCTOM U
HIDKHEH ITOBEPXHOCTHIO JTCTA. HYKHSISI TOBEPXHOCTH COMTPUKACAETCS CO CBAPOYHBIM CTOJIOM, KOTOPBIi
B OOJIBILIMHCTBE CJIydyaeB He IojorpeBaercs. TemriepaTypHbIil paJMeHT SIBJISIETCS PE3KUM, TaK Kak 1o
TOJILLIMHE JINCTA TEMIIepaTypa pacipeieieHa paBHoMepHo [21—24]. CaMble HUXKHKUE OKCUIHbBIE CJIOU Ha
KPOMKaX JIUCTOB OCTAIOTCSI B CBOEM MCXOTHOM TTOJIOKCHUM.

ITpoananusuposaB pacrnpeaeieHrne OOC B monepeyHoM CeYeHUU 111Ba, MOKHO 3aKJIIOUUTD Cey-
oniee:

1) pacnpenenenue OOC B monepeyHoOM CEYSHUM CMEIIEHO OT LIEHTPaJIbHOI OCU B CTOPOHY OTCTaBa-
Hus (puc. 12, neHTpajbHas ocb 0003HaUeHa 0eJIol JTMHUEe) Mo MPUYMHE HAXOXKASHUSI OKCUIHBIX TL1e-
HOK He B HauaJse Bpalllalollelics MoJOoCkl 3aXBaTa, a Ha PACCTOSIHUU OT YeTBEPTH 10 MOJOBUHBI 000pOTa
Havaja IoJIoCHI;

2) OOC B norepevyHOM CEYEHU U 111Ba COCTOUT U3 ABYX obJiacTeii: BepxHsist oonactb, KpuBasi EXKbB Ha
puc. 12, — OKCUIHBINI CJIOI ¢ TOBEPXHOCTH COSIMHSIEMbIX JIMCTOB; HUXKHSIS 00J1acTh, KpuBas 2K3U Ha
puc. 12, — OKCUIHBIN CJI0# C KPOMOK COEIMHSIEMBIX JIMCTOB, 3Ta 00JIACTh 3aHUMAET MPAKTUIECKH BCIO
TOJIIMHY TTOMEePEYHOTr0 CeUEHUSI;

3) 1o Mepe MorpyXeHus B INyOMHY COeIUHSIEMbIX JIMCTOB CKOPOCTh BpallleHUsI CJI0EB «BOPOHKU»
YMEHBIIIAETCSI M CTAHOBUTCS MIPUMEPHO TTOCTOSTHHOM TIPU TOCTIKEHUM 00JIACTH BO3IECTBHS HAKO-
HEYHMKa.

3akioueHue

B pesynbrate aHanuza tedeHust matepuania npu CTIT BCTbIK TOHKMX JIMCTOB aTFOMMHMEBOTO CIljIaBa
AJI35T1 BbISIBJIEHO OTHOBPEMEHHOE IPOTeKaHMe HECKOJIbKMX ITPOLIECCOB COSAUMHEHNST METaJIJIa OJHO-
BPEMEHHO: 3aII0JIHEHNE TTOJIOCTU, 00pa3yloleiics 3a ”HCTPYMEHTOM CO CTOPOHBI HaOeraHus, IoJIocaMu
CJIBUTA, B 3TOM Cjlydyae MPOMCXOAUT CXBaTbIBaHWE MEPEIHUX TOPLOB IMOJOC C BEPTUKAIbHON MOBEPX-
HOCTbIO JIUCTA 32 MHCTPYMEHTOM CO CTOPOHBI HaOeTaHUsI; COeAMHEHUE MOJIOC CABUTa MeXay co0oit 3a
MHCTPYMEHTOM M CO CTOPOHBI OTCTaBaHMUSI; COENMHEHNE TOPLEBLIX ITOBEPXHOCTEH JTUCTOB, MOKPHITHIX
OKCHJIHO MJIEHKOM, B 3TOM cllyyae CoeIMHEHNE TOPLIEBBIX TOBEPXHOCTEUTTPOUCXOIUT B IOJIOCAX CABU-
ra Bo BpeMsI IepeMelleHUSI BMECTE C HUMU BOKPYT MHCTPYMEHTA.

Takum o6pazoM, criocod CTII MoxXeT ObITH UCIIOIb30BAH BO MHOI'MX OTPAC/ISIX IMPOMBIIUIEHHOCTH
JUJIS COEIMHEHMsI BCTBIK TOHKUX W CBEPXTOHKUX JIUCTOB MPU ONMTUMM3ALIMU TEXHOJOTUUECKUX Mapame-
TPOB Tpoliecca U FTeOMETPUUYECKUX XapaKTePUCTUK MHCTPYMEHTA.
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