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Annomayua. llpoBeieHHbIE pacdyeThl U SKCIIEPUMEHTHI MTOKA3aJM, YTO MPU CBApKe TPEHUEM C NEpeMelInBa-
HUEM allOMHUHUEBBIX CIIAaBOB TUa AMr3 Haunbombliiee 3HaueHIE TeMIIepaTyphl Ha0I0AaeTCs B 001aCTH 3a/1-
HEll KpOMKHM HHCTPYMEHTA, TI€ IIEpEMEIINBAaHIE Y)Ke 3aKOHUMIIOCH, IPH 3TOM pa3HHIA TEMIIEpaTyp Ha 3aHel
Y TIepeTHe KpOMKaX HHCTpyMeHTa MOkeT cocTaBisaTh 50—250 °C. [l BRIBIECHHS CKOPOCTH pa3orpeBa Me-
TaJlJIa IUTACTHHBI U3 aJJFOMUHUEBOTO ciiaBa AMr3 3a cueT TpeHUs IPH HEMOABIKHOM MOJI0KEHUH BpaIlako-
ETOoCd MHCTPYMEHTA HAMH MPOBCACH SKCIIECPUMEHT C MCIIOJIB30BAHUCM YETBIPEX XPOMEJIb-KOIICJICBLIX TCP-
momnap nuametpom 0,2 MmMm. TepMonapsl 3a4eKaHeHbI B TNIACTHHE Ha pacCTOSIHUAX 5—10 MM OT IleHTpa HHCTPY-
MeHTa. B pe3ynbpTare 3KCIepUMEHTOR BBISIBJIICHO, YTO C YBEIMUECHUEM CKOpOCTH BpaieHus ¢ 70 1o 88 pan/c
BpeMms pazorpesa ot temieparyp 60—-100 go 450-500 °C ymenbmaetcst co 110 mo 30 ¢. Kpome Toro, BbIsiB-
JICHO, YTO TIPH 3TOM HarpeBe TeMIiepaTypa MaTepuaia Mol 3aiIeYMKOM HMEET OANHAKOBbIC 3HAUCHHS Ha BCEl
ero mwiomaay. B pesynprate aHanu3a 5THX JaHHBIX IpeaIaracTcs 3a1aTh HUKINYHBIA PEXUM JABHKCHUS Bpa-
LIAIOLIET0Css HHCTPYMEHTA C NMEPUOANYECKUMH OCTAaHOBKAMH Ul pa30orpeBa Marepualia CBapuBaeMbIX IUIa-
CTHUH, UCIIONB3Ys JIBE cXeMbl. 110 IIepBOi cXeMe U3MEpEeHUe TEMIIEPATyphl CBAPUBAEMBIX IIJIACTUH IIPOU3BO-
JUTCSI BIIOJIb MEpeIHEN KPOMKH 3aIlieunKa — MPY TOCTHKCHUU TEMIICPATyPhl CBAPKHU 3a7aeTCs BpeMsi, HE0O-
XOAMMOE I JOoTpeBa MaTepuana B 00J1acTH mepeiHell KPOMKH 3aIljIeulKa, BpalaoInuiicss HHCTPYMEHT Iie-
pemeraeTcst Ha mmar, paBuelil 0,4-0,5 nuamerpa 3aruieunka. [lo BTopoit cxeme mpejiaracTcsl HCIoIb30BaTh
pacueTHOe 3HaYeHHE BPEMEHH, HE00X0AUMOE AJIs IOrpeBa MaTepraa MoJ 3alIeYuKoM 10 3HAaYeHHs TeMIIe-
paTypsl CBapKH, KOTOPOE OIPEAEIIEHO 0 pe3yJibTaTaM SKCIEPUMEHTOB [UIs ATIOMHHHUEBOTO CIjIaBa TUna AMr3
TOJIIIUHOMN 4 MM.
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Abstract. Calculations and experiments have shown that during friction stir welding of aluminum alloys of the
AMg3 type, the highest temperature value is observed in the area of the trailing edge of the tool, where stirring
has already ended, while the temperature difference at the trailing and leading edges of the tool can be 150—
250 °C. To determine the rate of heating of the metal of a plate made of aluminum alloy AMg3 due to friction
when the rotating tool is stationary, we conducted an experiment using 4 Chromel-Copel thermocouples with
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a diameter of 0.2 mm. Thermocouples are stamped into the plate at distances of 5-10 mm from the center of
the tool. As a result of experiments, it was revealed that with an increase in rotation speed from 70 to 88 rad/s,
the heating time from temperatures of 60—100 °C to 450-500 °C decreases from 110 to 30 s. In addition, it was
revealed that during this heating the temperature of the material under the shoulder has the same values over
its entire area. As a result of the analysis of these data, it is proposed to set the motion mode of the rotating
tool as cyclic with periodic stops to heat up the material of the plates being welded. During stops, heat input
from the tool due to friction occurs evenly around the pin and shoulder, and the maximum temperature devel-
ops around the pin, and not in the area of the trailing edge of the tool. It is proposed to use two schemes.
According to the first scheme, it is proposed to measure the temperature of the plates being welded along the
leading edge of the shoulder — when its welding temperature is reached, the rotating tool moves by a step equal
to 0.4-0.5 of the diameter of the shoulder. According to the second scheme, it is proposed to use the calculated
value of the time required to heat the material under the shoulder to the welding temperature, which was de-
termined from the results of experiments for an aluminum alloy of the AMg3 type with a thickness of 4 mm.
Keywords: friction stir welding, temperature fields, experiment, technology, cyclicity, leading edge tempera-
ture, reheating time

For citation: Statsenko V.N., Bernavskaya M.V. Friction stir welding technology of aluminum alloy. FEFU:
School of Engineering Bulletin, 2024, no. 2(59), pp. 12-20. (In Russ.).

BBenenue

Csapka TperneM ¢ nepemerinBanreM (CTIT) — 10cTaToYHO HOBast TEXHOJIOTHS, PEaT30BaH-
Hast B coBpemeHHOM Bujie B 1991 r. The Welding Institute (TWI), Benuko6puranus [1]. C momeHnTa
MaTEHTOBAaHUA CII0c00 cBapku TpeHueM c nepemernrnanueM (CTII) cTan mupoko UCmonb30BaThes B
pa3HBIX 00JACTAX MPOMBIIUIEHHOCTH JJIsl COSIMHEHHS CIUIABOB, IJIOXO CBAPUBAEMBIX TPATUIIHOH-
HBIMH cIIoco0amMu (aTFOMHUHHUEBBIE CIUIABHI, COIEpIKAIUE [IMHK, ME/Ib, TUTCHHbIC CIIJIaBbl MAarHus),
METAJIJIOB M CIUIaBOB, HE 00pa3yroIIMX IBTEKTUK U TBEPABIX PACTBOPOB, a TaKXKE BCIIEJICTBUE €0
MIPEUMYIIECTB B CPAaBHEHUU C IPYTHUMH CIIOCOOAMU COSAMHEHHUs IeTaliel MyTeM CBapkH [2, 3].

Crnenuanbhbiii uHCTpyMeHT miporiecca CTII coctouT u3 3amednka U paboyero BeICTyNa —
nuHa (puc. 1). Bpamaronmiicss ”HCTpYMEHT, 3aKpeTIeHHbIH B MIMUHEe (pe3epHOro CTaHKa, IOBO-
paduBaOT YIJIOM BIIEpe Ha YroJ o OTHOCUTEIBHO BEPTUKAIN. 3aTe€M BKJIIOYAIOT BpaIlleHUE UHCTPY-
MEHTa U MEJJIEHHO MOTPY>Kal0T €ro BCTHIK JI0 T€X MOp, MOKa 3alUIEYMK HHCTPYMEHTA HE yIiIyOuTcs
Ha 0,2—0,3 MM B OCHOBHOM MeTall1. BKiTrouaeTcst mpo0JibHOE TTepEMENICHUE CTOJIa BJIOJIb CTHIKA CO
CKOPOCTBIO CBApKH, B PE3yJIbTATE TPEHUSI IMHA U 3aIUIEYMKA O 3arOTOBKY BBIIEISAETCS TEILIOTA, KO-
TOpast JOBOJUT METaJJl BOKPYT HHCTPYMEHTA J0 IUIaCTU(UIUPOBAHHOTO COCTOSIHUSL.
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Puc. 1. Cxema npouecca CTHN
Fig. 1. FSW process diagram

HJIaCTI/I(I)I/II_[I/IpOBaHHHﬁ MCTAJUI 3a CUCT CUJI TPCHUA 3aKPYUUBACTCA OTHOCUTCIILHO OCHU Bpa-
IICHWA NHCTPYMCHTA BOKPYT ITMHA. B IponeCcCe NEPEMCUICHUSA HHCTPYMECHTA 110 CTBIKY CBAPUBACMBIX
HOBerHOCTefI MPOUCXOIAT MEPEMCIINBAHNUEC U IICPCHOC MCTAJJIA C (bOpMHpOBaHHCM CBAapHOTO MIBA.
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KagecTBO cBapHOTrO COEAMHEHUS 3aBUCHUT OT CTETICHH MEePEMEIINBAHUS TIACTU()UIUPOBAHHBIX KPO-
MOK CBapUBaeMbIX JIeTajeil, KoTopas, B CBOIO OUepellb, 3aBUCUT OT TEILJIOBJIOKEHUS OT UHCTPYMEHTa
B pPE3yJIbTAaTE TPEHUS, BIMAIOILIEIO HA TEMIIEPATYPy Pa3MArY€HHOI0 METasIa.

DKCrHepUMEHTAIbHOE U3MEPEHUE COCTOSTHUS TEMIIEPATYPHOTO MOJIsl OUEHB CJI0KHO U CBSI3aHO
C TeXHUYECKUMH TpyAHOCTsIMU: 30Ha HarpeBa npu CTII 3akpeiTa BpamaromumMcs HHCTPYMEHTOM,
M3MEpEHUS BO3MOXHBI TOJIBKO KPAaTKOBPEMEHHO — JI0 Pa3pyLICHHs JaTYMKOB MPHU MepeMEIIeHUN UH-
CTpyMeHTa. B HEKOTOPBIX HCCIIeOBAaHUSAX TEPMOIIaphl pa3MeIlail Ha MOBEPXHOCTH 00pa3iia Ha He-
KOTOPOM yAaJIEHUH OT MPOJI0JILHOM OCH CBapHOTO IIBA, B TAKUX CIy4yasX HEOOXOIMMBbI MOMPABKH Ha
pacuer TemIepaTryp B 30HE NepeMelInBanus. bonbInHCTBO paboT, MOCBSIIEHHBIX pacueTy pacipe-
nenenus temneparypsl B iponiecce CTII u e€ quHaMKuKU, OCHOBAHO Ha PELICHUH YpaBHEHHS TEILIO-
MIPOBOAHOCTH [4—8], sl YETrO UCTIONB3YIOTCS PA3IMUYHbBIC YUCICHHBIE METO/IbI, peaIi3yeMble B BUJIE
KOMITBIOTEPHBIX IIpOrpamMM. B 4acTHOCTH, MOJEIUPYIOT TPEXMEPHOE TeMIIEpaTypHOe oJie oopasia
[9]. MaTemaTryeckass MOJCIb MIPEACTABISIET COOON HENMHEHHOE ypaBHEHHE HECTAIMOHAPHOM TeIl-
JIOTIPOBOJTHOCTU. 30HA MAaKCUMAJIbHBIX TEMIIEpaTyp pacHojiaraeTcsi Ha MOBEPXHOCTH 3arljiedrKa B
30HE €ro KOHTAKTa C JIeTajblo, IJe TeHEPUPYETCS OCHOBHOE KOJIMYECTBO TEILIa.

JIBymepHasi MaTeMaTHueCKast MOJIEIb ISl MCCIIEOBAaHUS TEMIIEPaTypbl B «MaKpOCKOIUYe-
CKOM» MPHUOIMKEHUU C YYETOM TpaHUIlbl KOHTaKTa HHCTPYMEHTA U 3arOTOBKU B 00JacTH CBapKH,
BO3HHUKAIOIIEH Mpu paboTe Bpallaroerocss HHCTpYMEHTa BHYTPU CBapUBaeMOT0 MaTepuana, yuYuThl-
BAaeT TEIIOBBIJIEIIEHNE B 30HE KOHTAKTa MHCTPYMEHTA CO CBaPUBAEMbIM MaTEPUAIOM, TEIJIOOOMEH ¢
OKpYKaroliel cpenoit u TerooTBo B HHCTpyMeHT [10]. PazpaboTaH 4ncIeHHBIH METOJ pacueTa
TEMIIEPATYDP.

Paccunransl pacrpeaeneHus TeMIepaTypHbIX oJiei B ooactu ceapHoro mBa npu CTII mia-
CTUH U3 aJTIOMUHHUEBOTO ciuiaBa AMro6 [11]. YcraHoBieHo, 4To Temmneparypa B 00JacTH KOHTaKTa
MHCTPYMEHTA C IJIACTUHOM OJM3Ka K TEMIIEpaType IIaBJICHUS.

MaremaTnueckoe MOJEINPOBAHUE B COYETAHUU C SKCIIEPUMEHTAILHBIMYU BUJAMH HUCCIIEN0-
BaHUI1 MO3BOJIIET BOCCO3/1aTh HAanOoJIee TOMHYIO KapTUHY (PU3HKO-MEXaHUYECKUX IPOLIECCOB, IIPO-
TEKAIOIIKX MPU TaKOM BHE cBapku. OQHAKO pe3yIbTaThl pacu€TOB pa3HbIX aBTOPOB Pa3INMyaloTCA
3HAYUTENIbHBIM pa30poCcoM 3HAUEHUI TeMIIepaTyp HarpeBa B 30HE CBapKU aJIIOMUHHUEBBIX CIIJIABOB —
ot 450 o 660 °C [5, 9, 11-13].

B pesynbTaTe Hammx uccieq0BaHUN MOTYYEHbl 3aBUCUMOCTH y/I€IbHOTO U IOJHOTO TETIO-
BJIO’KEHUSI OT CKOPOCTEH BpallleHusl @ U nepeMelnieHus (CBapku) Vez HHCTPYMEHTA M €ro JuaMeTpa
[14, 15]. B pe3ynbrare pazpaboTaHHOW HAaMM PAacCUETHOM MOJEIU U MPOBEJACHHBIX PACUETOB IPU
CBapKe IUIACTUH TOJIUHON 4 MM M3 aTIOMHUHHEBOro criaBa AMr3 noiy4eHo pacnpeesieHue TeM-
neparyp B 00JIaCTH MEPEMEIIMBAHUS 110 HHCTPYMEHTOM JuamMeTpoM 20 MM JUIsl pa3HbIX peKUMOB
ero aBwxkeHus (puc. 2) [14].
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Puc. 2. Mons usaotepm Ha NOBEPXHOCTU NAACTUHbI NpU V.= 0,42 MM/c, w =40 ¢ (a) n w =100 c™'(6)
(30ech u dasnee pucyHku aemopos)

Fig. 2. Isotherm fields on the plate surface at VW = 0.42 mm/s, w =40 s™(a) and w =100 s (b)
(Hereinafter, drawings by the authors)

Amnanus TCMIICPATYPHBIX moJiei IIoKa3sall, 4ToO HauOOoJIbIlIee 3HAUCHUE TEMIICPATYPhbL Ha0JI10-

naercst B 001acTH 3a7HeN KPOMKHM HHCTPYMEHTa (pHcC. 2), pa3HHLAa TEMIIEpaTyp Ha 3aHel U nepe-
Hell KpoMKax MHCTpyMEHTa MoxeT cocTaBisaTh 50-250 °C.

14 ISSN 2227-6858 www.dvfu.ru/vestnikis



BECTHUK MHXXEHEPHOW LUKOJ1bl AB®Y. 2024. No 2(59) | FEFU: SCHOOL OF ENGINEERING BULLETIN. 2024. No. 2(59)

Taxum 00pazoM, MOKHO 3aKJIIOUUTh, YTO HAWITYYIIHE YCIOBUS JJIS IEPEMEIINBAHUS CBapH-
BaeMbIX MaTEepPHAJIOB C HanboJIee BEICOKOM TEMIIEpAaTypOi CO3Jat0TCsl HE B 30HE BOKPYT IIMHA, a B 00-
JIACTH 3aJIHEH KPOMKHM MHCTPYMEHTA, 1€ IEPEMEIINBAHUE YKE IPAKTUYECKU 3aKOHUYUIIOCH.

TexHuuyeckoe pelieHue

J1Jist BBISIBJICHHSI CKOPOCTH Pa3orpeBa MeTaljia MIIACTHHBI U3 ATFIOMUHUEBOTO criaBa AMr3 3a
CUeT TPEHHS MIPU HETIOABM)KHOM IOJIOKEHUU BPaIIAlOIerocss HHCTPYMEHTa HaMU MPOBEJICH JKCIIe-
PUMEHT C HCIOIh30BAaHUEM XPOMEIb-KOMEIEeBBIX TepMoriap quameTpom 0,2 MM KakJI0# U3 MPOBO-
nok. ITnactuna umena pasmepsl 80300 MM u Tommuny 4 mm. Tpu Tepmomnaper (Ne 1, 2, 3) Oputn
3aueKaHEHBI B INTACTHHY HA PACCTOSTHUH 5 MM APYT OT ApyTa, YeTBEepTasi TEpMOIapa — Ha PaCCTOSTHUH
10 MM ot cpenueii (Ne 2), TO ecTh IPaAKTUYECKH B 00IaCTH KPOMKH 3aruieduka (puc. 3).
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Puc. 3. CxeMa pacnosio)xeHus TepMonap B nonepeyHoM cevyeHUu nNaacTuHbl (a),
BHeLHUIA BUA 3KCnepuMeHTanbHoro cteHaa (6), 1-4 - Homepa TepMonap
Fig. 3. Layout of thermocouples in the cross section of the plate (a),
appearance of the experimental stand (b), 1-4 - thermocouple numbers

Bpamaromuiics HHCTpyMEHT TuaMeTpoM 22 MM yCTaHaBIMBaJcCs Hall cpenueit (Ne 2) Tepmo-
napoii. TepmoD/IC ot TepMomnap u3Mepsiach ¢ MOMOIIBIO aHAIOTOBO-IIU(PPOBOT0 IpeoOpa3oBaTes
¥ BBIBOJMIIACH HAa HOYTOYK. CKOpPOCTH BpallleHHsl HHCTPYMEHTA 3aJ1aBaluch B auanasone 50-88 ¢ 2.
B pesynbTaTe HalKMX SKCIIEPUMEHTOB YCTaHOBIIEHO, UTO BPEMsI pa3orpeBa 3aBUCUT OT CKOPOCTH Bpa-
1enus uHcTpyMenTa. C yBendeHueM cKopocTu Bpamienus ¢ 70 1o 88 ¢! 510 Bpems ot Temmeparyp
60-100 o 450-500 °C ymensmraercs ¢ 110 g0 30 c. Kpome 3T0T0, BEISIBIEHO, UTO TIPH TOM Harpese
TeMIlepaTypa Marepuaia MoJ 3alJIeYMKOM MMEET OJMHAKOBHIE 3HAYEHHS Ha BCEW €ro IJIOMaau

(puc. 4).
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Puc. 4. UsMeHeHue TeMnepaTyp NopA 3anieuynKoM B Nepuoj 0CTaHOBKU ero ABMKEHUS:
a-w=70c"6-w=88c"
Fig. 4 Change in temperature under the shoulder during the period when its movement is stopped:
a-w=70s"b-w=88s"

Tak Kak B pac4eTHBIX UCCIIEIOBAHHSIX YCTAHOBIIEHO, YTO B 00J1aCTH NEpeAHEN U 3a]THEN KPOMOK
3arieurka TeMieparypsl paznudartcs Ha 50-250 °C (cm. puc. 2), Mo JaHHBIM SKCTIEpUMEHTAIBHBIX

15 ISSN 2227-6858 www.dvfu.ru/vestnikis



BECTHWK MHXXEHEPHOM LLKOJ1bl B®Y. 2024. No 2(59) | FEFU: SCHOOL OF ENGINEERING BULLETIN. 2024. No. 2(59)

MCCIIEIOBAaHHUH PacCYMTaHO BpeMsi, HeoOxoaumoe /i gorpesa Ha Benmmuuny 200 °C maTepuana B 00-
JIACTH NepeIHeN KPOMKH 3aIlIeunKa:

T =246 — 2,6w, cC.

TexHoaorusa CBAapKH TPECHUEM C IIEPEMEIIIUBAHUEM

[Tpu TpagUIMOHHOM CBapKe TPEHUEM C EpPEeMENINBAHUEM BPAILAIOLIUICS HHCTPYMEHT JIBH-
MKETCSl BJOJIb KPOMOK CBAPUBAEMBIX IJIACTUH, IPUYEM PEKUM JBUKECHUS MHCTPYMEHTA HETPEPHIB-
HBIH, C IOCTOSIHHON CKOPOCTHIO.

Mpb1 npejyiaraeM 3a7aTh PEXKUM JIBHXKCHHS BPAIAIOIIETOCs MHCTPYMEHTA UKIUYHBIH C 11e-
PUOINYECKUMU OCTAaHOBKAaMHU JJIsl pa30rpeBa MaTepuaia CBapuBaeMbIX IIACTHH (puc. 5). B MoMeHTHI
OCTAHOBOK TEIJIOBJIOKEHUE OT MHCTPYMEHTA 33 CUET TPEHUSI IPOUCXOAUT PABHOMEPHO BOKPYT IMUHA
U 3aIuleuyuka, 1 MakCUMaibHas TeMIepaTypa pa3BUBAETCs BOKPYT MHHA, a HE B 00JacTH 3aaHel
KPOMKH MHCTPYMEHTa. JTO JIOKa3bIBACTCS SKCIEPUMEHTAIbHBIMU JAHHBIMU, MPE/ICTABICHHBIMU HA
puc. 3, U3 KOTOPBIX CIEAYET, UTO B pa3HOE BpeMsl pa3orpeBa MaTepuasa cCBapuBaeMbIX IIACTHUH IO/
BpaIIaOIMMCS 3aIJIEIMKOM (B IIEPHOJT OCTAHOBKH ) TEMIIEPATYPHI IO HUM UMEIOT OJJMHAKOBBIC 3HA-
YEeHHsI, YTO MPUBOJUT K XOPOILIEMY MEePEeMEIINBaHNI0 MaTepUaioB KPOMOK CBAPUBAEMbIX IIACTHH.
Taxoii crioco0 cBapKy TPEHUEM € TIEPEMENIMBAHUEM OCYIIECTBIISICTCS IS JIFOOOTO IIACTHYHOTO Ma-
TepHalia Ha CTaHIapTHOM 00OpYIOBaHHH IO IByM cxeMmaM [16, 17].

1o mepBoii cxeme mpeIaracTcsi U3MEpSATh TEMIIEpaTypPhl CBAPUBACMBIX IIJIACTHH BIOJIb MEPe/-
Hell KpoMKH 3aruieunka. Ha HayanpHOM 3Tare 7o MPOU3BOAMTCS BKJIIOUYEHUE BPAIICHUS CBAPOYHOTO
WHCTPYMEHTA U MOTPY>KEHUE €T0 MMHA B IOBEPXHOCTh CBAPUBAEMBIX TU1acTuH (puc. 5). [locne comnpu-
KOCHOBEHUSI paboyeil MOBEpXHOCTH 3aIlIeYHKa C TOBEPXHOCTHIO IIACTUH HAYMHACTCS MIEPHOJ HarpeBa
w0, KOTOPBINA MIPOJOIHKAETCA A0 TEX TOp, MOKa TEMIIEpaTypa MIACTUH BIOJb MEPEAHEN KPOMKH 3arljie-
YHKa He JOCTUTHET 3HAYEHHsI TEMITEpaTyphl CBapKH t2 (cM. mporiecc I-11 U TensHOCTBIO Tuo).
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Puc. 5. luknorpaMmbl nepeMeLeHUs BpalyaloLlerocss CBapoyHoro MHCTpyMeHTa (a)
M U3MeHeHUs TeMnepaTypbl pabouel NnacTUHbI B 061acTu nepeaHert KPOMKM 3anneyvuka (6)

Fig. 5. Cyclograms of the movement of a rotating welding tool (a) and changes in the temperature
of the working plate in the area of the leading edge of the shoulder (b)
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[Tocne nocTrxkeHUs TeMIEpaTypbl CBAPKH IUKINYHO OPTraHU3yeTCs MPOLIECC CBAPKU, TPHUEM
KaKIIbI IIUKJI COCTOUT U3 JABYX ITAIOB:

- IPU AOCTHKEHUH TeMIIepaTypbl CBAPUBAEMbIX TIACTHH BJIOJIb ITEPETHEH KPOMKH 3aIIeYHKa
3HAYEHUS TEMIIEPATYpPhl CBAPKU t2 BPAILAIOLIUIICS CBAPOYHBIH MHCTPYMEHT IepeMellaeTcs Ha 1ar,
paBubiit 0,4-0,5 nuamerpa 3aruieunka (cm. npoueccel -1, V=V, VI-VII qnurensHOCTBIO Tul, T2,
T3 COOTBETCTBEHHO U C TEMIIEpaTypoil t1 B KOHIIE KaXkI0T0 Mpolecca;

- TIpY OCTAHOBKE MEPEMEIICHHUS BPAIIAIOLINIICS CBAPOYHBIH MHCTPYMEHT Pa3orpeBaeT ajro-
MUHHEBBIC TUIACTUHBI C TEMITEpaTyphl t1 10 Temmeparypsl cBapku t2 (cMm. mpomeccsl -1V, V-VI
JUTUTENIHOCTBIO Tyl, Tu2 COOTBETCTBEHHO M C TEMIIEPATYpPOi t2 B KOHIIE KaXKAOTO MpoLecca U COOT-
BETCTBEHHO 1IMKJIA).

[To BTOpO# cxeme mpeanaraeTcs UCIONIb30BaTh PACUETHOE 3HAYCHHUE BPEMEHH, HEOOX0JMIMOe
JUIS OTpeBa MaTepHualia Mmoj 3alIeYuKoM JI0 3HAUeHHUs TeMIepaTypbl cBapkH tz. [1o maHHbBIM 3Kcre-
PUMEHTOB IIPH HArPEBE BPAIIAIOIIMMCS HHCTPYMEHTOM aJIFOMUHHEBOTO ciiaBa Tuna AMr3 Tomm-
HOM 4 MM 3TO0 BpeMs paccuuThiBaeTcs (puc. 4) Mo 3aBUCUMOCTH

Tp, = 246 — 2,6w, c,

TJie W — CKOPOCTh BPAIEeH s HHCTPYMEHTa, C .

[Tpu 5TOM TemnepaTypa KpPOMOK CBapUBAaE€MBbIX IJIACTHH JOCTUTaeT 3HAYCHH, TOCTATOYHBIX
Ui TIosTydeHust ero ruactuduuupoBanHoro cocrosaus (450-500 °C st amOMHUHHEBOTO CIUIaBa
tuna AMr3), mocie 3Toro Bpauaronfiicss ”HCTPYMEHT CABUTAETCS BAOJIb KPOMOK C IIaroM, paBHBIM
(0,4-0,5), ot quametpa 3aruieurka. [Ipu 3TOM MUH OyAET MOCTOSIHHO HAXOUTHCS B IUTACTHOUIIPO-
BAHHOU 30HE.

[leprognIHOCTD TEpEeMEIeHHs MHCTPYMEHTA CKJIAIBIBACTCS U3 BPEMEHHU pa3orpeBa MaTepu-
aJsia, BPEMEHHU €ro JBUKECHUS BIOJb CBAPUBAEMBIX KPOMOK Ha JUTMHY MOJIOBUHBI IMAMETpa 3aIjieunKa:

T=1T,+ Ty = 246 — 2,60 + 2(173, c, (1)

CB

rie  Tp— BpeMms pa3orpeBa Marepuaa, c;

Tys — BPEMS IBUKEHHUS BIOJIb CBAPUBAEMBIX KPOMOK, C;

Vs — CKOPOCTH CBapKH, MM/C;

d; — TnameTp 3arieunKa, MM.

Pe3ynbraThl pacueTa nepuOINIHOCTH TIEPEMEIICHUSI MHCTPYMEHTA BIOJIb CBAPUBAEMBIX KPO-
MOK JUIsl pa3HbIX CKOPOCTEH BpallleHHs ® M CKOPOCTeH cBapku Ve Ul MIACTUH U3 aTFOMUHHEBOTO
crutaBa TMna AMr3 tonmuHoi 4 MM npeAcTaBieHbl Ha puc. 6. M3 3TUX naHHBIX cleayeT, 4To JUIst
pa3HBIX CKOPOCTEH BpAIlleHUs] MHCTPYMEHTA MpH YBEIMYEHUH CKOpocTH cBapku ¢ 0,5 no 2,0 mM/c
MEePUOJNYHOCTb NEPEMEILIEHUSI UHCTPYMEHTA CHUXKaeTcs Ha 16—18 c.

160
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0
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Vg Mmm/c
Puc. 6. NepuoanyHoOCTb NepeMelleHUs UHCTPYMEHTa:
1-w=52¢";2-70c";3-88c™"
Fig. 6. Frequency of tool movement:
1-w=52s"2-70s"3-885s"
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3akaueHue

B npennaraemoii TeXHOJIOTHH CBAPKU TPEHUEM C MIEPEMELINBAHUEM PEKOMEHIYETCS UCTIOb-
30BaTh HE MOCTOSHHYI CKOPOCTh CBAPKH, TO €CTh CKOPOCTh JABWKCHHS BPAIIAIONIETOCS HHCTPY-
MEHTa BJIOJIb CBAPUBAEMBIX MOBEPXHOCTEH, a IUKIMYHBIN C MEPUOANYECKUMU OCTAaHOBKAMHU ISt
paszorpeBa MaTepualia miacTiH. B MOMEHTBI OCTaHOBOK TEIUIOBJIOKEHHE OT MHCTPYMEHTA 3a CUeT
TPEHHS MPOUCXOAUT PABHOMEPHO BOKPYT MUHA U 3aIUICYHKa, U MaKCUMallbHAas TeMIIepaTypa pa3BH-
BaeTCsl BOKPYT MMHHA, a HE B 00JIACTH 3a/IHEH KPOMKU HHCTpYMeHTa. [Ipu JoCcTHKeHIN 3HAYCHUS TEM-
nepaTyphbl, TOCTAaTOYHOM JJIs TOJIydeHHs ero IutactuduimpoBanHoro cocrosuus (450-500 °C mis
ATFOMHHHUEBOTO CIUIaBa TUa AMTr3), Bpalaromuiicss HHCTPYMEHT CIIBUTACTCS BJIOJIb KPOMOK CBapH-
BaEMBbIX IUIACTHH C marom, paBHbeM (0,4-0,5), oT quamerpa 3aruieurka. [Ipu aTom nuH OyaeT mocro-
STHHO HaXOJUTHCA B IIACTU(DUIIMPOBAHHOHN 30HE.

[Tpu TakoM pexrMe CBapKH MOKHO IMOJIy4aTh Oojiee KaueCTBEHHOE MepeMellInBaHne MaTepH-
aJioB, OoJiee MPOYHOE CBAPHOE COEUHEHHE.

J1J1s KOHTPOJIA TeMITepaTyphl B 00JIaCTH MepeiHel KpOMKU MOKHO UCIIOJIb30BaTh HH(pakpac-
HBIA TUPOMETP MO0 MPUMEHSITH PACUETHYIO 3aBUCUMOCTh NIEPUOJMYHOCTH ITEPEMEIIICHUS HHCTPY-
MEHTa BJIOJIb CBAPHBAEMBIX KPOMOK, MOJYYCHHYIO Ha OCHOBE MPOBEACHHBIX SKCIIEPUMEHTAIBHBIX
HCCIIEA0BAHUM.
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