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«Co3nanue IMPOU3BOACTBA  BBICOKO-
TEXHOJIOTMYHOTO KpPYIHOIa0apUTHOIO
000pynoBaHUs HHTEJUICKTYalbHON
aJIaNTHBHOW CBapKH TPEHHEM C Iepe-
MEHIUBAHUEM IS ABUAKOCMUYCCKOM 1
TpaHCIOPTHOMH oTpacieit Py (comra-
HICHUE O HPEIOCTaBICHUH CYOCHINH
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PAH mnpu ¢unHaHcOBOIl mopmepxke
MunobOpHayku Poccun B pamkax mo-
craHosienus IlpaButensctBa PO ot
09.04.2010 Ne 218.

Beenenne. O6paboTka 1 cBapka TPEHHEM C IEPEMEIINBAHUEM SIBISIOTCS MPAKTHYECKH HMJICHTHYHbI-
MU MPOIiecCaMi WHTEHCUBHOM IIACTHYCCKOW AedopMalii B yCIOBHSX MOBBIINICHHOW TeMmeparypsl. Pas-
JIMYAFOTCS TEXHOJIOTMU B OCHOBHOM LIEJIBIO UCTIONIL30BAHMs: (POPMHUPOBAHUE YIIPOYHECHHOTO TOBEPXHOCTHOTO
CJIOSL MJTH TIOJTy4EHHEe HEPa3beMHOro coerHeHus. OJTHaKko U3BECTHO, YTO KaK IPHU CBapKe, TaK U IpH obpa-
0O0TKE TPEeHHEM C IEepPEeMEIINBAHUEM 3ar0TOBOK OOJBIIMX TOJIIIMH BOSHUKAIOT TEMIIEPATypHBIC I'PaIHCHTHI.
B pesysnbrare npoucXoauT U3MEHEHNE YCIOBHH a/Ire3MOHHOTO B3aUMOJICHCTBUSL, INIACTHYECKOTO TEUSHHUS Ma-
Tepuasia ¥ pOPMHUPOBAHMUS 30HBI IEPEMEIIMBAHUS 110 CPABHEHUIO C TOHKOJIMCTOBBIMH 3arOTOBKAMH C ITPHH-
LUITHAIFHO OTIIMYHBIMH MOKa3aTeJsIMU OTBOJA TEIa. B CBSI3M C 3TUM HeJIbI0 padoThl SBISETCS ONpesie-
JICHUE 3aKOHOMEPHOCTEH OpraHU3aluy CTPYKTYPHl U CTAOMIBHOCTH MEXAaHWYECKHUX CBOMCTB B PA3IMYHBIX
HamnpaBJICHHUsX B MaTepuaje 3aroTOBKY U3 AJIIOMUHUEBO-MAarHUEBOTO CIUIABA TOJIIUHON 35 MM, MOITy4YEHHOM
METOZIOM CBapKH/00pabOTKM TPEeHUEM c repemenirBaHreM. MeToanka ncciaenoBanmii. Onucanbl TEXHUKA
U PEXUMBI CBapKd, 00pabOTKH TPEHHEM C MepeMEelIMBaHUEM 3aroTOBOK ciiaBa AMrS tommHoN 35 Mm.
[IpuBeneHbI JaHHBIE 110 UCIIOIB3YEMOMY ISl HCCIICI0OBAaHNI 000PYIOBaHUIO JUIsl MEXaHHYECKHUX UCIIBITAHIN
U CTPYKTYPHBIX HCCleoBaHmA. Pe3ybrarsl H 00cy:kaenue. [lomyueHHbIe JaHHBIE CBUASTEIBCTBYIOT O Ipe-
BBIIIICHUH MEXaHWYECKUX CBOWCTB Marepuasa 30Hbl 00pabOTKN HaJl MEXaHHYECKUMH CBOMCTBAMH MaTepHa-
JIa OCHOBHOTO METajlla BO BCEX HAIPABICHUSAX OTHOCHUTENBHO HampasieHus oOpadoTku. HeogHoponnoctu
CTPYKTYpPbI Marepuaa rocie oopadoTKi/CBapKu TPEHUEM C TIEpEMEIINBAHIEM 00pa310B OOJIBIINX TOJIIIH
HE OKa3bIBAIOT OINPEIEISIONICrO BIUSHHS Ha CBOMCTBAa MarepHaia 30HbI epeMeninBanus. [Ipu stom yer-
KO KOPPEJSLUK MEX/y 3HA4CHUSIMU IIPOYHOCTHBIX MOKA3aTeJICH U HAIIPAaBICHUEM NPIIIOKEHHS yCHUIIUS HE
BBISIBISIETCS, KaK HE OOHAPY)KMBAETCS CYLIECTBEHHOTO OTIMYHMS MEXaHHYECKUX CBOMCTB OT PACIIOIOKEHHMS
00pasnoB BHYTpPH 30HBI NepeMernnBanus. CpepHue 3Ha4eHHs Ipejesia MPOYHOCTH B BEPTHKAIBHOM, IIO-
MIEPEYHOM U MPOIOJIBFHOM HampaBieHuu cocTaBistoT 302, 295 u 303 Mlla, npenena tekyuectu — 155, 153
u 152 MIla, oTHOCHTEIBHOTO YAJIMHEHHS TTociie paspsiBa 27,2, 27,5, 28,7 % cOOTBETCTBEHHO.

Jlnst muTUpoBaHusi: 3aKOHOMEPHOCTH TEUSHHUsI MarepHana 0 KOHTYPY MHCTPyMEHTa M CTaOMJIBHOCTh MEXaHWYECKHX CBOMCTB MarepH-
ana 306l nepemeriuBanus npu CTII obpasios cruiaBa AMrS Gonbimux tomiume / T.A. Kanamnuukosa, B.A. Beno6opomnos, K.C. Ocuro-
Buy, A.B. Boponuos, K.H. Kanamaukos // O6paboTka MetanioB (TexHoiorus, obopynosanue, nHctpymentbl). — 2021. — T. 23, Ne 4. —
C. 140-154. — DOI: 10.17212/1994-6309-2021-23.4-140-154.
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BBenenue

OO0OpaboTka TpeHHEM C TMepeMelIuBaHUEM
(OTII), nnu ¢puKIMOHHAs TepeMelIrBaoas 0o-
paboTka, U cBapka TPEHHEM C TEepPEeMEIIUBaHUEM
(CTII) siBAsttOTCS MPAKTUYECKU UACHTUYHBIMU TIPO-
[eccaMd WHTEHCHBHOW IUIacTUYeCKol aedopma-
LIMYU B YCJIOBMSIX NOBBILIEHHON TemnepaTypsl [1-3].
PasznuyaroTcst 5TH TEXHOJIOTHH B OCHOBHOM IIEJIBIO
UCTIONB30BaHMs: (OPMUPOBAHUE YIIPOYHEHHOTO
MOBEPXHOCTHOTO CJIOS WJIM TONyYeHHEe HepazheM-
HOro coenuHeHus. [lpu morpyxeHuu Bpaiaroiie-
rocs MHCTPYMEHTA B 3aTOTOBKY U MIPU JalbHEUIIEM
€ro MPOJIBIKEHUHN MaTepual pa3orpeBaeTcs U Mo-
BEpraercsl IIacTUYEeCKON nedopmanuu, Mpoucxo-
TUT (parMeHTalusi 3€peHHON CTPYKTYpBI, a 3aTeM
OCTBIBaHHE NIEPEHECEHHOT0 MaTepHasa u ero OJHo-
BpEMEHHAsl PEKPUCTAIUIM3ALMSA, YTO MPUBOJIUT K
3HAYUTEIBHBIM U3MEHEHUSIM B CTPYKType MaTepHu-
aja U ero MEXaHW4YeCKHUX CBOMCTBax. B OCHOBHOM
yYKa3aHHbIE TEXHOJOTUU MPUMEHSIOTCS ISl CBApKU
Wi 00pabOTKH Pa3NUYHBIX ATIOMHHHUEBBIX CILIa-
BOB [4-16]. Haubosee nmpuMEHUMBIMU SIBIISTFOTCS
aIIOMUHUEBO-MAarHueBbie cmaBel AMrS, AMro6
[5, 7, 9, 12], cimaBel cuctembl Al-Mg-Sc, Al-Mg-
Sc-Zr [13, 15], Al-Cu-Li [11], Al-Zn-Mg-Cu [14,
16], Al-Cu-Mg [16] u np. Bo3moxxHO mOnydeHHE
COCIMHEHUI U MOKPHITUM Ha OCHOBE Pa3HOPOIHBIX
MeTaioB u crutaBoB cuctembl Al-Cu [17], Cu-Fe
[18] u opyrux, a Takke GOpMUPOBAHKE PA3ITUIHBIX
YIPOYHEHHBIX KOMITO3UIIMOHHBIX MAaTEPHAIIOB C ME-
Ttamniecko marpuuei [18-20]. JocTtatouHo BbI-
COKYIO CTEIEHb IPUMEHUMOCTH UMEET TEXHOIOT S
(GpUKIMOHHON nepemennBatomeid 00padboTku s
YIOPOYHEHUS! MaTepuajoB, MOJTYYEHHBIX METOJaMU
aJUTMTUBHBIX TexHOoru# [12, 18]. O6paboTky Tpe-
HUEM C MEPEeMELIMBAaHUEM MOXKHO MPOBOAUTH KaK
110 BCEH TOJILIMHE 3arOTOBKH, TaK U PEryJupoBaTh
1yOuHy oOpabarpiBaeMO O0JIaCTH 3a CYET pas-
Mepa HHCcTpyMeHTa. CBapKka TpEHHEM C ITepeMElu-
BaHHEM BO3MOXKHA KaK BCTBIK, TaK W BHAXJECT, a
TaK)Xe C pa3IMYHON pa3IeNIKOM KPOMOK /10 CBapKHU.
B 3aBuCHMOCTH OT TOJIIMHBI 3aTOTOBKH CTPYKTYpa
30HBI TNEpPEMEIINBAHUS 3HAYUTENIBHO OTJINYAETCS:
B 3arOTOBKaX OOJIBIIMX TOJILIUH XapaKTEPHOIO JUIs
CTII- wmn OTII-o6pa3ioB TonmuHon 2...10 mm
MOHOJIUTHOTO siipa HEe 00pa3yeTcsi, YTO MoAPOOHO
nokaszano Ha npumepe CTII-coenunenus u3 criasa
cucreMbl Al-Mg-Sc-Zr TonmuHoi 35 MM B paboTe
[13]. B nanHOM ciydae BBHUIY OOJBIION TOJIIIMHBI
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3arOTOBKM W BO3HHUKAIOIIUX TEMIIEPaTypHBIX Ipa-
JMEHTOB MPOMCXOIUT M3MEHEHHE YCIOBUM aare3u-
OHHOTO B3aMMOJIEHCTBHS, IJIACTUYECKOTO TEUCHHUS
Marepuaiga U (HOPMHPOBAHUS 30HBI MEpEeMeEIInBa-
HUS 110 CPAaBHEHHIO C TOHKOJHMCTOBBIMH 3arOTOBKA-
MU C NPUHLIUNHAIBHO OTIMYHBIMHU IOKa3aTeISIMH
OTBOJIa Tera. B cBsi3u ¢ 3TuM oqHOM M3 Hauboee
aKTyaJIbHBIX 3a/ad JJIsl MCCIEIOBAaHUM SIBISETCS
OTpeJesIieHNe 3aKOHOMEPHOCTH TEUEHHUs] MaTepH-
ajla 0 KOHTYpY HMHCTpyMEHTa M (popMupoBaHHE
MEXaHMUYECKUX CBOMCTB 00paboTaHHOrO Marepua-
Jla WJIK CBApHOTO I1BA B Pa3IMYHBIX HAIMIPABICHUSIX
IIPU TPOBECHUH 00PaOOTKH MITH CBAPKH 3arOTOBOK
Oonpimx tommuH. Lenpro HacTosmel paboThl sB-
JsieTcs MOy4YeHHEe HKCIIEPUMEHTANBHBIX 00pa3lioB
30HBI NEpeMEIInBaHMsI OOJBIION TONIIMHBI U HC-
ClIeZIoBaHMUs CTaOWJIBHOCTH €€ (OPMHPOBAHUS U
OJTHOPOJTHOCTH MEXaHUYECKUX CBOKCTB.

MeToauka uccJie10BaHui

OO6paboTka/cBapka TPEHHEM C TEepEeMEITUBAHU-
eM (bpuKIHMOHHAs TepeMenTuBaromas oopadboTka)
npoBoauiach Ha ycraHoBke B 3A0 «Yeboxcap-
ckoe npeanpustue “Cecrnens”’ Ha IIIATAX IMUPUHON
200 mm smcroBoro mpokara cruiaBa AMrS ton-
muHOM 35 MM. O6paboTKy/CBapKy MPOBOJMIN IO
cXeme, MpeacTaBiIeHHOW Ha puc. 1. 3arotoBky [
o0OpabarpIBalii HHCTPYMEHTOM 2 TIYT€M BHEIPCHUS
nuHa 3 NpY BpalleHUH 4 MHCTPYMEHTA C MOCJIEIYI0-
LIUM [IEpEMEILEHUEM BJIOJIb JIMHUM CThIKA J. Takas
TEXHOJIOTHS ObliIa UCIOJIb30BaHa HE JUISl CO3JaHUS
COEIMHEHMS, a C LENbI0 ONPEACICHUS IPaHUYHBIX
3HAYeHUI TapaMeTpPOB MPOIECCa MHTEIEKTyallb-
HOM alanTUBHOW CBapKU TPEHHEM C IMepeMellnBa-
HUEM JUIA IUIAT cipiaBa AMTrS tonmuHod 35 MM.
CxopocTh BpalieHus ”HCTpyMeHTa () coCTaBIsia
250 006/MUH, CKOPOCThH MPOJOIHHOTO TIEPEMEIICHUS
uHCTpyMeHTa (v) O6buta 250 MM/MHH, cHiia MpHKa-
TUSI MHCTPYMEHTa K 3arotoBke (P) — 3600 kr, yron
HaKJIOHAa MHCTpyMeHTa coctasisia 3,0 rpan. Ilapa-
METpBI Tpolecca MoAOUPATUCh ONBITHBIM IMyTEM.
JlnvHa coenuHeHus: oOpabaTeiBaeMoil 00IacTH Cco-
crapmsia 250 mM. OOpasibl A7 MEXaHMYECKUX
UCTIBITAaHUN BbIpE3ajii Ha yyacTke mBa 6. O0pasibl
U3 30HBI 00pabOTKU 7 BBIpE3ajd B BEPTUKAIHHOM
HalnpaBJIeHUU &, NONEpPEYHOM HampaBieHUH 9 u
IIPOAOJIBHOM HarpasieHUH /() B KOJIMYECTBE BOCH-
MU 00pa3loB I KaKJ0ro HampasieHus. Pasmep
ucclieyeMoil 061acTu He COOTBETCTBYET Mexro-
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Puc. 1. Cxema mporiecca cBapKH TPEHUEM C TepeMelln-
BaHHEM U BBIPE3KH 00pa3IoB AJIsl MEXaHUUECKUX UCTIbI-
TaHUH U MOTIePEYHBIX MITH(OB:

1 — 3aroToBKa; 2 — UHCTPYMEHT; 3 — IMH UHCTPYMEHTA; 4 —
HarpaBJIeHHE BPAICHNS] HHCTPYMEHTA; 5 — HaIpaBJeHue 00-
pabOTKH/CBapKK TPEHHEM C INepeMelnBaHueM; 6 — ob1acTb
BBIPE3KH 00pa3IOB ISl MEXAaHNUECKUX UCIIBITAaHUH; 7 — 30Ha
00paboTky; § — BBIPE3Ka JIONATOK B BEPTHKAJIBHOM HallpBIIe-
HUM; 9 — BBIpE3Ka JIOMATOK B ITONIEPEYHOM HanpasieHun; /0 —
BBIPE3Ka JIONATOK B MPOAOILHOM HarpaBieHuH; // — BbIpe3Ka
MOTIePEYHBIX NUTH(OB; /2 — 30HA IMEpeMeIIUBaHus; /3 — 30HBI
TEPMOMEXAHIMYECKOTO M TEPMUYECKOTO BIUSHUS

Fig. 1. Scheme of the friction stir welding process
and cutting out samples for mechanical tests and
metallography:

1—workpiece; 2—tool; 3—tool pin; 4 —direction of tool rotation;
5 —direction of friction stir processing/welding; 6 — cutting area
of the specimens for mechanical tests; 7 — processing zone;
8 — cutting of the blade-shaped test specimens in the vertical
direction; 9 — cutting of the blade-shaped test specimens in
transverse direction; /0 — cutting of the blade-shaped test
specimens in longitudinal direction; // — metallographic
sections; /2 — stir zone; /3 — thermomechanically affected and
heat affected zones

CYIJapCTBEHHBIM CTaHJApTaM, [I03TOMY BBIPE3AJIUCH
0o0pasibl B YMEHBIIEHHOM BHJE C COXpaHEHUEM
CTaHapTHBIX IponopLyid. Pasmep JionaTtok cocTapisil
2,7x2,2x12 mM. Jlnd uccnenoBaHusi CTPyKTypbl Ma-
Tepuaja B MOMNEPEYHOM CEYEHHHU BbIpe3aau nutid /1.
B nannom ciyvae Ha nuinge 4eTKO BbIIEISIeTCs 30Ha
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rnepeMenuBaius /2 U OKOJOIIOBHBIE 30HBI TEPMHU-

YECKOT0 M TEPMOMEXAHUYECKOTO BIAUSHUSA /3.

OO0pa31sl A5 HccaeJ0BaHUS U3MEHEHUS CTPYK-
TYpBl IO TOJNIIMHE B TOPU30HTAIBHOU IUIOCKOCTH
BBIPE3AJIMCh U3 3aTOTOBKH M1OCIIe 00pabOTKH TpEeHH-
€M C NIepeMeIIMBaHIEM Ha 3JIEKTPOUCKPOBOM CTaH-
K€ B IJJAHAPHOM CEYCHMH, IOCIIE YEero JEIHIUCH
Ha JiBe 4acTH (puc. 2) sl U3y4eHUs 30HbI, IJI€ UH-
CTPYMEHT BXOAMT B 3aroToBKy (oOpasus! 1.1-1.5),
U 30HBI C OTBEPCTUEM OT BBIXO/Aa WHCTPYMEHTA
(oOpazusr 2.1-2.5). VI3MeHeHHE MHKpPOCTPYKTY-
pBl MeTaJula UCCIEeIOBAIOCh HA TOJIMPOBAHHBIX U
TPaBJICHBIX NUIM(AX C UCMOIH30BAHUEM METAILIO-
rpaduueckoro mukpockona AJIBTAMU MET 1C.
MexaHW4eCKUe UCIIBITaHUS TIPOBOIMIIN Ha YHUBEP-
canpHOM ucnbiTarensHol Mamuae Y TC 110M-100.
MHUKpOTBEpAOCTHh U3MEPsIach HA MUKPOTBEPIOMe-
pe Duramin 5.

Pe3y.]'[l>TaTbl H UX 06cy>lcz[e}me

[Ipn ¢puxnmoHHON nepeMemuBaronieil odpa-
00TKe, KaKk U NPHU CBApKEe TPEHUEM C MEepeMellu-
Banuem (CTII), B 30He mepemenInBaHusl MO BCeil
TOJIIIMHE 3arOTOBKM Ha IIyOMHY MOTpPY>KEHUS WUH-
CTpyMEHTa 00pa3yeTcsl CI0XKHasi CTPYKTypa, Ipe-
CTaBJsIIOIIass co0oil pe3ynpTar (OPMHUPOBAHUS
MIOTOKOB MaTepuaja M0 KOHTYpy HMHCTpyMEHTa B
nporiecce cBapku/oopadotku (puc. 3). B 30He nepe-
MEIIUBaHU aJJIOMUHUEBOrO cruiaBa AMrS Tonmu-
HOM 35 MM, XapakTepHOro Ajisi CBapKu 00pa3LoB
TOJMUHOM 2...10 MM, MOHOJINTHOTO SiApa B TaHHOM
ciayyae He oOHapyKeHO, OAHaKO (popMHUpyeTCcs He-
CKOJIBKO SI/IEp B BHJI€ 3aBUXPEHUM CII0€B MO IJie-
yaMH MHCTPYMEHTA U B KOPHE 30HBI NE€pEeMeIlnBa-
Hus (cM. puc. 3). AHamoruyHasi 3aKOHOMEPHOCTh
Ha0o1amach NPy aHajau3e CTPYKTYphl ciiaBa Al-
Mg-Sc-Zr B paborte [13]. Onnako 3a cuet Oonee Ka-
YECTBEHHO MOA00PaHHBIX MApaMETPOB Mpoliecca Ha
ATane MpEeABAPUTEIbHBIX HCCIEIOBAHUN B JTAHHOM
pabote ynamoch M30€kaThb KPYIHBIX HECIIOLIHO-
CTel B BEpXHEW yactu oOpasna. Pexxumer momodpa-
HbI TAKUM 00pa3oM, 4To B 00padaThiBa€MOil 30HE HEe
oOpasytorcst 1eeKThl, KOTOPbIEC YaCTO BCTPEUAIOTCS
IIPU CBapKe 3ar0TOBOK OOJIBIINX TOMIMHKH. [TyHKTHp-
HBIMU JIMHUSIMHU BBIJI€IICHBI XapaKTEePHbIE CTPYKTYP-
Hble 30HBbI, oOpazyromuecs B CTII-coennnenusx:
30Ha MepeMellrBanus /, 30Ha TEPMOMEXaHUYECKO-
ro BO3JECUCTBUA 2, 30Ha TEPMUYECKOTO BIUSHUS 3
1 OCHOBHOM MeTay1 4. 30Ha TEPMOMEXaHHUIECKOTO
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Puc. 2. Cxema BbIpe3Ku 00pa3ioB B TOPU3OHTAIFHOM CEUEHHH IS NCCIIEAOBAHUS TIIACTHYe-
CKOTO T€UCHHS MaTepHalia B 30He TIepPEeMEIIMBaHNUs 110 TONIIHHE 00pabOTHIBAEMOTO MaTepHaa;

1 —30Ha BX0J]a MHCTPYMEHTA; 2 — OTBEPCTHE OT BBIXOJA HHCTPYMEHTA
Fig. 2. Scheme of cutting out samples in horizontal section to study the material plastic flow in
the stir zone through the thickness of the processed material:

1 —tool inlet zone; 2 — tool outlet zone

e
\

1
1

Puc. 3. MakpocTpykrypa o0pasia, BHIpe3aHHOIO B ITONIEPEYHOM CEUCHUH, M0~
cie (PPUKIMOHHOM MepeMelIBaroleii 00padOTKU:
1 — 30Ha mepeMeInBaHus; 2 — 30Ha TEPMOMEXaHHUECKOTO BO3ACHUCTBUS;, 3 — 30HA
TEPMUYECKOTO BIMSAHHUSA; 4 — OCHOBHOI MeTai1; a — (OpMHUPOBAHHE Spa B 30HE M1OJ
TUIEYaMU WHCTPYMEHTA; 6 — (GOpPMHUpPOBaHHUE sSApa B KOpHE 00pabOTaHHOM 3arOTOBKH;
RS — orcrynaromas cropona; AS — HacTynaromiasi cropoHa. JIMHUH, B0 KOTOPBIX
MIPOBOIMIIOCH M3MEPEHHE MUKPOTBEPIOCTH, 0003HAYEHBI ITyHKTUPOM

Fig. 3. Macrostructure of a sample cut in cross section after friction stir
processing:
1 — stir zone; 2 — thermomechanically affected zone; 3 — heat affected zone; 4 — base
metal; @ — nugget formation in the near-shoulder area; 6 — nugget formation in the weld
root; RS — retreating side; AS — advancing side. Lines along which the microhardness
measurement was carried out are indicated with dashed lines

Vol. 23 No. 42021 143
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BIIUSIHUS C HACTYTAIOIICH CTOPOHBI AS MMeeT pe3-
KYyI0 TpPaHUIly C 30HOM MepeMelnBaHus, C OTCTyIa-
forel ctopoHsl RS mMeercs mimaBHBIN Tiepexos OT
30HBI TEPMOMEXAHMYECKOTO BIUSHUS K 30HE I1IBA.
MakpocTpyKkTypa 00pa3iioB B TOPU30HTAILHOM
CEUYCHUH TIpe/ICTaBlIeHa Ha puc. 4 u 5. B cTpykType
00pa310B B BEPXHEH 4acTU 30HBI IEPEMEITUBAHUS

OBPABOTKA METAJIJIOB
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MOYXHO BBIICTTUTH CYIIECTBEHHYIO HEOTHOPOIHOCTh
ctpoerusi 4 (puc. 4, a). Takoe TONOKEHHE MOXKET
OBITh CBSI3aHO C BJIMSTHHEM Ha CTPYKTYPY B BEpXHEH
gacTu o0paslia TIacTHUeCKor AedopMary OT TUied
WHCTpYMEHTa Ipu 00paboTke. B 30He Havana aBrke-
HUS Ha BCEX YYacTKax IT0 TOJIIIMHE COSTUHEHHS op-
MHUPYETCsl HSOTHOPOIHOCT CTPYKTYPHI / (puc. 4 u 5).

Puc. 4. Makpoctpykrypa oopasuoB 1.1 — 1.3 (a, 6, 0) u2.1 —2.3 (6, ¢, e),
BBIPE3aHHBIX B TOPU30HTAIHLHOM CEUCHHH TI0 CXeMe, MPEACTABICHHON Ha puc. 1:

1 — HEOTHOPOIHOCTH CTPOCHUS MaTepHaia B 30HE BXOJa HHCTPYMEHTa; 2 — 30Ha C MPeHMY-

LICCTBEHHO IMPOTPABICHHOH CTPYKTYpOIl CO CIOMCTBIM CTPOCHHEM 30HBI IIePEMEIINBAHUS;

3 —30Ha ¢ IPEUMYLIECTBEHHO IPOTPABICHHBIMH 3€PHAMH B 30HE IIEPEMEIINBAHUS; 4 — HEOA-

HOPOJHOCTH CTPOCHUSI 30HBI IEPEMEIIMBAHMUS B IIOAIICYCBOM 30HE; 5 — M3MEHEHNE [IUPHHBI
30HBI 00paOOTKH B Hadase MepeMeneHIS HHCTPYMEHTA

Fig. 4. Macrostructure of samples 1.1 — 1.3 (a, 6, 0) and 2.1 — 2.3 (6, ¢, ¢) cut
in the horizontal section according to the scheme shown in Fig. 1:

1 — inhomogeneities of material structure in the tool inlet zone; 2 — area with a predominantly

etched structure with a layered structure of the stir zone; 3 — area with predominantly etched

grains in the stir zone; 4 — inhomogeneities of the stir zone structure in the near-shoulder area;
5 — change in the width of the processing zone at the beginning of the tool movement
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Puc. 5. Makpoctpykrypa oopasuoB 1.4-1.5 (a, ) u 2.4-2.5 (6, &), BBIpe3aHHBIX
B FOPU30HTAIBHOM CEUCHHH I10 CXEME, NPEACTaBICHHON Ha puc. 1:

1 — HEOTHOPOJHOCTHU CTPOCHHUS MaTepHaa B 30HE BXOJa HHCTPYMEHTA; 2 — 30HA C MIPEUMY-
LIECTBEHHO MPOTPABICHHON CTPYKTYPOIl CO CIOMCTBIM CTPOSHHEM 30HBI TIEPEMEILINBAHMS;
3 —30Ha C IPEUMYIIECTBEHHO MIPOTPABICHHBIMU 3€PHAMH B 30HE TIEPEMEIINBAHMS

Fig. 5. Macrostructure of samples 1.4—1.5 (a, 6) and 2.4-2.5 (6, 2) cut
in the horizontal section according to the scheme shown in Fig. 1:

1 —inhomogeneities of material structure in the tool inlet zone; 2 — area with a predominantly
etched layered structure of the stir zone; 3 — area with predominantly etched grains in the
stir zone

DTO CBSA3aHO C AOCTATOYHO CJIOKHBIMU YCIOBUSIMU
BHauaje JBMKEHUS MHCTPYMEHTA 3a CUEeT HeycTa-
HOBHBIIETOCS TEIJIOBOTO pexxuma. [lanee no amuHe
[IBa MOXKHO BBIJCIIUThH YTOJIIEHHUE 30HBI Iepeme-
muBaHus 5 (puc. 4), B KOTOPOH HHCTPYMEHT MOCTIE
nporpeBa Marepuajia MOJHOCTBbIO MNPUKUMAETCS
IieyaMu K 3arotoBke M (OpPMHPYET 30HY Iepe-
MEIIMBAHUSA TOW IIMPUHBI, KOTOPOl OHA ABJISAETCA
Ha dTare yCTAaHOBUBIIIETOCS PEXMUMaA CBapKu/o0pa-
OOTKH.

B Oonee HIWXHUX COSX CTPYyKTypa MeTajuia
Ha JTale YyCTaHOBUBIIErocs pexuma GopMupy-
eTcsl ¢ OOoJblIell CTa0MIIBHOCTRIO IIO JIMHE IIIBa
(puc. 4, 6, 8). B cTpykType 00pa3iioB ropu30HTaIb-
HOTO CEUEHUs TI0CIIe TPABJICHUSI YETKO BBIJEISIFOTCS
JIBa TUIIA CTPYKTYPbI, KOTOPHIE COIEPKAT 3JIEMEHThI
C pa3IMYHBIM XapaKTepoM TpaBiieHus. B mepBom u3
HUX 2 (puc. 4 u 5) 4eTKO BBIJICISIOTCS CIIOM TIepe-
HOCHMOTO MeTalljla, PACCTOSIHUE MEX]Ty KOTOPbIMU

KOppEeJIUpyeT CO 3HAYeHHEM MOAaYM Ha OAUH 000-
poT MHCTpyMeHTa. Bo BTopo# obnactu CTpyKTypa
JIEMOHCTPHUPYET CKJIOHHOCTh K TPaBJIECHHUIO Ha 3ep-
HO 3 (puc. 4, 5) ¥ HE IPOSIBIISIET CIIOUCTOU CTPYKTY-
PBI 30HBI [TEPEMEILINBAHUSI.

B HwxHell dYacTm 30HBI NEpeMENIMBAHUS
(puc. 5, a, 6) cTpyKTypa MeTalia MpeICTaBlIeHa J10-
CTaToyHO cTaOWiIbHBIM cTpoeHueM. Kpome Toro,
MIPUCYTCTBYIOT 30HBI, B KOTOPBIX TpPaBJIEHHUE BbI-
SIBJISIET CJIOW B 30HE TiepemertuBanus 2 (puc. 5) u
3epHa 3 (puc. 5). Cneayer OTMETUTh, YTO pacmpe-
JieJIeHre JaHHBIX 30H I10 TOJIIKMHE 00pa3loB J0-
CTaTOYHO HEOJHOPOIHO M M3MEHSETCS OT OJIHOTO
o0Opa3ua K JApyromy HepaBHOMepHO. B 1enom B
HIOKHHUX CIIOSIX 00paslia CTpyKTypa 30HBI IepeMe-
UBaHUs 0oJjiee OJHOPOJHA, YeM B BEPXHUX CJO-
ax. Takoe monokeHne MOXeT 00BSCHUTH OOJblIee
JIaBJIEHHE OT MPHKaTHsl CBAPOYHOTO MHCTPyMEHTa
B HIDKHEH 30HE MEpPEeMENIMBAHUS, YEM B BEPXHEH.
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Puc. 6. Ctpykrypa 06pasnos 1.1-1.5 (a—0) B 30He BX0jla UHCTPYMEHTA, BBIPE3aHHBIX B
TOPU30HTATBHOM CEYCHUH 10 CXeMe, TIPE/ICTaBICHHOM Ha puc. |

Fig. 6. Structure of samples 1.1-1.5 (a—0) in the tool inlet zone, cut in the horizontal
section according to the scheme shown in Fig. 1

OTYacTH 3TO MOXKET MOJATBEPAUTh MEXaHUKa MpO-
1ecca cBapku/o0paboTKH.

CtpykTypa B 30HE BXO/a MHCTPYMEHTa HMEET
AHAJIOTHYHOE CTPOCHHUE Ha BCEX ydyacTKax IO TOJ-
uHe odpasua (puc. 6). Kak BugHo u3 puc. 6, a—2,
CTPYKTYpa IpeCTaBlIeHa CMECHIO TPOTPABICHHBIX
CJIOEB M TPOTpaBIICHHBIX 3epeH. HeomHopoaHocTH
CTPYKTYpBI TPOSBISIFOTCS YETKO B BHJE CIIOXK-
HBIX ()OPM B OpraHU3AlMU 30HBI TIEPEMEIIMBAHHUS
(puc. 6, 6, 0). Pazmep cinoeB OIM30K K BEIUYUHE
noJlayv Ha 00OPOT MPHU JIBMKCHUH WHCTPYMCHTA.
[TpuunHa, MO0 KOTOPOH B OJHUX y4acTKax TpaB-
JICHHE TPOSBISET CIOHM, a B JPYTHX 3€pHA, /0
KOHIIa He sicHa. MOXXHO NpEeINoJ0XKHUTh, YTO Ha
rpaHuIle MOTOKOB MeTalljia, (POPMUPYIOIIHX CO-
elMHEHUE, TPAaBUMOCTh T'PaHHIl 3€PEH MEHBIIE,
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YeM TPaBUMOCTbH CJIOEB MEPEHOCA, a BHYTPHU IIO-
TOKOB TPaBHUMOCTb I'PaHUI] 3€PEH BhIlIe. B cTpyk-
Type 00pa3loB HE BBISBICHO 00pa3oBaHUs Je-
(PeKTOB CBapHBIX MIBOB, XapAKTEPHBIX JIJISl CBAPKH
TPEHUEM C IepeMelIMBaHUEM, YTO MOXKET CBUJIE-
TEJIBCTBOBATH O MOTEHIUATHHO BHICOKMX MEXaHU-
YEeCKHUX CBOMCTBaX Marepuaia B pa3IMYHBIX Ha-
MpaBJICHUSX.

B 3o0He BbIxOga wuHCTpyMeHTa (puc. 7, 8)
CTPYKTypa MeTajjia, HaoO0O0pOT, CyIIEeCTBEHHO 3a-
BUCHT OT pAcCTOSIHUS OT IUIed HMHCTPYMEHTA.
B BepxHeii yactu obOpasua (BOIM3M IUI€Y) MOXKHO
HOAPOOHO YBUAETh CTPOEHUE HEOJHOPOIHOCTEH,
OITMCAHHBIX PaHee MPHU aHAJIN3e MaKPOCTPYKTYpHI
(puc. 7, a). PaznuunHble mo miyOMHE HapaMeTpsl
B CTPYKTYpEe MOXKHO BBIICIHTH B (opme U pas-
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Puc. 7. Crpykrypa obpasios 2.1 (a, 6), 2.2 (8, ¢) u 2.3 (0, €) B 30HE BbIXOJ]a UHCTPYMECHTA,
BBIPE3aHHBIX B TOPU30HTAIBHOM CEUCHHH TI0 CXeMe, TIPEICTaBIECHHO# Ha puc. |

Fig. 7. Structure of samples 2.1 (a, 0), 2.2 (8, 2) and 2.3 (0, e) in the tool outlet zone, cut
in the horizontal section according to the scheme shown in Fig. 1

Mepax CIIos MEepPeHoca, a TaKKe B OCOOCHHOCTSIX
€ro COCTOSHUSI B 30HE BBIXOJA HWHCTPYMEHTA
(puc. 7, 6—e u 8, a—2). HaumenbImas TosImyHa Ciost
NepeHOca, KaK M 30HbI MEPEMEIIMBAHUS OKUIACMO
HAXOJIUTCS B HIDKHEH 4acTH 30HbI 00pabOTKH, TIIE JIU-
aMeTp NMUHA WHCTPYMEHTa MUHHUMAJICH (puc. 8, 6, 2).
Kpome Toro, BcTpeyaroTcsi YaCTUYHO OTOPBAaHHbBIE
OT 30HBI TIEPEMCIIUBAHHS CJIOW TEepeHOca IMpaK-
TUYECKH Ha Ka)X/IOM YPOBHE IO BbICOTE OOpasiia
(puc. 7, 60 u 8, a). OTpbIB YacCTH 30HBI MEepeMe-
IIMBaHUS TPH BBIXOJIE MHCTPYMEHTa OOYCIIOBJICH
aJIre3ueil aJTFOMUHUEBOTO CIUIaBA K CTAJILHOMY WH-
CTPYMEHTY, a TaKXKe TeM (PaKTOM, 4TO JOCTATOUHO
OoJpIllasi 4yacTh Marepuana mpu oOpaboTke Haxo-
JIUTCS. MEX]Ty BUTKAMH Hape3KH BUHTOBOTO ITHHA.
Omnpenenenue MHUKPOTBEPAOCTH MaTepuaia
IIBa U OKOJIOIIOBHOW 30HBI HEPa3bEMHBIX CO-

€IMCHUI TIOKa3bIBAET, UTO B MaTepHaliec OCHOB-
HbIX 11 CTII-coenuHeHHusi CTPYKTYpPHBIX 30H
u3 cruiaBa AMrS TonmuHOM 35 MM He mpowuc-
XOJUT pa3ympoyHEHHUs Marepuala Mo CpaBHeE-
HHUI0O C TBEPAOCTHIO OCHOBHOTO MeTajljla CO—
oTBeTCTBywmIero cmiasa (puc. 9). JlauHusle,
MOJy4YEHHBIE B XOJ€ M3MEpPEHUM MUKPOTBEPIO-
CTU OCHOBHBIX CTPYKTYpPHBIX 30H 1o Bukkepcy,
Tak)Ke MOKa3bIBAIOT OTCYTCTBHUE CYIIECTBEHHOTO
yIOPOYHEHHS MaTepualia U HeOOoNbIINe pa3Nnuuns
B 3HAQYCHHSAX TBEPJIOCTHU Ha Pa3HBIX IO TOJIIHU-
He yuacTkax coenuHeHus. [lpu aTtom paszdpoc
3HAaYCHUH MHUKPOTBEPIOCTH B II€JIOM IO 00-
pas3lly AOCTAaTOYHO CyIIeCTBEHHBIN (0T 745 no
1045 Mlla, 1. e. 40 % OT MUHHMMAJILHOM BEJIH-
YUHBI), YTO 3HAYUTEJIHHO BBINIE, YEM yBeJIHYe-
HHE MHUKPOTBEPJOCTH B IIEHTPaJbHOW 4YacTH
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Puc. 8. Crpykrypa 00pa3uos 2.4 (a, 6) u 2.5 (8, 2) B 30HE BbIX0OJa HHCTPYMEHTA, BHIPE3aH-
HBIX B TOPU30HTAJILHOM CEYEHHUH I10 CXeMe, IPEJICTaBIeHHON Ha puc. 1

Fig. 8. Structure of samples 2.4 (a, 6) and 2.5 (s, ) in the tool outlet zone, cut in the
horizontal section according to the scheme shown in Fig. 1
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Puc. 9. VI3mMeHeHre MUKPOTBEPAOCTHU B 30HE NEPEMEIINBAHNUS U OKOJIOIIOBHOH 30HE 00-
Pas3ioB B COOTBETCTBUH CO CXEMOH, W300paKeHHO! Ha puc. 2

Fig. 9. Change of microhardness measured according to the scheme shown in Fig. 2 in
the stir zone and near-weld zone

Tom 23 Ne 4 2021

MATEPUAJIOBEJIEHUE



MATERIAL SCIENCE

30HbI IepeMemuBanus (ot 745 no 975 Mlla, unu
31 % oT MUHUMAJILHOTO 3HAYEHUSI) OTHOCUTEIb-
HO MUKPOTBEPAOCTH OCHOBHOI'O METaJsia.
MexaHnueckrue UCHBITaHUS 00pa3loB, BBIpe-
3aHHBIX B PA3JIMYHBIX HAllPaBJICHUSAX U3 30HBI Ie-
peMemnBaHus (CM. puc. 1), TOBOPAT O TUITUYHOM
ne(GopMallMOHHOM MOBEICHUU I aTlOMUHUEBO-
MarHueBbIX CILUIABOB C MPUCYIIHM eMy dpdexTom
npepsiBucTOM muactuyHoctu (puc. 10). Ucnpira-
HHsI OCHOBHOI'O METaJuIa IUIUT crutaBa AMrS toi-
IIMHOW 35 MM TOKa3bIBalOT CpeJAHUE 3HAYCHUS
BpeMeHHoro conpotusienus 301 MIla. Mexa-
HUYECKHUE MCIBITAaHUS MOKa3aJlu, 4TO JJIsI UcClie-
JyeMbIX 00pa3lloB XapaKTEPHbI JOCTATOYHO BbI-
COKHME MEXaHHYECKHE CBOWCTBA B BEPTUKAIbHOM
(puc. 10, a), nonepeunom (puc. 10, 6) u npoaoJIb-
HOM (puc. 10, 6) HanpaBiIeHUU B CPAaBHEHHUH C Xa-
paKTepUCTUKAaMU OCHOBHOro meraija. CpegHue
3HAUE€HUs BPEMEHHOTO CONPOTHUBIICHUS B BEPTHU-
KaJIbHOM, MOMEPEYHOM U MPOJIOJIbHOM Harmpasiie-
Hum cocrtaisitor 302, 295 u 303 Mlla, npexnena

300 ]
280 4
260
240
220 ]
200
180
& 160
= 140
© 120
100 4
804
60
40 ]

—8.1
—38.2
—38.3
—284
—8.5
—28.6
20] — 87

o 8.8

[l
& 1601
= 140

OBRABOTKA METALLOV %

tekydectu — 155, 153 u 152 Mlla, otHOCUTEB-
HOTO YMJIMHEHHS Tocie paspeiBa — 27,2, 27,5 u
28,7 % coorBercTBenHo. IlomMumo mocraToy-
HO OJIM3KUX 3HAYEHMI mpezaena MPOYHOCTH, Te-
Ky4eCTH M OTHOCHUTEJIBHOIO YIJIUHEHMS IOCie
paspbiBa 1 00pa3loOB TAaKKE MOXKHO OTMETHUTh
BBICOKYIO CTaOMJIBHOCTH Je()OPMAIIMOHHOTO II0-
BEJICHUS NIPU PACTAKEHUH, O YEM CBHUIETEIBCTBY-
€T HaJlo)KeHHUe rpauKoB ApPYyT Ha JApyra.

Ouenka CTaOUIBHOCTH BPEMEHHOTO COIpPO-
THUBJIGHUS [UJIS PAa3HBIX HaIlpaBiICHUN NpUIIOKe-
Hug ycwius (puc. 11) mo3Bosisier yTOUHUTD, YTO B
LI€JIOM B IIOTIEPEYHOM HAMpaBI€HUU MPOUYHOCTHbIE
CBOICTBa HECKOJIBKO HUXE HA BCEX Y4YacTKax H3-
MEpeHHUsl, HO BO BCEX HaIpaBJIEHUSIX HNPOYHOCTh
MaTepuala IBa BbILIE IPOYHOCTH MaTrepuala uc-
XOZHOTO JIMCTOBOTO IIpoKara. B meHTpanbHON 4a-
CTH COEIMHEHHUS TaK)KE€ MMEETCsl HEKOTopas TeH-
JEHIUSl K CHI)KEHHMIO MEXaHUYECKOM MPOYHOCTHU
[0 CPAaBHEHMIO CO 3HAYCHUSIMU B BEpXHEH M HUXK-
HEW 4acTH JINCTA.
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Puc. 10. lnarpaMMBbI UCTIBITAaHUA 00Pa3IOB, BHIPE3aHHBIX B BEPTHKAIBLHOM (&), TIoTiepedHoM (0)
1 TIPOJIOJIEHOM (8) HAIpaBJIEHHUH 110 CXeMe, ITPEICTaBIeHHOH Ha puc. |

Fig. 10. Test diagrams for specimens cut in vertical (a), transverse (6) and longitudinal ()
directions according to the scheme shown in Fig. 1
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Puc. 11. ConocraBieHre BpeMEHHOTO CONPOTUBIICHUS 00pa310B, BEIPE3aH-
HBIX M3 Pa3IMYHBIX YYAaCTKOB 30HBI IEPEMEIIMBAHMS CO CBOMCTBaMM OC-
HOBHOTO MeTaja

Fig. 11. Comparison of the ultimate tensile strength of test samples cut from
different areas of the stir zone with the base metal one

3akJao4YeHne

[IpoBeneHHbIE MCCIEA0BAaHUS TIOKA3bIBAIOT, YTO
HECMOTpsl Ha HAJIUYUE HEOJAHOPOAHOCTEH CTpYK-
Typbl 00pa3loB, MOJYYEHHBIX IyTeM 0O0pabOTKu
TPEHUEM C MEPEMELIMBAHUEM TOJICTOJIUCTOBBIX 3a-
TOTOBOK TOJIIMHON 35 MM, MeXaHWYeCKHE CBOM-
CTBa Marepuasna 30Hbl OOpaOOTKH MPEBBILIAIOT
CBOIICTBa Marepuajia OCHOBHOTO MeTalljla BO BCEX
HaIpaBJICHUSAX OTHOCHUTEILHO JIMHUU OOpaOOTKH.
HeonnoponHocTu CTpyKTyphl Marepualia IMocie
00pabOTKK/CBapKH TPEHHUEM C TEepeMElIMBaHUEM
00pa3roB OOJBIIUX TOJIIUH HE OKA3bIBAIOT OIpe-
JIEJISIFOIIETO BIMSIHUSI Ha CBOICTBA MaTepuasa 30HbI
nepemMennBanus. YeTkoi Koppensiuuyu MeXay 3Ha-
YEeHUSIMM IPOYHOCTHBIX IOKa3aTesiell W HampasJie-
HUEM NPUIOKEHUS YCUIIUS HE BBISBIISETCS, KaK HE
0OHapyXHBaeTCsl U CYIIECTBEHHOIO OTIUYUS Me-
XaHUYECKHX CBOWCTB OT pacHoOJIOXKEeHHsI 00pa3loB
BHYTpHU 30HbI NlepeMmernuBanusi. CpenHue 3HaYCHUS
npenena MpPOYHOCTH B BEPTUKAJIBHOM, IIOINEpey-
HOM U IIPO/IOJIBHOM HAaIlpaBJIEHUU cocTaBisoT 302,
295 u 303 Mlla, mpenena Texkyuectu — 155, 153 u
152 MlIIa, OTHOCUTENBHOIO YIUIMHEHHUS MOCIIE pa3-
peiBa—27,2,27,51 28,7 % coorBercTBeHHO. Jledop-
MalMOHHOE IOBEJIeHNE 00Pa310B MPU UCIBITAHUAX
MMEET CXOXKHUM XapakTep, W I KaXAOW TPYIIIbI
00pa310B MOXHO BbIACIUTH JIUIIL HEOOJIbIIUE OT-
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JUYUS B MpOLECCe MIACTUYECKOl nedopmanuu U
paspylieHusl. 3Ha4€HUs MHUKPOTBEPIOCTH TaKKe
JI0CTATOYHO OJM3KHU W HE MPOSBISIIOT TCHICHIIUU K
YBEJIMUYEHUIO WM YMEHBIICHUIO B 30HE NEepeMeIlIn-
BaHUs Ha BenuuuHy Oonee 31 %, B TO Bpems Kak
pa3dpoc 3HaYEHUIl MUKPOTBEPAOCTH B LIEJIOM IO
obpasuy cocrasisger nopsiaka 40 %. ITomydennsie
JTaHHBIE JAI0T BO3MOXKHOCTB C/EJaTh BBIBOJ O BBbI-
COKOM CTEIIEHU IPUMEHUMOCTH TEXHOJIOTUI CBapKU
1 00pabOTKH TPEHUEM C TIEpEMENTMBAHUEM JIJIsI TI0-
Jy4YeHHUs] HEPa3beMHBIX COCAMHEHUN U YIPOUYHEH-
HBIX ITOBEPXHOCTHBIX CTPYKTYp 3arOTOBOK U3 ajIo-
MUHUEBO-MarHleBoro cruiaBa AMrS, B ToM uucie
OOIBIINX TOIIIHH.
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Introduction. Friction stir welding and processing are almost identical processes of severe plas-
tic deformation at elevated temperatures. These technologies differ mainly in the purpose of its use: the
formation of a hardened surface layer or producing a welded joint. However, it is known that both dur-
ing welding and during processing of heavy gauge workpieces temperature gradients occur. As a result,
the conditions of adhesive interaction, material plastic flow, and the formation of the stir zone change
as compared to thin-sheet workpieces with fundamentally different heat dissipation rates. In this con-
nection, the purpose of the work is to determine the regularities of the structure formation and sta-
bility of the mechanical properties in different directions in the material of 35-mm-thick aluminum-
magnesium alloy samples produced by friction stir welding/processing. Research Methodology. The
technique and modes of friction stir welding and processing of AA5056 alloy workpieces with a thickness of
35 mm are described. Data on the equipment used for mechanical tests and structural research are given.
Results and discussion. The data obtained show the excess mechanical properties of the processing zone
material over the base metal ones in all studied directions. Material structure heterogeneities after friction stir
welding/processing of heavy gauge workpieces have no determining effect on the stir zone properties. At the
same time, there is no clear correlation between the tensile strength values and the load application direction,
nor is there any significant difference in mechanical properties depending on the location of the samples inside
the stir zone. The average ultimate tensile strength values in the vertical, transverse, and longitudinal direc-
tions are 302, 295 and 303 MPa, respectively, with the yield strength values of 155, 153 and 152 MPa, and the
relative elongation of 27.2, 27.5, 28.7 %.

For citation: Kalashnikova T.A., Beloborodov V.A., Osipovich K.S., Vorontsov A.V., Kalashnikov K.N. Stir zone material flow patterns
during friction stir welding of heavy gauge AA5056 workpieces and stability of its mechanical properties. Obrabotka metallov (tekhnologiya,
oborudovanie, instrumenty) = Metal Working and Material Science, 2021, vol. 23, no. 4, pp. 140-154. DOI: 10.17212/1994-6309-2021-23.4-

140-154. (In Russian).
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