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NH®OPMAILIUS O CTATBE AHHOTAIUA

VK 621.791.14:620.172.242 Bsegenne. TexHONOrMYeCKre BO3MOXKHOCTH CBAapKU TPEHHUEM C IIE€PEMEMIMBAHUEM HMEIOT OIPAHUYEHUS,
CBSI3aHHBIE C OOpa30BaHHEM CBApPOYHBIX IE(EKTOB, M3MEHCHHEM CTPYKTYpbl Marepuaga ¥ BO3HHKHOBEHHEM
OCTATOYHBIX HAIPSIKCHMI, YTO yXY/LUIAeT IKCILUTYaTallHOHHBIC XapaKTePUCTHKH CBAPHBIX COCAMHEHM. VI3BeCTHBIM
METOZIOM YJIyYIICHHsS] XapaKTEPUCTHK CBAPHBIX COCIMHEHMH SIBISIETCS IPUIOKCHHE PA3IMYHBIMU CIIOCOOaMH
YIBTPa3ByKOBOTO BO3JEHCTBHS B Ipouecce cBapku. ONHAKO MPIMEHEHHE TaKHX CII0C000B JIHO0 TpeOyeT CI0KHOTO
TEXHOJIOIMYECKOr0 OCHAIICHHS, JMOO COHNPOBOKAACTCS 3HAYUTECIBHBIMU IOTEPSIMH MOIIHOCTH U 3aTyXaHHEM
YIIBTPa3ByKOBBIX KoieOaHuil. IIepCHEKTHBHBIM IPEACTABISACTCS IIPUIOKCHHE YJIBTPA3BYKOBOTO BO3ACHCTBHUS
CrocoboM ¢ KeCTKOH (pUKcaImell COHOTPOIA Ha CBApMBACMOM MaTepHalie, MIOCKOIbKY OH He TpeOyeT CII0KHOTO
TEXHOJIOIMYECKOT0 OCHAIICHNUs M 00ecieunBaeT 3 peKTHBHYIO IIepeiady KoaeOaHuil B 30Hy (HOPMHPOBAHHS CBAPHOTO
coennHeHus. 1lebio padoThl SBISIETCs OEHKA 3((EKTUBHOCTH YJIBTPa3BYKOBOTO BO3JACHCTBHS, MOABOJUMOIO
crocoboM ¢ XKecTKoi (uKcanmeil COHOTpOA, IyTeM H3MEPEHHSI HHTCHCUBHOCTH PE3YJIbTHPYIOINX KojaebaHuil u
QHAIN3a WX BIMSHUS HA IPOYHOCTHBIC XapaKTEPUCTHKH CBAPHBIX COCIMHEHH, ITOIy9aeMbIX CBAPKOIl TPEHHEM C
nepemernnBaHueM. Pe3yiabrarsl u o6cyxaenne. [Ipn moMoly J1a3epHOil A0IIEPOBCKOI BHOPOMETPHH IIPOBEIACHO
CpaBHEHHE [IBYX CIIOCOOOB MOJBOZA YIBTPA3BYKOBBIX KoseOaHuid. IToka3aHo, 4TO Crocob ¢ KeCTKOi (ukcanuei
COHOTpoza siBisiercs: 6oiee 3(PEKTHBHBIM B CPABHEHHH C KOHTAKTHBIM CIIOCOOOM, MOCKOIBKY IMPH 3HAYUTEIHHO
MEHBIIIEHT [TOABOAMMON MOIIHOCTH 00ECIICYNBACT HHTCHCHBHOCTD BO3JCHCTBYS KosieOaHuii B 2,5...4 pa3a BbIlIe Ha
BeCh 00bEM MaTepuaa He3aBUCUMO OT PACCTOSHUSI 10 MECTa UX MPHIIOKEHHS. MeXxaHH4eCKIe HCIIbITaH s 00pa3IoB
CBapHBIX coeHeHNi 13 ciutasa [l 16T, moaydeHHBIX CBapKOH TPEHHEM C IepEMEILINBAHHEM, IIPOACMOHCTPHPOBAIIH,
YTO MPHUIIOKEHNE YIBTPa3BYKOBBIX KOJIEOaHHIl B POLECCEe CBAPKHU PUBOANUT K IIOBBIIICHUIO IIPOYHOCTH Ha Pa3pbiB
B coequuenusx Ha 10...13 %. IIpu aToM nocTUrHyTast MaKCHUMabHas IPOYHOCTE cocTaBisieT 92 % OoT mpodHOCTH
OCHOBHOTO MeTaiuia. Kpome TOro, rmokasaHo, 4TO HMPHIOKEHHE YIBTPA3BYKOBBIX KOJICOAHMI B IPOLIECCE CBAPKH
COCAMHEHHMIT TOMMNHOM 2,5 1 5,0 MM [IPHBEJIO K MOBBILICHHIO IIPOYHOCTH MaTepuaa B 30He IePEMEILINBAHNS, a IS
coeanHeHuit TomuuHoi 10,0 MM — K yIPOYHEHHUIO B 30HE TEPMOMEXaHUYECKOTO BO3ACHCTBUSL.
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Juist uutupoBanus: [IpruMeHeHne cnocoba mojiBoaa yabTPa3ByKOBOrO BO3JCHCTBUS U OLCHKA ero 3G ()eKTHBHOCTH TIPH CBApPKE TPEHHEM C
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CBapKH TUIABIIEHUEM OCOOCHHO TNPUMEHHUTEIHHO
K aJroMuHuEBbIM cruiaBaMm [1, 2]. [Ipu ontumans-
HOM COYETaHWH IMMapaMEeTPOB CBAPOYHOTO PEKHMA
Takas CBapKa IMO3BOJIIET (OPMHUPOBATH HEPAZbEM-
HBIC COCAMHCHHS, TPOYHOCTHBIE U YCTaJIOCTHBIC
XapaKTePUCTUKH KOTOPBIX MPHUOIIKAIOTCS K XapaK-
TEpUCTUKaM OCHOBHOro Mertaia [3]. Texuomoru-
YECKHe BO3MOXKHOCTH CBapKH UMEIOT HEKOTOPHIE
OTpaHHYEHUSI, CBS3aHHBIC C 00pa30BaHUEM CBApOY-
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HBIX JAe(PEeKTOB [4], U3MEHEHHEM CTPYKTyphI Mare-
puana B 30H¢ GOpPMHPOBAHHS CBApHOTO miBa [S] U
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BO3HMKHOBEHHMEM OCTATOYHBIX HANpsHKEHUH [6].
Jns ycTpaHeHus YKa3aHHBIX OTpaHUYEHHUH pa3-
pabaTbIBalOTCs pa3inyHbIe CIOCOOBI BO3IEHCTBUS
Ha UCXOJHBIN Marepuain J1u00 CBapHOE COequHe-
HUE KaK B Ipoliecce, Tak U mocie ero GopMHupo-
BaHusd [7-9].

OaHuM M3 METONOB YAYYIICHHS XapaKTepu-
CTHK CBapHBIX COCIMHEHUH SIBISETCS MPHUIOKEHUE
VABTPA3BYKOBBIX ~ KOJNEOAHMN  HENMOCPEACTBEHHO
B Ipolecce cBapku. B pesynbrate HaOmomaeTcs
CHIDKEHHE Je(eKTO00pa3oBaHUsI U MOBBILICHUE
UX MPOYHOCTHBIX M YCTAJOCTHBIX XapaKTEPUCTHUK
[10]. KpoMe TOro, mpuioxeHue YIbTPa3ByKOBOTO
BO3/ICMCTBHSI OKA3bIBACT BIUSHUE U HA MapamMeTpbl
CBapOYHOI0 MpoIlecca, TAKUEe KaK yCHIIUE CBapKU
U OCEBOE YCWJIME Ha WHCTPYMEHTE, MOBBIIIAIOLINE
s dexTuBHOCTH TIporiecca (GOPMUPOBAHUS CBAPHO-
ro coenuHenus [11].

Ha cerogusimnuii 1eHb M3BECTHBI HECKOIBKO
OCHOBHBIX CITOCOOOB MPHJIOKEHUS YIBTPa3BYKOBBIX
kojiebaHuii B npouecce cBapku. Lllnpoko ucnonssy-
€TCSl KOHTAKTHOE C YCUJIMEeM PHKUMa MPUIIOKEHUE
KoJIeOaHUN K CBApOYHOMY MHCTPYyMeHTY [12] B ero
panuanbHoM [13] u oceBoMm [14] HanmpaBieHuu, Ko-
TOpoe MpeoOpa3yeTcsi B BBICOKOYACTOTHBIE MEXaHU-
Yyeckue KoneOaHus, epeaBaeMble OT MHCTPYMEHTA
K cBapuBaeMoMy Matepuainy. OJHaKo JaHHBINA CIIO-
co0 6o TpedyeT CIONKHOIO TEXHOJIOTHYECKOTO
OCHAILIEHUs, JIUOO COMPOBOXKAAETCS OONBITUMHU T10-
TepsIMH MOIIHOCTHU TMIPH Mepeiadye KoaeOaHu oT ux
HMCTOYHHMKA K CBapuBaeMoMy matepuaiy [15].

JpyruMm crnocoboMm sBIsieTCS KOHTAaKTHOE C
YCUIIMEM TpPWKMMa NPUIIOKEHHE YIBTPa3BYyKO-
BbIX KoieOaHUIl K cBapuBaeMoMy marepuany. J{is
nepenayu KosieOaHUM K 3aroTOBKE OT COHOTPOAA
(BOJTHOBO/Ia) MCIIONIB3YETCS 3aKPEIICHHBIH Ha €ro
KOHIIE CTIeMaIbHBIA UHIECHTOP OKPYINION (hopMbl,
M3TOTOBJICHHBIA M3 Marepualna ¢ BbICOKOW TBEpAO-
cthio [16, 17]. HemocTtaTkoM KOHTaKTHOTO CIoco0a
ABIsieTCS HU3Kas YPPEKTUBHOCTH MEpenadn Koe-
0aHMi1 — COOTHOIIEHHE TeHEPUPYEMON HCTOYHHUKOM
U TOCTyHarouiel K Marepuansy MOIIHOCTH MOXET
KoJiebarhes B penenax ot 3:1 go 6:1 [18].

ABTOpamu HacToseld paboThl MPEIOKEH CIO-
co0 ynIbTPa3ByKOBOTO BO3JCHCTBUS Ha CBapuBae-
MBIH Marepuai ¢ KEeCTKoW (pukcamueld COHOTpoaa
[19], HE TpeOyrouuii CIOKHOTO TEXHOJIOTHYECKOTO
OCHaIIeHUs ¥ oOecnieunBaroniuii 3 PpeKTUBHYIO T1e-
penady konebaHMil B 30HY 00pa3oBaHHs CBAPHOIO
COEJIMHEHUS B MPOIIECCE CBAPKH.

OBRABOTKA METALLOV %

[enpro paboOTHI sIBIISIETCS OLICHKA 3P PEKTUBHO-
CTH YJIBTPa3BYKOBOTO BO3IEHCTBHS, MOIBOAMMOTO
CIOCcO0OM C KECTKOW (huKcalmeld COHOTpona, ITy-
TEM M3MEPCHHSI WHTCHCUBHOCTU PE3YJIBTUPYIONINX
KoJIeOaHMIA ¥ aHAITN3a WX BIIMSHUS HA IPOYHOCTHBIC
XapaKTePUCTUKHA CBapHBIX COCTUHCHUH, TOIydae-
MBIX CBAPKOH TPEHHEM C ITePEMEIIMBAHUEM.

MeToauka uccjaeI0BaHui

HccnenoBanusi MpoOBOAMINCH C MCIIOJIB30BAHU-
€M JKCIEPUMEHTAIBHOIO CTEHJA JUIsl CBApKU Tpe-
HUEM C IEPEMEUIMBAHUEM C YJIBTPa3BYKOBBIM BO3-
neiicreuem (puc. 1, a), pazpaborannoro MPIIM
CO PAH cosmectHO ¢ 3A0 «Cecnenb» U KOMIUIEK-
Ta yABTPa3BYKOBOTO 000pY/IOBaHUs, pa3pabOTaHHO-
ro OO0 «¥Y30uT».

KoMmIuiekT  ynbTpa3ByKOBOTO  00OpYIOBAaHUS
BKJIFOYaJ B ceOs: OXJIaXJaeMblii MarHUTOCTPHK-
LMOHHBIA TMpeoOpazoBarelb C PE30HAHCHBIMHU
COHOTPOZaMU TEPBOMl M BTOPOM CTYNEHM, H3rO-
TOBJIEHHBIMM M3 BBICOKOIIPOYHOI'O TUTaHOBOI'O
craBa (puc. 1, 6); reHeparop yabTpa3BYKOBBIX
KojeOaHui ¢ (PyHKIMEH aBTOMAaTHYECKOrO MOHMCKa
U TIOCTPONKU PE30HAHCHOW YacTOTHI MpeoOpaso-
Barens (puc. 1, 6); aBTOHOMHBIN OXJIaAMTENb Mar-
HUTOCTPUKIIMOHHOTO Ipeodpa3zoBatens (puc. 1, 2).
[IpssMONMHENHBIM COHOTPOJ NEPBOM CTYIIEHU IHA-
MeTpoM 32 MM HMHTEIPUPOBAH C MarHUTOCTPHUKTO-
pom. COHOTpOJ BTOPOM CTyNEHU AUAMETPOM 22 MM
uMen u3rud 90° v MPUKPETUISICS K COHOTPOAY Tep-
BOI CTYNEHU C IOMOIIBI0 COEIUHUTEIBHOIO BHUH-
ta (puc. 2). lanaoe obopyaoBaHue 0OecednBaIoO
TeHEPALMIO YIBTPa3BYKOBBIX KOJI€OaHMH 4acTOTOM
22 + 1,65 xI'm 1 MOIIHOCTHIO 70 2 KBT.

C momomiplo KOMIUIEKTa 000pyaoBaHHs ObUIN
peasin3oBaHbl J1Ba Crocoba MOABOJA YABTPa3BYKO-
BBbIX KOJI€OaHM C IeNIbI0 CPAaBHEHUS] MHTEHCHBHO-
CTH UX BO3JEHCTBUS Ha CBAPUBAEMBIM Marepuall.
I1epBbIit cioco0 3aki04aeTcst B KECTKOM (pUKcaun
COHOTPOJIa U PEANMU3YETCS KPEIUIEHUEM K OIHOU U3
3aroTOBOK 4€pe3 TEXHOJIOIMYECKOE OTBEPCTUE CO-
HOTpPO/Ia BTOPOH CTyNeHH ¢ (ukcaruen 601ToM Ta-
KHUM 00pa3oM, 4ToObI 00€CIeUUTh MIIOTHBIN KOHTAKT
€r0 TOpPLA C MIOBEPXHOCTBIO CBAPUBAEMOI0 MaTepu-
ana (puc. 2, a). MOMEHT 3aTsKKU 00JITa COCTaBIISII
150...200 H - m.

BropeiM croco6oM sIBISIETCS KOHTAKTHBIA ¢
YCUJIMEM TpWXKHMMa IOJIBOJ KoJeOaHUil, KOTOPBIi
peanmzyercsi cieayromuM obpasom. Ha Topue
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Puc. 1. DxcriepuMeHTaIbHBIN CTEH/I JUIsl CBApKU TPEHUEM C NIEpEeMEIINBAHUEM C YABTPa3BYKOBBIM BO3/IEHCTBUEM:

pabounii cTon 000pynoBaHus (@); MArHUTOCTPUKTOP C COHOTPOJIaMH IIEPBOH 1 BTOPOH CTYIEHH (6); TEHEPATOp YIBTPa3BYKOBBIX
KosteOanuii (8); oxyaanuTens (2)

Fig. 1. The test bench for ultrasonic-assisted friction stir welding:

welding table of the welding machine («); magnetostrictor with first-stage and second-stage sonotrods (6); ultrasonic generator
(8); cooler ()

COHOTpOAA BTOPOH CTYNEHU C HCHOIH30BAHUEM
pe3b00BOrO  COEMHEHUS 3aKpeIuIsuics TBEpIO-
CIUTaBHBI HAaKOHEYHHUK cdepudeckor (Gopmbl pa-
nuycoM 20 MM. C HCHIOJIB30BAaHHEM CHENHUATBHOMN
OCHACTKH MarHMUTOCTPUKTOP MOHTHPOBAJICS Ha pa-
604em cTosie 000pyIOBaHUS C MPUKUMOM HAKOHEY-
HUKa K 00pasiy ¢ ycuiuem F, = 150 H, nocrarou-
HBIM JIJTsl HICKJIFOYEHHSI €T0 OTPhIBA OT MOBEPXHOCTH
npu Tiepenade kosebanuii (puc. 2, 6). Ilpu sTom
MarHUTOCTPUKTOP yCTaHABIMBAJICA TaK, YTOOBI TO-
pell COHOTPOAa BTOPOM CTyNeHH ObUT mapajuiesieH
noBepxHocTH oOpaszua. Takum oOpazoM, BBOA KoJie-
OaHMii OCYIIECTBISIICS MAaKCUMAIbHO 3(h(heKTHBHO —
ot yrioM 90° Kk TOBEPXHOCTH.

MHTEHCUBHOCTD yABTPA3ByKOBOTO BO3JEHCTBUS
OILICHMBAJIACh MO pe3yJibTaTaM H3MepeHui BUOPO-
CKOPOCTEH METOJIOM JIa3epHON BHOPOMETPHUH C HC-
MI0JIb30BAaHUEM JIOTIJIEPOBCKOTO CKaHUPYIOIIETO BU-
opomerpa PSV-500-3D. M3mepenus npoBOIMINCH
Ha o0paslie, IPeACTaBISIONEM COOOH MIACTUHY U3
craBa J[16T pazmepom 600 x 120 MM TONILIMHON
12,0 mm. [{ns m3mepeHus: mojsi BUOPOCKOPOCTEH
Ha MOBEPXHOCTIX OOpaslia MpUMEHsIach CKaHU-
pyromias 3D-ronoBa BuOpomerpa. CHHXpOHU3AIUS
OCYIIECTBJISUIaCh MO0 ONOPHOMY CHUTHAJY, KOTOPBII
NOJIy4aJyd € TOpLA COHOTpoJa INEPBOM CTYNEHU C
nomortpio 1D-ronoBel Bubpomerpa (puc. 2). Cka-
HUPOBAHUE MTPOBOJMIOCH MO JIMIIEBON MOBEPXHOCTH
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o0pasia, a TaKkKe 1Mo TOPIEBOH MOBEPXHOCTH, yIia-
JICHHOM OT MecTa MoABO/Ia Koyiebanuii (puc. 2, 8, 2).

BBuny orpaHnueHus npsMod BUIUMOCTH JIH-
LIEBOW MOBEPXHOCTH 3arOTOBKH, 3aKPEIJICHHON Ha
CBapOYHOM CTOJIE, €€ CKAHMPOBAHUE BBITIOIHAIOCH
C MHCIOJb30BAHUEM METAJIMUECKOrO 3epKaja u3
KOMIUIEKTa MOCTaBKM BHOpoMeTpa. 3epkajio ycra-
HaBJIMBAJIOCH 107 yIIoM 45° K MOBEPXHOCTH 3aro-
TOBKH M oOecreunBago HEOoOXOIUMBIH 0030p s
ee ckaHupoBaHUs. Pa3mep obrmacTu ckaHUpOBaHMA
JIMIIEBOI TOBEPXHOCTH, PACIIOIOKEHHON Ha PacCTo-
SIHUU 5 MM OT MecTa BBOJia KoJeOaHHH, COCTaBIIsAI
~ 180 x 85 mM. IIpu ckaHMpoBaHUM TOpLA 3aXBaThI-
BaJIOCh BCE TOTIEpeUHOE ceueHue oopasia. O6mactb
CKaHMpOBaHUS pPa30MBanach Ha MPSIMOYIOJIbHYIO
CETKy ¢ IIaroM <~ 1,2 MM, B KaKJIOM y3Ji€ KOTOPOil
MIPOBOIIIUCH TPSIMbIe OCCKOHTAKTHBIE U3MEPEHUS
BEJINYMHBI KOMITOHEHThI BUOPOCKOPOCTH, HOPMaJlb-
HOM K TOBEPXHOCTH 00pa3ia.

[lo W3MepeHHbIM 3HAYEHHSIM KOMIIOHEHTA BH-
OpOCKOPOCTH MPOrpaMMHBIM 0OecrieueHueM BHOPO-
MeTpa PacCUUTBIBAIOCH COOTBETCTBYIOIEE 3HAYE-
HHUE KOMIIOHEHTa BuOpomnepemenieHus. B kauectse
KpPUTEpUs] NHTEHCUBHOCTH BO3JEHCTBUS NMPUHUMA-
Jach BENUYMHA aMIUTUTYAbl BUOpOIEpEeMElICHNs,
KOTOpast IIOKa3bIBAET, HACKOJIBKO CMEIACTCS U3 T10-
JIO)KEHUSI PAaBHOBECHS TOYKA Ha MOBEPXHOCTH 00-
pasia mpu MPOXOXKICHUHN Yepe3 Hee YIbTPa3BYKO-
BOH BOJIHBI.
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Puc. 2. CiocoObl oAiBozIa YIBTPA3BYKOBOTO BO3ACHCTBHSA ¢ (prKcanuell CoOHOTpoa (a), ¢ KOHTAaKTOM U YCHIINEM
npwkumMa (6) U CXeMbl CKAHUPOBAHUS JIMIIEBOM (6) U TOPLIEBOH (2) OBEpXHOCTH 00pas3iia:

1 — cOHOTpPOJ NIEPBOH CTYNEHH; 2 — COHOTPOJ] BTOPO# CTYIEHH; 3 — COSTMHNUTEIbHBIA BUHT; 4 — MAarHUTOCTPUKTOP; 5 — 00-
paser; 6 — MOIOKKa; 7 — (PUKCHPYIONHH 60NT; 8§ — TBepIOCIUIaBHbIN ceprnuecknii HakoHeuHuk; 9 — 1D ronosa BuOpo-
Metpa; /() — ckanupyromas 3D ronosa BuOpomerpa; // — 30Ha ckaHUpOBaHUs; /2 — 3epKaJio

Fig. 2. Ways of ultrasonic assistance with using the sonotrode fixation (a), with using the contact and pressure
(0) and scans of the face surface () and the front edge (¢) of the workpiece:

1 — first-stage sonotrode; 2 — second-stage sonotrode; 3 — joining screw; 4 — magnetostrictor; 5 — workpiece; 6 — backing
plate; 7 — fixing bolt; 8 — spherical hard-alloy tip; 9 — 1D vibrometer head; /0 — 3D vibrometer scanning head; // — scanned
area; /2 — mirror

[Ipouecc cBapku TpeHHEM C MEPEMELINBAHUEM
C YJIBTPa3BYKOBBIM BO3JICHCTBHEM BBITIOJIHSIICS ClIe-
JTYIOUTMM 00pa3oM. 3aroTOBKM CBapHBAaeMOTO Ma-
Tepuaia TOJNIIUHOW /4 C MpeaBapuUTeIbHO 00pado-
TaHHBIMU KPOMKAaMH yCTaHABJIMBAINCH Ha pabounit
CTOJ 00OpY/IOBaHUS C MOIOKKOH (puc. 3). Oukca-
M 3aTOTOBOK B HAIPABJICHUH OCH Z OCYIIECTBIIS-
Jach TPWKUMHBIMU TIAaHKAMHU, a B HANpaBICHUU
ocu Y — (uxcaropamu, 00eCIIEUMBAIOIIUMHU TPH-
JKUM CBapHMBAaceMbIX KPOMOK Jpyr K apyry. K onnon
U3 3arOTOBOK YE€pe3 TEXHOJOTHYECKOE OTBEPCTHE
KPEMUJICSl COHOTPOA BTOPOH CTYNEHH MarHUTO-
CTPUKTOpA COTIACHO cxeMe (puc. 2, a).

ITocne mnpunoXeHHs yIbTPAa3BYKOBBIX KOJIE-
OaHui ¢ MOMIHOCTBIO P ¢ INNUHAENb, C yCTaHOB-
JIEHHBIM B HEM HMHCTPYMEHTOM, IepeMelIajcs o
OCH Z 110 KacaHus NMHHA UHCTPYMEHTA MOBEPXHO-
CTH 3ar'OTOBOK CBapMBAaE€MOI0 MaTepHasa o JUHUH
uX cThiKa. /lanee MHCTPYMEHTY coo0Imanoch Bpa-
IICHHE C YaCTOTOW RR, M yCHIINEC BHEIPEHHS Fp.
WNHcTpyMeHT BHEApsUICS B MaTepUall 3ar0TOBOK J10
KacaHHs €ro 3alIeYuKOB TOBEPXHOCTH 3ar0TOBOK,
3aTeM WHCTPYMEHTY COOOIIAOCh MEepeMenieHue
BJIOJIb OCH X CO CKOPOCTBIO V| (CKOPOCTh CBApPKH).
[Ipu nmocrynaTenbHOM NEPEMEIIEHUH Bpallarole-
rocst MHCTpPyMEHTA BJI0JIb JIMHUU CThIKAa 3arOTOBOK
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Puc. 3. Cxema miporiecca CBapkd TPEHHEM C TTEPEMENTHBAHUEM C YIIBTPa3ByKOBBIM BO3ICHCTBHEM:

1 — obpazew; 2 — paboumii ctoi; 3 — MOMJIOKKA; 4 — MPUIKUMHBIEC TUIAHKH; 5 — (PUKCATOPBI; 6 — COHOTPOJ

MIepBOM CTyNEHH; 7 — COHOTPOJ BTOPOH CTyNEHH; § — MarHUTOCTPUKTOP; 9 — dukcupyromwmii 6ont; 10 —
COCJIMHUTENIbHBIN BUHT; // — CBAPOYHBII HHCTPYMEHT; /2 — CBApHOE COCAMHEHHE

Fig. 3. Flowchart of ultrasonic-assisted friction stir welding process:
1 —workpiece; 2 — welding table; 3 — backing plate; 4 — clamping plates; 5 — fixing clamps; 6 — first-stage

sonotrode; 7 — second-stage sonotrode; § — magnetostrictor; 9 — fixing bolt; /0 — joining screw; // — weld-
ing tool; /2 — weld seam

TEXHOJIOI'MA

Ha 3aJ]aHHYI0 JUTMHY (OPMHUPOBAJIOCH CBAPHOE CO-
eIMHEHUE.

JlanHbIM criocoOOM OBLITM TIOMYyYeHBI 00pasIibl
CBapHBIX COEJAMHEHUN W3 aJIOMUHHUEBOTO CIUIaBa
JI16T. OOpa3upl MoMy4eHbl MPH OJWHAKOBBIX Ia-
pameTpax Kak ¢ MPHIOKEHUEM, TaKk U 0e3 Mpuio-
JKEHHS! yABTPa3ByKOBBIX KosieOaHui. TexHomoruue-
CKHE MapaMeTphl MOyueHus: 00pasiioB MPUBEACHbI
B Ta0IuIE.

J171st OLleHKH BIMSIHUSL YIIBTPa3BYKOBOTO BO3/IEH-
CTBUS HA MEXaHUYECKHE CBOMCTBA OBLITU IIPOBEICHbI
UCHIBITaHUs 00pa310B MOTYYEHHBIX COSTUHEHUN Ha
OJTHOOCHOE pacTsKeHHe. 3HaYeHUs Tpenesa mpoy-
HOCTH OTIpeeNICHbI IPU PACTSKEHUH CO CKOPOCTHIO
15 MM/MUH ¢ UCTIONB30BaHUEM YHHUBEPCAIBHON HC-
nbiTaresbHON MamuHbel Y TC 110M-100.

Jlst OIIeHKHM MHTEHCHUBHOCTH YIIBTPa3BYKOBOTO
BO3/ICHCTBHSI B MPOLIECCE CBAPKH TPEHUEM C IepeMe-
[IMBaHUEM ObUIN MPOBEIEHBI U3MEPEHUST BUOPOCKO-
pocTeii 1o cxeme, n300pakeHHOM Ha puc. 2, 6. Benen-
CTBHE TOTO YTO W3MEPHUTh MOJie BUOPOCKOpOCTEH
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HEMOCPEJCTBEHHO B MPOIIECCE CBAPKU TEXHUUECKH
HEBO3MOYKHO, U3MEPEHHUsI TPOBOAUIIUCH B CTaTH4e-
CKHUX COCTOSIHHSIX, KOTJIa CBAPOYHBIA HHCTPYMEHT
OCTaBaJICA HEMOJBMKHBIM, HO ObUT MpPIKAT K 00-
pasiy ¢ pabounM ycunueMm cBapku. CkaHupOBaHUE
OCYUIIECTBIISIIOCH IO JIMIIEBOM TMOBEPXHOCTH 00-
pasloB U3 JUCTOBBIX 3aTOTOBOK, 3aKPETJICHHBIX Ha
CBapOYHOM CTOJIE CTE€HJA. 3arOTOBKH ObLIN BBITION-
HEHbI U3 criaBa AMr6 ToIMHONW 5 MM C pa3me-
pamu 450 x 60 MM, CTBIK 3arOTOBOK pacriojiarajics
MIPUMEPHO TOCEPEUHE MPSIMOYTOIBHONH O0IacTH
ckaHupoBaHus ¢ pazmepamu 270 x 110 MM BIoJIb
ee JUIMHHON cTopoHbl. [lpu 3ToM OblTu cMmopenu-
poBanbl NBe cutyanuu. Ilepsas cooTBeTcTBOBala
MOMEHTY Tepe]l HauajJoM CBapKH, KOTJa oOpaser|
COCTOMT U3 JIByX OTAEIBHBIX 3arOTOBOK, U HHCTPY-
MEHT IpHXKaT K 00pasily ¢ pabouyuM yCUITUEM CBap-
KM 4epe3 MpocTaBky (puc. 4, a). Bropas curyarus
COOTBETCTBOBaJla MOMEHTY BpPEMEHH B Mpollecce
CBapKH, KOTJa CBapHOM IIIOB YK€ 4acTUYHO cop-
MHPOBaH, a MHCTPYMEHT MOTPYXEH B Marepual.
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TECHNOLOGY
TexHoJiorH4YecKHe MapaMeTpbl CBapKH 00pa3uoB
Technological parameters for welding of samples
Homep h, MM V., MM/MUH Fp, xkH RR,, 06/Mun P, Bt
AKCIIEPUMEHTA h, mm V., mm/min Fp, kN RR,, rpm P, W
1.1 2,5 200 200 450 —
1.2 2,5 200 200 450 1,0
2.1 5,0 130 250 450 —
2.2 5,0 130 250 450 1,0
3.1 10,0 90 360 450 —
3.2 10,0 90 360 450 1,0

Puc. 4. CXeMbl CKaHIPOBaHUS OBEPXHOCTH 00pas3iia, MOICIUPYIOINE COCTOSIHUS Mepe]] HadajIoM CBapKH (a)
1 B TIpOIIeCCE CBapKH (0):

1 —3arotoBka; 2 — pabounii cToi; 3 — MAarHUTOCTPHUKTOP; 4 — COHOTPO IEPBOH CTYTIEHH; 5 — COHOTPOA BTOPOi CTYIICHH;
6 — CBapOYHBIA HHCTPYMEHT; / — IPOCTaBKa; § — IIMH CBAPOYHOTO HHCTPYMEHTA; 9 — cBapHOE coeanHenue; /0 — 3epKao;
11 — 1D-ronoBa Bubpometpa; /2 — ckarupytomas 3D-ronosa Bubpomerpa; /3 — 30Ha CKAaHUPOBAHUS

Fig. 4. Scans of the workpiece surface, modeling a state before start welding (¢) and a moment during the
welding (6):
1 —workpiece; 2 — welding table; 3 — magnetostrictor; 4 — first-stage sonotrode; 5 — second-stage sonotrode; 6 — welding
tool; 7 — spacer ring; § — welding tool pin; 9 — welded seam; /0 — mirror; // — 1D vibrometer head; /2 — 3D vibrometer
scanning head; /3 — scanned area

B sToM ciywyae mpoBOAMIOCH CKaHHpPOBaHHE 4Ya-
CTUYHO CBapeHHBIX 3aroTOBOK, HMHCTPYMEHT Ha-
XONIWJICST B OTBEPCTHHM BBIXOJA CBApHOTO IIBA U
OBLT MpIKaT K 00pa3ity ¢ pabodynM yCUIIMEM CBap-
ku (puc. 4, 6). /InuHa cBapHOro IIBa COCTAaBIsIa
70 mm. PaccTosiHMe OT MecTa yCTaHOBKH COHOTPO-
Ja 0 Hayayla 00JacTH CKaHMPOBAHUSI COCTAaBIISIIO
90 MM — AJ CUTyallMM Tepel] HauajoM CBapKU U
160 MM — py MOZIETMPOBAHUH MPOIIECCA CBAPKHU.

Pe3yabTarsl u 00CyKa1eHHE

W3mepenus moneil BUOPOCKOPOCTEH MOKazas,
YTO MPU MPUIOKEHUH YIIBTPA3BYKOBBIX KOJeOaHM
Ha MOBEPXHOCTH 00pa3loB (POpPMUPYIOTCS pa3ind-
HbI€ BOJIHOBBIE KAapTHUHBI, 0OYCIIOBIEHHBIE UHTEP-
(depeHImel TpsSMbIX 1 MHOTOKPaTHO MEPeoTpaskeH-
HBIX 0OBbEMHBIX U TOBEPXHOCTHBIX YJIBTPa3BYKOBBIX

BOJIH. J{anee npu onucanuu U 00CYXIEHUU Pe3ylib-
TaTOB U3MEPEHUI MO BUOPOCKOPOCTSIMH U BUOPO-
MepeMeneHUsIMU OyIyT MOHUMAThCSI UX KOMIIOHEH-
ThI, HOpMaJIbHBIC K CKAHUPYEMOW MTOBEPXHOCTH.

Ha puc. 5 npeacrasieHsl kapTbl BUOpomepeme-
IICHW Ha TTOBEPXHOCTH TUTACTUHBI U3 QJIFOMHHUC-
Boro cruiasa J[16T Tonuuuoi 12 Mm a1t IByX crio-
co00B MOJIBO/IA YIBTPA3BYKOBOTO Bo3ercTBuS. [Ipu
3TOM, HECMOTPS Ha TO YTO MPU KOHTAKTHOM CIIOCO-
0e MOII[HOCTH BO3/ekcTBUs OblIa Ha 36 % Oolblile,
MaKCUMaJIbHAsI aMIUIUTYya BUOpOTIEpEeMEICHI Ha
MMOBEPXHOCTH 00pa3ia cocTaBmia He 6onee 0,5 MKkM
(puc. 5, a), Toraa Kak cnocoO ¢ JKeCTKON puKcanueit
COHOTpPOJIa OOECIICYIIT B YETHIPE pasza OoJblee 3Ha-
YEHUE ITOW BETMYUHBI — 2,4 MKM (puC. 5, 0).

BubponepemernieHus: Ha TOPLEBOM CTOPOHE 00-
paslia Mmo3BOJIAIOT CYIUTh 00 WHTEHCHUBHOCTH YIIb-
TPa3ByKOBOTO BO3JICHCTBUS B HAPABICHUH, Mapali-
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Puc. 5. Kaptel BuOpomiepeMeIieHnii Ha JTUIeBON TTOBEPXHOCTH 00pasiia IMpH JIByX CI0co0ax yabTpa3ByKOBOTO
BO3IEHUCTBUS C MOIIHOCTBIO:

a— 750 BT ¢ KoHTakTOM ¥ ycuimeM nprmknma; 6 — 550 Bt ¢ xecTkoit ukcarmelt coroTpona

Fig. 5. Maps of vibrodisplacement on the face surface of the workpiece for two ways of ultrasonic assistance
with power:

a— 750 W with using contact and pressure; 6 —550 W with using the sonotrode fixation

JIETBHOM €r0 JIMIIEBOM moBepxHOCTU. M3Mepenus,
BBITIOJTHEHHBIE HA TOPLE IJIACTHHBI, TAKXKe MoKa3a-
71, 9To Tipu MomHOCTH 730 BT KOHTAaKTHBIN CIOCO0
obecrneunBaeT MaKCUMaIbHYIO aMIUTUTYy BUOPO-
nepemenienuit 0,4 MM (puc. 6, @), TOra Kak METOT
¢ (ukcanuerr conorpoma npu momHoctd 500 Bt
CO03/1aeT MaKCUMaJIbHYIO0 aMILTUTYly BUOpornepeme-
meHuit 10 1 mxMm (puc. 6, 0).

Takum 0Opa3oM, KOHTAKTHBIM CIIOCOO MOABOIA
VIBTPa3ByKOBBIX KoOJeOaHUN Tpu OOJIbIIEH MOIII-
HOCTH BO3JIEHCTBUS JEMOHCTPUPYET MEHbIINE 3HA-
YyeHHUs] BUOpOINEpEMEIleHNH, YTO CBUIECTEIbCTBYET
0 ero MeHsblel 3pPEeKTUBHOCTH 1O CPABHEHHIO CO
CII0COOOM C KECTKOM (prKcalmerd COHOTPO .

Ha puc. 7 nokazansl pe3ynabTaTbl U3MEPEHUUN
BHOpoOTepeMeIIeHn Ha 00pa3iie u3 criaBa AMrS
TOJIIIMHON 5 MM B YCJIOBHUAX, MOJICJIUPYIOIIUX MO-

a

MEHTHI TIepe/l HadajoM CBapku (cM. puc. 4, a) u B
nporiecce cBapku (cMm. puc. 4, 6), miis AByX a3 ko-
ne0aTesIbHOTO Tpoliecca CO CABUIOM Ha YETBEPTh
nepuoa.

XOpouio BHJIHO, YTO YIABTPa3ByKOBbIE Kojeba-
HUS (OPMUPYIOT Ha BCEHW IMOBEPXHOCTH OOpasiia
13 HECBapEHHBIX 3ar'OTOBOK KBA3UIEPUOIUYECKYIO
BOJIHOBYIO KapTHHY C SIBHO BBIPQX€HHBIMU MHHU-
MyMaMHM ¥ MakCUMyMaMmHu. [[j1s1 4acTUYHO CBapeH-
HOro oOpaslia BOJIHOBAas KapTHHA OTIWYAEeTCs OT
KBa3UIEPUOINYECKON, YTO CBSA3aHO C U3MEHEHUEM
reoMeTpur 0opaslia u3-3a YaCTUYHOIO COCTUHEHUS
3aroTOBOK CBapHBIM IIBOM.

AHanmM3 W3MEHEHHS BHOPONEPEMEIICHH T10-
Ka3aJl, yTO J/Jii HECBapeHHOro olpa3la MaKch-
MajbHble 3HAYEHHMsS] HMX aMIUIMTYIbl COCTaBJISIOT
~ 1,2 MKM, HMMEIOT NPOCTPAHCTBEHHBIN MEPUO

000 500

0

Puc. 6. Kaptbl BHOpoTiepeMeIieHnii Ha TOPIEBOW CTOPOHE 00pasiia NpHu JABYX CIOCO0aX YIBTPa3ByKOBOTO
BO3IEUCTBUSA C MOIIHOCTBIO:

a — 730 BT ¢ koHTaKTOM M ycmmeM npmkuma; 6 — 500 Bt ¢ xecTkoi ¢pukcaryeil coHoTposa

Fig. 6. Maps of vibrodisplacement on the front edge of the workpiece for two ways of ultrasonic assistance
with power:

a — 730 W with using contact and pressure; 6 —500 W with using the sonotrode fixation

46 Tom 21 Ne 2 2019



TECHNOLOGY
W o (] v W
-1 0 1

a

OBRABOTKAMETALLOV ~ CM

CL, T

(e 24

-1000 -500 0 500 1000
o

Puc. 7. Kaptbl BUOpoIiepeMenieHnii Ha TOBEPXHOCTH 00pasiia U3 JByX HECBAPEHHBIX 3arOTOBOK (&) U YACTUYHO
CBapeHHOTro 0Opasiia (6) s AByX MOMEHTOB BpeMeHH ¢ pazuuliei ¢az 90° (cruraB AMrS, TonmuHa 5 MM, MOTII-
HOCTbH YABTPa3ByKoBOro Bo3zneicTBus 750 BT); Oenoil myHKTHPHOM JTHMHUEN TTOKa3aH CTHIK 3ar0TOBOK (0)

Fig. 7. Maps of vibrodisplacements on the surface of the workpiece consisted of two unwelded parts (a) and
the workpiece welded in part (6) for two moments with difference of phases 90° (5182 alloy, 5 mm thickness,
ultrasonic power 750 W); the butt joint position demonstrated with the white dashed line ()

CJIEIOBaHMSI MAKCUMYMOB ~ 86 MM U JOCTUTAIOTCS
B (paze 20° BONMM3M cBapouHOro MHCTpyMeHTa. [Ipu
3TOM B aze co caBuroM 90° MmakcuMasbHbIE 3HAYEC-
HUSl aMIUTUTYJIbI BUOpOINEpEMEIIEHUI COCTaBIISIIOT
10 0,2 MKM TIpU TIPOCTPAHCTBEHHOM IEPHOJIE ClIe-
JOBaHUS MakcUMyMoB =~ 120 MM (puc. 8, a). 910
MO3BOJISIET C/ACJIaTh BBIBOABI O TOM, YTO B 00Opasiie
He QopmupyeTcs CTos4asi BOJIHA, a TaKXkKe, YTO TO0-
CTEMIEHHOTO 3aTyXaHUsl MOJBOJUMBIX KoyeOaHuit
IIpU yJAJIeHUU OT TOYKU UX BBOZAA B 00Opasell He Ha-
OJIromaeTcs.

B cirydae yactTuuHO cBapeHHOTO 00pasiia MaKcH-
MaJibHasi aMIUIUTY/1a BUOpOTIEpEMEIIeHUN Ha THHUT
CThIKA HAOJIIOJAeTCsl B Havase o0IacTy U3MEpPEHUH.
[anee Ha yuyactke ot 60 MM 1O KOHIIA 30HBI CKa-
HUPOBAHUS aMIUTUTYIbl BUOpOMEpEMEIIeHUN s
obenx (a3 xonedbanmit cocrapmsitor 0,2...0,3 MKM
(puc. 8, 0).

PaccmarpuBaemas kapra BuOporepeMenieHui
MoJIyyeHa MpH HEMOABUKHOM CBAapOYHOM HHCTPY-
MeHTe. B mporecce cBapku MHCTPYMEHT MOCTYyTa-
TEIbHO TMEpPEeMEeIIaeTCsl BIAOJb JIMHUU CThIKA, YBE-
JUYUBAETCS JIJTMHA CBApHOTO IIIBA, YTO MPHUBOIUT
K HEMpepbIBHOMY H3MEHEHHIO Te€OMETpUU Kosela-
TEIBLHON cucTeMbl. BenencTBue 3Toro B mporecce
CBapKu OyJIeT MPOUCXOUThH HEIIPEPhIBHOE U3MEHe-
HUE BUOPAIIMOHHON KapTHHBI, MAKCUMYMbI 1 MUHU-

MyMBbI BUOponepeMenieHnii OynyT nepemMeniarses u
o0ecreurnBaTh WHTEHCHUBHOE YIIBTPAa3BYKOBOE BO3-
JeiicTBHE Ha 30HY CBapKH.

Bce npencraBieHHbIE BBIIIE U3MEPEHUST OBLIN
MPOBE/ICHBl Ha TOBEPXHOCTH 00pa3roB. OpHakKo,
KaK [MOKa3ay pe3yabTaThl MOJCIUPOBAHUS MTPOLIEC-
ca KOHTAKTHOTO YIBTPa3ByKOBOTO BO3JCHCTBUS, O
KpaifHe# mepe, 711 HeOOJIbITUX TOJIIIMH 00pa3IioB,
BHOpaIMoHHasl KapTHHA B 00beMe COBMAIaeT C Ha-
OJroaeMOi Ha MOBEPXHOCTH M OTIWYACTCS TOJb-
KO HECKOJIbKO MeHblIel aMIumuTynou [20]. Takum
obOpasom, Oonee 3P heKTUBHBIA crTOcOO TOaBOMA C
KECTKOM (huKcarmel COHOTpoIa 00eCIIeYnBaeT UH-
TEHCUBHOE BO3JIEHCTBUE YIBTPa3BYKOBBIX Kojeba-
HUW Ha BeCh 00bEM MaTepuraja He3aBUCUMO OT pac-
CTOSIHHSI IO MECTa UX TPHIIOKEHHUS.

HcnbiTanus Ha OAHOOCHOE pacTshKeHHe o0pas-
1I0B CBapHBIX coequHeHuit u3 crasa /[16T nokaza-
JIY, YTO TPUJIOKEHHE YIBTPA3BYKOBBIX KojeOaHUH B
mpolecce MX MOMYYeHHUs MPUBOAUT K CYIIECTBEH-
HOMY TOBBIIIIEHHIO MPOYHOCTHBIX XapaKTEPUCTHK.
[Ipounoctes coenuHenuii Toammuon 5,0 u 10,0 mm,
MOJTyYEHHBIX CBapKOil C yIbTPa3ByKOBBIM BO3JEH-
cTBHEM, cocTtaBuiia 88 % OT MPOYHOCTH OCHOBHO-
ro meraja, urto Ha 10 % Oosnblie, 4eM y CBapHBIX
coenuHeHui (puc. 9, a). Ilpu cBapke coeauHEHUI
TOJIIIMHON 2,5 MM MNPUJIOKEHUE YIBTPA3BYKOBBIX
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Puc. 8. VIamenenne BuOponepeMerieHns Ha TOBEPXHOCTH 00pasiia U3 IByX HECBAPEHHBIX 3arOTOBOK (&)
Y 9aCTUYHO CBApPEHHOTO 00pasmna (6) mist aByx (a3 komedareapHoro nporecca (criaB AMrS, TonmmHa
5,0 MM, MOIITHOCTb YJIBTPa3BYKOBOIO Bo3zeiicTBUs 750 BT)

Fig. 8. Variation of vibrodisplacement on the surface on the surface of the workpiece consisted of two
unwelded parts (a) and the workpiece welded in part (6) for various phases of oscillations (5182 alloy,
5,0 mm thickness, ultrasonic power 750 W)

02024 Alloy O Welding @ Ultrasonic-assisted welding
500
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Puc. 9. Pe3ynbTaTsl HCTIBITAHWNA CBAPHBIX COCTMHEHNN HA OJHOOCHOE PACTSIKCHUE:
MPOYHOCTHBIC XapaKTEPUCTUKH B CPABHCHHH C OCHOBHBIM MCTAJIJIOM (@) U M300paskeHHsI pa3pylICHHBIX 00pa3lioB
tomuHou 2,5 (6), 5,0 (6) 1 10,0 MM (2)

Fig. 9. Results of uniaxial tensile tests of welded joints:

tensile strength in compared with one of the bulk metal (a) and images of fractured samples with 2,5 (6), 5,0 ()
n 10,0 mm (e) thickness

KoJebaHuil mpuBeno K emie Oonbiemy sddexry, B
pe3ysbTare MpPOYHOCTh yBenuuwiach Ha 13 % mo
CPaBHEHHUIO CO CBAPHBIMH COSAMHEHUSMHU U JJOCTHT -
7a 92 % OT NpOYHOCTU OCHOBHOTO METaJlIa.
XapakTepHOil 0COOEHHOCTHIO  IMOJYYEHHBIX
CBapHBIX COCIUHEHUHN SIBISICTCS M3MEHEHHE MecTa
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WX pa3pylleHus TMpu pacTsbkeHuu. Paspymienue
o0pa3ioB ToinmuHou 2,5 u 5,0 MM, HOTYyYEHHBIX
CBapKoOi, BO BCEX CIIydasx MPOUCXOIUIIO B CEPEIu-
HE CBApHOTO COEIUHEHMSI, YTO COOTBETCTBYET 30HE
nepememuBanus (3I1). Paspyiienne aHanmorugHbix
00pa31oB, MOTYYEHHBIX CBAPKOI C yIBTPa3ByKOBBIM
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BO3/ICMCTBHEM, TPOUCXOUIIO CO CMEIICHUEM, C JIO-
KaJu3aluei 1Mo rpaHuile 30HbI MEePEeMEIINBaHUS C
30HOHM TepMoMexaHn4deckoro Boznericteus (3TMB)
(puc. 9, 6, 8).

[Tpu ucnpiTaHusAX 00pPA3LIOB CBAPHBIX COEAMHE-
Huit TonmuHo# 10,0 MM paspylieHue nporucxXoauso
[0 TpaHHIIE 30HBI MEPEMEIIUBAHUSA C 30HOU Tep-
MOMEXaHMYECKOro BO3JeHcTBUs. Paspymienue o0-
pas3loB, MOITYYCHHBIX CBAPKOW C YJIBTPA3ByKOBHIM
BO3/CMCTBUEM, MPOUCXOAUIIO MO TPAHMIIE MEXITY
30HaMH TEPMOMEXaHUYECKOTO BO3JCHCTBUS U Tep-
MHYECKOTO BIHSHUSA (pHc. 9, 2).

[TpoBeneHHbIN aHAIN3 XapakTepa pa3pyLICHUs
CBapHBIX COEIUHEHUI MOKa3aj, 4TO MPHIIOKEHUE
YABTPA3BYKOBBIX KoJieOaHUIl B Mpolecce Ux Moiy-
YEHUsI PUBEJIO K YBEIUYEHHUIO IPOUYHOCTH MaTEpU-
ana B 30He nepemermmBanus (3I1) mis coequHeHni
TONIMUHON 2,5 1 5,0 MM U B 30HE TEpMOMEXaHUYE-
ckoro Bo3aeictBus (3TMB) mis coenuHeHuii TOI-
muHoH 10,0 MM.

3akJIloueHue

C noMoI11b0 JIa3epHOH J0TIePOBCKON BUOpOMeE-
TPUU OTMEYEHO, YTO IPUIIOKEHHE YIIBTPAa3BYKOBBIX
Kosie0aHM K MMOBEPXHOCTH MaTepuaa MPUBOAUT K
dbopMUpOBaHUIO Ha HEH yCTONYMBON BUOpALIMOH-
HOW KapTHWHBI, 00yCIOBIEHHOW WHTepdepeHIueit
NEePEOTPAKEHHBIX OOBEMHBIX M TOBEPXHOCTHBIX
BoiH. CpaBHEHHE BEJMYMH BHOpONepeMeIeHHiH
JUIS IBYX CIIOCOOOB MOJBO/IA YIBTPAa3BYKOBOIO BO3-
JefcTBUS TIOKA3aJI0, YTO CIOCO0 ¢ XKecTkoH (ukca-
el coHOTpoza sBisieTcs 6onee 3pPEeKTUBHBIM MO
CPaBHEHHMIO C KOHTAaKTHBIM CHOCOOOM, MOCKOJBKY
IIPY 3HAUUTEIBHO MEHbBILIEH MOABOAMMON MOIIHO-
CTH 00ecrneYrBaeT HMHTEHCUBHOCTb BO3JEHCTBHS
B 2,5...4 pa3a Boimie. Kpome toro, nokasano, 4tro
croco0 MoJBoja C KECTKOM (uKcaluen COHOTpoaa
o0ecrieyrBaeT MHTEHCUBHOE BO3JIEHCTBUE YIbTpa-
3BYKOBBIX KOJIeOaHUII Ha Bech 00BbeM Marepuasa
HE3aBHCHMO OT PAacCTOSIHUS 10 MECTa UX IpUIIo-
HKEHMSL.

MexaHU4YeCcKue UCIBITaHUsI 00pa3oB CBAPHBIX
coenuHenuil u3 crasa J[16T, nomyueHHsIX cBap-
KOW TPEHUEM C IEpEMELINBAHUEM, IIPOIEMOHCTPH-
pOBaJIM, 4TO MPHUIIOKEHHUE YIBTPA3BYKOBBIX KoJIeOa-
HUI B IIPOLIECCE CBAPKU MPUBOIUT B COEAMHEHUAX
K TOBBIIIEHHIO IPOYHOCTH Ha pa3pbiB Ha 10...13 %.
[Ipu sTOM MakcuMasbHast IPOYHOCTH 92 % OT pou-
HOCTM OCHOBHOTO METajlyla JOCTMTHYTa JJsl TOJI-

OBRABOTKA METALLOV %

myHbl 2,5 MM. BMecTe ¢ TeM OTMEUYEHO, YTO MpH-
JIO)KEHUE YIBTPA3BYKOBBIX KOJI€OaHWH B IpoIiecce
CBAapKHU COEAMHEHMUM ToimmHoun 2,5 u 5,0 MM npu-
BEJIO K TOBBIMICHUIO MPOYHOCTH Marepuaia 30HbBI
MepeMEIIMBaHus, a Il COCAMHCHHH TOIIIMHON
10,0 MM — K yOPOYHEHHMIO 30HBI TEPMOMEXAHUYE-
CKOT'O BO3JICHCTBHS.
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ARTICLE INFO ABSTRACT
Article history: Introduction. Manufacturing capabilities of friction stir welding has some restrictions caused by the formation
Received: 18 March 2019 of welding defects, the alteration in material structure and the appearance of residual stresses that results in worsening
Revised: 17 April 2019 of utilization properties of welded joints. A well-known method for improvement of welded joint properties is an
Accepted: 04 May 2019 input of ultrasonic assistance by different ways during the welding process. However, the application of known
Available online: 15 June 2019 ways of the input either requires a complex technique or accompanied by a significant power loss and an attenuation
of ultrasonic oscillation. The way for the input of the ultrasonic assistance using a sonotrode fixation on a weld
Keywords: material is seemed to be promising since it has no requirements for a complex technique and provides an effective
Friction stir welding transmission of the oscillation into the joint formation zone. Goal of this research is the estimation of efficiency of
Ultrasonic assistance the ultrasonic assistance way, in which the sonotrode fixation is used, by a measuring of the intensity of resulting
Laser Doppler vibrometry oscillations and an estimation of its effect on a tensile strength of welded joints obtained by the friction stir welding.
Aluminum alloy Results and discussion. The comparison of two ways of ultrasonic oscillation input is carried out by the means of
laser Doppler vibrometry. It’s shown that the way of input using the sonotrode fixation is more effective that the
Funding contact one. The way proposed with much less power input provides 2.5-4.0 times higher intensity of oscillation
This work is performed within the all over the volume of material not depending of a distance to the point of the oscillation input. Tensile tests of the
frame of the Fundamental Research 2024 alloy samples of joints obtained by friction stir welding demonstrated that the input of ultrasonic oscillation
Program of the State Academies during the welding process results in 10-13% increase of tensile strength. Herewith, the maximum tensile strength
of Sciences for 2013-2020, line of achieved 92% of bulk metal. Also it’s shown that the input of ultrasonic oscillation during the welding process results
research 111.23. in strength increasing of material in a stir zone for joints with 2.5 and 5.0 mm thickness and results in reinforcement

of a thermomechanically affected zone for joints with 10.0 mm thickness.
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