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Merann mBa

Qunancuposarue

PaboTel BbINMONHEHBI NpU  (UHAHCO-
BOIl MOIICPIKKE TOCYIapCTBA B JIHIE
Muno6pHayku Poccun (Cornamenne
Ne 14.607.21.0190, upentuduxarop
npoekra RFMEFI60717X0190)

Beenenne. Jlaszepnas cBapka SBISETCS OXHHMM M3 HauOosiee NMPOTYKTHBHBIX METONOB NONYYEHHS CBAPHBIX
coenUHEeHUN. BBICOKas CKOPOCTh CBapKH, CIIOCOOHOCTH CBApPUBAHMSA 0€3 MPHMEHEHHs MPHCAJOYHON HMPOBOIOKH
JeJaloT JTa3epHyI0 CBapKy ONHHM H3 ee MEepPCHEeKTUBHBIX METONOB. [IpenMyIiecTBOM Hax TpaAULHOHHOH TyTOBOM
CBAapKOIl BBICTYIAeT CIIOCOOHOCTh CBApPHUBAHMSA JeTalell 3a OXUH Npoxox Oe3 pasmenku Kpomok. Hecmorps na
MIOCTOSHHO PaCIIUPSIOIIIecs 00IacTy IPUMEHEHHUS JIa3epHOH CBapKH, K HEKOTOPBIM MaTepuazaM IpoOIeMaTHIHO
MIPUMEHUTH TaHHBIH BUA cBapKH. K TakiM MaTepuazaM OTHOCSTCS alIOMHHHEBO-MarHHEeBbIe CILIaBbL. M3-3a pasHOCTH
TemIOo(H3UIECKUX CBOMCTB AIIOMHHHEBOI MaTPHIBI M MarHus IIPOUCXOAUT BHITOPAHUE OCHOBHOTO JIETHPYIOIIETO
anemeHTa. Emie onHoit mpobiemoii ipu nasepHoi cBapke Al-Mg-CriiaBoB sIBIISIETCS BBICOKAsl IOPUCTOCTh. B utore
Ja3epHbIe CBapHbIE COSTHHEHHs CIIaBOB CHCTeMbI Al-Mg He MOTyT NPHMEHSAThCS B IPOU3BOACTBE M3-3a HU3KOH
npounoctd. lleablo padoTbl SABIAETCS H3ydCHHE BIUSHHA YIBTPa3ByKOBOTO BO3AeHcTBHSA Ha (opMHpOBaHHE
CTPYKTYpPBI CBApHOTO IIBa cruiaBa AMTS, MOJy4eHHOTO METOIOM JIa3epHOU cBapKu. Pe3yJbraThl M 06CyKIeHUs.
Tlonyuenbr 00pa3ubl OOBIYHOW J1a3€PHOM CBAPKM M JIa3€PHOW CBApPKH, ACCUCTUPOBAHHOW YJIBTPa3ByKOBBIM
Bo3eiicTBreM. [Toka3aHo, YTo MO YIBTPa3BYKOBBIM BO3JCHCTBUEM B IIPOLIECCE JTa3€PHON CBApKU H3MEHsieTcs popma
1IBa, a TAK)KE YMEHBIIAETCS KOJTMIECTBO ra30BbIX TOp. [IponsBeneHa konuuecTBeHHAs OLIEHKA YHEPTOBIOKSHHI Ha
00BEMHYIO JOJIO TEPEIIaBIeHHOr0 METa/lIa ¥ BeIUYHHY IPOHUKHOBEHHUS JIa3epPHOTO U3IYUEHHUS IO JeHCTBHEM
yneTpasByka. [loka3aHo Taxke yMeHbLICHHE 00BEMHOH JOIM BTOPHYHBIX YACTHUIl B METAJlIE IIBA C yBEIUUCHHEM
MOIITHOCTH YIBTPa3ByKOBOTO Bo3zmeicTBus. MccrmenoBaHus MHKPOTBEPIOCTH CBApHBIX COEIMHEHHH MOKa3alll
HEeOOIBIIOE YBEIMICHNE 3HAUCHHH MHUKPOTBEPIOCTH C YIBTPA3BYKOBBIM BO3ICIHCTBHEM B CPABHEHHHU C OOBIYHOM
Ja3epHON cBapkoil. B pesynbrare mpoBeAEHHOTO PEHTITEHOCTPYKTYPHOTO aHAIM3a BBLICHEHO, YTO O0Opas3Ib
JIa3epHO CBAPKHU C YJIBTPa3ByKOBbIM BozzelcTBueM 500 BT umeroT HanOonbImii mapaMmeTp pelieTky B CpaBHEHHN
¢ OOBIYHOM Jla3epHOI CBApKOi M J1a3epHOI CBapKOil C yJBTPa3ByKOBBIM BoO3AelcTBHEM MolHOcThi0 1000 Bt
Kpome Toro, cBapHbIe LIBBI ¢ MOIIHOCTBIO YJIBTPa3BYKOBOTrO Bo3ieiicTBus S00 BT nmeroT HanOoubIe nCKakeHHs
KPHUCTAIINIECKOH PELIeTKU CPeIH HCCICTyeMbIX.

Jnsi uutupoBanusi: JlazepHas cBapka C YJIBTPa3ByKOBBIM BO3JEHCTBHMEM aIIOMHHHEBO-MarHueBoro cruiasa AMrS / A.B. Boponmos,
A.A. Enncees, K.C. Ocunouu, H.JI. CaBuenko // OOpaboTKa MeTauioB (TeXHOIOTHs, 000pyaoBaHue, HHCTpyMeHTHI). — 2019. — T. 21, Ne 3. —
C. 83-96. - DOI: 10.17212/1994-6309-2019-21.3-83-96.

BBenenue

TPUOOJOTUYECKUMHU CBoMcTBaMu [1-7], HU3KOH
IJIOTHOCTBIO M YJOBJIETBOPUTEIHHBIMA MEXaHUYE-

AJIOMUHHUEBBIE CIIaBbI UMEIOT HIMPOKOE MpakK-
TUYECKOE MPUMEHEHNE B aBTOMOOMIBHOM MPOMBIIII-
JeHHOCTH U aBuactpoenuu [1, 2]. [llupokas npu-
MEHSIEMOCTh aTIOMUHUEBBIX CIJIABOB O0YCIIOBJICHA
XOPOIIMMH KOHCTPYKIIHOHHBIMH, KOPPO3UOHHBIMH,
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CKMMHM cBoMicTBamHu. [IpakTrueckoe NCronb30BaHNE
AITIOMUHUEBBIX CIUIABOB OOYCIIOBIEHO MEHBIINM
o0ILIIMM BECOM TOTOBOIO M3ZENHs, a Takxke Oonee
HHU3KOM CTOMMOCTBIO KOHCTPYKUMM. [l M3roTos-
JIEHUsI KOHCTPYKLUHW W3 AIFOMHUHHEBBIX CIUIABOB
MIPUMEHSIOTCS TPAJUIMOHHBIE METONIBI CBApKH,
nanpumep GMAW, GTAW [8-11], nHapsnay ¢ 3Tu-
MH METOJIaMH ITPUMEHSIOT TAK)KE CBAPKY TPEHUEM
¢ nepememmBanuem [12, 13] u nazepHyro cBapKy
[14, 15].
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JlazepHast cBapKa M3-3a BBICOKOW KOHIEHTPALUU
SHEpPruu B (POKyCUPOBAHHOM JIyu€ UMEET Pl peu-
MYIIECTB B CO3/IaHUHU CBApHBIX coenuHeHui. K mpe-
UMYILIECTBAM MOXHO OTHECTH BBICOKYIO CKOPOCTh
CBapKku, OOJbIIyI0 MIyOMHY HpOIUIaBICHUS, d0-
CTUTAaEMYIO 3a OJIMH MPOXOJ, BO3MOXHOCTb CBApPKU
neranei 6e3 pasfesiku KpOMOK M 06e3 TpUMEHEHUs
npucagouyHoi mpoBosioku. OOmuMH mpodiemamMu
CBapKH IJIaBJICHUEM SIBJISIIOTCS TOPAYUE TPEIIMHBI,
MOpBI, MOHWKEHHAs! TBEPAOCTh METalia IIBa.

N3-3a GomnbIIoil oTpakaTeIbHOM CIIOCOOHOCTH
U BBICOKOW TEIUIONPOBOIHOCTH AIOMUHUS TPO-
JIOJKAIOTCsl paboThl MO HCCleAoBaHUAM 3 dek-
TUBHOTO TOIVIONICHUS JIA3€PHOTO M3IYUYECHHS IS
pa3HBIX JJWH BOJMH [16, 17], a Takke M3ydaroTcs
oO111e Teopuu, CBI3aHHBIE C Ja3€PHBIM U3ITy4EHH-
em [18]. [ns pemenus oOmux npodiieM, BO3ZHHUKA-
IOLUX TIPU JIa3epHOM CcBapke, BexyTcsl paboThl MO
M3YYEHUIO BIMSHUS YABTPA3ByKOBOTO BO3JEHCTBUS
Ha cBapovHyo BaHHY [19]. UccnemyroTcst crieKTphl
U3ITy4eHUs TUIa3Mbl B TpOLECCe CBapKH JUIs Tpe-
JIOTBpAIICHUS 1€(PEKTOB, TOPOXKIAEMBIX ITPH J1a3ep-
HO# cBapke [20, 21], mpoBOAUTCS KOIMYECTBEHHAS
OIIEHKa MOTeph OoJiee JIETKOIIaBKUX JIETHPYIOIINUX
AJIEMEHTOB, TAKUX KaK MarHuil, Py JJa3epHOM cBap-
ke [22]. B pabotax [23-25] uzy4anoch BIUSHUE Ha
TPEIHUHOOOPa30BaHNEe U TBEPIOCTh CBAPHOIO IIIBA.
[TopooOpa3oBaHue sBISETCS AaKTyalbHOW TEeMOU
IIpU J1a3epHOM CBapKe JJisi MHOTMX CIUIaBOB Ha OcC-
HOBE AJIFOMUHUS M U3y4aeTcs JOBOJIBHO MOAPOOHO
[26-29]. BiiusiHue ynpTpa3ByKOBOTO BO3JEHCTBUS B
OCHOBHOM paccMaTpUBaIOT KaK METOJ U3MEIbYEHUS
JNEHJAPUTHONU CTPYKTYphl B cBapHOM IuBe [30-32]
i B nporecce auths [33-35]. B pabote [30] 3a-
TparuBaeTcs TeMa pacTBOPEHHUS YAaCTUIl B MarHue-
BO-aJIFOMUHUEBBIX CIUIaBaX MOJ| YJIbTPa3ByKOBHIM
BO3/IEMCTBHEM TpPU CBapKe HEIIABSIIIMMCS dJIeK-
TPOJIOM.

B Hacrosmieit pabore paccmarpuBaeTcsl BIH-
SIHUE YJIBTPa3BYKOBOIO BO3JEHCTBHUS B TMpollecce
nazepHoit cBapku Al-Mg-cmnaBa. [lokazano, uto ¢
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N00aBlI€HNEM YIbTpa3ByKa IUIaBICHUE IPOUCXOIUT
6onee 3¢hdeKTUBHO, YeM MpHU OOBIYHOMN JIa3epHOI
cBapke. PaccmarpuBaeTcsi pacTBOpeHUE BTOPUUHBIX
YacTHIl MOJl ACHCTBHEM YIbTPa3ByKOBOTO BO3JEH-
CTBHs IIPM J1a3epHOI cBapke. [IpuBeneHs! cratuctu-
YeCcKHe JaHHbIE BIUSHUS yIbTPA3ByKOBOTO BO3/EH-
cTBMsI Ha nopooOpa3oBanue. Kpome Toro, nposeneH
CPaBHHUTEIbHBIA aHaAJIM3 JAHHBIX PEHTTEHOCTPYK-
TYPHOI'O aHAJIN3A.

MeTonuka nuccijiefoBaHui

Jlnst uccnenoBaHusl CTPYKTYPhI MPU Ja3epHON
cBapke (JIC) u mazepHO# cBapke C YyIbTpPa3BYyKO-
BbIM Bo3zeiicTBueM (JIC-Y3) B3siam nUCTOBOI
MIPOKaT aIFOMUHHUEBOTO crutaBa AMrS (5083) Tom-
IUHOM 5 MM. XMMHUYECKHI COCTaB UCCIEAYEMOTO
CIUIaBa MpHBeNeH B Taom. 1.

J171st mony4eHusi CBapHBIX COSTUHEHUN UCTIONb-
3oBanu CO,-nasep ¢ anuHoi BojiHel 10,6 um. M3-
BECTHO [36], 4TO Ha TaHHOMW JJIMHE BOJHBI OTpa-
JKaTellbHasi CIOCOOHOCTh ATIOMUHHS COCTaBIISIET
6onee 80 %. bonbmol ko3pPUIUEHT OTpaskeHUs
npensaTcTByeT 3(PQPEeKTUBHOMY CBapOYHOMY IPO-
1eccy Mpu JIa3epHoOi CBapKe, BBOAUMBIE B TIPOLIECC
CBapKH YIBTPa3ByKOBBIE KoJeOaHHs, Kak OyneT
MOKAa3aHo Jajee, YBeINUMBaIOT NNIyOUHY MPOTLIaB-
JeHus ¥ 0011y10 3 PEeKTUBHOCTH CBAPOUYHOTO MIPO-
necca.

Jlis u3ydeHus: BIUSHUS YIBTPA3ByKOBOTO BO3-
JEHCTBHUS Ha MpOLECC Ja3epHON CBApKU BBIOPAHBI
Tpu crnocoba wusroroBineHuss oOpasuoB. Crocol
U3rOTOBNIEHUS oOpasua #1 3akmiodancs B METOAE
0OBIYHOM JTa3epHOM cBapku. BTOpoii u TpeTuii cro-
cOOBI U3rOTOBJICHUS 00PA3IOB #2 1 #3 3aKIII0YaTUCh
B HCIonb30BaHuu B npouecce JIC yapTpa3ByKoBOTro
BozneiicTBust 500 u 1000 Bt coorBercTBeHHO. [Ipu
9TOM MapaMeTphl JIa3epHOM CBAPKHU B ITUX CIOCO-
0ax OBUIM OIMHAKOBBIMU U UMEJH CIIEAyIolIee 3Ha-
YeHHEe: MOIIHOCTB JIA3ePHOTO U3ITyUYEHUs COCTABIIA-
na 4500 BT, ckopocTh cBapku 1,5 M/MuH.

Taoauma 1
Table 1

XuMHYECKHIi COCTAB AJTIOMHUHHEBOI0 cijiaBa AMrS (MaccoBasi 10J1s1 3J1eMeHTOB, %)

Chemical composition of AA5083 (wt%)

Al Mg Fe Si Mn

Ti Cu Be /n Other

Bal 48...58 | 1o0,5 | Ho0,5 | 0,3...0,8

0,02...0,1 | 0,1

0,0002...0,005 | Jo0,2 | HoO0,1
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Cxema momyudeHusi oOpa3lOB IIOKa3aHa Ha
puc. 1. JlazepHoe uziydeHue / ObUTO HAMpaBICHO
NEPIEHIUKYISIPHO TJIOCKOCTH CBapUBAEMBIX IlJia-
CTUH. MOHHUTOPUHI JIMHUM CThIKA OCYIIECTBIISIICS
IPOrpaMMHBIM OOECI€YeHUEM IMpU TOMOLIH JO-
MOJTHUTENbHON 1HdpoBol Kamepbl. DOKycHpPOBKa
JIa3epHOT0 M3IY4YEHHUsl MPOU3BOJAMIACH HA YPOBHE
JMIIEBONM TMOBEPXHOCTH IUIACTUH. YIIBTPa3BYKOBBIE
Kosie0aHMs TepeIaBauch B CBAPUBAEMYIO 3arOTOB-
Ky 6 4epe3 JBYXCTYIEHYATbIil COHOTPOI 3 C TBEPIO-
CIUIaBHBIM HMHJIEHTOPOM Ha KoHIe. Vcronmbp3oBanu

OBRABOTKAMETALLOV ~ CM

MarHUTOCTPUKIIMOHHBIN  yABTPAa3BYKOBOM  Ipeod-
pasoBarenb 2, 3aKpEIUICHHbIA HA OCH BpalieHUs J.
[Ipm>xuM MHAEHTOPA BBINOIHSIICS PYKUHOM 4 € KO-
a¢dunmenTom xectroctu k ~ 150 H. JlanHo¥# cumbl
MpwKUMa ObUTIO TOCTAaTOYHO JJISi TOTO, YTOOBI OBLT
HENpPEepbIBHBINA KOHTAKT UHIEHTOPA C IIOBEPXHOCTHIO
CBapOYHOM 3arOTOBKH B MPOLIECCE JTA3EPHON CBAPKU
C YIBTPa3BYKOBBIM Bo3aeucTBHEM. [lo3unmonupo-
BaHUE U 0OecreyeHre MUHUMAJIbHOTO 3a30pa MEX-
Ny CBAapUBAaEMbIMU 3aroTOBKaMHU IPOU3BOAMIOCH
npmwxumamu [7, 8].

Puc. 1. Cxema JIC-VY3:

1 — ma3epHOE U3Ty4eHHUE; 2 — YIBTPa3BYKOBOH Mpeodpa3oBaTeib; 3 — COHOTPOI C 3aKPETIICHHBIM

TBEPIOCIIABHBIM MHACHTOPOM Ha KOHIIE; 4 — MpYyXXKUHA; 5 — KperyieHne Y 3-peodpa3oBaTens

C OCBIO BpAIICHUS; 6 — CBApUBACMBIC IIACTUHBI; 7/ — QUKCHPYIOMINKA MEXaHU3M; § — MEXaHH3M
MUHUMH3AIHH 3230pa MEX]Ty CBAPUBACMBIMH IUTACTHHAMUI

Fig. 1. UALW scheme:
1 — laser beam; 2 — ultrasonic transducer; 3 — sonotrode, with a fixed hard alloy indenter at the
end; 4 — spring; 5 — fixing the ultrasonic transducer with the axis of rotation; 6 — weldments;
7 —locking mechanism; § — mechanism for the reduction of the gap between the weldment plates

st meTautorpaduiecKUX UCCIeI0BaHUM MTPe-
BapUTEIHHO ObLJIa MPOU3BEICHA MPOOOTIOATOTOBKA
00pa310B MOMEPEYHOr0 CEYCHUsI, CXeMa PE3KH KO-
TOPBIX MOKa3aHa Ha pucC. 2. /{151 BbISBICHUSA MaKpO-
CTPYKTYpBI CBapHBIX IIBOB HCIOJIb30BAIN PEAKTHUB
[Tynrona (2 ml HF, 3 ml HCI, 20 ml HNO,, 175
ml H,0) ¢ no6asnennem 50 ml HNO,, 40 ml H,O,
12g CrO;. Ucxons 3 MakpoCTpyKTyphbl 00pasLoB,
aQHAJIM3UPOBAIN JIaHHBbIE 00 W3MEHECHHH TITyOMHBI
MIPOIUIABIICHUS C UCIIOJIB30BAHUEM YIIBTPa3BYKOBBIX
KoJIeOaHUH B MpoIiecce JIa3epHOW cBapKH. [ BbI-
SBJICHUSI MakpoAEe(PEeKTOB U pacyeTa CTaTUCTHYE-
CKOW 3aBHCHUMOCTH KOJIMYECTBA MOp Ha 0Opasuax
JIC n JIC-Y3 npoBoauiu ucciieIoBaHUS Ha ONTHYE-
ckom Mukpockone Ansramu MET 1C. U3mepenus
MUKPOTBEPAOCTH OCYUIECTBIISIIA HAa MHUKPOTBEp-
nomepe Duramin 5 npu Harpyske 50 . M3mepenust

Puc. 2. Cxema BbIpe3a 00pa3ioB JUIs METaJIOrpa-
(uyeckux uccaenoBaHU — / ¥ PEeHTICHOCTPYKTYP-
HOrO a”Hajim3a — 2

Fig. 2. Scheme of cutting specimens for metallo-
graphic studies — / and X-ray analysis — 2
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MPOBOJVJIMCH T10 TPEM FOPU30HTAIBHBIM JIMHHSAM 111BA.
JInnws I pacnionaranacs B MOJIyMUWLIMMETPE OT JIALE-
BOM CTOPOHBI 11Ba, TMHUS 1] — Ha MOIIOBUHE TITyOUHBI
nporuianenus, Juaus [l — B momymunmimumMerpe ot
MaKCUMaJbHON TIyOMHBI mporutaBieHus. s uc-
CIIEZIOBAHMSI CTPYKTYPHO-()a30BOrO COCTOSTHHSI MC-
IIOJIB30BAJICSI PACTPOBBIN WIEKTPOHHBIA MUKPOCKOIT
Microtrac SM3000. TloaroroBka oOpa3ioB s
PEHTTEHOCTPYKTYPHOIO aHaJM3a OCYLIECTBIIAIACH
B IIPOZIOJIBHOM HAIIPaBJIEHUU CBapHOTO IIBA II0 CXe-
Me, [IPEICTAaBICHHOM Ha puc. 2. PEHTreHoCTpyKTyp-
HBII aHAJIN3 MPOBOAUIN Ha ycTaHoBke «IPOH 7» ¢
Co Ka-n3inyuennn.

Ouenky mnapamerpa pemeTKH IPOU3BOAMIN
skcTpanossinuen no Paiinmu, Henscony, Teitopy u
Cunxiepy. I'padpuueckum meromom Bubsimcona—
Xomna B KBaipaTUIHON (OpMe KaueCTBEHHO OIpe-
JIeNWIA MUKpoJe(pOpMaliuil KPUCTAUINYECKOH pe-
HIETKH 110 hopMmyIie

OBPABOTKA METAJIJIOB

gl =£1oo %
4
e kK — TaHTeHC yIJia HAKJIOHA IPSMOM.
HomunanbHbie 3HaY€HUS CYMMapHOW IMOTpe-
Omsiemoit sHepruu E ompenenwiv, Kak CyMMmy
MOIIHOCTEN Jlasepa P, U yIbTPa3sByKOBOI'O BO3-

JCUCTBUS P,, ICNCHHYIO Ha CKOPOCTh CBAapKH V-

(1)

g BB mm, )
V

IIpn pacuere HHEProBIOKEHUN HA EIUHUILY

o0beMa pacIIaBIEHHOTO MeTajyla B IIpolecce

CBapku E| MCHONb30Bak HOPMYITy, CBA3BIBAIONILYIO

BEJIMYMHY CyMMapHOW ToTpebisiemMol 3Heprun E

fusion
zone

MATEPHUAJIOBEJEHUE

Y TUIOMIA/Ib 30HBI TUTABJICHUS B IONICPEYHOM Ceve-
HUH S TOJMIMHONA 1 MM:

__E 3)
S-1mm

YroObl paccumTarh KONMYECTBO SHEPTHH £, HE00-
XOZIMMOE JUIsl IPOIUIABJICHNUS CIUIaBa BIIyOb Ha 1 MM,
PELIIN B34Th BEIMYUHY ITyTH, PABHYIO IIPOTSKEHHO-
CTH 11IBa, TPOM3BEIEHHOTO 32 1 ¢, T. €. (U1 IPOCTOTHI)
CyMMY BBIXOJIHBIX MOIIHOCTEH P| U P, yMHOXHIIH Ha
CEKYH/1y 1 TIOJIETMIIA HA MAaKCUMAJIbHYTO [TyOUHY PO-
TUIaBJIEHUS A

E , I[;K/MM3.

_(A+P)1c

E, p

, Jox/MM.

“)

PesyabTarsl u 00Cyx1eHHUSA

Ha puc. 3 moka3zansl MeTauiorpaduaecKie n3o-
OpakeHUs] MaKpOCTPYKTYpBI B IOTIEPEYHOM Ceve-
HUU CBApHBIX IIIBOB IOCHE Ja3epHOM cBapku (a) u
JIC-Y3 (6). B aTuX coequHEHMIX OTYCTINBO BHIHA
TpaHUIIa MKy 30HOM TUIABJICHUS 1 OCHOBHBIM Me-
TayioM. OTIMYUTENTFHONH 0COOCHHOCTBIO JIa3ePHOM
cBapku criaBa AAS083 siBisieTcst y3kast 30Ha Tep-
MHUYECKOTO BIUSHHS. B paccMOTpPEHHBIX CiTydasx
30Ha TEPMHUYECKOTO BIMSHUS HE BbIsBIEHA. [ paHu-
1[a MEXJly 30HOH IUIaBICHUS W OCHOBHBIM MeETall-
JIOM SIPKO BBIpa)KEHa.

C uenpro BBISIBICHUSI BIUSHUS YIBTPAa3BYKOBBIX
KoJIeOaHUW TpU Ja3epHOM CBapKe IOJIHOIO Ipo-
IJIaBJIEHUSI BO BCEX CIy4asX HE JIOCTHrajaoch. Bo
BCEX TPEX CIyYasx HaOIIONAIOTCS MaKpoAe(eKThI
B BHJIE 1O M HECIUIONIHOCTH, CBSI3aHHBIE C HECTa-
OMIIBHBIM 3aKpBITHEM MAapOTra30Boro kanasa. [1oBbI-

fusion
zone

fusion
2

base
material

1 mm

Puc. 3. MakpocTpykTypa HepazbeMHBIX coequHennii: #1 (a), #2 (6) and #3 (8)
Fig. 3. Macrostructure of welded seams: #1 (a), #2 (0) and #3 (8)
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HIEHHAs IOPUCTOCTH MPH JIA3€PHOM CBapKE MHOTUX
ATIOMUHHEBBIX CIJIABOB SIBISIETCS OJHOW M3 OCHOB-
HBIX TTpO0IEM.

VYnbTpa3ByKOBOE BO3JIEHCTBUE B IMpOIIECCE Jia-
3epHOM cBapku MoiHOocThi0O 500 BT mpuBeno k
YBEJIMYEHUIO [TyOMHBI mporiaBienus Ha 10 % mo
CpPaBHEHHUIO C OOBIYHOW sa3epHOM cBapkou. CyMm-
MapHas IUIOHIa[b MOp B MOMNEPEYHOM CEUYCHUU
yMeHbImach Ha 19 %. VYBenuueHue MOIIHOCTH
yIbTpa3BykoBoro BozaerctBus 1o 1000 Bt mpu-
BEJO K JalbHEWIIEMYy CHIKEHHUIO Ta30BOM MoOpu-
CTOCTH, HO H3-3a KpyHmHOro Aedekra, BCIEICTBUE
HE 3aKpBIBIIETOCS MAapora3oBOro KaHaja, oOuias
CyMMapHasi IUIONIAJ(b HECIUIOIIHOCTEeH BO3pocia.
Binusinue yiabpTpa3BYKOBOrO BO3ACHCTBHUS pa3HOU
MOIIHOCTH TPU PACCMOTPEHUH TE€OMETPUUYECKUX
pa3MepoB 30HBI IJIABICHUS MPOSBUIO ce0s TO-
pazHoMy. B ogHOM ciiydae yCTaHOBIEHHON MOITHO-
ctu Y3 Bo3aeiictBus B 500 Bt HabmomaeTcs poct
IUIONIA/IA 30HBI IJIABJICHUS, B JIPYTOM — IPH yBe-
JIu4eHny MoiHoctd Y3 BosaevictBusa no 1000 Bt
YBEJIMYWIIACH TUIOIIAb 30HBI TUIABJICHUS, a TaKKe
u3MeHu1ach (popma mIBa B MOMEPEYHOM CEUEHUHU.
Ha puc. 3, 6 nabmtonaercsi cy>KeHHE 30HBI IJIaB-
JeHUsT W YBEJIMYEHUE DIIyOMHBI MPOIUIABICHUS
Ha 34 % 1o cpaBHeHuro ¢ 0obruHOM JIC. [Tnomans
30HBI MJIABJICHUS B TIOTIEPEYHOM CEYEHHH BO3pOCia
HE3HAYUTEJIHHO 10 CPAaBHEHHUIO C 100aBIECHHBIM Y3
MoutHocThio 500 BT B mporiecce cBapku. Pe3ynbrarsl
M3MEPEHUI CYMMAapHOM IUJIONIAJAN HECIIONTHOCTEN
B MIOTIEPEUYHOM CEUEHHUHU MTPHUBE/ICHBI B Ta0. 2.

Cpenu niposiBiieHUN Y 3-BO3EHCTBUS, TAKUX KaK
yBEJIMYEHUE TITyOWHBI MPOILIaBiIeHUs, 00ecredeH-
HOE€ JIOTIOJIHUTEIHHO BHECEHHOW 3Heprueil B mpo-
necc JIC, ynpTpa3ByKOBO€ BO3JACHCTBUE CHUYKAET
CYMMapHYIO IJIOIIAb Op MO OTHOILIEHUIO KO BCEi
TUTIONIA/IM 30HBI IJIABJICHHS B TIOTIEPEYHOM CEUEHUHU.
VYnerpazBykoBo€e BO3aecTBHE MOIHOCTHIO 500 BT

OBRABOTKA METALLOV %

MIPUBEJIO TAaKXKe K YBETUYCHUIO IUIOMIAIN 30HbI
IJIABJICHUS B MONEPEYHOM ceueHuur Ha 15 %. Momi-
HOCTh YJbTpa3BykoBoro Bo3zaeictBusi B 1000 Bt
MIPUBEJIO K YBEIMUEHUIO TUIOUIAAA 30HbI TUIaBICHUS
Ha 17 %.

[Tpu moapo6HOM paccmorpenun > dexTa yBe-
JUYEHUS TJIOLAAN 30HBI IUIABICHUS TPHU Ja3ep-
HOM CBapke Moj JeUCTBHEM Y3 MOXHO Ompeje-
JUTH OOIYIO 3aTPaYeHHYIO0 DHEPTHI0 HAa EOUHUILY
o0bema pacruiaBieHHOro wmetamiaa. OO003HAYMM:
P, —MomHoCTS naszepHoro usny4denus (B ciydae JIC)
u P, ; — cyMMapHasi MOIIHOCTb JIa3ePHOTO U3ITyde-
Hus U Y3-oszeiicteus (B cayuae JIC-Y3), Bt; S| u
S, — TUIOIIA/IN 30HBI IIABJICHHS CBAPHOIO IIIBA B
MOTIEPEYHOM CEUEHUH TPU Ja3epHON CBapKe M CO-
BMECTHO C Y3-BO3JIEMCTBUEM COOTBETCTBEHHO.
E, — 510 ynenbHas >HEPrus IUIABICHHS, Jhox/MM;
E, — oHeprus, HeoOxomumas IS HPOILIABIECHUS
BIIyOb Ha | MM CBapHOrO IIBa MPOTSKEHHOCTHIO
25 MM, T. €. pacCTOsIHUE, TPOMAEeHHOE 3a 1 ¢ B Tpo-
uecce cBapku, Jx/mm.

B wtore momyumnu, yro Hambonee 3hdexTuB-
HOE IJIaBJICHUE CIJIaBa MPOUCXOAUT MPU Ja3epHON
cBapke ¢ 100aBJIeHHEM B TIporiecc Y 3-BO3IeHCTBUS
MomtHocThio 500 BT. B saTOM cnydae mpu miiasine-
HUU OJJHOTO KyOMYECKOTO0 MUJUTMMETpA MPUXOAUT-
ca 18,6 I[}K/MM3 npotuB 19,2 mis o6branoi JIC u
20,0 I[)K/MM3 g JIC-Y3 ¢ MomHocThI0 Y3 BO3-
nenctsust 1000 Bt.

Bwmecre ¢ Tem, ecnu paccmarpuBaTh 3QGEKTUB-
HOCTh Mpoliecca IUIaBJIeHUs Ha MTyOuHY MpOILiaB-
JIEHUSI, TO, KaK OBLJIO CKa3aHO BBIIIE, C JOOABICHHON
MormHocThi0 Y3 1000 Bt nHabmromaercst cykeHue
IIUPUHBI 30HBI TUIABJICHUS U YBEJIMYCHHUE TITyOUHbI
nporuiaBnenus. B ciydae JIC rmyOuna nporutasiie-
HUSl OKa3ajach HAaUMEHBIIEW, AJs MPOIUIaBICHUS
BIIyOb Ha 1 MM MPOTSHKEHHOCTHIO 25 MM HEO0XO-
nuMo 3arpatuth 1226,2 JIx/mm. Ilpu noGaBnenuun

Tabnuma 2
Table 2
l'eomeTpuyeckue XapaKTepUCTHKY HIBA
Weld seam geometry
0D | mamnenn, e | sepenron St | nmenn St | 1007545 %
#1 (JIC) 3,67 0,11 9,37 1,29
#2 (JIC-Y3 500) 4,03 0,09 10,76 0,84
#3 (JIC-Y3 1000) 4,93 0,29 11,00 2,64
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B nipouecc JIC ynpTpa3ByKOBOTr0O BO3AEMCTBUS MOIII-
HOCThIO 500 BT 3dekTHBHOCTH TPOIIJIaBICHUS B
IyOMHY MOBBICHIIACh, SHEPrOBJIOKEHHUS Ha IPO-
TJIaBJICHHWE BIIYOb CJIOS TOJIIWHOM 1 MM TOHHW3H-
muck 1o 1166,3 JIx/mm. Hanbonee 3¢ dexkTHBHBIM
C TOYKH 3peHUs ITyOUHBI POIIABIEHUS 0Ka3aJI0Ch
YABTPa3ByKOBO€ BozzelicTBre MomHOCThIO 1000 BT.
[Tpu TOM 4TO B TaHHOM ciTy4ae HaOJt01aeTCsl yMEHb-
IIEHWE IIUPUHBI I1IBA, 3aTpaue€HHas SHeprus Ha
MUWUIAMETP DIIyOMHBI TPOIUIABICHUSI OKa3ajach
HauUMEHbBIIEH M3 BCEX MPEJICTABICHHBIX CIy4yaeB U
cocraBmia 953,4 Jlx/mm. Pe3ynbraTel pacyeToB 3a-
TpaueHHoM 3Hepruu B pouecce JIC u JIC-Y3 npen-
CTaBJIeHbI B Ta01. 3.

[TocunTanel Takke€ HOMHUHAJIbHBIE 3HAYCHUS
CyMMapHOW MOTpeOasieMol dHEeprun £ — 3TO CyM-
Ma BBIXOAHBIX MOIIHOCTEH JIa3€pHOTO U YIBTPa3BY-
KOBOT'O MCTOYHUKA, JIEJIEHHAsl HA CKOPOCTh CBapKH.

OBPABOTKA METAJIJIOB

Taomxuma 3
Table 3
3arpauenHasi 3Heprus B npouecce JIC u JIC-Y3
Energy input in the process of LW and UALW

Ob6pasen #1 #2 #3
P, Br 4500 5000 | 5500
S, My’ 937 | 10,76 | 11,00
V, mm/c 25 25 25
E,, Jox/m’ 19,2 18,6 20,0
E,, Jx/Mm 12262 | 1166,3 | 9534

¥ P l‘.v"" 4

interretallics ¢
SR
Ao

* micropores -

intermetallics /~

Wy

MATEPUAJIOBEJIEHUE

CooTBeTCTBEHHO 11 00pa3ioB #1, #2 u #3 nomy-
guan 3HadeHus 180, 200 u 220 /MM COOTBET-
CTBEHHO.

BBuny 0omblioil oTpakaTeabHOM CIOCOOHOCTH
JA3€pHOT0 M3ITyYeHHs] Ha JUIMHE BOJHBI 10,6 um
AJIOMHHHEM M CIIJIaBOB Ha €ro OCHOBE 3(PPeKTHB-
HOCTh JIa3epHOM cBapku 0e3 JOMOJIHUTEIHHOTO
HCTOYHHMKA SHEPTruu HeBbICOKa. Bmecrte ¢ TeM mpu
BKJIFOYEHUHM B TPOIIECC CBAapPKU YIBTPa3ByKOBOI'O
BO37IecTBUS 3 (HEKTUBHOCTD MPOIUIABICHUS B IITy-
OMHY YBETUYMJIACh, IPUYEM C YBEIMUYEHHUEM MOIII-
HOCTH yAbTpa3ByKa 3PGEeKTUBHOCTH POILIIABICHUS
YBEJIMYWIIACH HEIMHEWHO.

Ha puc. 4 npusenensr POM-nu300paskeHust 30HBI
maBieHust oopasnoB #1, #2 u #3 B pexxume (azo-
BOT'0 KOHTpACTA.

B BHJie KOHTPACTHBIX TEMHBIX 00BEKTOB Ha U30-
OpaXXeHMUSIX TPECTaBICHbl MHKPOIOPHI, KOTOpHIE
3aHuMaroT okoino 0,5 % momagu MeTaia IBa
BO BCEX HCCieIyeMbIX oOpasuax. B Buje cBeTibix
KOHTPACTHBIX OOBEKTOB Ha H300pakeHUSAX TpHU-
CYTCTBYIOT YaCTHIIbl CTAOMJIBHBIX BTOPUYHBIX (a3.
MeTonoM 3HEproAuCIepCHOHHOT0 aHaln3a ObuIo
YCTaHOBJIEHO, YTO 3TO MPEUMYILECTBEHHO YaCTHIIbI
B(Mg,Al,), Al Mn, Mg,Si, AlFeSiMn u nmpounx da3
HECTEXMOMETPUYECKOro cocraBa. B Tabn. 4 mpu-
BEJICHBI PE3yJIbTAaThl U3MEPEHUN 00BEMHOM O U
CPEIHUX pa3MEepoB YaCTHI] CTAOWJIbHBIX BTOPUY-
HBIX (pa3 B 30HAX IJIABJIEHUS 00pa3ioB #1, #2 u #3,
a Takke B OCHOBHOM MarepHaiie.

KonuuecTBeHHblE [1aHHBIE MOKA3bIBAIOT, YTO
yABTPa3ByKOBOE BO3JEHUCTBHE B MpoOLEcce Jazep-

iy,
™

4

intermétallics ==~

=,

- micropores — -

0 8

Puc. 4. POM-u300pakeHus: MUKPOCTPYKTYPbI 30HBI IUIaBJICHUs 00pa3ioB: #1 (a), #2 (0) u #3 (8)

Fig. 4. SEM images of the melting zone of specimens: #1 (a), #2 (6) and #3 (8)
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Tabnuma 4
Table 4
XapaKkTepUCTUKHU CTPYKTYPHO-(a30BOro COCTOTHUSA
Characteristics of the structural-phase state
Opase aonni % “eonn .| awenepenoern .

#1 (JIC) 2,38 £0,06 1,2+0,8 1,98
#2 (JIC-Y3500) 1,45+0,08 0,8+0,5 1,81
#3 (JIC-Y31000) 1,30+ 0,08 0,9+0,6 1,43
OcHOBHOI MaTepuan 2,1+0,1 3+£2 0,7

HOM CBapKu TNPHUBEJIO K YMEHBIICHUIO OOBEMHOMN
JIOJTM YacTHUI] CTAOMIIbHBIX BTOPUYHBIX (a3. YMEHb-
HIeHHE 0OBEMHOM 10JIM YaCTHI] CBSA3aHO C TEM, UTO
yABTPA3ByKOBOE BO3JEHCTBUE BO BpPEMs CBapKu
Onaronoy4yHo BIMAET Ha uUX pacTBopeHue. Cpen-
HUI pa3Mep BTOPUYHBIX YacTHIl B oOpa3uax #1, #2
U #3 u3MeHseTcs B Mpejenax NOrpelIHOCTH BBUY
0ompIION pa3HopasMepHOcTH vacTull. [lokasare-
JM JAMCIIEPCHOCTH B ATHX 00pasliax TaKKe UMEIOT
Omuskue 3HadeHus. OMHAKO cTaTHUCTHYECKas 00-
paboTka pa3MepoB BTOPUYHBIX YaCTHUI[ MOKa3bIBa-
eT (puc. 5), 4TO MUK HOPMAIBHOTO paclpeaeIcHus
pasMepoB B oOpasmax #2 u #3 CMEIIeH B CTOPOHY
MEHBIIUX 3Ha4eHUH. Takum 00pa3oM, yIbTpa3By-
KOBO€ BO3JICHCTBUE B NPOLECCE JA3E6pPHON CBapKH
TaK)Xe MPHUBEJIO K YMEHBILIECHUIO Pa3MEPOB YaCTHUI]
CTAOMJIbHBIX BTOPUUHBIX (a3.

[To cpaBHEHHMIO C OCHOBHBIM METAJIJIOM pa3Mep
BTOPUYHBIX YacTHIl B 30HE IJIaBIeHUS 000MX 00-
pasLoB 3HAYUTEILHO MEHBIIE, TAaKKe M3MEHMUJIACh
u ¢opma yactun. Ha puc. 6 npencrasnenst POM-
n300pakeHHsl TPAaHUILIbI 30HbI TIABIEHUSI U OCHOB-
HOTo MeTajla. B OCHOBHOM MeTaisie BTOPUYHBIE
YacTHUIIBI MMEIOT MPEUMYIIECTBEHHO BBITIHYTYIO
10 HAIPaBJICHHUIO MTpoKaTa (OpMy U CI0KHOE CTPO-
€HHE, a TAK)KE IPUCYTCTBYIOT MEJIKHE OKPYIJIbIE Ya-
ctunpl (cM. puc. 3). B npornecce nazepHoil cBapku
YaCcTHILIbI PACTBOPSAIOTCSI, @ 3aTEM CHOBA BbIAEIISAIOT-
Csl U3 TBEPAOI0 pacTBOpa IMpexkHel oO0beMHO 110-
nei. [lpu ynpTpa3ByKOBOM BO3ACHCTBHUU 0OBEMHAs
JI0J1s1 BTOPUYHBIX YaCTHIl CTAHOBUTCS MEHBIIIE, YEM
B OCHOBHOM METaJljIe, YTO TOBOPUT O OoJjee cyiile-
CTBEHHOM PAaCTBOPEHUU ITUX YaCTUL.

IIpu nma3epHOM cBapKe C yJIBTPa3ByKOBBIM BO3-
JEHCTBUEM, TaK K€ KaK U MpHU OOBIYHOM JIa3epHOU

’ LW

SR

UALWS500

CBapKe, PaHULIa MEX/1y 30HOM IJIaBJIEHUS U OC-
HOBHBIM METAJIJIOM OCTAETCsI IPKO BbIPAKEHHOM.
HccnenoBaHHbIe TPH 30HBI 00PA3LOB, MOIYUYCH-
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Puc. 5. FI/ICTOFpaMMa pacrpeaciieHus KOJIN4YCCTBa YaCTHULL

" pa3MEpOB BTOPUIHBIX YaCTHUI]

Fig. 5. Particle number and particle size distribution
histogram

HBIX JIA3€PHOM CBAPKOM C YJIBTPa3BYKOBBIM BO3-
NENUCTBUEM, OTIIMYHBI OT 00Pa310B, MOTYyUYEHHBIX
B OTCYTCTBHE YJIBTPa3BYKOBOTO BO3JICHCTBHUS.
st Bcex oOpa3iioB HAOMIOMAIOTCS JIOKAJTbHBIE
MMOHMKEHUSI 3HAYCHUN MHKPOTBEPIOCTH, KOTO-
pBI€ CBSI3aHBI C YACTUYHBIM 3aXBAaTOM MHUKPOIIOP
ungentopom. [Ipu sTom ¢ ydeTtoM moreps mar-
HUS, KaK OCHOBHOIO JIETUPYIOLIETO 3JIEMEHTa
[22], Takxe HaOMOAaeTCS CYIIECTBEHHOE TIOHHU-
KEHUE MUKPOTBEPIOCTHU. B 11€710M BIIUsSIHUE YiIb-
Tpa3ByKa Ha MUKPOTBEPAOCTh OLIEHUBAETCS Kak
nonoxuresibHoe. Ha puc. 7 Bo Bcex ucciaenoBaH-
HBIX 30HaX HaOIromaeTrcs HeOOJbIIOE yBEHUe-
HUE MUKPOTBEep0oCTU. KpacHble U cHHUE TUHUU
Ha rpadukax pacrpeneIeHuss MUKPOTBEPIOCTH —
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Puc. 6. POM-n300pakeHus TpaHUIIBI pa3ieia 30HbI TUTABJICHUS 1 OCHOBHOTO MeTajlia
B oOpasmax: #1 (a), #2 (6) u #3 (8)

Fig. 6. SEM images of the melting zone and base metal interface in specimens: #1 (a), #2 (6) and #3 (8)
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Puc. 7. Iamepennss MUKpOTBEPIOCTH 00pa3IoB #1, #2 and #3:

a — U3MEPCHUA B NOITYMUIITIUMETPE OT HHHGBOﬁ CTOPOHBKI 1IIBa, 0 — N3MCPECHHA Ha IMOJIOBUHE FJIy6I/IHI>I TMIPOTIIABJICHU A,
6 — UBMEPECHUA B NOJTYMUIITIUMETPEC OT MaKCHUMaJbHOMN Fﬂy6I/IHI)I MPOIIaBJICHUSA

Fig. 7. Microhardness measurements of specimens #1, #2 and #3:

a — measurements in half a millimeter from the front side of the seam; 6 — measurements in half a depth of penetration;
6 — measurements in half a millimeter from the maximum penetration depth

Ja3epHasi CBapKa C YJIBTPa3BYKOBBIM BO3JICHCTBUEM
500 u 1000 BT cooTBeTCTBEHHO.

[Ipu paccMOTpeHUM pE3yJIBTATOB PEHTTEHO-
CTPYKTYpHOTO aHaju3a MpPOU3BEJeHA ChEMKa HC-
XO0JHOIro Marcepuajia 10 CHMMCTpH‘-IHOfI CXEMeE.
[Ipenm3uoHHOE OMpeeNieHNe MapaMeTpa PerieTKu
MMpOBOAUIIN MCTOAOM SKCTPAIIOJIAINU 3aBUCUMOCTU
napaMmeTrpa pemieTK 0T SKCTPATIOSIIMOHHON (DyHK-
uuu no Paitnu, Henbcony, Teitnopy u Cunkiepy. B
pe3yibTare mapaMmerp PenieTKH aTFOMHHHEBO-Mar-
HUEBOTO CIUIaBa B HMCXOIHOM COCTOSHUH COCTaB-
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nser 4.0694 A, nanHas 3aBHCHMOCTb MOKa3aHA HA
puc. 8, a.

[Ipu mocTpoeHnn rpaduKOB SKCTPATOISIIUN
Ui 00pas3IoB JIa3epHON CBApPKHU BBISABICHO CIIEHY-
fomiee. B ciiydae oObIuHOMN JTa3epHOM CBapKu dKC-
TpanoJisitus Ha 90° gaeT mapaMeTp pelieTKu, paB-
Helii 4,0609 + 0,0004 A (puc. 8, 6). O6pasupl #2
u #3 umeror napamerp pemerku 4,0641 + 0,0021
u 4,0597 + 0,0008 A coorBercrBenHo. Kak BHIHO,
oOpazen #2 UMeeT napaMeTp pereTku 0ombIe, YeM
B oOpasuax cBapku #1 u #3. [lapameTp pemieTku B
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Puc. 8. Dxcrpanossinusa no Paitnu, Henbscony, Telnopy u Cunkinepy:
a — UCXOJHBIN MaTepuair;, 6 — oOpasell JiasepHoi cBapku 06e3 Y3; ¢ — o0paserl JJa3epHOl CBaPKU C MOIIHOCTHIO
V3 500 Br; 2 — obpaser ga3zepHoit cBapku ¢ MOmHOCTHIO Y3 1000 Bt
Fig. 8. Riley, Nelson, Taylor and Sinclair extrapolation:

a — initial material; 6 — laser welding sample without ultrasonic welding; ¢ — laser welding sample with ultrasonic power
500 W; e — laser welding sample with ultrasonic power 1000 W

oOpasue #2 Oosee ONM30K K MapaMeTpy pelIeTKH
MCXO/IHOTO Marepuaia. Mbl pearonaraem, 4To J10-
OaBieHHas MomHOCTh Y3 B 500 BT Haunbomnee a¢-
(bexTuBHA Ui NepepacipeielieHuss MarHusi B TBEp-
JIOM pacTBOpE.

st KaueCTBEHHOTO CpaBHEHUsT MHUKpPoaedop-
Maldii B CBapHBIX IIIBaX HCIOIB30BAIN Tpaduue-
ckuil MmeTox BuinesiMmcona—Xoina.

y =(1,15803-107%)x + 7,66002-107,  (5)
y=(2,3685-10)x —1,2114-107*,  (6)
y=(1,18942-107)x —2,58412-107°. (7)

[Tocne naxoxnenus u3 ypasuenuii (5)—(7) Tan-
reHca yria HaKJIOHa SKCTPANONIAIUOHHON MPSIMOit

no merony Bunbsmcona—Xomna B KBaJpaTU4YHON
¢dbopme Bocmonb3oBaiIuch hopmynoi (1) u nomyyu-
TU cheayrommii pe3ysrar. Okazanock, 4To y oopas-
1oB #1 u #3 3HaueHuss MukpozaedopmaIii paBHbI B
npeaenax norpemHocty u cocrapmm €' = 0,085 %,
YTO SIBIIICTCSI HEOOMBIION BenmuunHOM. B nccnenye-
MOM oOpasiie JJa3epHOM CBapKu #2 C yIBTpa3ByKO-
BbIM BO3eHcTBHEM MOIHOCTBHIO S00 BT 3HaueHue
Mukpoaedopmanuii cocrasusier €' = 0,122 %, uyro
Oombiie, yem B obOpasmax oowsranoi JIC u JIC-Y3
C MOIIHOCTBIO YJIBTPa3ByKOBOTO BO3AECHCTBUS
1000 Bt. Kak onmcaHo BbIlIE, MapaMeTP PELIETKH
oOpa3ua #2 Takke OTIIMYEH OT apaMeTpa pelIeTKH
oOpasmoB #1 u #3.
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BoiBoabI

HccnenoBanbl 00pa3iibl J1a3epHOM CBAPKU allio-
MHUHHEBO-MarHMeBOro CIUIaBa, B TOM YHUCJIE U C YJIb-
Tpa3BYKOBBIM BO3JelcTBUEM. B pe3ynbprare npope-
JTAHHOM palOoTHI CACIAHBI CIEIYIONINE BEIBOJIBI.

ITon ynbTpa3ByKOBBIM BO3JEHCTBHEM B IPOLEC-
ce Jla3epHO CBapKu U3MeHseTcs popma 1mBa, a Tax-
JK€ YMEHBIIIAETCS] KOJIMYECTBO ra30BbIX TOP.

[Ipou3sBeneHHas KOJTUYECTBEHHAs OIIEHKA dHEP-
TOBJIOKEHUN Ha OOBEMHYIO JIONIIO MEeperiaBIeHHO-
ro MeTaJljia MoJ JIeWCTBUEM YJbTpa3ByKa MOKa3aa,
yT0 Hambosnee F3(h(PEKTUBHONH MOITHOCTBIO YJIbTpa-
3ByKOBOT0 Bo3zaercTBus siBisiercsa S00 Bt. [l nau-
6omee 3(ppekTUBHOTO MPOIIABICHHUS BITyOb J1a3ep-
HbIM u3iydeHueM TpeOyercs 1000 Bt momuocTu
YIBTPa3ByKOBOTO BO3JIEHCTBHUSI.

C yBenuYeHHUEM MOIIMHOCTHU YIBTPA3ByKOBOTO
BO3/eicTBHS B 1.8 pasa ymeHblaeTcs oObeMHas
JI0JI1 BTOPUYHBIX YACTHUIl B METAJLJIE 11IBA.

OO0pa3ipl Ja3epHON CBAPKU C YABTPA3ByKOBHIM
Bo3nelcTBUEM MoOIIHOCTBIO 500 BT mmeror Hau-
Oonee ONMU3KUI MapaMeTp pPEHIeTKH K UCXOTHOMY
MaTepHaiy, a Takke ¢ MOITHOCTBIO YJIBTPa3ByKOBO-
ro Bo3aerctBusa S00 BT cBapHbIe BB UMEIOT Hau-
OOJBIINE MCKAKEHUS KPUCTAJUIMUECKOW DPEIIeTKH
Cpenu UCCIeAyEeMBbIX.
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