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CBapka TpeHHEM C NepeMeIInBaHHEM
Mennslit KoMIeHcaTop

CTpyKTypa CBapHOTO IIBa
Mexannueckne cBOCTBa

Dunancuposanue
Pabora BbimonHeHa B pamkax IIpo-
rpaMMbl QYHIAMEHTANBHBIX HAYYHBIX
HCCIIeIOBAHUN TOCYJapCTBEHHBIX aKa-
nemuit Hayk Ha 2013-2020 romsl, Ha-
npasnenue [11.23.

Beenenue. /I KOMIeHCAIMH TEMIIEPaTypPHOTO PACIINPEHNUS, BUOpAMil U BEI3BAHHBIX MU ONACHBIX Aedop-
Malui Ha CHJIOBBIX TOKOBEAYIINX IPOBOTHUKAX HCHOIB3YIOTCS CIICHANbHbIe MEAHbIe KOMIEeHcaTopsl. [Ipumene-
HHE KOMIIEHCATOPOB /ISl TOKOBEAYIIUX 3JIEMEHTOB IT03BOJIACT MOBBICUTH HAIEKHOCTD, JOITOBEUYHOCTH H Oe3omac-
HOCTb JKCILTyaTallil CHJIOBBIX JIEKTPOTEXHUUECKUX ycTpoiicTB. OHAKO B HACTOSIIEE BPeMs UL W3TOTOBICHUS
KOMIICHCATOPOB HCIIONb3YEeTCSI TeXHOIOTHS PYyYHOH Maiiku, HEAOCTaTKaMU KOTOPOU SIBISIIOTCS HH3Kasl IIPOH3BO-
JIUTEIbHOCTD, OTPaHUYCHHBIC Pa3Mephl MOMyJaeMbIX H3IENUi, a TaKkKe 3aBUCHMOCTh KauecTBa MOTydaeMOot Mpo-
OyKOUH OT KBaIU(UKALNU IepcoHana. B cBA3M ¢ dTUM aKTyanbHOH 3amadeil sBISETCS pa3pabOTKa HOBBIX IIep-
CIEKTUBHBIX METOJOB IOTy4YEHHs MEAHBIX KOMIICHCATOPOB. K TakuM MeToaM MOXKHO OTHECTH CBAPKy TPEHHEM C
nepeMenBaHueM. DTOT BUJ (OPMUPOBAHHS HEpa3beMHBIX COCAUHEHUH MIPOYHO 3aHSI CBOIO HHIIY B Kopabie- 1
ABTOMOOMIICCTPOCHUH, IIPOU3BOACTBE KOPIyCOB PAKeT U B APYTHX OTpacisix. CBapka TpeHHEM ¢ MepeMeIlBaHu-
eM paspabaTblBalach B MEPBYIO Odepelb IS MOMYYEHUS HePa3beMHBIX COCAMHEHUH TEPMHUECKH YHPOUHSCMBIX
QIIIOMHHHEBBIX CILIABOB, OJHAKO MCIIONB3YETCS U JUIS CBAPKH TEPMHUECKH HE YIPOUHACMBIX AITIOMHHUEBBIX CILIa-
BOB, THTAHOBBIX CILIABOB, CTanel 1 Meau. TeopeTuueckue U SKCIEPHIMEHTANbHbIE HCCIIEOBAHMS IPOLiecca CBapKH
TPEHUEM C NePEMEIINBAHNEM MEIU JeMOHCTPHPYIOT BEICOKYIO CIOCOOHOCTD JAHHOW TEXHOIOTHH AT HOIYYCHUS
HEePa3beMHBIX COCANHEHNUI N3 Menu U ee cIuIaBoB. lle1bi0 HacTosimeli paboThl CTaI0 BBIABICHHE OCOOCHHOCTEH
CTPYKTYPBI X MEXaHHYECKUX XapaKTePUCTHK MEIHBIX KOMIIGHCATOPOB, IPOH3BEICHHBIX METOIOM CBAPKU TPEHHEM C
nepememuBanueM. Pe3yabrarsl u 06cy:kaenusi. [IpoBeneHHbIC HCCIEIOBAHMS TOKA3a/IU, YTO IIPU CBAPKE TPEHHEM
C TIepeMeNINBaHIEeM MEIHOH MOHOIUTHON ITACTHHBI M MEIHBIX (HOIIBT, IPEABAPUTEIFHO COCAHHCHHBIX IIPUIIOEM B
MaKeT, MOXKHO TOTyYHTh HEPa3beMHOE COeqUHEHHE 03 00pa30BaHuUsI HeXKeNaTeIbHBIX HHTEPMETa/UTHIHBIX COCIU-
Henuid. [Ipumnoif 3aMemmBaeTcst B CBapHOM IIOB MOCJIOHHO, IPH 3TOM pacipeeIeHne IPHUIOs B 30HE IepeMeIInBa-
HUS HepaBHOMEpHO. JlaHHbIe H3MepeHUH MEUKPOTBEPAOCTH H JIEMEHTHOTO MHKPOAaHAIN3a MOKa3alH, 9TO OTCTyIa-
0IIast CTOPOHA IIIBA COACPKUT HAanOOIbIIee KOIMIECTBO JIaMellel 3aMeInanHoro npumost. CTpyKTypa nakeTra Gpoiasr
TocIIe CBapKH He TpeTepIiesa H3MeHeHHH, O1arofaps 4eMy IeKTPOIPOBOJHOCTE MaTepuaa TakKe He H3MEHMIIACh.
VcmbiTanns Ha pacTsHKCHHE TTOKA3allH, YTO pa3pylIeHHue KOMIIEHCATOpa MPOMCXOAUT He IO CBapHOMY LIBY, a IO-
CIIeIOBATENIBHBIM Pa3PhIBOM MEIHBIX (hOJIBL, UTO IO3BOISCT 3apaHee UACHTU(DUIINPOBATE ITOBPEKICHHBIH 2IEMEHT.

Jist uutupoBanusi: CTpyKTypa ¥ CBOHCTBA COSAMHEHHI METHBIX KOMIIEHCATOPOB, TIOJIyY€HHBIX 10 THOPHTHOM TEXHOIOTHH C HCIIOIB30BAaHHEM
cBapku TpenueMm c nepememmBanneM / T.A. Kamammnuxosa, K.H. Kamammunkos, M.A. llIsenos, I1.A. BacumseB / O6paboTka MeTamioB
(TexHonorus, obopynoBanue, HHCTpyMeHTHI). — 2019. — T. 21, Ne 4. — C. 85-93.— DOI: 10.17212/1994-6309-2019-21.4-85-93.

BBenenmne

s KOMITeHcaluu TeMIepaTypHOro pacuupe-
HUsI, BUOpaIMii ¥ BBI3BAHHBIX MU OTACHBIX JIeop-
MalMid Ha CWJIOBBIX TOKOBEAYILIUX IPOBOJHUKAX
UCIIOJIB3YIOTCS CIIEHMANIbHBIE KOoMIIeHCaTopsl. [Ipn-
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MEHEHHME KOMIIEHCATOPOB I TOKOBEIYLIUX JJIe-
MEHTOB II03BOJIIET MUHUMH3UPOBATh BPETHOE BO3-
JEeHCTBUE HA O0OpYIOBAHHE SBICHUM, OIMMMCAHHBIX
BBIIIIE, U TEM CaMbIM MOBBICUThH HAJEKHOCTh, pabo-
TOCIIOCOOHOCTD, JOJTOBEYHOCTh M 0€30IacHOCTD
JKCIUIyaTallUd  CHJIOBBIX  JJIEKTPOTEXHUYECKHUX
YCTPOUCTB, CHMXAsi TIPU ITOM BEPOSATHOCTH cOOEB
U aBapuil. B cBsA3M ¢ 3TUM aKTyaJabHOU 3aJa4eil sB-
asieTcs pa3paboTKa KOMIEHCATOPOB, 00JaJaronX
HU3KHUM 3JIEKTPOCONPOTUBIEHUEM U CLIOCOOHOCTHIO
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paboTaTh B YCJIOBHSIX BHOpaInid, OOJBITUX TEMIIE-
paTypHBIX NEpenagoB U MEXaHW4YecKUux naedopma-
nuid. K TakuM ycTpoWcTBaM OTHOCATCS KOMITEH-
CaTopbl, BBIMOJIHEHHBIE U3 MEIU U KOHCTPYKTUBHO
COCTOSIIIIME U3 JABYX KOHTAKTHBIX IUIACTHH, COEIU-
HEHHBIX IMaKeTOM (DOJIBTH.

B nacTtosmiee Bpemst U1t U3rOTOBJIECHUS] KOMITEH-
CaTOpPOB HUCIIONB3YETCS] TEXHOJIOTUS PyYHOU MMANKH.
HenocrarkaMy TaHHOW TEXHOJIOTHU SIBISECTCS HU3-
Kas IPOU3BOAUTEIHLHOCTD, OTPAHHUYEHHBIE pPa3MepbI
MOJTyYaeMBbIX U3JIENINH, a TaKKe 3aBUCUMOCTh Kaue-
CTBa MOJy4YaeMOW MPOAYKIHMH OT KBaJU(pUKAUU
nepcoHasa. B cBfA3M ¢ 3TUM aKTyalabHOW 3amadei
CTAHOBHTCS TOUCK U pa3pabOTKa HOBBIX METOJIOB
MOJTyYEHUS! AIEKTPOTEXHUUECKUX H3JEIHHi, B TOM
yuciie KomrneHcaropoB. Haubornee nepcrnekTuBHON
YCOBEPIICHCTBOBAHHOW TEXHOJOTHEH TMOIYyYEHHUS
MEIHBIX KOMIIEHCATOPOB MPH IMOMOIIY COCTUHEHUS
KOHTAKTHBIX IJIACTHH C MaKeTOM MeIHOU (oybru
CIIY’KMT METOJ] CBapK{ TPEHUEM C MepeMellnBaHu-
em (CTII).

CTII sBusiercst TexHoyorued QOpMHUPOBAHUS
HEPa3bEeMHBIX COEAMHEHUH MarephasioB, OTIHYa-
IOLIEHCS OT TPAJIUIIMOHHBIX METO/IOB CBAPKU dHEP-
ro3((PEeKTUBHOCTHIO U YHHUBEPCATHHOCTHIO. OCHOB-
HOM MPUHIUN MOTYYeHHsI MOA00HBIX HEPAa3bEeMHBIX
COEIMHEHUN 3aKitodaeTcs B cienyromem. Crenu-
albHBI HMHCTPYMEHT, BpalllascCh, MOTPY’KaeTcs B
CTBIK JIBYX KE€CTKO 3aKPEIUIEHHBIX 3aTOTOBOK TAKUM
o0pa3oM, YTOOBI IMJIEUM WHCTPyMEHTa ObUIM MpH-
’KaTbl K TTOBEPXHOCTU CBApUBAEMbIX IUIACTUH C I1O-
CTOSTHHOM Harpy3koi. [lepemermascey BIoOib TUHUAN
CTBIKa, HHCTPYMEHT (OPMHPYET CBApPHOE COEHHE-
HUe Onmarogaps racTu(uKanuyu MaTepualia U ero
MIEPEHOCY 3a CUET aJIF€3MOHHOT0 B3aUMOJECHCTBUS
[1-3]. KadecTBO moiydaeMbIX COEIWHEHHA Ha-
MPSIMYIO 3aBUCUT OT MapaMeTpOB PEKHMMa CBAPKH,
BKJIIOYAIOIIMX B c€0s CKOPOCTh BPAILLEHUS UHCTPY-
MEHTa, CKOPOCTb CBAapKH, IIIYyOHMHY MOIpYy>KEHUS
MHCTPYMEHTA B CTHIK 3ar'OTOBOK, yTojl HaKJIOHA, a
TaK)ke FeOMEeTpHI0 HHCTpyMeHTa. HenpaBuinbpHo mo-
noOpaHHbIE peXUMBbI MOTYT MPUBECTU K 00pa3oBa-
HUIO psiia 1e(heKTOB, KOTOPbIE BIUSIOT Ha CTPYKTY-
Py ¥ IPOYHOCTH CBapHOTO coenuHeHus [4-9]. Oto
00yCJIOBIEHO TEM, YTO KOMOMHAlMs IMapaMmeTpoB
CBapKH OIpeesaeT TeMIIepaTypy mnpouecca, KOTo-
pasi, B CBOIO OYepe/lb, OKA3bIBAECT MPSMOE BIUSHUE
Ha MpOLECChl TUHAMUYECKON pEeKpUCTAIIN3ALUU
U aare3uoHHO-AU(G(y3MOHHOTO B3aWMOJICHCTBUS
MHCTPYMEHTa CO CBapHBaeMbIM MaTepuajoM. B co-
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BPEMEHHOW JINTEpAType HMEETCS MHOXKECTBO IIy-
OJTMKAIIH, TTOCBSAIIEHHBIX CBAPKE PA3TMIHBIX MaTe-
puanoB meronom CTII. Haubomnee nccnenoBaHHbBIM
HaIpaBJICHUEM SIBIISICTCS CBapKa aJIOMUHHEBBIX
CIUUIAaBOB, B TEPBYIO OYepeb TEPMUUYECCKH YIPOU-
HeMbIX [10—12]. D10 CBS3aHO ¢ TeM, YTO JTaHHBIN
KJIaCC MaTepHaJIOB HE TOJJACTCS CBAPKE TPAUIIH-
OHHBIMH MeTonamu TaBieHus [13]. Kpome Ttoro,
W3BECTHBI Pa0OTHI 1O CBapke U 00paboTKe TpEeHUEM
C TIepeMENTMBAaHNEM CTaJICH, TUTAHOBBIX CIUIABOB U
menu [14—19]. TeopeTnyeckue U SKCIIEPUMEHTATb-
HBIE WCCIICIOBAaHUSI Tpollecca CBAapKH TPEHHUEM C
TepeMEeNTMBaHUEeM METU IEMOHCTPUPYIOT BBICOKYIO
CIOCOOHOCTh TAHHOW TEXHOJIOTUM JIJISl TTOJTYUCHUS
HEpa3beMHBIX COCTMHEHU U3 MEJI U €€ CIUIaBOB.

Takum 00pazoM, IpUMEHEHUE CBAPKU TPECHUEM
C TIepeMEIIMBaHUEM JUTsI TIOTYUYCHUSI METHBIX KOM-
TIEHCATOPOB MOXET CTaTh MEPCIICKTUBHBIM HAIpPaB-
JICHUEM B DJIEKTPOTEXHUYECKON OTpaciiv, KOTOpoe
TTO3BOJIUT TTOBBICHTH CKOPOCTH TTOTYUCHUS U3
U yITy4IIUTh UX KadecTBo. Llenb HacTosmeit pabo-
ThI — BBISIBJICHUE OCOOCHHOCTEH CTPYKTYphI U MeXa-
HUYECKUX XapaKTEPUCTUK METHBIX KOMIIEHCATOPOB,
npou3BeneHHbIX MeTomom CTII.

MeTonuka uccjiefoBaHum

Hccnenyemsblii B 1aHHON paboTe MEAHBINA KOM-
neHcarop ObUI MOMTYyYeH MO YCOBEPLICHCTBOBAHHOM
TEXHOJIOTUM B JIBA dTala — MaiKoil makera MEJHOM
(honbru ¥ MOCNeAyOUUM IPUBAPUBAHUEM K HEMY
KOHTAKTHBIX TUTacTUH (puc. 1) ¢ HCIONb30BaHUEM
CTII B nmBa mpoxona ¢ KaxII0il CTOPOHBI (puc. 2).
CBapKy KOMIIEHCAaTOpPOB IMPOBOAWJIM C HCIOJIB30-
BaHHEM JOIIOJHUTENLHBIX HAaKJIaAHBIX MEIHBIX
m1acTuH ToamuHoi 1,0 mm. Hambombmias Tomiu-
Ha COOpPKM MOJTYYEHHOTO METHOTO KOMIIEHCATOpa C
Y4ETOM JTONOJHUTEIbHBIX HAKIAAHBIX MEIHBIX IIA-
CTHH COCTaBJIIeT 8 MM. B 1IeHTpe HaxoauTCs makeT
u3 34 menHbIX (OJIBI, @ O KpasiM — KOHTAKTHBIE
miacTuHbl. [lepen cBapkoil makeT (oabr ¢ TOPIOB
nasu npunoem L-Ag2P (coctas: dhochop — 6,2 %,
cepedpo — 2,0 %, ocranbHOE Me/b), KOTOPBI He-
00X0IMUM JUTsl TIOATOTOBKM TMakeTa (Goiabr (JICHT) u
MO3BOJIIET CO3/AaTh HEMpPEPBhIBHBIM KOHTAKT. [Ipe-
JiebHasl HKCIUTyaTallMOHHAsl TeMIleparypa MpUIIos
L-Ag2P cocrasnser 710 °C.

Jlns mpoBeneHuss CTPYKTYPHBIX HCCIIEIOBaHUMN
U U3MEPEHUH MUKPOTBEPAOCTH H3rOTaBIMBAIU
crienManbHbie oOpasnpl. B momepeyHoM cedeHuun
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Puc. 1. Coopka MeHOTO KOMITeHCaTopa: cxema (a) u ororpadus (6) COOPKH METHOTO KOMIIEHCATOPA, IIOATOTOBJICH-
HOM K CBapKe TPEHUEM C MEPEMEITHBAHUEM:

1 —HakamHAs MEIHAS TUTACTHHA; 2 — KOHTAKTHAs IUTACTUHA; 3 — ITaKeT MeAHOH Qonbru; 4 —mecta BHenpenus CTII-uacTpymMenTa;
h — rmy6una nponnkaoBenust CTII-uncTpymenra

Fig. 1. Copper compensator assembly: the scheme (a) and photography (6) of assembly preparation for friction stir
welding:

1 — cover copper plate; 2 — contact plate; 3 — copper foil package; 4 — FSW-tool introduction point; # — depth of tool penetration

Puc. 2. Cxema QopMupoBaHHsS TAKETHOTO MEITHOTO
KOMIICHCATOpa METOJIOM CBapKH TPEHHEM C IepeMellI-
BaHHEM:

1 — CTII-uHCTpYMEHT; 2 — 30HBI IEpEMEIINBaHUS (SAPO CBAp-
HOTO COCIIMHEHUS); 3 — HalpaBJIeHNE BPAIICHNs] HHCTPYMEHTA,
4 — Harpyarollee yCcuine; 5 — HalpaBJIeHUE CBapKu

Fig. 2. The scheme of copper compensator friction
stir welding:

1 — FSW-tool; 2 — stir zone (weld nugget); 3 — rotation
direction; 4 — load; 5 — welding direction

TOTOBOTO KOMIIEHCATOPa MEXaHUYECKUM CITIOCOOOM
BBIpE3aJIH 00pasell, 3aTeM Ha ero OOKOBBIX IMTOBEPX-
HOCTSIX TOJTOTaBIMBAINCH MeTauorpaduyecKue
nui@bl ¢ WCMONBb30BaHWEM NUTH(OBATBHONU Oy-
Marv pasJIM4yHON 3€PHUCTOCTH W AJIMA3HOM IACTBHI.
MuKpoCTpyKTypa BbISBIISIACH 10CIE XUMUYECKOTO
TpaBlieHUs MoaupoBaHHBIX HUM(poB 40 %-M Bo-
JTHBIM PacTBOPOM a30THOM KHCIIOTHI.

UccnenoBanue CTPyKTYphl TMPOBOAMIA HA Me-
tayutorpadudaeckoM Mukpockore AJIbTAMU MET
1C u pacTpoBOM 3JIEKTPOHHOM MHUKPOCKOIE Zeiss
LEO EVO 50. MukpoTBepoCTh U3MEpsIiach Ha
MuKkpoTBepaomepe Duramin 5 npu Harpyske 50 r.
MexaHn4yecKkre CBOMCTBA COEIMHEHUS OLIEHUBAJIH
MPU UCTIBITAHUSX Ha PACTSHKCHHE HAa YHHUBEPCAIIb-
HoM ucneitarensHoit mammuae Y TC 110 M-100.

Pesynbrarsl H UX 00Cy:KIeHHE

Ha puc. 3 npencrasieHa MakpoCTpPyKTypa He-
Pa3bEMHOI0 COETMHEHUSI MOHOJIUTHOM MJIACTUHBI U
nakera (oysbr METHOTO KOMIIEHCATOpa B IOMepey-
HOM ceueHuu. Hepa3beMHOE coelMHEHuE Moiyde-
Ho nByctoponHeil CTII. Kak BugHO, B JTaHHOM TuUIIE
HEPa3bE€MHOI'0 COEIUWHEHHUs DPEeaTn3yeTcsl CILIOII-
HOCTh KOHTakTa (0€3 MOJOCTEe M MOop) OT KakJa0u
u3 (oibr nakera K MOHOJIUTHONM KOHTAKTHOH IuIa-
CTHHE 4epe3 Mpunoi u cTpykrypHble 30HbI CTII-
coequHeHus. [lo OTCYTCTBHIO XapaKTEpHBIX KOH-
TPacTOB MOXKHO yTBEPXkAATh, 4To B npouecce CTII
He MPOU301LI0 GOPMUPOBAHUE UHTEPMETATITUIHBIX
COEIMHEHMI BO BCEX CTPYKTYPHBIX 30HAX COEIUHE-
HUsA. DTO 0OYCJIOBJIEHO HECKOJIBKUMH (DaKTOpaMHu.
Bo-niepBbIX, B UCXOJHOM MaTepuaje 3aroTOBOK M3
Menu Mapku M1 QaxTuyeckoe comep)kaHue Mpu-
Meceit He mpesbimaer 0,01 % Bec. Bo-BTophix,
BbIOpAHHBINA B JJaHHOM 3KCIIEpUMEHTE IMPUIION Co-
CTOUT U3 XMMHUYECKHX AIIEMEHTOB, HE 00Pa3yOIINX
MHTEPMETAJUIMABIX COCIUMHEHUN ¢ Menpio. Kpome
toro, B npouecce CTII popmupoBanue coenHeHUS
MIPOMCXOIUT B TBepAOH (aze Oe3 IIaBleHUsl Mare-
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Puc. 3. MakpocTpyKTypa COEIMHEHHUS MaKeTa METHBIX
(hOJIBI ¢ MOHOJIUTHOH TUTACTHHOH, TOYYEHHOTO METO-
JIOM CBAPKH TPEHUEM:

1 —3I1; 2—-3TMB; 3 — 3TB; 4 — ocHoBHO# MeTain (OM);

5 — npwurnoii; 6 — ponbru

Fig. 3. The structure of the joint of copper foil package
with monolite plate obtained by FSW method in the
copper compensator:

1 — Stir Zone; 2 — Thermo-mechanical Affected Zone;
3 — Heat Affected Zone; 4 — Base metal; 5 — Solder; 6 — Foils

puana 3aroToBOK, a IPUMEHEHHBIN MPUIION CIIOCO-
OeH BblAepKUBaTh TemmneparypHbie ycioBust CTII
0e3 IIaBIeHHUS.

B nony4eHHOM CO€IMHEHUY BBIIEISIFOTCS XapaK-
tepHble 1 CTII cTpykTypHBIE 30HBI: 30HBI IIEPE-
memmuBanus (311), 30HBI TEpMOMEXaHHMUYECKOTO BO3-
nevicteust (3TMB), 30HBI TEPMHUYECKOTO BIHUSHUS
(3TB) 1 30HBI OCHOBHOTO METaJlJIa, HE UCITBITHIBAO-
IIEro BO3JEMCTBUS Mpoliecca CBAPKU.
YacTryHOE NEPEKPHITHE OJHOTUITHBIX
CTPYKTYPHBIX 30H OOYCJIOBJIEHO MBY-
cropouauM tunoM CTII-coeguHeHus.
3I1 mpencraBisier coOoil AUHAMHYeE-
CKM PEKpUCTAJUIM30BaHHBIM MaTepu-
aJ ¢ U3MEJBYCHHBIMHU 110 CPAaBHEHHUIO
C OCHOBHBIM MeTauIoM 3epHamu. Ha
puc. 3 BuaHo, uto B 311 o6pasyercs Tu-
nuyHas a1 CTII nmykoBuyHas cTpyk-
Typa, TpeACTaBisIomas coboil ciou
MEPEHECEHHOT0 MHCTPYMEHTOM Mare-
puana: BpallaroIluicss HHCTPYMEHT 3a
CYET aATre3MOHHOIO B3aUMOAECHCTBUS
B IIPOLIECCE CBApKH IOCIONHO 3axBa-

EHT=2000kV Mag= 100KX SignalA=CZBSD [N
WD=85mm TitAngle= 00° IProbe= 16nA

100 pm

MATEPHUAJIOBEJEHUE

a@e

200 MKM

Puc. 4. Croncrast CTpyKTypbl 30HBI
MEPEMEIINBAHUS MEAH U TIPHUIIOS

Fig. 4. Layered structure of the copper
and solder stir zone

HccnenoBanue CTpyKTypbl Marepualia  KOM-
IIEHCATOPa METOAOM PacTPOBOM  BIEKTPOHHOMU
MHKPOCKOIIUU TaKXKE JEMOHCTPUPYET IOCIOWHBIN
XapakTep (OpPMHUPOBAHUS 30HBI IEPEMEIINBAHUS
HEPa3bEMHOI'0 COCAVHEHUS U OTCYTCTBUE BPEIHBIX
MHTEPMETAJUIMIHBIX cOeqMHEHNH. Kak MOKHO yBHU-
JETh U3 PHUC. 5, IEPEHOC MaTepuana B Pa3InYHbIX
Y4acTKaxX CBApHOIO COCAUHEHUS MPOUCXOIUT IIO-
pasHoMy. LleHTpanpHas 4acTh sapa MBa IPEICTaB-
JIEHA KPYITHBIMU JIAMEJISIMU IIPUIIOS, 3aMEILIAHHBIMU
Mexay ciaoamu Menu. [Ipu ynaneHun B BEPXHIOIO
WJIY HIDKHIOKO YacThb S7pa, @ TAKXKE C HACTyNarolmen
WY OTCTYNAKOUIEH CTOPOHBI 1IBA CTPYKTypa Hpes-

ENT=2000kV Mag= 500X  SignalA=CZBSD [N
WD= 85mm _TitAngie= 00° |Probe= 1.6nA

TBIBACT MATEpHall CO CTOPOHBI NAaKeTa
MEJIHBIX (DOJIBI COBMECTHO C IPUIIOEM,
3aMemmBas ux cioi 3a cioeM B 3l
[Tocnoiinblii mepeHoc B cTpykType 311
MoKa3aH Ha puc. 4.
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Puc. 5. POM-u300pakeHHsI CIIOMCTON CTPYKTYPHI B OOJIACTH C HACTYTIa-
IOIIEH CTOPOHBI U IEHTPATBHON YacTH 30HBI IEPEMEIINBAHNS BEPXHETO

(BTOpOTO) TIpOXO/TA

Fig. 5. SEM-image of the upper (second) pass stir zone layered structure
in the advancing side area and central part of nugget
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CTaBjIeHa 0oJiee TOHKUMHU CIIOSIMU KaK MEIH, TaKk U
npurnost. [Ipx 5TOM CTOUT OTMETHTB, YTO B OOJIBIICH
CTENEHM IPUIION NEPEHOCUTCS B 001acTh OTCTYyIA-
IOLIEH CTOPOHBI 111Ba, T. €. CTOPOHBI, TPaHUYALIEH C
MaTepuasoM MOHOJIUTHOM MenHo# miactunbl (OC
Ha puc. 5). HepaBHOMepHOCTH pacnpeaeneHus npu-
1105 B 30HE MepEeMEIINBAHMSI TOATBEPKIAETCS U pe-
3yJIbTaTaMU AJIEMEHTHOTO aHaju3a (CM. TaOJuILy).

Pe3ysibTaThl 3J1eMEHTHOI'0 AHAJIU3A NPUIIOS
B Pa3HBIX YYAaCTKaX 30HbI NlepeMelInBaHusl, at.%

Elemental analysis results of solder in different parts
of the stir zone, at.%

VYyacrok 311 docdop, P Menp, Cu
Hentp 4,58 95,42
HC 7,65 93,68
oC 14,52 85,48
Bepx 8,96 91,04

MOXHO OTMETHUTD, YTO B Pa3HBIX yYacTKax ILIBa
COOTHOIIIEHHE MeH U (pochopa B CIIOAX IPUTION OT-
anyaercs. M3 3Toro MOXKHO czienarb BBIBOJ, YTO B
nporecce CTII mmeer mecto B3anMHasi 1updy3us
NepEMEIINBAEMbIX MAaTEPUAJIOB, IPUYEM HHTEHCUB-
HOCTh MU (PYy3MOHHBIX MPOIECCOB U3MEHSETCS MPHU
YAAJICHUH OT CTEP)KHSA MHCTPYMEHTA. ITO 00yCIIOB-
JIEHO, IPEX/I€ BCETO, CI0KHBIM XapaKTEPOM TEPMO-
MEXaHUYECKOTO BO3/IEUCTBHUS B IPOLIECCE CBAPKHU.

W3mepenne MUKpPOTBEPAOCTU MaTepuajga KOM-
neHcaropa ObLIO IPOBEACHO B Pa3HbIX ydacTKax
CBApHOTO LIBa BOJb JIUHUM, IOKa3aHHBIX Ha puc. 6.

[lony4yeHHble NOaHHBIE TaKXe JIEMOHCTPUPY-
I0OT HEOJHOPOJHOCTh pPACHpPEAEICHUS NPUIOS B
cBapHOM coeauHeHnu. Kak BuiHO u3 puc. 7, Hau-
OomplIas MUKPOTBEPAOCTb HaONIOnaercs B ICH-
TPaJbHOM YacTU 30HBI EPEMEIINBAHUS BEPXHETO
IIPOXO/ia 32 CUET CKOIUJICHUS KPYIHBIX Jamenei
IIPUIIOSL, YTO OBLIO MOKa3aHO Ha 3JIEKTPOHHO-MHUKPO-
CKoIUYecKoM n300paxenuu (puc. 5). B nepexognoit
30HE MEXAYy BEPXHUM U HUKHUM IIPOXOIOM MHUKPO-
TBEPAOCTh pacrpezesneHa 6ojee paBHOMEPHO, MO-
CKOJIbBKY MaTepuall B JaHHON 00JacTH MCHBITHIBAI
MOBTOPHOE TEPMOMEXAHMUYECKOE BO3JIEUCTBUE U
nepemMeniuBaHue HMHCTpyMeHTOM. CTOUT Takxke
OTMETHUTh, YTO MUKPOTBEPAOCTbh MaTepuaia ¢ OT-
CTyMarolleil CTOPOHBI 1IBA BbIIIE, YEM C HacTyma-
IOLLEN, YTO MOJTBEPKAAIOT PE3YJIbTaThl MUKPOCKO-
MUYECKOTO U AIEMEHTHOTO aHaJln3a, IPUBEIECHHbIE
Boime. [Ipu 3TOM cpelHMII ypOBEHb MHUKPOTBEp-
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11

11

Puc. 6. Cxema u3MepeHuss MUKPOTBEPAO-
ctu. Otpeskamu I, II u III mokazansl Tpaek-
TOPHH, BIOIb KOTOPHIX IPOBOIWIUCH H3ME-
peHUs MUKPOTBEPAOCTH ¢ maroMm 0,25 MM

Fig. 6. Microhardness measurement sche-

me. Sections I, II and III show the trajec-

tories along which the microhardness was
measured in 0.25 mm increments

Puc. 7. PacnpeneneHue MUKPOTBEPIOCTH B CBapHOM
COEAMHEHUH MEJHOI0 KOMIIEHCATOPa BIOJIb TPACKTOPHH
L Tulll

Fig. 7. Microhardness of the copper compensator weld
joint along trajectories I, II and I1I

noctu B 30He nepemernmuBanus (0,9 I'Tla) xopomro
KOppEeIUpyeT C aHAJIOTMYHBIMU XapaKTEPHUCTHKA-
MM Meau Mapku M1 mociie ”HTEHCUBHOM TJ1aCTH-
yeckoil nedopmanuu METOAOM paaualibHO-CABHU-
roBo# npokatku [20].

MexaHU4ecKue HCIBITaHUSI JIEMOHCTPUPYIOT
BBICOKYIO CIIOCOOHOCTh MarepHuasia KOMIIeHcaTopa
COTIPOTHUBIIATHCS PACTATHBAIOIIMM Harpy3kam. Kak
BUJHO W3 JMarpaMMbl HarpykeHus (puc. 8), pas-
pylLIeHHe KOMIIEHCAaTOpa MPOUCXOTUT HE MO CBap-
HOMY COEIUHEHHIO, a MOCJeI0BaTeIbHBIM pa3phbl-
BOoM ¢onbr B makeTe. KaxknoMy naieHuio Harpy3ku
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Puc. 8. luarpaMMa HUCHbITaHUSI HA CTaTUYECKOE PACTsi-
KeHHne o0pasia MeHOTO KOMITIEHCaTopa

Fig. 8. Static tensile test diagram of copper compensator
specimen

B TMPOIIECCE HCIBITAHUS COOTBETCTBYET pa3phIB
OJTHOM WJIM HECKOJBKMX MeIHBIX (honbr. Takoit xa-
paKkTep pa3pylICHHs MaTepuaja CBHUAECTEIbCTBYET
o kauectBe mnomydeHHoro CTII-coemunenus. He-
OJTHOMOMEHTHBIA pa3pbIB IMAKETa MOJIOKHUTEIBHO
BJIMSIET HA SKCIUTYyaTallMI0 KOMIIEHCATOpa, TaK Kak
CTAHOBUTCSI BO3MOXHBIM BHU3yaJIbHOE OOHAapyKe-
HUEe nedeKTa ¥ 3aMEeHa TOBPEKJICHHOTO JJIeMEHTa
JIO €ro BBIXOJA U3 CTPOA.

[TomyueHHble B JaHHOM paboTe pe3ysbTaThl
CBHUJIETETLCTBYIOT O TOM, UYTO MPUMEHEHHE CBAPKHU
TPEHHEM C TIEpEeMEIIMBAaHUEM ISl TIPOU3BOJICTBA
MEHBIX KOMIIEHCATOPOB JIJIsl DJIEKTPOTEXHUUECKON
OTpaciy MO3BOJISIET MOJIY4YaTh HAJEKHBIE U Kaye-
CTBEHHbIE m3nenus. Kak mokasanu NpOBEICHHBIC
WCCJIEIOBAHUSI, COCIMHEHHE TTakeTa (OJIbI ¢ MOHO-
JIMTHOH KOHTAKTHOH 1ractuHoil metogqoM CTII mo-
3BOJISICT M30€KaTh (POPMHUPOBAHUS HEXKETATSITHLHBIX
WHTEPMETAUIMUECKUX COCIMHEHHM, 00JIaIaroImnx
BBICOKUM JJIEKTpOcomnpoTuBieHueM. [Ipu stom ma-
Tepuan (poapr He MpeTepneBaeT CTPYKTYPHBIX W3-
MEHEHUH, CIEHOBATEIbHO, 3JIEKTPONPOBOAHOCTD
KOMIIEHCATopa OCTAaeTCsl Ha MPEKHEM YpOBHE.
C wucnonszoBanuem CTII Oymer BO3MOXKHO MOITY-
4aTh OOJIBIIIOE KOJTUYECTBO MEHBIX KOMIIEHCATOPOB
3a CYET BO3MOKHOCTH CBApKH MPOTSHKEHHBIX IIBOB
3a OJIMH MPOXOJ C MOCIEAYIOUIEH PE3KOU I MOJTy-
YEHHUsI TOTOBBIX U3Jeaui. brarogaps 3ToMy yaacTcs
MUHUMU3HAPOBATEH BIMSHUE UYEIOBEYECKOTO (PaKToO-
pa Ha KaueCTBO M3JEJIMI U MOBBICUTH CKOPOCTh U3-
TOTOBJICHUS.
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MATEPUAJIOBEJIEHUE

BoiBoOaBI

IIpoBeneHHBIE HCCIIENOBAHUSA IIO3BOJIWIM II0-
JTY4YUTh HEOOXOIUMBIE CBEICHHMS O BO3MOXHOCTH
UCIIOJI30BAHUS TEXHOJIOTMM CBAPKU TPEHUEM C
NepeMENIMBaHUEM UIsl IPOU3BOACTBA MEIHBIX KOM-
IIEHCATOPOB. AHaJIN3 MOJIyYEHHBIX JAHHBIX I103BO-
JS€T CAEIIATh CIEAYIOLINE BEIBOBI.

B mpouecce cBapku TpeHHEM C IEpEMELINBA-
HUEM HCKJIIOYaeTcs BO3MOXKHOCTH (DOPMUPOBaHMS
B CBAapHOM IlIB€ WHTEPMETAJUINIOB, OOIagaroIuX
BBICOKUM  3JIEKTPOCONPOTUBJIEHHUEM, Onaronaps
TBepA0(a3HOMY MEXaHU3MYy COEAMHEHUs, a TaK¥kKe
OTCYTCTBHIO B Marepuase (opMHUpPyEeMOro coeiuHe-
HUSI XUMUYECKHX 3JIEMEHTOB, 00pa3yIoIuX UHTEP-
METaJUIUBIL.

[Ipumoit B 30He nepemMeIIMBaHusA CBAPHOIO 1IBA
pacrpenensercs: HepaBHoMepHo. Haunbomnbiee cko-
IUIeHHE JaMesel npumnos HalJto1aeTcs B 30He € OT-
CTYNAIOLICH CTOPOHBI IIBA, YTO IOATBEPKAACTCS
pe3yabTaTaMu U3MEPEHUsT MUKPOTBEPIOCTH U dJIe-
MEHTHOTI'0 aHaJIn3a.

MexaHu4yecKue HCIbITaHus o0paslia JEeMOH-
CTPUPYIOT, 4TO pa3pyLICHUE KOMIIEHCATOpa IIPOUC-
XOJUT IOCIIEI0BATEIbHBIM Pa3pbIBOM (OJIBL, YTO
MIO3BOJISIET CBOEBPEMEHHO BBIABIIATH IOBPEKICH-
HBIM DJIEMEHT U IIPOU3BOJUTH €r0 3aMEHY.

CrpykTypa nakera (ojbI' OCIe COSIUHEHUS C
MOHOJIUTHOM mactuHoi metonom CTII He perep-
neBaeT M3MEHEHHH, Onaronapst 4emy 3JIEKTPOIpo-
BOJHOCTb U3JEIIUs HE YXYAIIAeTC.

CnHcok JuTepaTyphl

1. Adhesion transfer in sliding a steel ball against
an aluminum alloy / S.Yu. Tarasov, A.V. Filippov,
E.A. Kolubaev, T.A. Kalashnikova // Tribology
International. — 2017. — Vol. 115. — P. 191-198. —
DOI: 10.1016/j.triboint.2017.05.039.

2. Tarasov S.Yu., Rubtsov VE. Kolubaev E.A.
A proposed diffusion-controlled wear mechanism of
alloy steel friction stir welding (FSW) tools used on
an aluminum alloy // Wear. — 2014. — Vol. 318, N 1. —
P. 130-134. — DOI: 10.1016/j.wear.2014.06.014.

3. Mishra R.S., Ma Z.Y. Friction stir welding and
processing // Material Science and Engineering: R. —
2005. — Vol. 50, N 1. — P. 1-78. — DOI: 10.1016/j.
mser.2005.07.001.

4. Al-Moussawi M., Smith A.J. Defects in friction
stir welding of steel // Metallography, Microstructure,
and Analysis. — 2018. — Vol. 7, N 2. — P. 194-202. —
DOI: 10.1007/s13632-018-0438-1.



MATERIAL SCIENCE

5. AbuShanab W.S., Moustafa E.B. Detection of
friction stir welding defects of AA1060 aluminum alloy
using specific damping capacity // Materials (Basel,
Switzerland). — 2018. — Vol. 11, N 12. — P. 2437. —
DOI: 10.3390/mal1122437.

6. Challenges in the detection of weld-defects in
friction-stir-welding (FSW)/M.A. Wahab, M.W. Dewan,
D.J. Huggett, AM. Okeil, TW. Liao, A.C. Nunes //
Advances in Materials and Processing Technologies. —
2019. —Vol. 5, N 2. — P. 258-278. — DOI: 10.1080/2374
068X.2019.1575713.

7. Das B., Pal S., Bag S. Defect detection in friction
stir welding process using signal information and fractal
theory // Procedia Engineering. — 2016. — Vol. 144. —
P. 172-178. — DOI: 10.1016/j.proeng.2016.05.021.

8. Reduction of defects in Al-6061 friction stir
welding and verified by radiography / D. Kumaravel,
V.K.B. Raja, C. Potnuru, N. Polina // IOP Conference
Series: Materials Science and Engineering. -
2017.— Vol. 197. — P. 12062. — DOI: 10.1088/1757-
899x/197/1/012062.

9. Experimental study on effect of welding
parameters of friction stir welding (FSW) on aluminium
AAS5083 T-joint/ M. T.S.M. Said, D.A. Hamid, A. Ismail,
S.N.N. Zainal, M. Awang, M.A. Rojan, .M. lkram,
M.F. Makhtar // Information Technology Journal. —
2016. — Vol. 15. — P. 99-107. — DOI: 10.3923/
itj.2016.99.107.

10. Khodir S.A., Shibayanagi T. Friction stir welding
of dissimilar AA2024 and AA7075 aluminum alloys //
Materials Science and Engineering: B. —2008. — Vol. 148,
N 1. - P. 82-87. — DOI: 10.1016/j.mseb.2007.09.024.

11. Towards aging in a multipass friction stir—
processed AA2024 / K.N. Kalashnikov, S.Yu. Tarasov,
A.V. Chumaevskii, S.V. Fortuna, A.A. Eliseev, A.N. Iva-
nov // International Journal of Advanced Manufacturing
Technology. — 2019. — Vol. 103. — P. 2121-2132. —
DOI: 10.1007/s00170-019-03631-3.

12. Tensile strength on friction stir processed
AMg5 (5083) aluminum alloy / A.V. Chumaevsky,
A.A. Eliseev, A.V. Filippov, V.E. Rubtsov, S.Yu. Ta-

Konguukr nurepecon

OBRABOTKA METALLOV %

rasov// AIP Conference Proceedings. — 2016. —
Vol. 1783. — P. 5-9. — DOI: 10.1063/1.4966320.

13. Investigation of weld defects in friction-stir
welding and fusion welding of aluminium alloys / P. Kah,
R. Rajan, J. Martikainen, R. Suoranta // International
Journal of Mechanical and Materials Engineering. —
2015. — Vol. 10, N 1. — P. 26. — DOI: 10.1186/s40712-
015-0053-8.

14. Gangwar K., Ramulu M. Friction stir welding
of titanium alloys: a review // Materials and Design. —
2018. — Vol. 141. — P. 230-255. — DOI: 10.1016/j.
matdes.2017.12.033.

15. A review of friction stir welding of steels: tool,
material flow, microstructure, and properties / F.C. Liu,
Y. Hovanski, M.P. Miles, C.D. Sorensen, T.W. Nelson //
Journal of Materials Science and Technology. —
2018. — Vol. 34, N 1. — P. 39-57. — DOI: 10.1016/j.
jmst.2017.10.024.

16. Friction stir welding of dissimilar aluminum
alloy combinations: state-of-the-art / V. Patel, W. Li,
G. Wang, F. Wang, A. Vairis, P. Niu // Metals. — 2019. —
Vol. 9 (3). — P. 270. — DOI: 10.3390/met9030270.

17. Friction stir welding of copper: numerical
modeling and wvalidation / P. Sahlot, A.K. Singh,
V.J. Badheka, A. Arora // Transactions of the Indian
Institute of Metals. — 2019. — Vol. 72 (5). — P. 1339—
1347. - DOI: 10.1007/s12666-019-01629-9.

18. Hwang Y.M., Fan PL., Lin C.H. Experimental
study on friction stir welding of copper metals //
Journal of Materials Processing Technology. — 2010. —
Vol. 210 (12). — P. 1667-1672. — DOI: 10.1016/j.
jmatprotec.2010.05.019.

19. Investigation of mechanical properties of
friction stir welded pure copper plates / P. Nagabharam,
D.S. Rao, J.M. Kumar, N. Gopikrishna // Materials
Today: Proceedings. — 2018. — Vol. 5, N 1, pt. 1. —
P. 1264-1270. — DOI: 10.1016/j.matpr.2017.11.210.

20. Valeeva A.K., Valeev I.S. On the microhardness
and microstructure of copper Cu99,99 % at radial-shear
rolling // Letters on Materials. — 2013. — Vol. 3 (1). —
P. 38-40. — DOI: 10.22226/2410-3535-2013-1-38-40.

ABTOpBI 3asIBJISIIOT 00 OTCYTCTBUU KOH(IMKTa UHTEPECOB.

© 2019 Asropsl. M3narensctBo HOBOCHOMPCKOTO rOCYIapCTBEHHOTO TEXHHYECKOTO YHHBEPCHTETA. JTa CTaThsl JOCTYIHA
no simnien3un Creative Commons «Attribution» («AtpuOynms») 4.0 Becemupnast (https://creativecommons.org/licenses/by/4.0/)

Vol. 21 No. 4 2019 91



% OBRABOTKA METALLOV MATERIAL SCIENCE
Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science. 2019 vol. 21 no. 4 pp. 85-93

ISSN: 1994-6309 (print) / 2541-819X (online)
DOI: 10.17212/1994-6309-2019-21.4-85-93
b OTKA

Obrabotka metallov -
Metal Working and Material Science 5

(OGOPYAOBAHKE
M HTBI

Journal homepage: http://journals.nstu.ru/obrabotka_metallov

Structure and Properties of Copper Compensator Joints obtained
by Hybrid Friction Stir Welding Technology

Tatiana Kalashnikova " “ Kirill Kalashnikov Lb, *, Mikhail Shvedov > ¢, Petr Vasilyev 2d

Institute of Strength Physics and Materials Science Siberian Branch of Russian Academy of Science, 2/4, pr. Akademicheskii, Tomsk, 634055, Russian
Federation

2 . . . . .
I. N. Ulianov Chuvash State University, 15 Moskovsky Prospekt, Cheboksary, 428015, Russian Federation

https://orcid.org/0000-0002-0388-4011, (=) gelombang@ispms.tsc.ru, b https://orcid.org/0000-0002-0286-7156, (=] kkn@ispms.tsc.ru,
https://orcid.org/0000-0002-5735-6134, (=] shved1951@rambler.ru, ¢ http://orcid.org/0000-0002-5147-6266, Q svarkacheb@yandex.ru

ARTICLE INFO ABSTRACT
Article history: Introduction. Special copper compensators are used to compensate for temperature expansion, vibrations and
Received: 15 September 2019 the resulting dangerous deformations on power live conductors. Application of compensators for current-carrying
Revised: 14 October 2019 elements allows to increase reliability, durability and safety of power electrical devices operation. However, now
Accepted: 15 October 2019 for compensators manufacturing the technology of the manual soldering is used, which lacks are low productivity,
Available online: 15 December 2019 the limited sizes of received products, and also dependence of products quality on the personnel qualification. In
this connection, the actual task is to develop new promising methods of obtaining copper compensators. Such
Keywords: methods include friction stir welding. This type of permanent joints formation is widely used in the shipbuilding
Friction stir welding and automotive industries, production of missile bodies for aerospace, and others. Friction stir welding was
Copper compensator developed primarily for the production of permanent joints of thermally hardenable aluminum alloys, but it is also
Weld structure used for welding of thermally non-hardenable aluminum alloys, titanium alloys, steels and copper. Theoretical and
Mechanical properties experimental studies of friction stir welding of copper demonstrate the high ability of this technology to produce
permanent joints from copper and its alloys. The purpose of the present work was to reveal the peculiarities
Funding of the structure and mechanical properties of copper compensators produced by friction stir welding. Results
This work is performed within the and discussions. The carried out researches have shown, that at friction stir welding of copper monolithic plate
frame of the Fundamental Research with copper foil, preliminary connected by soldering in a package, allows to receive a joint without formation of
Program of the State Academies undesirable intermetallic compounds. Solder layers are mixed in the weld, and the distribution of solder in the stir
of Sciences for 2013-2020, line of zone is uneven. Microhardness and elemental microanalysis data showed that the retreating side of the joint contains
research I11.23. the largest number of solder layers. The structure of the foil package has not changed after welding, so that the

conductivity of the material has not changed either. Tensile tests have shown that the compensator is not fractured by
the weld, but by successive rupture of the copper foil, which allows the damaged element to be identified in advance.

For citation: Kalashnikova T.A., Kalashnikov K.N., Shvedov M.A., Vasilyev P.A. Structure and properties of copper compensator joints
obtained by hybrid friction stir welding technology. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and
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