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Ilpy HapymieHUM ONTHMAJIbHBIX PEXKUMOB cBapku TpeHuem ¢ mnepememuBanuem (CTII), B mBax moryrt
o0pa3oBarbces JedeKThl, B TOM 4YHcje HHOPOAHbIe BKIOYeHns. Haju4yue HHOPOAHBIX BKJIIOYeHHI 00yCI0BIEHO
HECKOJBLKUMH NpUYMHAMH. B mepBoM ciydae 3T0 MOryT ObITh BKJIIOYEHHS METANJIa MOMJI0KKH, KOTOpPbIe
o0pa3sylorcss mnpu HemocpeacrBeHHOM KoHTakTe CTII mHcTpymMeHTa M MeTalna momIokKKH. Bropoit THn
BKJIIOYEHHH oOpa3yercssi mpu padoTe HM3HONIEHHBIM HHCTPYMEHTOM, KOIJla HAa MOBEPXHOCTH HHCTPYMEHTA
o0pa3zyercsi TpuboOrnYeckmii cioii B pedyabrare 1u¢Py3M0HHOr0 B3aUMOJECTBUSI CBAPUBAEMOr0 MaTepuaia u
MaTepuaja HHCTPYMeHTAa. BKiIloUeHHsI 3TOro TUNA NPEICTABJIAIOT c000ii uHTepMeTanaHble Fe-Al yacTuusl,
KOTOpPBIe OTPHIBAIOTCS OT MOBEPXHOCTH HHCTPYMEHTA M 3aMeIINBAIOTCA B MeTaJI IBa. TpeTHii TN BKIIOYEHHUI
npeacTaBjed BoJb(pPaMOBbBIMH 4YacTHIAMH, OOpPa30BAHHLIMM MNPH JAONOJHUTEIbHOM (PUKCHPOBAHUM
CBapHMBaeMbIX IJIACTHUH ApTrOHOAYTIOBOM CBapKOii.

KitroueBslie ci10Ba: cBapka TPEHHEM C MIepeMEIINBaHIEM, BKIFOUCHHSI, CJIO0H epeHoca, i y3noHHOE U3HAIINBAHHUE,
panuorpadus

ANALYSIS OF FOREIGN INCLUSIONS IN FRICTION STIR WELDS
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When optimal process parameters is beyiond the optimal ranges, different weld flaws may appear in friction stir
weld (FSW) including foreign inclusions. There are several reasons behing such type defect generation. First, those
may be inclusions from the substrate metal generated by excess penetration of the FSW tool and its direct
contacting to the substrate. The second type inclusions are generated when FSW is conducted using worn tool
which is covered by tribological layer in which diffusion is activated. These inclusions are the intermetallic Fe-Al
particles worn off the FSW tool and mixed into the wel metal. The third type inclusions are the tungsten particles
tack weld originated from TIG tack welds used for extra securing the aluminum alloy sheets.

Keywords: friction stir welding, inclusions, transfer layer, diffusion-controlled wear, radiography

[Tpu paguorpaduyeckoM KOHTpPOJIE CBAPHBIX COEAMHEHUH, MOIydYaeMbIX CBApKOM TpEHUEM C
NepeMEIINBaHIEM, BBISBISIOTCS JNE(PEKTHl B BHJE HECIIONIHOCTEH, MOpP, CTHIKOBBIX JWHUH [1-3].
[Ipu 3TOM OCHOBHOE BHMMAHHUE YAEISETCS BIUSHUIO CTHIKOBBIX JIMHUM M HECIUIOIIHOCTEH Ha HX
MIPOYHOCTh U JOJATOBEYHOCTh. OHAKO OOHAPYKMBAaEMbIE B X0O€ KOHTPOJISI HHOPOJHBIE BKIIOUCHHS
TaK)K€ MOTYT CHUXAaThb IPOYHOCTb CBAPHOI'O COEIMHEHMS, BBICTYIAsl B KAaueCTBE KOHIIEHTPATOPOB
HanpsHKeHUH U HCTOYHUKAMU 3apOXKICHUS TPELIMH.

Lenpto naHHOW paOOTHI SABIAETCS aHATU3 MPUYMH BO3HUKHOBEHHS MHOPOJHBIX BKIIOYCHUN MpPH
CBapKe TPEHUEM C NEpeMEITNBaHUEM.

O0opynoBaHue 1 MaTepHAJIbI

B xayectBe MaTepuana i CBapKH TPEHUEM C MEPEMELIMBAHUEM MPUMEHSUIN IJIACTUHBI U3
TEPMUYECKU HEYIpodHseMoro aedopmupyemoro crmiaBa AMrSM B OTOXOKEHHOM COCTOSIHMHU. JIBe

IUIaCTUHBI CBAPUBAJIMCH 110 OJIWMHEC C HCIOJbB30BAHHUEM OHBITHO-HpOMLILHJIGHHOfI YCTaHOBKH,



paspaboranHoii 3AO Yebokcapckoe mpennpusitue «Cecrnenby. st paauorpadudeckoro aHaimza
Ne(eKTOB CBApHOTO IIIBa MCIIOJIB30BAJIM PEHTI€HOBCKYIO TeleBu3noHHYI0 cuctemy OMJIMH 1010
(Tectpon, r. C-Iletepbypr) ¢ pazmepom BxomgHoro okHa nerekropa 100 x 100 Mmm u paspernieHuemM
2048 x 2048 nukceneil. Pazmep snemenTta nzoOpaxxeHust 48 MUKpPOH. DKCIO3ULMS OCYILIECTBISIIACH
C TIOMOIUIBI0 KOMMAaKTHOTO ucTouHuka u3nydeHuss [CM CP120, nanpsbkenue 70 kB, Tox 1,5 MA.
Kagpsl nonydeHsl B pexuMe HakorsieHus B Teuenue 10 c.

Pe3yabTaThl U 00Cy:KIeHHE

B pesynbraTe mpoBeIEHHBIX SKCIIEPUMEHTAIBHBIX UCCIIEAOBAHMA OBUTH MOTYYEHBI 00pa3Iibl
IIBOB, B KOTOPBIX METOJIOM paauorpaduu Obuid 00HAPYKEHBI pa3IUYHbIE TUIIBI BKIIOUSHUH.
BxitoueHuss mepBOro THUMA pacrojiaraiuch BAONb IeHTpanbHoW nuHuM 1mBa (Puc.l) Kpome
BKJIIOYEHUN HaA JITHUX oOpa3nax 3aMeTeH Je(eKT THUIa BBIMYKJIOCTH KOPHsS IBa, OOpa3oBaHUE
KOTOPOT'O CBSI3aHO C MPEBBIIICHHMEM HEOOXOJUMOI0 YpPOBHS CHIJIBI IpwKaTus oOpasla B
wiactudunupoBanHoM Metaiuie (Puc.1). Takum 00pa3om, HHCTPYMEHT MPOHUKAET B METAJUT HA BCIO
ero nIyOuHy M YIUpaeTcs B MOMJIOXKKY, TEM caMbiM (hopMupys BbllIeonucaHHbId AedexT. Kpome
TOT0, UHCTPYMEHT 00pa3yeT mapy TPEHHUs C MaTepuajoM MOJUIOKKH, YacTUIbl M3HOCA KOTOPOTO

nomnagarT U 3aMCIIMBAarOTCA B IIIOB.

0)

Puc.1. Unoponansie Bimouenus B CTII mBax: @ - Tommmua 8 MM, 3000 kr, 35 cm/MuH, 320 06/MuH;
6 - TommuHa 2,5 MM, 1200 kr, 50 cM/MuH, 650 06/MuUH

[ToaTBepkneHUEM CKa3aHHOMY CIYXKUT Puc.2, a Ha KOTOpoM m300paskeH (pparMeHT cios

nepeHoca, cHOpMHUPOBAaHHOTO Ha HWHCTpyMeHTe u3 ctanmm 1.2344 X40CrMoV5-1 B pesynbrare

MIPOJOIKUTENHFHOM pabOThI 1O CBAapKe ATIOMHUHHEBOTO cIijlaBa. MUKpOaHAIM3 YacTUIl MTOKa3bIBaET,

YTO B MX cocTaB Bxoaut 17% xpoma, 9.46% uukens u noutu 70% >xene3a. ITO cOCTaB NPUMEPHO

COOTBETCTBYET cocTaBy HepkaBeroniei ctanu X18HI10T, u3 kotopoil u caenad cToJ sl CBApKH.
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Puc.2. Bxmrouenus HepxkaBetomeid ctainu B cioe nepenoca Ha CTIT uactpymente (a), cektp (0) u

Bropoii Tun BkiroueHuit oOpa3yercs npu ATUTEIbHOM HCIOJIb30BAHUN MHCTPYMEHTA, KOr/ia
Ha HeM o0pa3yercss CJIOM mepeHoca B pe3ylbTaTeé MHTEHCHBHOIO JAe()OpMAlMOHHOIO U
1} Py3nOHHOTO B3aMMOACUCTBHS MaTeprala HHCTPYMEHTA U CBapPUBAEMOT0 CIUIaBa. DTO MPUBOIAHT
K 00pa30BaHUIO XPyNKOro nHTepMeTamnaa Fe-Al, yacTuiipl KOTOporo OTpbIBalOTCS OT MOBEPXHOCTH

HHCTPYMCHTA U IONaAak0T B IIOB [4] Taxkoro poda BKIKOUCHUA pacliojiarajivuCb Mo JIMHUW Ha

COCTaB BKIIIOYCHHA

OTCTYMaIoIIEN CTOpPOHE 111Ba B BUe Meakux yactull (Puc. 3).

Puc.3. Bxmrouenus B CTII miBe




Ha Puc.4 nokazana moBepxXHOCTh M3J10Ma 00pasiia 1o CTHIKOBOM JIMHUKH. MUKpOaHaIn3
MOKAa3bIBAET, YTO YACTHUIIHI HA MOBEPXHOCTH M3JI0Ma MO COCTABY COOTBETCTBYIOT MHTEPMETAIUTHLY

Fe-Al.

T00MER SMENTHOHHDE U3 DBREHEHME 1

a)

3

Monnaa weana 128 wen. Kypcogp: 0,000 [R==]

0)
DeMeHT Ve HNHTeHCcHBHOCTH Becogoii % Becogoii % ATOMHBIY
Kom. [Momp. Curma
MgK 0.27 0.9164 6.21 1.00 7.73
AlK 3.04 0.8900 71.59 2.14 80.25
Fe K 0.95 0.8931 22.20 2.13 12.02

Puc.4. InTepMeTa/lTMYeCKUe BKITIOYCHHS Ha IOBEPXHOCTH U3JI0Ma 10 CTHIKOBOM JUHUHU (&), CIIEKTP
(0) u cocTaB BKIIOUCHHUS

TpeTuii TUIT BKIIFOUCHHSI TIOSABJISIETCS TOT/Ia, KOT/Ia MCIIOJIb3YETCsl aprOHOIYToBasi CBapKa s
JOMOJHUTEIBHOIO (PMKCHPOBAHUS CBAPMBAEMBIX JHMCTOB (IPUXBATKH). J[€HCTBUTEIBHO, OJHHM W3
BaXKHBIX MOMEHTOB IPH CBAapPKE TPCHUEM C MIEPEMEIIMBAHUEM SIBJISIETCS HEOOXOMMOCTh HAJIC)KHOTO
(UKCUPOBAHHS CBAapUBAaEMbBIX JIMCTOB BO HM30€XKaHHWE YBEIMYMBAIONICTOCS 3a30pa M CMELICHHUS
KPOMOK JIUCTOB. B CBsI3M ¢ 3THM, BO3MOXKHO IOMAaJaHKE Karelb BOJIb(OPAMOBOrO 3JIEKTPOAa B
METaJUT [IBa U 3aMEIIMBAHUE WX BHYTPh MPHU CBapKe TpeHHEM. FIMEHHO TaKkue BKJIFOUCHUS TTOKa3aHbI

Ha paauorpaduaeckom m3obpaxenuu Puc.5, a u meramiorpadpuueckux ceuenusx (Puc.5, 0, 6, 2).



0) 8) 2)

Puc.5. Bonbs(paMoBbIe BKIIOYEHNS B IIBE IO JaHHBIM paauorpaduu (a), MeTamiorpaguaeckux
ceuennit CTII mBa (6, 8, 2)

[Tpu cBapke TpeHHEM C MEepeMEIINBaHUEM CBAPUBACMBbIM MaTepual HAXOJUTCA B Pa30rpeToM
U IUIACTH(UIMPOBAHHOM cocTossHuM. Kpome Toro, aedopmanuss npuBOIUT K (HparMeHTALUH
UCXO/IHBIX 3epeH U (POPMHUPOBAHUIO HAHOPA3MEPHBIX 3epeH. Bce 3Tu ¢akTopsl 6JaronpusTCTBYIOT
aJre3MOHHOMY B3aMMOJICHCTBHIO MEXKIy MaTepHallOM HWHCTPYMEHTa W CBapHBAEMBIM METAJUIOM.
ANre3MOHHOE B3aMMOJICHCTBHE MEXIY TelaMH B TPHOOKOHTAaKTe NPUBOIUT K (HOPMHPOBAHHIO
MIPOMEKYTOYHOTO (TPHUOOJIOTHYECKOT0) €0 MaTepHajia, TEYeHHE MOXKHO ONHMCaTh B TEPMMHAX
THAPOIMHAMHUKH [5]. AATe3HOHHOE B3aMMOJCHCTBHE MEXIY IOBEPXHOCTBIO WHCTPYMEHTAa W
CBapUBaeMbIM METAJUIOM TaKXe MPUBOAMT K AU} Py3nOHHOMY TUITY U3HAIIMBAHUS HHCTPYMEHTA.

Ha nHam B3risg MMEHHO 3TH TPOLECCH MPUBOIAT K TOSBICHHIO MHOPOJIHBIX YacTHIl B
cBapHom mBe ripu CTII.

Kpome Toro, mmacrudukanuss MaTepuana, omnpenensieMas €ro CTPYKTypHO-(}a30BbIM
COCTOSIHUEM W TEMIIEpaTypoil B 30HE CBapKH, MOXET MEHSTHCS 110 JUIMHE IIBa. B CBS3U C ATHM,
MOTYT BO3HMKAThb YCJIOBHUS, NPU KOTOPHIX YCWJINME NPHXKATUS HHCTPyMEHTa K oOpasiy Oyner
W3JHUIIHUM, YTO MPHUBOAMT K KOHTAKTy MHCTPYMEHTa C MOJUIOKKOH. B cBs3M ¢ 3TUM HE0O0X0IUMO
KOHTPOJINPOBATH BEJMYMHY yCHIIUS MO XO/Ty CBapKH.

3akio4enue

Takum 00pa3zoM, OBUIM HCCIIEOBAaHBI THUIIBI WHOPOJHBIX BKIIOUEHHH, 0Opasyrommecs: mpu
CBapKe TPEHHEM C repemeninBanueM. [lokazaHo, 4To CyIIeCTBYIOIINE BKJIIOYEHUSI MOTYT BO3HUKATh

3a CUCT aAr€3MOHHOIO U HH(I)(I)YBI/IOHHOI‘O HN3HalIMBAHUS HWHCTPYMCHTA, 1100 3a CUeT KOHTaKTa



HHCTPYMCHTA C HOI[J'IO)KKOﬁ.
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