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Annomauus. Paccmompena npobnema nonyyeHus KauecmeeHHblX c8apuvlx coedurnenull niacmut us cniasa AK9, uzeo-
MOBIEHHBIX U3 NOPOUIKA MEMOOOM CELeKMUBHO20 A3EPHO20 NAd8IeHUs. Bvinonnensi ceapruvle cmuvikogvie coeOuHeHUs NiacmuH
cnaasa AK9 monwunoii 3,0 mm memooamu ceapku niasieHuem (A8MoMamuieckas apeoHo0y208ds U I1eKMPOHHO-TYYe8ds
ceapxa) u ceapkoil mperuem ¢ nepemewusarnuem. OcHosHol memann niacmun uz cnaaéa AK9 u ux ceaprnuvle coedutnenuss noo-
8epeanuch nocie C8apKu peHmeeH08CKOMY NPOCEEYUBAHUIO, KOMNbIOMEPHOU MOMOZpaghull, Memaniocpapuieckomy aHamsy u
MeXaHUYecKUM UCNbIMAHUAM HA CMAMUYecKoe PacmsdiceHue U cmamuieckuil mpexmoyeynsli us2ub. Penmezenogckuli KoH-
MPOJIb CBAPHBIX COCOUHEHUT, GbINOIHEHHBIX ABMOMAMUYECKOU apeOHO0Y2080U U INEKMPOHHO-TIYHEB0l CEAPKOU, BbISAGUL HAU-
yue 8 WeaAx MHONCECMEEHHOU NOPUCIOCTNU. 3apoO0bIUAMU HOP 8 MEMAIE WBA CILYHCAM MUKPONOPbL cheputecKkol Gopmbl,
Komopule 00pa3yomcs 8 OCHOBHOM Memanie 8 npoyecce CeleKmMUEHO20 1a3epHO20 NAAGNeHUsA. [Juamemp Smux MUKponop co-
cmasun 150...200 mxm. B ceapounoil éanHe npu ceapke niasieHueM RPOUCXOOUM pA3sUumue MUKponop 6 ouamempe 00
420...1070 mxm ons apeorodyeosoti céapku u 215...420 mxm 0st 31eKmpoHHO-YyHesol ceapku. Memanioepaguueckull ananus
nonepeyHvIX uLUpo8 C8APHLIX COEOUHEHUT, BbINOIHEHHBIX MEMOOAMU C8APKYU NIABNIEHUEM, BbIABUI XAPAKMePHOe PACNON0dice-
Hue nop 6 memanie wed. Tax 01s eapuanma apeoHo0y2080ii ceapku Hauboiee KpynHvle NOpsbl PACHOLALANUCH BONU3U TUYEBOU
nosepxHocmu wiea. B 30ne cniaenenus Ha epanuye c8apHO20 WA U OCHOBHO20 Memaina nopul ouamempom 80...220 mxm pac-
N0IA2aNUCH 8 8Ude YenoueK o 8cell MONWUHE C8APUBAEMbIX NAACMUH. TIpu UCHBIMAHUAX C8APHBIX COCOUHEHU HA CIMAMUYecKoe
pacmsdicerue paspyuieHue coeOuHeHull npoucxoouio UMeHHo no smou 3one. Koagpguyuenm npounocmu coeounenuii cniasa
AKD9, nonyuennvix ceapkoil niagieHuem ciedyowuil. 018 agmomamuieckoi apeonody2oeot ceapku 0,46, 01 91eKmpoHHO-TTY-
uegoul ceapku — (,66. Ycmarnoeneno, umo npobaema nopucmocmiu C8APHLIX COCOUHEHUU YCMPAHAECsL NPU UCNOAb308ANHUU 0I5
NOJYUeHUs] CIMbIKOBLIX COCOUHEHUL C8aAPKU 6 Meepooll (pasze (ceapka mpenuem ¢ nepemeutusanuem). Kosgguyuenm npounocmu
CMbIKOBLIX coeOuHeHull niacmut cnaaea AKY9, evinoiHeHHbIX c8apKoll mperHuem ¢ nepemeuusanuem, HaxoOumcs Ha yposHe
0,81...0,86 om épemennoco conpomusienusi 0CHO8HO20 Memana. Paspyuienue ceapuvix coeOuHenuti npoucxooum no 301e ne-
pemewusanus. B 30ne wiea npu ceapke mperuem ¢ nepemMeuiusanuem 8 pesyivmame OUHAMUYECKOU PeKPUCMATIU3ayuu cgop-
MUPOBAHA MENKO3EPHUCMASL PABHOOCHASL CINPYKMYPA CO CPEOHUM pasmepom 3epHa 4,5...6,2 MKkM npakmuuecku 6e3 HAnuyus
nop. OCHOBHOU MeMAl NPeOCMABIeH AYEUCmOol CIMpPYKMYpol, 8 KOMOopou UMeIOMCcst nopbl pasmepom 00 168 mrm.

Knrouesvle cnosa: celeKTUBHOE JIa3€pHOC IIJIABJICHUC, aJTIOMHUHHUEBBIN CI1aB, CBapKa IJIaBJICHUEM, CBApKa TPEHUEM C
MEPEMENIMBAHUEM, TTIOPUCTOCTh, MEXAHNYECKUEC CBOMCTBa
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Abstract. The problem of obtaining high-quality plate welds made of AL9 alloy and powder by selective laser melting is viewed.
Welded butt joints of plates of AK9CH alloy with a thickness of 3,0 mm were made by melting welding (automatic argon arc and
electron beam welding) and friction stir welding. After welding the base metal of the AK9 alloy plates and their welded joints were
subjected to X-ray transmission, computed tomography, metallographic analysis and mechanical tests for static tension and static
three-point bending. X-ray inspection of welded joints made by automatic argon arc and electron beam welding revealed multiple
porosity inside welds. The nuclei of pores in the weld metal are spherical micropores, formed in the parent metal during selective laser
melting. The diameter of these micropores is 150...200 microns. In the welding bath during fusion welding, micropores develop up to
420...1070 microns in diameter in case of argon arc welding and 215...420 microns in case of electron beam welding. Metallographic
analysis of cross-sections of welded joints performed by fusion welding revealed a characteristic pore distribution in the weld metal.
So in case of argon arc welding, the largest pores were located near the front surface of the weld. In the fusion zone at the border of
the weld and the base metal, pores with a diameter of 80...220 microns were located in the form of chains along the entire thickness of
the plates being welded. When testing welded joints for static tension, the destruction of joints occurred precisely in this zone. The
strength coefficient of the AK9 alloy joints obtained by fusion welding is as follows: for automatic argon arc welding 0,46, for electron
beam welding — 0,60. It is established that the problem of porosity of welded joints is eliminated when using solid -phase welding for
Jointing (friction stir welding). The strength coefficient of the jointing of the AK9CH alloy plates made by friction stir welding is at the
level 0f 0,81...0,86 of the time resistance of the base metal. The destruction of welded joints occurs along the mixing zone. In the weld
zone during friction stir welding, as a result of dynamic recrystallization, a fine-grained equiaxed structure with an average grain size
0f 4,5...6,2 microns was formed with virtually no pores. The parent metal is represented by a cellular structure in which there are pores

up to 168 microns in size.
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BBenenue

TexHONOTHUs  CENEKTUBHOIO  J1a3€pHOro
MIJIABJICHUSI B HACTOSIIEE BpEeMsl JOCTATOYHO IIIH-
POKO TpUMEHSIETCS ISl MOJY4YEHUs MeTajinue-
CKHMX M3ACIHUM U3 CTaJIeH, THTAHOBBIX U aJJIOMHHH-
€BbIX CIUIaBOB. TE€XHOJIOTHUs CEJIEKTUBHOTO JIa3ep-
HOT'O IUIABJIEHUSI MO3BOJISIET MOJyYaTh U3IETUS U3
METaJUIMYECKUX MOPOIIKOB, KOTOpPbIE MO CBOEH
KOH(purypamuu u pasmepaMm Haubosiee MPUOIH-
JKEHbI K KOMIIBIOTEPHOU MOJeNH. BaxKHbIM sIBIIsI-
€TCSl OTCYTCTBHE TPEOOBAHHS K HAIMYUIO CIIOXK-
HOM OCHACTKU IIPY BBIPALLIMBAaHUU U3JeIUN. B Ko-
HEYHOM UTOTE€ 3TO MO3BOJIAET CYIIIECTBEHHO MOBbI-
CHTb HKCILTyaTaIllMOHHBIX XapaKTEPUCTUKU
neranei [1].

B 1mpouecce ceneKTUBHOIO Ja3epHOro
TMIJIABJICHUSI ICTOYHUKOM SHEPTUH SIBJIIETCS OCTPO

chokycupoBaHHBIN JazepHbli ayd. llom mei-
CTBHEM JIA3€PHOTO WU3IYy4YeHUS (POPMHUPYETCS
BaHHA PacIUIaBIEHHOTO METaljia Majioro pa3mepa.
Ckopoctb HarpeBa Ipu ee (OPMHPOBAHUHU, a
TaK)Xe€ CKOPOCTh KpHCTaUIM3alMu OyIyT OYEHb
BBICOKMMHU. B pe3ynpTaTe yka3zaHHBIX IPOLECCOB
Oyner GhopMHpPOBaTHCS MaTepuaj ¢ HEPaBHOBEC-
HOM MUKPOCTPYKTYpPOM, KOTOpasi HE TUIIMYHAS Ta-
KHM TPaJWLMOHHBIM MpOIEcCCaM KaK cBapKa U JIH-
ThE.

CymiectBytolee 00opyIoBaHHE sl Ce-
JIEKTUBHOTO JIa3€pHOTO IUIABJIEHUS 3a4acTylo
OTPaHUYECHO MO BEIMYMHE paboueii 30HbI. Y BEJIH-
YeHUEe pa3MepoB pabouell 30HBI HANPAMYIO CBS-
3aHO C YCIIO)KHEHHUEM U Y OPOKaHUEM TEXHOJIOTH-
4yecKkoro o0opyaoBanusi. [lo3ToMy TOrHUHBIM IEp-
CHEKTUBHBIM  TPEACTABISAETCS  IPUMEHEHUE
CBapKd [UIsl COCIMHEHUS OTAEIBbHBIX JETaleH,
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MOJIYYEHHBIX CEJIEKTHUBHBIM JIA3€PHBIM ILIABJIE-
HUEM, B €IUHYI0 KOHCTPYKIIHIO.

Ilens HacToOsIIEN CTAaThU 3aKIIOYaAIaCh B
UCCJIEIOBAaHUM BIIMSIHUSI CBAPKH Ha MHUKPOCTPYK-
TYypY U CBOMCTBA IUIACTHH AJIIOMUHUEBOIO CILJIaBa
AK9, mnoJy4eHHBIX CEJEKTUBHBIM JIa3€PHBIM
MJIaBJICHUEM U3 MOPOIIKA.

MarepuaJjbl 1 METOABI

Jlnis BbIpallMBaHUs TUIACTUH METOJIOM ce-
JIEKTUBHOTO JIA3€PHOTO TUIABJICHUS UCXOJHBIM Ma-
TepUaJioM ClIyXull mnopomok cmiaa AK9 c¢
HACBIMHOH TIOTHOCTRIO 1,4316 T/cMm®, u3mepen-
HO# MIOTHOCTBIO 1,6529 r/cM® U chepUUHOCTHIO
gactuny 6omee 90 %. Xumudeckuii cocraB To-
poIka npuBeAceH B Tao. 1.

1. Xumudeckuii cocTas Mopouka aTroMuareBoro ciiiapa AK9, % macc.

1. Chemical composition of AK 9 aluminum alloy powder, % by weight.

CopeprkaHue >JIEMEHTOB, % Macc.

Al Si Mn Mg

Fe Cu /n Ni

85,1...91,3 | 8,0...11,0 | 0,2...0,5 0,2...0,4

Jo 1,3 Jo 1,0 Jo0 0,5 J0 0,3

B xauecTBe 00BeKTa MCCIEHOBAHUHN CITy-
KWK TIacTUHBl TonmuHor 3,0 MM (puc. 1) u3
crmaBa AK9, BeIpailieHHbIE CEJIEKTUBHBIM JIa3ep-
HBIM IJIaBJIeHUEM. J[71s omyueHus TIacTUH Obliia
HCIIOJIb30BaHa YCTAaHOBKA MOCIOWHOIO J1a3€pHOT0
CHUHTE3a JI METAJUIMYECKUX IOPOIIKOB MapKu
EOS M 100. I[Ipu BbIpamuBaHuy IJIACTUH B Kaye-
CTBE paboueil cpepl UCTIOIB30BAJICS APTOH.

Puc. 1. Ilnacrunsl Tonmunoi 3,0 mm u3 cmiaBa AK9,
BbIpallleHHbIE CEJEKTHBHBIM JIa3ePHbIM IUIABJIEHHEM

Fig. 1. Plates 3,0 mm thick from AK9 alloy grown by
selective laser melting

CBapKy CTBIKOBBIX COCTUHEHUN 00paslioB
OCYIIECTBIISIJIA aBTOMATHYECKOW aprOHOIyTOBOM
CBapKOW € MpucagouHoi mpoBosiokor CBAMTIO,
3JICKTPOHHO-Ty4€BOW CBapKOM 0€3 MpHUCa0YHOTO
MeTaJljia U CBapKOW TPEHUEM C NIEPEMEILIMBAHNUEM.
[Ipu aproHomyroBoi CBapKe HCIOJIb30Baju Cle-
nytouui pexuM: Tok ayru 180...185 A, ckopocTh
cBapku 15,2...15,0 M/4, pacxom aprona uepes

coruio ropenku 12,2...14 n/MmuH, CKOPOCTh TO1aYU
IIPUCAJOYHON NpPOBOJOKM auamerpoM 2,0 MM
18...19 w™/4. IlutaHue nayrw YCTAaHOBKH IS
CBAapKHU MPSMOJIMHEHHBIX CTBHIKOB OCYILECTBIISA-
JI0OCh OT MHBEPTOPHOTO UCTOYHUKA MUTAHUS TUIA
Csapor PRO TIG 315 P AC/DC.

DONEKTPOHHO-TyYEBYIO0 CBapKy IJIACTUH
crutaBa AK9 BemonHsuin Ha yctaHoBke OJIY-
20MK na pexume: Tok ayda I, = 140...155 MA,
TOK (OKycUpoBKU [y = 472...478 MA, yckopsito-
miee HanpsbkeHue Uy = 60 kB, ckopocth cBapku
Ve = 450...500 Mmm/MuH.

CBapky TpeHHMEM C IepeMelInBaHueM
(CTTI) mnactun crutaBa AlSi10Mg ocyruecTBisu
Ha OTBITHOM CTEHJIE JJIsl CBAPKU TPEHUEM C Iepe-
MEIIMBAaHUEM JIMCTOBBIX OOpPa3IoB, KOTOPBIN
MpeACTaBiIeH Ha puc. 2, a. CBapKy 00pa3IioB oCy-
IIECTBIISUTN Ha PEKUME: YacTOTa BpalleHus pado-
yero nHeTpymeHTa 600 06/MUH; CKOPOCTh CBapKU
120...130 MM/MHH; OcCeBO€ yCHJIHE Ha WHCTPY-
MeHT 2,4...3,2 xH; yron HakjgoHa pabouyero wH-
CTPYMEHTA OT HaIIpaBJICHUS CBapKu 2 ©; 3ariyoJie-
HUE MHCTPYMEHTAa B MaTepuai 3aroToBku 3,0 MM.

Jl1s cBapKu TpeHHUEM C MepeMelInBaHHEM
mwractul ciutaBa AK9 tommuuoit 3,0 MM ObLI HC-
10JIb30BaH pabOYMii THCTPYMEHT C IHaMEeTPOM 3a-
Iiedynka 14 MM U CTEp’KHEM B BHUJE YCEUEHHOIO
KOHyca nuameTpoMm 5,0 MM Ha MOBEPXHOCTH 3a-
rwieynka. /luamerp crepxHs Ha pabouem Tople
coctaBiisul 3,0 MM U UMEJ Ha CBOEH MOBEPXHOCTH
pe3b0OBYIO HAKATKy (pucC. 2, ).
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Puc. 2. OnbiTHasi yCTaHOBKA /1Sl CBADKH TPeHHEM C
nepeMelIMBaHUEM JUCTOBBIX 3aroTOBOK (@) U padouumii
HHCTPYMEHT (§) AJ1 CBapPKHU IJIACTHH ciiiaBa AK9

Fig. 2. Trial plant for friction stir welding of sheet blanks
(a) and working tool (b) for welding AK9 alloy plates

KoHTposib CBapHBIX COECIMHEHUN MPOBE-
JIEH paJuallMOHHBIM METOJIOM Ha PEHTI€HOBCKOMN
cucreMe «IKCTpaBoibT-160» (¢ 4yBCTBUTEIHHO-
cTbio 100 MKM) 1 Ha CUCTEME PEHTI€HOBCKON KOM-
NBIOTEPHONH TOMOTpaduu € UyBCTBUTEIBHOCTHIO
0,1 mm.

OnpeneneHre MEXaHUYECKUX XapaKTepu-
CTHK (O, 0) CBAPHBIX COCAMHEHUI MPOBOIAMIN B
cootBercTBUU ¢ ['OCT 6996-66. Bpemennoe co-
IIPOTUBJIEHUE COEIMHEHUN IpPHU paACTSDKEHUU U
yTOJI CTaTUYECKOTr0 M3ruba Ompeesisiii Ha ycTa-
HoBke Zwick/Roell Z030. [Ins ucneitanuii Ha cta-
TUYECKUH M3THO TPUMEHSIHCh 00pa3ibl IIUPH-
HOU 10 MM, BeIp€3aHHBbIE NTONIEPEK 1IBA.

HccnenoBanuss MUKpPOCTPYKTYPBI IIPOBO-
JIUITK Ha oNI'TH4YecKoM MuUKpockore Leica DM IRM
C MpOorpaMMHO-aNmnapaTHbIM KOMILIEKCOM 00pa-
6otk m3obpaxenus «Image Expert Pro3x».

@Opakrorpaduyeckoe H3yueHUE MOBEPXHO-
CTH M3JIOMOB, pa3pylLICHHbIX 00pa3IOB MOCie Me-
XaHWYECKUX HCHBITAHUM IMPOBOJMIN METOJAMHU
ONTHUYECKOM U PacTPOBOU HIEKTPOHHON MHMKPO-
CKOIMUH. DJIEKTPOHHYK0 MUKPOCKOIHIO MPOU3BO-
JWIA C TOMOIIBIO PAaCTPOBOTO 3IIEKTPOHHOTO

MHUKPOCKOIIa CBEPXBBICOKOTO paspemieHus evo-50
dbupmer «Karl Zeiss», yKOMIUIEKTOBAaHHOTO CHCTE-
MO HEProIMCIepCHOHHOI0 MUKPOAHAIN3a, 103~
BOJISIFOIIETO MIPOM3BOIUTH KAPTHPOBAHUE TI0 dJIC-
MEHTHOMY COCTaBY.

3aMepbl MHUKPOTBEPIOCTH MPOBOIMINA Ha
MOTIEPEYHBIX HITH(axX CBAPHBIX COSAMHEHUH C HC-
MOJIb30BaHUEM aBTOMAaTHU3WPOBAHHOTO TBEPIIO-
Mepa EmcoTest DuraScan 20 B cooTBeTcTBUM C
I'OCT P UCO 6705-1-2007. Tlpu wuzmepeHusx
IIpUMEHEHa Harpy3ka Ha uHaeHTop 4,9 H (HVos).

Pe3ysabTarhl 4 UX 00Cy:KIEHHE

Ha mnepBom »Tame wucciemoBanuii ObLia
M3y4eHa MHUKPOCTPYKTypa OOpa3I[OB OCHOBHOTO
MeTaJlla IacTUH ciuiaBa AJI9, nmomy4eHHBIX ce-
JIEKTUBHBIM JIa3€pHBIM IUIaBiaeHueM. bwino ycra-
HOBJICHO HaJIM4YKe B OCHOBHOM MeTaJljie mop, Aua-
METp KOTOpPBIX BapbUpOBAJICS B JIUAIA30HE
150...200 mxm (puc. 3). Ha pasHpIx yuacTkax
CTPYKTYpPbl OCHOBHOT'O METaJlJla KOJUYECTBO TOP
BapbUPYETCs B IOCTATOYHO MIMPOKHUX IMpeaesax.

Puc. 3.

Iopucrocrs
MHKPOCTPYKTYPbI OCHOBHOI0 MaTepHaJja ciiiasa AK9

Pa3JIHYHBIX YUJacTKOB

Fig. 3. Porosity of various sections of the microstructure
of the main material of the AK9 alloy

B mnpouecce nazepHoro BO3AEHCTBHUS Ha
MOPOLIKOBBIA MaTepuall MPOUCXOMAST €ro pac-
MJIABJICHUE M TOCICAYIONMIasl KPHUCTALIU3AIIHS.
OO0pa3yromuiics mpu 3aTBEPICBAHUHU TEMIIEPATYP-
HBI TpagueHT HAMNpaBJICH TMEPHIEeHIUKYISIPHO
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OTHOCHUTEIILHO TPaHUIl BAaHHBI paciijiaBa, KOTopas
UMeeT BBITyKIyIo dhopmy [2, 3]. lanHblie ycaoBus
KPUCTAITU3AIMU 00YCIIaBIMBAIOT HAMPABICHHBIN
pOCT KPUCTAJUIUTOB OT Mepudepuu 30HBI pac-
IUIaBa K ee IEeHTPY. | 'a30Bbie MOphl BHI3BAHBI HE-
MOJIHOTOM BBIXOJIa Ta30B U3 pacijiaBa MpH Ja3ep-
HOUl oOpabotke. Ily3bIpbkM Tra3za B KUAKOCTU
uMerT chepuueckyro Gpopmy, KOTOPYIO OHHU CO-
XpaHAIOT U IOCJIE 3aTBEpieBaHus MeTaa [4, 5].

[Tomumo chepuuecknx nop B MUKpOCTPYK-
Type Tak)Ke HaOJI0JaI0TCs IUIOCKUE MOPbI, PacIo-
JIO’)KEHHBIE MEPHEeHIUKYISIPHO HAlpaBICHUIO BbI-
pammBanusi. Takuwe mopsl (GOpPMHPYIOTCS B pe-
3yJbTaTe€ HEMOJHOIO MpPOIUIABICHUS TOPOLIKO-
BOro ciosi. O6pa3zoBaHue TIOCKHX TOP MPOHCXO-
JTUT B MECTaX, I7Ie YaCTUIbI PACIUIaBIIINCh HE MOJ-
HOCTBIO JIHOO, HE TMPOM3OILIO «CIUSHHUS» pPac-
TJIaBJICHHBIX YaCTHI[ TOPOIIKa ¢ paHee oOpado-
TaHHBIM CJIOEM.

Jlis yMeHbIIeHUsI TMOPUCTOCTH B KOHEY-
HBIX U3JICTUSX OTBETCTBEHHOTO HA3HAYCHHUSI TIPH-
MEHSIETCs Topsiuee U30CTaTUYECKOE MMPECCOBAHUE,
BO MHOTHX CIIy4asix MO3BOJISIIOLIEE CYILIECTBEHHO
MOBBICUTH KadecTBo u3aenuii mocie CJIIT (cenek-
TUBHOE Jla3epHoe IutaBneHue) [6]. M3ocrarude-
CKO€ MPECCOBAHNE MOBBILIAET MJIOTHOCTh MaTEPU-
aya, IOJy4YEeHHOTO CEJICKTUBHBIM JIa3€PHBIM T1JIaB-
JIeHHEeM, HO MPUBOJUT K 0Opa3oBaHHUIO B CTPYK-
Type cIiiaBa 00J1acTei ¢ MOBBIIIEHHBIM COJepiKa-
HUEM PaCTBOPEHHOTO BOJOPO/Ia.

AHanu3 MUKpOCTpyKTypel cmiaBa AKO,
MOJTyYEHHOTO CEJIEKTHUBHBIM JIa3€pHBIM IJIaBJjIe-
HUEM, TI0Ka3aj, 4TO B €ro CTPYKType MPHUCYT-
CTBYIOT MUKPOIIOPBI, KOTOPBIE B YCIOBUSX CBAPKU
IUTaBJIEHUEM MOTYT pa3BUBAThCS B 00bEME U MIPH-
BOJUTH K POPMHUPOBAHUIO MHOKECTBEHHOU MOPH-
CTOCTHU IIBOB, MOJTy4YEHHBIX CBapKoOii
naBiaeHueM [7]. OCHOBHOM MeTasul mpeiCTaBlIeH
STYEUCTON CTPYKTYPOM.

BrickazaHHOE BbIIIE MPEAINOTI0KEHUE O
BO3MOXXHOCTH Pa3BUTHSI MUKPOIIOp, MPUCYTCTBY-
IOIUX B OCHOBHOM METaJUI€ B MOPHI B METaJlIe
1IBa, HAIILJIO CBOE MOATBEPkKACHUE IPU aBTOMATHU-
YECKOM aproHOAYTrOBOM U DIIEKTPOHHO-JIy4E€BOU
cBapke. Ha puc. 4 npencraBieHbl pPEHTIEHO-
rpaMMBbI CBAapHBIX COCIMHEHUH IJIACTHH CILJIaBa
AK9, nony4yeHHBIX aBTOMaTHYECKON aproHOIyTO-
BOM cBapkoil (cM. puc. 4, a) U IEKTPOHHO-IIyYe-
BOH cBapkou (cM. puc. 4, 6) ¢ MHOXECTBEHHOU
HOPUCTOCTBHIO.

0)

Puc. 4. PenTreHorpaMmMbl CBapHBIX COeJHHEHMIl ma-
cTuH ciuiapa AK9, BbINOJIHEHHBIE ABTOMAaTHYECKOM ap-
TOHOYT0BOI (@) M 2JIEKTPOHHO-/1y4€eBOii cBapkoii (0)

Fig. 4. Radiographs of welded joints of AK9CH alloy
plates made by automatic argon arc (a) and electron
beam welding (b)

C nomoIp0 pEeHTT€HOBCKONW KOMIIBIOTEP-
HOW ToMorpaguu M MeTaorpaduyeckoro aHa-
7u3a ObLIO YCTaHOBJIEHO, YTO B CIIy4Yae aBTOMAaTH-
YeCKOW aproHOAYTOBOM CBapKd HaOIIOmaeTcs
yBEJIMUEHUE pa3Mepa HOp B MeTajle IiBa J0
420...1070 wmxm. Ilpu 25I€KTpOHHO-IIy4EBOMH
CBapKe Juarna3zoH U3MEHEHUs JuaMeTpa 1op B 1B
coctaBui 215...420 mxm. Takoe yBenuueHue aua-
MeTpa Mop B IIBaX MOXKHO CBS3aTh ¢ Oojee IH-
TEJNbHBIM TpPeOBIBAHMEM CBApOYHOW BaHHBI IMPH
aproHOAYTOBOM CBApKE B KUIKOM COCTOSTHUH, YTO
CO3JIAaeT YCJIOBUS AJIsi O0JIee MOJIHOTO pocTa ra3o-
BOI MOPUCTOCTH.

Mertamiorpaduueckie Ucciae10BaHHUs MO-
MepeyHbIX NUTN(OB CBAPHBIX COETUHEHUI CIlIaBa
AK9, BBINOJIHEHHBIX aproHOAYrOBOM M 3JIEK-
TPOHHO-TYy4€BOU CBAPKOW, MOATBEPANIIN HATTUUUE
pa3BUTHI IOPUCTOCTU B METAJUIE LIBA (puC. 5).

Puc. 5. MakpocTpyKTypa CBapHBIX COeAMHEHHIi cIJIaBa
AK9, BbINOIHEHHBIX APrOHOAYTOBOii (@) M 3JIEeKTPOHHO-
JIy4eBoii (0) cBapkoii

Fig. 5. Macrostructure of welded joints of AK9 alloy
made by argon arc (a) and electron beam (b) welding
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[Tpu BHUMATEIBHOM PAaCCMOTPEHUU TIPE-
CTaBJICHHBIX MAaKpPOCTPYKTYp CBapHBIX COEIUHE-
Hul crimaBa AK9 MOXKHO OTMETHTB, YTO IIPU apro-
HOJYTOBOH cBapke 0oJjblIas 4yacTh KPYIHBIX MOP
pacrnono)keHa B BEpXHEl yacTu 1mBa (cM. puc. 5, a).
[ToaTOMy HEKOTOpOE CHMKEHHE CKOPOCTH CBAapKH
CIOCOOCTBOBAJIO OBl TIEPEXO0y Ta30BBIX IY3bIPb-
KOB 4epe3 Mex(azHyl TIpaHMIly >KUIKOTO Me-
TaJya ¥ 3alMTHOW ra30Boi aTMochepsl ¢ 00muM
CHMKEHHEM KOJINYECTBA I10P.

Taxke ciemyeT OTMETHTh LIENOYKH Mell-
KHX IIOp IO T'PaHMIIE CIUIABJIEHUS CO CTOPOHBI Me-
TaJljla IBa. B MpUNOBEPXHOCTHBIX CIIOAX OCHOB-
HOT'0 METaJlla BUIHBI OPBI.

OOmiee KOJIMYECTBO MOP B METauIe MIBA
MIPU 3JIEKTPOHHO-TYYEBOM CBapKe CYLIECTBEHHO
MEHBIIIE TT0 CPABHEHHIO CO IIBAMU, MOTYYCHHBIMHU
aproHOyroBOM CBapkoil (cMm. puc. 5, 6). Takxke,
KaK M B BApHAHTE aprOHOyTOBOW CBAPKH, 10 Tpa-
HUIIE 30HbI CIUIABJICHUSI OTMEYAETCsl HATM4Me I1e-
MOYEK MEJIKUX TIO0pP.

OO6pa3ibl 1711 MEXaHMYECKUX HCIIBITAaHUN
W3TOTABIIMBAIIUCh B COOTBETCTBHH C TPEOOBaHHU-
svu ['OCT 6996-66 ¢ mmpuHoi pabodeid 4yacTu
10 MMm. Pe3ynbraTsl ucnbITaHU 00pasLlOB CBap-
HBIX COCIMHEHUW Ha CTaTUYECKOW pPaCTKEHUE
MIPUBE/ICHBI B Ta0. 2.

2. MexaHn4yeckue CBOCTBA CBAPHBIX coelMHeHni cruiapa AK9

2. Mechanical properties of welded joints of AK9 alloy

Bpemennoe Koapdumuent
p bd Yron uzruda OO6mnacTh pa3pymieHus 00pa3IoB
O6pa3ert COTIPOTHUBJICHHE MIPOYHOCTH o
a, IIPH UCIIBITAHUSIX
op, Mlla K
OCHOBHOM MeTaJlI 235 1,0 27 OCHOBHOM MeTaJlI
CrapHoe Paspyiienue, NperMYyIIEeCTBEHHO,
coe III)HHCHHC I10 30HE CILIABJICHUA METalIa IIBa U
’ 108 0,46 55 OCHOBHOTO MeTaltla. B  wm3nmomax

aproHOAyroBas

HAMEIOTCS MOPBI JUaMEeTPOM
cBapka

1o ~ 1,2 MM (puc. 6, 6)

Pazpymenue 00pasnoB — MO 30HE
CapHoe Py pastl
COCTHHCHHE CIUIABJICHHS MeETajljla IBa U OCHOB-

’ 155 0,66 44 HOro Metajijia. B uzinomax nmerorcs

ANIEKTPOHHO-TTyYeBast

mopel amamerpom 1o 0,25 MM
cBapkKa

(puc. 6, )

W3 gaHHBIX Ta0J. 2 MOXKHO OTMETHUTE, YTO
IPUMEHEHUE DJIEKTPOHHO-TyYEBOM CBApKU BMeE-
CTO aproHOJYTOBOW MO3BOJIET MOBBICUTH KO3(-
¢urment npounoctu coequHenus ¢ 0,46 no 0,66.
[Tpu sTOoM yron u3ruba coeqMHEHUN W3MEHSETCS
HECYIIIECTBEHHO, HO OH IPEBBIMIACT YToJl u3ruoda
OCHOBHOT'O METaJlIa.

B o0oux ciydasx paspylieHHe TpOHCX0-
JTUJIO TI0 30HE CIUIABJICHUS I1IBa U OCHOBHOI'O Me-
TaJlJla C HaJMYUEM OOJIBIIOro KOJIWYeCTBa MOp B
u3yomax (cM. puc. 6).

Takum 00pa3oM MOXKHO OTMETHTh, UTO JUIS
CBapKu IU1aBieHueM ciuiaBa AK9, nonyueHHoro ce-
JICKTUBHBIM JIa3€pHBIM ILJIABJICHUEM, II€JIECO00-
pa3sHO NMPUMEHSATH KOHLIEHTPUPOBAHHbBIE HCTOUHUKHI
HarpeBa, TaKue Kak AJIEKTPOHHBIN U JTA3€PHBIN JTyY.

[Ipu 3TOM CcrienyeT npoBeCTH JOMOIHUTEIbHBIE HC-
CJIEIOBAHUS 10 BIMSHHUIO CKOPOCTH CBAPKH U pa3-
BEPTKH JIy4ya Ha KOJUYECTBO U JUAMETP MOpP B Me-
TaJUIe 11IBa.

KapaunaneHoit Mepoil 1o mpemoTBpalie-
HHIO 00pa30BaHMsl TA30BBIX ITOP B METAILJIC I11BA SIB-
JISIeTCsl BBIIIOJIHEHUE COETUHEHHs B TBepIoH (ase,
HalpuMep, CBAPKOW TPEHHEM C NEPEMEIINBAHUEM.
XOTS TIpU 3TOM CJEYEeT YYUTHIBATh, YTO JTAHHBII
BUJI CBAPKHU MOXKET OBITh MPUMEHUM JaJIeKO HE JUIs
BCEX JIeTajleld U KOHCTPYKIIUH.

PeHTreHOBCKMI KOHTPOJIb M KOMIIBIOTEpHAs
ToMorpadusi He BBISIBUIIM B COCAMHEHUSX, BBINOJ-
HEHHBIX CBAPKOW TPEHUEM C IEpEMEIINBAHUEM, Ka-
KUX-JTHOO BHYTPEHHHX Ie(PEKTOB, 32 HCKIIOUCHUEM
CBETJION MOJIOCHI B OJTHOM U3 IIIBOB.
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2)

Puc. 6. Paspymienue o0pa3suoB CBapHBIX COeJUHEHUH NPH HCOBITAHMUAX HA CTAaTHYeCKoe pacTsLkeHue (a4, 6) H

NMOBEPXHOCTH U3j10Ma (0, 2):

a, 6 — aBTOMaTHYeCKas AproHoAyToBas CBapkKa; 6, ¢ — 3JICKTPOHHO-JIy4Y€Basd CBapKa

Fig. 6. Destruction of samples of welded joints during static tensile tests (@, ¢) and rupture (b, d):

a, b — automatic argon arc welding; c, d — electron beam welding

Pe3ynbpTaThl MEXaHUYECKUX UCTILITAHHUN 00-
pa3loB CBApHBIX COENUHEHUI TU1acThH cruiaBa AK9
IpeJICTaBIICHbI B Ta0. 3.

W3 mannbix Tabmn. 3 cnemyer, uro kodddu-
IIUEHT TPOYHOCTU COCTUHEHUS, BBIOIHEHHOTO
CBapKO# TPEHHUEM C ITepeMEINBaHNEM, HAXOIUTCS B
nnanasone 0,81...0,86.

Crnemyer OTMETHTbH, 4TO B O0OMX CITydasx
pa3pyllieHne CBApHOTO COCIMHEHHS TPH WCIIbITa-
HUM Ha CTaTHYECKOE PACTSHKEHHE MPOW30ILIO TI0
METaJlTy 30HbI IEpEMEIIMBAHUS (METaylI 11Ba) (puc. 7).

Pazmuurie B MPOYHOCTHBIX CBOWMCTBaX CO-
equaeHuid Ne 1 u Ne 2 00BICHSIETCS TEM, UTO B 30HE
nepeMerBaHms cBapHoro coeauHenust Ne 1 Obita
oOHapy>keHa MPH PEHTTEHOBCKOM KOHTPOJIC CBET-
Tast IOJIOCKa, KOTopast 0OKa3ajaach OKCUIHOMN TICHOM
C YaCTHYHBIM MEXKCIIOMHBIM HecraBiieHneM. Hamm-
qre Takoro aedexta B MeTalle IBa CYIIeCTBEHHO
CHIDKAJIO TUTOMaab pabodero ceueHus oopasiia npu
UCTIBITAHUSIX HA CTATUYECKOE pacTshkeHue (Taba. 3).

3. MexaHu4ecKHe CBOICTBA CBAPHBIX COeIMHEHUI MIacTUH ciiaBa AK9, BbINOJIHEHHBIX

CBapKoOi TPeHHEM C MepeMelInBaHueM

3. Mechanical properties of welded joints of AK9CH alloy plates made by friction stir welding

Bpemennoe Koaddumment
p bd Yron uzruba Ob6nacte pa3pyleHus
Obpaszen COIIPOTHUBIICHNE MPOYHOCTH o ° 06DA3LIOB [IPH HOTBITAHHAX
o8, MITa K : P P
OcHOBHOI MeTaI 235 1,0 27 OcHOBHOI MeTaI
Caapnoe coenunenne Ne 1,
CBapKa TPEHUEM C IepemMe- 190 0.81 76 Ilo metamry 30HBI mepeme-
mUBaHueM (B COCIMHCHUU ’ ImMBaHus (METaUT 11BA)
Oeas 1mojoca)
Caapnoe coenuHerne Ne 2,
ITo Meramty 30HBI mepeMe-
CBapKa TPEHHEM C IepeMe- 202 0,86 88
MUBaHus (METaJLT IITBA)
mBanueM (0e3 1edeKToB)
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Puc. 7. Pa3pyumieHue cBapHbIX 00pa310B cOeIMHEHM, 110-
JIyYeHHBIX CBAPKOIl TpeHHeM ¢ NepeMellUuBAHMEM, NPU
HCNBITAHUM HA CTATHYECKOE PACTSIKEeHHe

Fig. 7. Destruction of welded samples of joints obtained
by friction stir welding during static tension testing

[TanopamHO€ M300pakeHUE MaKPOCTPYKTY]P
CBAapHOTO coeauHeHus miacTul ciiaBa AK9, no-
JyYEHHBIX CBAPKOU TPEHUEM C TTEPEMEITMBAHUEM,
IIPEJICTaBJIEHO Ha puc. 8.

Puc. 8. Ilanopama cBapHOro coeIMHeHMs IUIACTHH
ciiiapa AK9, BBINOTHEHHOro0 CBapKoil TpeHHeM ¢
nepememmnBanueM (CTII):

1 — MeTan mBa; 2 — OCHOBHOW METaJll

Fig. 8. Panorama of the welded joint of AK9CH alloy
plates made by friction stir welding with stirring (FSW):
1 — weld metal; 2 — base metal

Ha dortorpadum makpocTpyKTyphl cBap-
HOTO coeuHEeHUS (puc. §) YETKO BBIICTSETCS 30Ha
nepeMeIBalus / Co CTPYKTYpOi, TOABEPTHYTOM
JUHAMHUYECKOW  pekpucraumszanuu. Ilomumo
30HBI I1IBa OTYETJIMBO MPOCIEKUBAECTCA 30HA OC-
HOBHOTO Metasuia 2. [Ipu 3ToM 30HBI TepMOMeEXa-
HUYECKOTO BO3JACUCTBUSI C XapaKTEPHBIM HCKPHUB-
JICHHEM TEeKCTYpPbI AeGOopMaIui ¥ 30HBI TepMUYe-
CKOT'O BJIMSIHMS Ha TaHOpaMe COeIMHEHUs He Mpo-
CJIC)KHMBACTCSL.

[Ipu GosblieM yBeNIMUEHUM OOJIACTH Tiepe-
X0Jla OT OCHOBHOTO MeTallyla K METajuly IIBa B
30HE TEPMOMEXaHUYECKOTO BO3JEHCTBUS
(puc. 9, @) HabnrogaeTcs pe3kasi TpaHuIla, KOTopast
paszensieT 3T JIBe CTPYKTypHbIe obnactu. B 30He
IIBa B pe3yJIbTaTe AMHAMHYECKON peKpHUCTain3a-
U cOopMUPOBaHA MEJIKO3EpHUCTAs! paBHOOCHAs

CTPYKTypa CO CpE€OHUM pa3MepoM 3€pHa
4,5...6,2 mxm. OCHOBHOW MeTaJlJI MPEJCTaBICH
SYEUCTOHN CTPYKTYpPOH, B KOTOPOH UMEIOTCS TIOPBI
pasmepom a0 168 Mxm (puc. 9, 6). Ilop B meTasie
11Ba (30HE NepeMeIIuBaHms) He 0OHAPYKEHO.

Puc. 9. MukpocTpyKTypa MeTal1a CBAPHOIO COeIUHe-
HHA (@) Ha TPaHHIe 30H JTMHAMHYECKOH peKpHCTAJIN3a-
uuu (Merania mBa /) 4 TepMOMeXaHMYeCKOIro BO3/e-
CTBHUS 2, 2 TAK/Ke MUKPOCTPYKTYPa OCHOBHOTO MeTaJljIa
(6) cnaiaBa AK9

Fig. 9. The microstructure of the metal of the welded
joint (@) at the boundary of the zones of dynamic recrys-
tallization (weld metal 7) and thermomechanical action
2, as well as the microstructure of the base metal (b) of
the AK9 alloy

MeTtonoM TruApOCTaTUYECKOrO B3BELINBA-
HUS M MeTaulorpaguuecKuM MeToJ0oM Obuia
OIpeJieieHa OTHOCUTENbHAsl MJIOTHOCTh OCHOB-
HOT0 MeTajula U MeTajuia mBa crutasa AK9, nomy-
yeHHoro CTII (ta6u. 4). Pe3ynprarsel uamMepeHuii
IUIOTHOCTH TIOKAa3bIBalOT, YTO OOBEM IOp U
HECIUIOIIHOCTEH B MeTa/Ule IlBa CYILIECTBEHHO
MEHBIIIE, YeM B OCHOBHOM METaJle.
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4. Pe3yJabTaThl HCCIeI0BAHUSA IIOTHOCTH 00pa3noB ciiiaBa AK9

4. Results of the study of samples of AK9 alloy density coefficient

OTtHOCHUTENIBHAS IJIOTHOCTD, %

O6pa3ert >
I'unpocraTiyeckoe B3BSIIMBAHNC Meraorpadudeckuii MeToI
OCHOBHOM MeTaJlI 99,1
MeTtajut 30HBI IEPEMEITHBAHUS 99,6

PeByHBTaTBI 3aMCPOB MUKPOTBECPAOCTH B PA3JIMYHBIX 30HAX CBAPHOI'0 COCAUHCHU S IVIACTHUH CIlJIaBa

AKO9 npusenensl B Ta0I. 5.

5. MuKpoTBepAOCTH PA3JIHYHBIX CTPYKTYPHBIX 30H coefuHeHuii cniiapa AK9

5. Microhardness of various structural zones of AK9 alloy compounds

MukpoTBEPAOCTH MO CTPYKTYPHBIM 30HaM, Haoo
Howmep .

30Ha JMHAMHYECKOM .

CBapHOI'0 30Ha TEPMOMEXaHHYECKOTO 30Ha TEPMUIECKOTO OcHOBHOM
PEKpHUCTATIIN3ANINN o

COEIMHEHHUS BO3JICHCTBHA BIIMSTHHS METaJIl
(MeTtamt mBa)
2 85...97 91...95 94...111 100...114

W3 nanHbIX Tabm. S criemyer, 4To HauOOb-
IMC 3HAUYCHHA MI/IKpOTBep,Z[OCTI/I COOTBGTCTByIOT
OCHOBHOMY MeTajLTy. B 30HE TepMHUYECKOTro BITHUS-
HUSI HA0JTI0JaeTCsl HEKOTOPOE HE3HAYUTEIILHOE CHU-
JKCHUE MHKPOTBEPJIOCTH IO OTHOIICHUIO K OCHOB-
HOMY METaJUTy. B 30HE TepMOMEXaHUYECKOTO BO3-
JICUCTBHS HAOIONIACTCSl CYIIECTBEHHOE CHU)KCHHE
3HAYEHU MHUKPOTBEPJOCTH 10 OTHOIICHHUIO K OC-
HOBHOMY METAJITy, KOTOPOE COXPAHSCTCS U B TIpe-
JieTIax 30HbI epeMEIIMBaHMS (METAILI 1IBa).

3akao4YeHue

Ha ocHOoBaHMU MOJTyYeHHBIX B UCCIIEA0BAHUN
pe3yIbTaTOB MOKHO KOHCTATUPOBATH UTO:

1. YcraHoBieHO, 4TO MpU CBapKe ILUIaBJIe-
HUEM (aBTOMAaTHYECKasi aproHOJYyroBas CBapka u
AJIEKTPOHHO-Ty4eBast CBapKa) IyiacTuH cruiaBa AK9,
MOJTYYEHHOTO CEJEKTUBHBIM JIa3€pHBIM IUIaBIIE-
HHEM M3 MOpOIlKa, B MeTajie IIBa Halironaercs
OomnbIoe KoaudyecTBo nop auamerpom 420...1070
MKM IIpU aproHOAYTroBoM cBapke u 215...420 Mkm
IIPU HJIEKTPOHHO-JIy4EBOU CBapKe.

2. VICTOYHMKOM Ta30BbIX MOP NpU CBapKe
rwiactuH cruiaBa AK9, noimy4eHHOro CelleKTUBHBIM
Ja3epHbIM IUIABJICHUEM, SIBJISIIOTCS MHKPOIIOPHI
mramerpoM 150...200 MM, hopMupyIOIIHECs B OC-
HOBHOM MeETaJleé Ha CTaJMU €ro BbIPAIUBaHUSL.
®opMHpOBaHKE MOP B METaUIE IIBA MpPU CBApKe
IUIABJICHUEM YCWIJIMBAeTCs HaJuueM (hparMeHTOB
OKCHJTHOW IUJICHKH, KOTOpbIE€ TMOCTYyHaloT B

CBapOYHYI0 BAaHHY C ITOBEPXHOCTH YaCTHUYEK IIO-
pOI1IKa, U3 KOTOPOTO BBIPAILIEH OCHOBHOW METaJLII.

3. KoadduimenT mpovdHOCTH COSAMHEHUI
crmaBa AK9, moiydeHHbBIX CBAapKOM IJIaBJICHUEM
CIIETYIOIIMIA: JUIsl aBTOMaTHYECKON aproHOIyTOBOM
cBapku 0,46, IUig 31E€KTPOHHO-TY4YE€BOM CBapKH —
0,66.

4. KoapuIeHT mpoyHOCTH CTHIKOBBIX CO-
equHeHN IoiacThH cimiaBa AK9, BBINOIHEHHBIX
CBApKOW TPEHHEM C NEPEMEIIMBAHUEM, HAXOIUTCS
Ha yposHe 0,81...0,86 OT Bp€eMEHHOI'O COPOTHUBIIE-
HUSI OCHOBHOI'0 MeTailia. PaspyliieHne cBapHbIX co-
€IMHEHUI ITPOUCXOIUT I10 30HE NEPEMEIIUBAHMS.

5. B 30He 11Ba IIpH CBapKe TPEHUEM C IIepe-
MEIIMBAHMEM B peE3yJIbTaTe JUHAMUYECKON PEKpH-
cTaJuIM3alny c(hOpMUPOBaHA MEIIKO3EPHUCTAs! paB-
HOOCHAsl CTPYKTypa CO CPEIHHUM pPa3MEpPOM 3€pHaA
4,5...6,2 MkM mpaktuuecku 0e3 Hamumuust nop. Oc-
HOBHOM MeETaJlT MPEACTABICH SYEUCTOM CTPYKTY-
poOii, B KOTOPOM MMEIOTCA MOPBI PA3MEPOM 10
168 MKM.

6. B pe3ynprare TEpMOMEXaHUUYECKOTO BO3-
NEUCTBUSL CBAPKM TPEHHEM C IEPEMELIMBAHUEM
HaOJII01aeTCsl MPEBBIIICHUE IIOTHOCTH 30HBI Iepe-
MemmBanus cruiaBa AK9 Haj ypoBHEM MJIOTHOCTH
OCHOBHOI'O MeTajljla, MOJY4YEHHOI'O CEJIEKTHBHBIM
JIA3€PHBIM IUIABJICHUEM.
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	Сварку стыковых соединений образцов осуществляли автоматической аргонодуговой сваркой с присадочной проволокой СвАМг6, электронно-лучевой сваркой без присадочного металла и сваркой трением с перемешиванием. При аргонодуговой сварке использовали следую...
	Электронно-лучевую сварку пластин сплава АК9 выполняли на установке ЭЛУ-20МК на режиме: ток луча Iл = 140…155 мА, ток фокусировки Iф = 472…478 мА, ускоряющее напряжение Uуск = 60 кВ, скорость сварки vсв = 450…500 мм/мин.

