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Annomayusn. Paccmompenvl ocobennocmu 0eqhopmMuposaniust 8 X0100HOM U HASPEMOM COCIOSHUAX C8APHBIX 3A20MOBOK
cnaasa 15654M monwunoii 8,0 Mm, 6bINOIHEHHBIX CBAPKOL MPEHUEM C NepeMeuusanueM. YCmaHnoeieHo, 4mo ceapHole coeou-
Henus cnaasa 1565uM monwunot 8,0 mm, nonyuennvle C6apKoU mpeHuem ¢ nepemetiu8anuem 001a0aom ebiCOKUMU NPOYHOCH-
HbLMU CEOUCBAMU 8 COYEMAaHuu ¢ 00CmamoyHol niacmuynocmyio. Tax yeon uzeuba coeduneHuti cocmasisiem coeouHeHul
cocmaensiem 165...170 °. Koagpgpuyuenm npounocmu ceaproeo coedunenus cocmasisem 0,96 om npouHocmu 0CHO8HO20 Me-
manna. I[lpu smom épemennoe conpomugienue Memaiia wed no C60EMy 3HAUEHUIO NPEBOCXOOUM BPEMEHHOE CONPOMUBTIEHUE
KAK OCHOBHO20 Memaiid, max u ceapuozo coeounenus. Coeounenus cnuasa 15654M, gvinonnenHvle c8apKol mpeHuem ¢ nepe-
Mewusanuem, 001a0arom xopouietl 0eQoOpMupyemMocmsio npu Xo100HoU degpopmayuu. Ima 0coOeHHOCb C8APHBIX 3A20MOB0K
u3 aucmog cnaasa 15654M obvacHaemcea Hanuyuem 8 CMpyKmype 30Hbl Nepemeuu8aHUsi MeaKo3epHUCTNOU PeKPUCMALIU308aAH-
HOU CMPYKMYpbl, KOMopas (popmupyemcsi 8 pe3yivmame menjio8o20 U CUI08020 8030eliCmeus pabo4e2o UHCMpPYMeHmMd Ha C8a-
pusaemvlil Mamepuai 8 npoyecce ocyujecmaierus ceapku. Peocumel ceapku, obecneyusaroujue yKazaHHvle MexaHuyecKue ceoti-
cmea coeouneHull, OblIU UCNOIb308AHbL 0TI C8APKU 0beydeK (3a20MO080K) 2a308bix OaLI0H08 (nelinepos). Texnonozusa uzeomos-
JIeHUs1 MAKuX 6anloH08 8KI0UAem 6 cebsi clledyiowue Onepayuu; capka 0oeuaiKu, Kamoposka 0bevatiky, KOHMpoJb Kayecmed
wea Ha obeuaiixe, 0caoka obeualku 6 2opauyio Gopmy 0/ PopmMosKu OHUWY, 68APKA WMYYEPO8 U 0OWULL KOHMPOJIb HA 2epme-
MuUYHOCMb. DKCREpUMeHmbl N0 YOPMOsKe OHUWY TeUHEPO8 3a cuem 0caoku obeuatiku 6 Hazpemyio 00 450...500 °C nokazanu,
umo Hab.I00aemcs UHMEHCUBHOE BbIMEKAHUE MEMALLA WA 30 CYem pa3iudull 8 0eOpMayuoHHOL CNOCOOHOCIU MEMANLA WA
u ocHosHO20 Memanna. Taxkoe nosedenue Memania wed npu 2opsauem 0edoOpMUPOBaAHUY MOICHO 0OBICHUMD NPOAGTIEHUEM -
gexma ceepxniacmuuHOCMU Memaiia wea 8 udy HAIUYUS PEeKPUCNATLIUI08AHHOU YIbMPA MeIKO3EPHUCIOU CIMPYKMYPbI.
Yemanoeneno, umo nauunas ¢ memnepamypuor 400 °C omuocumenvHoe yonuHeHue Memaiia ued CyuecmseHHo npegocxooum
3HaueHue yonuHeHus ocHoeHozo memaina. Ipu memnepamype 450 °C yxasannoe pasnuuue docmueio yce 72 %. [{ns ceapnozo
wea cnnasa 1565uM nauunas c memnepamypul Hazpesa 540 °C npoucxooum aHOMANIbHLII POCH 3ePHA, KOMOPbLU 3AX8AMbleaem
6eCb U08.

Knrwouesvie cnoea: crapka TpeHHEM C IepeMEIINBAHUEM; aTIOMUHUEBHIN CIUIaB; Topsdee NeGOopMHPOBaHIE; MeTalIa
IIBa; MUKPOCTPYKTYPa; CBEPXILIACTUIHOCTh, aHOMAJILHBII POCT 3epHa
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Caapka, pocTBeHHbIe NPoLecCchl H TEXHOJIOTUH
Welding, related processes and technologies

Hot forming of welded blanks of aluminum alloy sheets 1565 chM
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Abstract. The details of forming in cold or heated position for welded blanks of alloy 1565chM with a thickness of 8,0 mm,
performed by friction stir welding, are viewed. It is found that welded joints of alloy 1565chM with a thickness of 8,0 mm, obtained by
friction stir welding have high strength properties together with sufficient toughness. Thus, bending angle of the joints is 165...170 °.

The strength factor of the welded joint is 0.96 of the strength of the base metal. At the same time, the temporary resistance of the weld
metal exceeds temporary resistance of both: base metal and the welded joint in its value. The 1565chM alloy joints, made by friction
stir welding have good formability under cold deformation. This special feature of welded blanks made of 1565chM alloy sheets is
explained by the presence of a fine-grained recrystallized structure in a stir zone, which is formed as a result of heat impact and force
action of the working tool on the material to be welded. Welding modes providing specified mechanical properties of the joints were
used for welding shells (blanks) of gas cylinders (liners). Manufacturing technique for such cylinders includes the following operations:
welding of the shell, calibration of the shell, quality control of the weld on the shell, jumping into a hot mold for forming bottoms,
welding of fittings and general tightness control. Experiments on forming liners bottoms due to the shell jumping into a heated to
450...500 °C mold have shown that there is an intensive weld metal runout due to differences in the strain capacity of the weld metal
and the base metal. This behavior of the weld metal during hot forming can be explained by superductility of the weld metal owing to
the presence of a recrystallized ultrafine-grained structure. It was found that starting from a temperature of 400 °C, the relative
elongation of the weld metal significantly exceeds the elongation value of the base metal. In case of 450 °C, this difference reaches
72 %. For the weld of the 1565¢chM alloy, starting from the heating temperature of 540 °C, an abnormal grain growth occurs along

the entire weld.

Keywords: friction stir welding; aluminum alloy; hot forming; weld metal; microstructure; superductility, abnormal

grain growth
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Beenenne

[Ipu coenvHeHHH XOJIOJHOKATAHHBIX JIHU-
CTOB CIUTAaBOB cUCTeMbI Al-Mg, Takux kak AMrS,
AMré6 u 15654M, c ucnosb30BaHMEM CBapKu
IUTaBJIEHUEM B CBApHOM IIBE (pOopMHpYyeTCs InTas
JNEHJPUTHAsT CTPYKTYypa, 4TO MPUBOAUT K CyIIle-
CTBEHHOMY YBEJIHMUYEHHUIO pa3Mepa 3epeH, a Takke
MMEET MECTO YKPYNMHEHHE HAHOYACTHUIl BTOPBIX
¢da3. B 30HE TEPMHYECKOTO BIUSHUS TOJ JCH-
CTBHEM CBApOYHOTO TeIjia HAOIIOAeTCsl CHATHE
YOPOYHEHHUS 3a CUET IIAaCTHYecKOoM nedopmanuu
JMCTOBOTO MOy(hadbpukaTta.

[Tpu xomoxHOM AedopMaIiy CBapHBIX 3a-
TOTOBOK M3 CIUIaBOB CUCTeMbI Al-Mg, BBIMIOTHEH-
HBIX CBapKOH IJIaBJIIEHUEM, JIaXKe B COEIMHEHUSIX
0e3 BHYTpEHHUX JIeEKTOB 3a4acTyIO HAOI0JaeTCst
o0pa3oBaHUE TPELIUH [0 30HE CIUIABJICHUS U TIO
MeTaJlTy 1IBa B npouecce aedhopmupoBanus [1].

Kpome TOro, kak mpu XOJOIHOM, TaK U
npu  ropsueM  AeQOpMHpPOBAHUU  CBAPHBIX

3arOoTOBOK, MOJYYEHHBIX CBapKOMl IUIABICHHUEM,
TpeOyeTcsl yaaleHne MeXaHMYeCKUM ITyTeM BbI-
MyKJIOCTH IIBa C JIMLEBOM M KOPHEW CTOPOH
COCIMHEHMUS.

Jnst moBeIeHUs Ae(OpMalmOHHON CHOo-
COOHOCTH CBApHBIX 3arOTOBOK CIIJIABOB CHCTEMBbI
Al-Mg cTpeMsTcss M3MENbUUTh CTPYKTYpY Me-
Tayma mBa. C 3TOM HEeNbI0 B MPUCATOYHBIN METAIIT
BBOJISIT CKaHIMi B konndecTBax 110 0,5 %. Beene-
HUE CKaH/Us MM03BOJIIET YMEHBIINTh CPEIHUN pa3-
Mep 3€pHa B IIBE U YaCTHYHO PEUIUTH MPoOIeMy ¢
XOJIOMHBIM J1e()OPMUPOBAHUEM CBAPHBIX 3aroTo-
BOK U3 aJIIOMUHUEBBIX CILIABOB [2, 3].

Hcrnonb3oBaHne CBapKu TPEHUEM C Iepe-
memmBanueMm (CTII), B ocHOBe KOTOpOH Jexar
MPOIIECChl MHTEHCUBHOM TUTACTUYECKOU Aedopma-
ruu (UI1]]) mpu moBeIIeHHOH Temmepatype, mo3-
BOJISIET PEIIUTh ATy Mpobiemy. MakcumainbHas
TeMIlepaTypa Harpesa 3arotoBok B mpouecce CTII
He npesbimaer 500...520 °C, a Bpems BoO3AeH-
CTBUS HCYUCHSETCS MUHYTaMHU. [Ipu
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omnpeneneHHplx pexumax BausHue CTII Ha
YaCTHIIBI BTOPHIX (pa3 MOKET ObITh MUHUMH3UPO-
BaHO, 4TO MO3BOJISICT COXPaHUTh
BBICOKME MPOYHOCTHBIE CBOWMCTBA B CBapHBIX
coenuHeHUsX [4 — 8].

B cBapHom mBe hopmupyercs Menako3ep-
HUCTasl WIH YJIbTPa MEIKO3EPHHUCTAsT CTPYKTypa
(YM3), xoTopast obecriednBaeT BHICOKUE MEXaHHU-
yeckue cpoiictBa [9, 10]. B 3aBucumocTtu ot pe-
s)kuma CTII mpoyHOCTH 1IBa B TEPMUYECKU HE-
YIPOYHSIEMBIX CIUIaBaX MOXKET HE TOJIBKO JOCTH-
rarb MPOYHOCTH OCHOBHOTO MaTepuaia B
OTOXKKEHHOM COCTOSIHUU, HO U MTPEBOCXOUTH €r0
[11]. Kak mpaBui1i0, cCBapHBIE 3aTOTOBKHU, MOJTYUYEH-
HBIC CBApKOW TPEHHEM C IMEpPEMEIIMBAHHEM W3
TEPMHUYECKH HEYNPOUHAEMBIX  aJIOMHUHHUEBBIX
CIUTaBOB, XOPOIIO Ae(GOPMUPYIOTCS B XOJOTHOM
coctosiHUU. Takue 3aroTOBKU MPUMEHSIOTCS TpU
W3TOTOBJICHUH JTHUI KOTJIOB KEJIE3HOIOPOKHBIX
IUCTEPH, a TaKXe LUCTEPH aBTOMOOWIIBHBIX IIe-
MEHTOBO30B U OCH30BO30B.

[Ipu M3roToBICHUH CBApHBIX BO3AYIIHBIX
0aJIIOHOB CBapHasi 3arOTOBKA JJIsi MPETEpIIeBaET
ropsiuee nedopmupoBanue. CBeleHbsS MO TOPS-
yeMmy Ae(pOpMUPOBAHUIO CBAPHBIX 3arOTOBOK, BbI-
MOJIHEHHBIX CBApKOW TPEHUEM C IMEepEeMElINBaeM
U3 TEPMUYECKU HEYNPOUYHSEMBIX aTIOMHUHUEBBIX
CIUIaBOB, B TEXHUYECKOW JHTEpaType Ha JaHHOE
BpEMSI MPAKTUYECKU OTCYTCTBYIOT.

[ToaTomy 11e1bI0 HAaCTOSIIIEH PaOOTHI SBIIS-
JIOCh HCCJEIOBAaHUE MEXAHMYECKHUX CBOWMCTB H
CTPYKTYpbl CBapHBIX COCIUHEHUN CIUIaBOB CH-
cteMbl AI-Mg, OJTy4YEeHHBIX CBapKON TPEHUEM C
MepeMEeITMBaHUEM, a TaK)KE PACCMOTPEHHE OCO-
OCHHOCTEH Topsyero nAeGpopMUPOBAHUS CBAPHBIX
3aroTOBOK U3 aFOMUHHUEBOTO cruiaBa 15654M.

MarepuaJjbl 1 MEeTObI

B UCCJIEIOBAaHUH HCIOJIb30BAJIHCh
OTOXOKEHHBIE JIUCTHI U3 ciIaBa 15654M tommu-
HOU 8,0 MM, XUMHYECKHI COCTaB KOTOPOTO MPUBE-
7eH B Ta0u. | (1T0 OCHOBHBIM 3JIEMEHTaM).

1. XuMu4yeckuii cocTaB JUCTOB ciiaBa 15654M

1. Chemical composition of 1565chM alloy sheets

Mapka MaccoBast gomns 3aemMenTa
crutasa | Si Fe Cu Mn Mg Cr Zr Zn Ti
15654 | 0,20 | 0,30 | 0,05...0,10 | 0,40...1,20 | 5,10...6,20 | 0,02...0,25 | 0,05...0,20 | 0,45...1,0 | 0,02...0,10

MexaHnueckre CBOMCTBA JTUCTOB cIiiaBa 15654M B OTOMOKEHHOM COCTOSIHMH MPUBEICHBI B TA0. 2.

2. Mexann4decKHe CBOMCTBA JUCTOB ciiiaBa 15654M

2. Mechanical properties of 1565hM alloy sheets

MexaHuuecKue cBoicTBa
Hanpasnenue -
IMomyhabpuxar, VY caoBHBIN Vnapnas
oI BBIPE3KU Bpemennoe VYron
IIHA o6 npeaen OTHOCHUTEIBHOE BSI3KOCTh
pasLoB CONPOTHBIIEHUE o us3ruba
on. MITa TEKy4YecTH | ymimHeHue d, % 0 © KCU,
B Go.2, MIla ’ Jx/cm?
345...365 188...205 16,0...17.8
Ilonepeunoe > * 70 20,0
JIuct TonmuHOM p 350 190 17,2
8,0 MM MporonsHoe 360...385 210...235 17,5...18.8 3 B
PO 370 220 18,0
Ilpumeuanus: B yuciauTeNne NMPUBEACHB MUHUMAIIBHBIC U MaKCHUMAallbHBIC 3HAUCHUS, B 3HAMEHATENE —
CpeIIHUE M0 pe3yJIbTaTaM HCIIBITAHUH MMATH 00Pa3IIoB.

CBapky TpeHHEM C IepeMEIIMBaHUEM OCY-
HIECTBIISUTM Ha JTAOOPaTOpPHOW YCTAaHOBKE, W3TO-
TOBJICHHON Ha 0a3e BEPTUKAIBHOTO (Ppe3epHOro

ctagka ¢ UITY u nOmoaHUTENBEHO OCHAIEHHOTO
WHMKATOPOM BEPTUKAIILHOTO TIEpeMeleHus (pe-
3epHOM TOJIOBKU. IS CBapKu HCHOJIB30BAIICS
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WHCTPYMEHT, BBITIOJHEHHBIA U3 OBICTPOPEKYIIEH
CTaiM, co MTU(TOM KOHYCOOOpa3HOH GoOpMBI U
BUHTOBOM JuHUEH [12].

B o0mem ciydae mupuHa CBapHOTO IIBa
3aBUCea OT pa3Mepa 3aIIeyuKa UCIO0JIb3yeMOro
paboyero MHCTpyMeHTa. Bce cBapHble coequHe-
HUS, NCCIIEIOBAHHBIC B TAaHHOU paboTe, ObLITN BBI-
MOJIHEHbl MHCTPYMEHTaMH, KOTOpble (HopMHpO-
BAIM I IUIMT 1IOB MIMPUHOW C JIMLEBOM
ctopoHbl — 30 mM. Pexxumbl cBapku oOpa3ioB
npuBezieHbl B Tabn. 3. CBapka OCyIIecTBIIsAIach B
OJIHOCTOPOHHEM BapHaHTe.

JIMHYy HaKOHEYHHKA WHCTPYMEHTA BBIOU-
panu TakuM oOpa3oM, 4YTOOBI OHa ObUIa Ha
0,10...0,15 MM MeHbIII€ TONIIUHBI CBAPUBAEMOTO
MeTaia. CBapKy BBINOJIHSUIA YTJIOM BIEpe] Mpu
HAKJIOHE HHCTPYMEHTA OTHOCUTEIIFHO BEPTHKAb-
HoM ocu Ha 2,0...3,0 °. C nomomnipio cynmnopra 3a-
KpEIUICHHBIN Ha Bally AJIGKTPOJIBUTATENSI HHCTPY-
MEHT NepeMelIalics B BEPTUKAIbHOMN TIOCKOCTH,
Onmaronapst yeMy 00ecreunBanoch HEOOXOIUMOe
3arayOJieHne ero pabounx 4acTei B CBapuBaeMblid
MaTepuan, ¥ MOJAePKUBAIACH IOCTOSTHHON BEJH-
YIHAa OCEBOT0 YCUJIUS €ro MPHKaTUs K COeqNHsIe-
MBIM JIETAJISIM B MPOIIECCE CBAPKH.

3. IlapameTpbl pexxnMa CBAPKH TPEHHEM C MepeMellMBaHueM JIMCTOB ciiaBa 15654M Tomuunoi 8,0 mm

3. Parameters of friction stir welding mode for 1565chM alloy sheets with a thickness of 8,0 mm

[Tapametps! pexuma CTII 3HaueHHs MapamMeTpoB

CKOpOCTb CBapKu, M/4 12,5...28,2
YacToTa BpaleHuss HHCTpyMeHTa, 00/MHUH 500...1000
HopMmansHoe ycunue npuxaThs HHCTpyMEHTa K 3arotoBkam, H 9000...9500
YTroj1 HakJIOHa HHCTPYMEHTA B BEPTUKAIbHOM IJIOCKOCTH, ° 2,0...3,0
JnuHa mrudTa, MM 7,8

Huametp mwtudra, MM 6,2
Jwnametp 3arieunka, MM 16

IIpn pEeHTreHOBCKOM KOHTPOJIE CBapHBIX
COEIMHEHUI B KaueCTBE MCTOYHUKA MOHU3UPYIO-
IIETO W3JIy4YeHUs] IPUMEHSIN PEHTT€HOBCKUN arl-
napat PYM 7 ¢ nnana3oHoM peryJaupoBKH Hampsi-
xenus ot 10 1o 60 kB u Tokom anona 10 30 MA.
B kagecTBe AETEKTOpa PEHTIE€HOBCKOI'O M3JIyde-
HUS TPUMCHSUIIM PaauorpaduvecKyto TUICHKY
AGFA D5 knacca C4 no ISO 11699.

N3 mnosy4eHHBIX CBAapHBIX COCAMHCHUHN B
cootBerctBuM ¢ 'OCT 6996-66 wn3roraBnuBanu
o0pa3ipl ¢ MUPUHON paboueit yactu 15 MM ans
ONpeNeNeHUsl UX Mpeesia MPOYHOCTU MPU OFHO-
ocHOM pacTspkeHud. [lupuna paboueit yactu 00-
Pa3LoB IJIsl ONPENETICHUsI XapaKTEPUCTUK COMPO-
TUBJIEHUS YCTAJIOCTH cocTasisiia 25 mMm. [lpenen
KpPaTKOBPEMEHHOW MPOYHOCTH IIPH PACTSKEHUN U
yroJl CTaTUYECKOro M3rubda orpenessifn Ha ycTa-
HoBke Zwick/Roell Z030. [Ins onpenenenus yaap-
HOM BSI3KOCTH MCIOJIb30BAJICS OJTHOCTOCUYHBIN Ma-
ATHUKOBBIN kKorep MUK.

Jliia onpenieneHnst BpeMEHHOT'O CONPOTHB-
JICHUsI METaJljIa 1Ba (30HA TEePEMEITMBAHUS) HC-
IBITHIBAJIMCH CHEIHMATIbHBIE 00pa3Ibl ¢ 3aUUIICH-
HOM 3alo/UIMI0 C MOBEPXHOCTh OCHOBHOI'O

METajula MIBOM M C YMEHBIIEHHON IHPHHON 00-
pasma 10 6,0 MM 3a CYET MOIYKPYIJIBIX BRIOOPOK
paauycom 5,0 mm [13].

HccenenoBanuss MUKpPOCTPYKTYPbI IIPOBO-
JIVUTA Ha onTideckoM Mukpockore Leica DM IRM
C MpOrpaMMHO-aNMapaTHbIM KOMILIEKCOM 00pa-
60TKu n306paxenus «Image Expert Pro3x».

XUMHYECKOE TpaBjeHHe 00pa310B AJIsl BbI-
SIBJICHUSI MUKPOCTPYKTYPBI aJTIOMUHHUEBBIX CILJIa-
BOB npoBoauiu pactBopom Kemrepa (HF — 1,0 mi;
HCI — 1,5 mim; HNOs — 2,5 mor; HoO — 95,0 mi1) u
pacTBOopoM, cocrosmiero u3 peakruBa [lynTona
(HF—-2,0 vu1; HC1-3,0 m; HNO; —20 mor; HXO—175 M),
HNOs - 50 mir; H2O —40 mut; CrO3 — 12 1.

s uccneoBaHus BIUSHUS TEMIIEPATYPbI
HarpeBa 00Opa3IOB HA MHUKPOCTPYKTYpY MeTajia
30HBI NEpEMEIIUBAHMs HCIIOJIB30BAJIach JIabopa-
TopHas mydenpHas neds SNOL 4/900.

Pe3ysabTaTrhl U UX 00CYy:KIEHHE

MexaHudeckue CBOWMCTBAa COCIUHEHUU JIU-
CTOB cmiaBa 15659M npuBeneHs! B Tab. 4.
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4. MexaHu4ecKHe CBOICTBA CBAPHBIX COeIMHEHUI JUCTOB ciiaBa 15654M Toammunoii 8,0 mm

4. Mechanical properties of welded joints of 1565chM alloy sheets with a thickness of 8,0 mm

Bpemennoe Koadpduuunent
VY iapHast BA3KOCTb
COTPOTUBIICHUE MIPOYHOCTH Yron uzruba
Oo6pazen o KCU mo meramry
oB, Mlla CBapHOTro o, )
mBa, kJHx/m
COCJTMHEHUE I0B COCIMHEHUS
OCHOBHOW MeTaJLI 370 — 1,0 68 203
Coenunenue CTII 354 380 0,96 175 220

Koaddunuent npoyHocTH CBapHOTO CO-
enuHenus coctapisgeT 0,96 OT IPOYHOCTH OCHOB-
HOT'O METaJlIa 4To cieayeT u3 taou. 4. [Ipu stom
BpPEMEHHOE CONTPOTUBIIEHNE METAJIJIA IIIBA I10 CBO-
€My 3HAYEHUIO MPEBOCXOJUT BPEMEHHOE COMpPO-
TUBIICHHE KaK OCHOBHOTO METajlia, TaK U CBap-
HOTO COEIMHEHHSI.

Pazpymienue cBapHBIX COCIUHEHUN JIU-
CTOB cIuiaBa 15654M, BBITIOJHEHHBIX CBapKOM
TPEHUEM C TepPEeMEIINBAHUEM, MMPOUCXOIUIO TIO
30HE TEPMOMEXAHNYECKOT0 BO3IEUCTBHS CO CTO-
POHBI 0TX0/1a pPab0Yero HHCTPYMEHTA.

CBapHble COEIMHEHMsI JIMCTOB CIUIaBa
15654M oTrnuyaroTcst BBICOKUMHU MJIaCTUYECKUMU
cBoiictBamu (yroj usruba 175 °) mpu ynapHoi
Bs3KocTH 220 KJIK/M.

PexxuMbl  cBapkH, TpeaCTaBIEHHBIE B
Tabn. 3, ObUIM WCIONB30BaHBI JJIsi CBapKHU 00e-
Yaek (3aroTOBOK) ra30BBIX OANTOHOB (JICHHEPOR).
TexHONMOTHUS W3TOTOBICHUS TaKUX OaJIOHOB
BKJIIOYAeT B ce0sl cleyIoline onepanuu: cBapka
oOeyaiiku, kamnOpoBKa 00eUaiK, KOHTPOJIb Ka-
YyecTBa IIBa Ha oOeyaiike, ocagka oOeyaiiku B To-
psauyto ¢opmy s (HOpPMOBKHM JTHUIL, BBapKa
HITYLIEpOB M OOLIMH KOHTPOJb Ha TIepMETHY-
HOCTb.

Capnas 3arotoBka (oOeuaiika), BBITIOJ-
HEHHas Ha MPUBEACHHBIX BBINIE PEKUMAX TOCIE
KannOpoBaHus, npeacrabieHa Ha puc. 1. [Tocme
KanuOpoBaHust oOeuaiika mpuoOpena Gopmy
OKPY’KHOCTH B IonepeyHoM ceuenuu. [Iposenen-
HBIC TIOCJIC KATHOPOBAHUS HCCIICIOBAHUS C TIOMO-
b0 KOMITBIOTEPHOU TOMOTpaduu U UCIIBITAHUI
o0euallkil Ha TEPMETHYHOCTh HE BBISIBUJIH IOSIB-
JIEHUs] KaKUX-TH00 J1e(h)eKTOB CBApHOTO IIIBa, KO-
TOpBIE MOTJIM OBl MPUBECTH K MOTEPE TePMETHY-
HOCTH.

DKCHEPUMEHTHI M0 POPMOBKE JTHHMIIL JICH-
HEPOB 3a CUET 0CaJIKM 00edaiiku B HarpeTyo 10
450...500 °C mokasanu, 4yTo HaOIIOmaeTcst HH-
TEHCHBHOE BBITEKAaHHME MeTajula IIBa 3a CUeT

paznuunii B 1e()OpMaIMOHHON CITOCOOHOCTH Me-
Talyla IBa W OCHOBHOTO Metamia (puc. 2).
[To-BumuMOMYy, 3TO SIBIICHUE HANPSIMYIO CBS3aHO
C paznuuueM B JeQopMalMoOHHON CIOCOOHOCTH
OCHOBHOTO METaJlIa U MeTaJlla 30HbI IIepEMEIIIn-
BaHUA, KOTOPLIC O6YCJ'IOBJIGHBI pasiiyusiMu B
CpeIHEM pa3Mepe 3epHa B CTPYKTYpE.

0)

Puc. 1. Ctenp nJs1 cBapku o0evyaek JieiiHepoB (a) U cBap-
Hasi o0eyaiika (0) mocje KAIUOPOBKHU

Fig. 1. Stand for welding liner shells (a) welded shell (b)
after calibration
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Puc. 2. Beitekanne mBa CTII npn ocagke oGeuaiiku B
ropstayro popmy

Fig. 2. FSW weld rout when shell jumping in a hot mold

Takoe noBeneHUe MeTasIa 1IBa MIPH TOPSI-

yeM  AeOpPMHPOBAHUM  MOXXHO  OOBSCHHTH

nposiBieHueM 3P QPeKTa CBEpXIJIaCTHYHOCTH Me-
TaJyla 1IBa B BHUJYy HAIWYHS PEKPUCTAIUIN30BaAH-
HOW yJbTpa MENKO3EPHUCTON CTPYKTYyphl. Ilo-
3TOMY OBLIN MPOBEICHBI CPABHUTEIBHBIC UCTIBITA-
HUS HA PACTsHKEHUE TPU MOBBIMICHHOW TeMIlepa-
Type 00pasloB, BBIPE3aHHBIX U3 OCHOBHOTO Me-
Tajia ¥ CBapHOTO 1mBa (puc. 3).

=1 mm —
s J
5 mm 15 mm
28
33 mm 10 mm
55 mm

Puc. 3. O0pa3zen 1iisl HCNBITAHAN HA CTATHYECKOE PaCTs-
JKeHHe OCHOBHOro Merajja 15654M u cBapHoro mBa
NPH NMOBBIIIEHHBIX TeMIepaTypax

Fig. 3. Test pattern for static tensile strength of the base

metal 1565chM and the weld under elevated
temperatures
Pe3ynapTarel  IPOBEAECHHBIX  UCHBITAHHUI

npecTaBieHa B Ta0I. 5.

5. MexaHnn4yeckue CBOCTBA OCHOBHOI0 MeTa/Ia U3 ciiaBa 15654M u MeTaJia mBa npM mnoBbi-
LIEHHOW TeMIiepaType

5. Mechanical properties of the base metal of the 1565chM alloy and the weld metal under elevated

temperature
Temnepatypa OCHOBHOH MeTaII Merann mBa
uembrranis, °C S Na | 602, MITa 5, % owMIla | ooz, MIla 3, %
20 350 165 25 370 209 28
350 42 32 77 70 67 90
400 20 14 91 39 37 139
450 10 8,0 160 22 20 275

W3 mpuBeneHHbIX B Ta0a. 5 JaHHBIX Clie-
IyeT, yTo HaunHasg ¢ temrepaTtypy 400 °C oTHo-
CUTEIbHOE YJJIMHEHHE MeTalyla IIBa CyIle-
CTBEHHO IMPEBOCXOJUT 3HAUYEHUE YJUIMHEHUS OC-
HoBHOTO Metasuia. [Ipu temnepatype 450 °C yka-
3aHHOE pa3JInyKe JOCTUTIIO yxe 72 %.

K coxanenuto, mpu temmnepatype 500 °C
OTpEeAeNIUTh MCKOMBIE 3HAUEHUS MEXaHHMYECKHX

CBOMCTB HE yJIaJI0Ch 10 MPUYHHE BBIX0/1a 00pasiia
W3 MeTajlyla IIBa MPH PACTSDKCHHH 3a TPEISib
HarpeBaTeIbHOU KaMepBbl.

Buemnuii Bua o0pasioB OCHOBHOTO Me-
TaJjula U MeTajljla I1Ba MOocie CTATUYECKOT0 pacTsi-
YKEHUS TPH TTOBBIIICHHON TeMITepaType MPUBEIICH
Ha puc. 4 (Jiuct TonmuHoM 8,0 MM).
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“5°°CH !M

a) 0)

Puc. 4. O6pa3upl cniiaBa 15654M nociie ucnbITAaHUA Ha
pacTsKeHHe MPU Pa3JIMYHbIX TeMIlepaTypax HarpeBa oc-
HOBHOTI'0 MeTaJl1a (4) M CBapPHOTo 1IBa (0)

Fig. 4. Samples of the 1565chM alloy after tensile tests at
different reheat temperatures of the base metal () and
the weld (b)

Tak kak mpu ropsueit nedopmanuud Me-
TaJyla CBAPHOI'O IIBa HAarpeBaercs 0 TeMIepa-
Typel  450...500 °C, To OBUIM TPOBEICHBI

6)

SKCIIEPUMEHTHI 1O BIMSHHUIO HAarpeBa Ha CTPYK-
Typy MeTajua mBa ciiaBa 15654M, nonydeHHoro
CTII. dns aToro o0pasibl CBAPHBIX COCAMHEHUMN
IIO/IBEprajii HAarpeBy ¢ Bblaepkkoi 30 MUH C 10-
CIIEIYIOIIUM HCCIIEIOBAHUEM MHUKPOCTPYKTYPbI
I1Ba Ha ONTHYECKOM MUKPOCKOIIE.

®dororpaduu MakKpoCTPYKTYp CBAPHBIX CO-
eAMHEeHuH TUCTOB ciiaBa 15654M mnocne Harpesa
oOpasnoB 10 Temriepatypsl 450...550 °C npuse-
neHsl Ha puc. 5. IIpoBeneHHBIE 3KCIIEPUMEHTHI
MO3BOJIMITA YCTAaHOBUTH, UTO IIPU BBIJIEPIKKE B Te-
yenue 30 mun npu temneparype 450 °C pocra
3epHAa HE MMPOUCXOIUT (CM. pHC. 5, 0).

JanbHenniee yBEJIMUYEHUE TEMIIEpaTyphl
HarpeBa 110 500 °C conpoBokmaeTcss HAUNHASTCS
AHOMAJIbHBIN B3PBIBHOM POCT pa3Mepa 3epHa B Me-
Tajuie mBa (puc. 5, 6).

Puc. 5. Bjausinne oT:kura ¢ BbIAep:KKoi B me4yu B Teuenre 30 MHH Ha CTPYKTYpPY MeTa/liia WIBa JUCTA cijiaBa 15654M:
a — ucxomHoe coctosiHue (x500); 6 — Temmeparypa HarpeBa 450 °C (x500); 6 — Ttemmeparypa HarpeBa 500 °C (x25);

2 — TeMnepatypa Harpesa 540 °C (x25);

Fig. 5. The annealing effect when soaking in the furnace for 30 minutes on the weld metall structure of 1565chM alloy sheet:
a — initial state (x500); b — heating temperature 450 © C (x 500); ¢ — heating temperature 500 © C (x25); d — heating

temperature 540 °C (x25);

Hauunas ¢ temneparypsl HarpeBa 540 °C
MPOUCXOJAUT aHOMAJIbHBIA POCT 3€pHA, KOTOPBI
3aXBaThIBaCT BECh METAILI IIBa (pHC. 3, 2).

B nmanpHeiimem ciemyeTr mpoBecTtu Oosiee
JIeTalbHbIE MCCIICJOBAaHUS BPEMEHH BBIIEPKKU U

TeMIIepaTyphbl HarpeBa Ha ONpe/ieJeHue TeMIepa-
TYpHOTO TIOpOTa Hayaja aHOMAJIbHOTO pPOCTa
3epHa B MeTaJjIe 11Ba cruiaBa 15654M.
[TomyueHHBIE pe3ynbTaThl B TOXE BpEMs
HaxXOJATCS B MPOTHBOPEUUU C Ppe3yibTaTaMu
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UCTIBITAHUN 00pa3llOB METajlla CBApPHOTO IIBa Ha
CTAaTUYECKOE PACTSKEHHE IPU MOBBILICHHBIX TEM-
neparypax. Ecnu Obl Habmogancs aHOMadbHBIN
POCT 3epHa y MeTajuia IIBa B MPOLECCE HCIIbITA-
HUH, TO MeTa/Ula IIBa HE MPOSABISUI Obl B TaKoOi
SAPKO BBIPAKEHHOM CTENEHU CKIOHHOCTH K CBEpX-
wiactuyHocTd. [loaToMy OBLTM TIPOBEACHBI Me-
TayutorpaguyecKue HMCCIIe0OBaHus 00pasIoB W3
MeTaJlia 11Ba MOCJI€ UCIIBITAHUH MTPU TeMIIepaType
500 °C. MukpocTpyKTypa mBOB cruiaBa 15654M
IIPY KOMHATHOM TEMIIEpaType U I0CIIE UCTIBITAHUI
nipu Harpese 10 500 °C nmokaszaHa Ha puc. 6.

W3 npuBeaeHHBIX HAa pUC. 6 MUKPOCTPYK-
Typ MeTajljla IIBa MOXHO CAEJIaTh BBIBOJ, UTO pa3-
Mmep 3epnHa nociie CTII B meramne mBa crijiaBa
15654M cocrtaBun 5,2...6,3 mxm. Ilocite ucneiTa-
HUH ipu Harpese 10 Temmepatypsl S00 °C Habmr0-
JIaJiCsl HE3HAYUTEIBHBIN POCT CPEIHEro pasmepa
3epHa 10 8,8...10,2 Mxm. Ho anomansHOTO pocra
3epHa HE HAOJIIOAAIOCH.

W3 mosy4yeHHBIX JaHHBIX MOKHO 3aKJIIO-
YUTh, YTO CIOHTAHHOMY POCTY 3€pHa B MeETajlie
mBa B IMpolecce OcaJkh o0edaeKk M3 CIUIaBa
15654M B HarpeTyo (GopMy HMpensTCTBYET Iia-
cTHuecKas fedopmanus.

a)

Puc. 6. MuKkpocTpyKTypa MeTa/1a IBa ciiaBa 15654M 6e3
HarpeBa (a) 4 nocJie Harpesa (6) 1o Temnepatypsi 500 °C B
npolecce HCNbITAHUI HA CTATHYECKOE PACTsKEeHUe

Fig. 6. Microstructure of the weld metal of the 1565¢chM
alloy without heating (a) and after heating (b) to a tem-
perature of 500 °C during static tensile tests

s obGecriedeHus: paBHOMEpHOU aedop-
MallMy CBapHOM 3arOTOBKH IIPHU €€ 0CAJKE B ropsi-
gy ¢popMy B AalbHEHIIIEM HEOOXOAUMO OTIpeie-
JIUTh COOTHOILIEHUE MEXTY pa3MepOM 3€pHa B IIIBE
Y OCHOBHOM METaJlJIe, P KOTOPOM 3TOM IPOLIeCC
peanuzyercs. JlocTub HEOOXOAMMOTO COOTHOIIIE-
HUS MEXIY pa3MepaMH 3€pHa B IIBE€ U OCHOBHOM
METAJIJIE MOKHO MyTEM PETyJIUPYyEMOTO MOBBIIIIE-
HUA pa3Mepa 3epHa B METaJule IIBa WU 32 CUET
YMEHBIIIEHUS €ro pa3Mepa B OCHOBHOM METaJlJIe.

Jng  mocTuKeHHWsT TIOCTABICHHOW IeNu
MOTYT OBITh PUMEHEHBI CJICTYIONTNE METOIBI:

— BapbupoBanue pexuma CTII,

— COITYTCTBYIOLIMI oaorpeB 3arotoBok npu CTI1;

— BBIIIOJIHEHHUE LIBOB JBYyXCTOPOHHEHN CBapKoOu
U C UCTIONIb30BaHHeM BOOMHHOTO HHCTPYMEHTA;

— IPOBEJIEHUE OT)KHTIA CBApHBIX COEAMHEHHN
MOCJIe CBapKH;

— ¢puxknuoHHas o0paboTKa OCHOBHOTO Me-
TaJIa Ha Y4acTKe OCaJIKH CBapHOM 00evaiiku B ro-
psiayo dopmy;

— HCIOJB30BaHUEM JJisi U3TOTOBJIEHUS CBap-
HBIX 00eyaeK YJIbTpa MEJIKO3EPHUCTOTO OCHOB-
HOTO MeTaJlia.

3aKjao4eHue

1. OCHOBHON NpPUYMHONW BO3HUKHOBEHUS
a¢ddexTa BBHITEKaHHWS MeTaJjla IIBa TPHU OCAIKE
CBapHOW oOedaiiku B ropsuyio ¢Gopmy SBISETCS
pe3KHe paznuyMs B pa3Mepe 3epHa MeTalla IBa
npu CTII u ocHoBHOro Meramna. Ilpu aTom me-
TaJl 1IBa MPOSIBIISIET YETKO BBHIPAKEHHYIO CKIIOH-
HOCTb K CBEPXIIACTUYHOCTH.

2. YCTaHOBJIEHO, YTO IPU HArpeBe COE/Iu-
Henuii CTII crimaBa 15654M Hauunas ¢ Temnepa-
Typel 500 °C mnposiBISIETCS CHOHTaHHBIA POCT
3epHa. Taxke moka3zaHO, YTO IUIACTUYECKas Je-
dbopmarusi 00pas3oB B MPOIECCE CTATUYECKOTO
pacTsDKEHUs IPU NOBBILIEHHON TEMIIEpaType CIo-
COOCTBYET IMOAABICHUIO CIIOHTAHHOTO pPOCTa
3€pHa B METAJUIE LIBA.

3. HamedeHbl OCHOBHbBIEC HAIIPABIICHUS HC-
CIIETOBaHMM JIJIs1 00ECTIeYeHUsT PaBHOMEPHOM Jie-
(hopMaImoHHOM CIOCOOHOCTH OCHOBHOTO Me-
TaJljla ¥ MeTajlla 1IBa MPHU OCaJKe CBapHOH o0e-
yaiiku U3 crutaBa 15654M B ropsuyro hopmy.
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