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Annomayusn. Paccmompena npobnema nusHus napamempog pexicuma ia3epHoll C8apku Ha NOPUCMOoCmb U608 CHIAB08
1530 u 1550 Ycmanoenenwt 3asucumocmu odbugeti niowaou 0e@exmos u Koauiecmea 0e@eKkmos 6 C6apHOM COeOUHEHUU Om
ckopocmu ceapxu. Ilpu nazepHoti ceapke ucciedyemulx arOMUHUEBbIX CIAB08 8 BUOE JUCTO8 MOTWUHOU 5 MM MUHUMATbHAS
NOPUCIOCMb CBAPHBIX U806 HADII00aemcs npu ckopocmu céapku 8 ouanazoue 50...70 mm/c. 1o nonyuennvim 0OanHvimM Obliu
HOCMPOEHbl 2UCTOSPAMMbL pacnpedeienus nop no pasmepam. [Jns oyenku pacnpeoeienus ouamemp nop Opaics ¢ wazom
0,1 mm. IIpedcmasnentvie eucmozpammuvl pacnpedeieHus: He 0arom 4emKol uHgopmayuu o 8ude pacnpeoeieHus ONUCAHHbIX
BeUYUH. YCMAHOBIeHbl PeHcCUMbL NPOCEEUUBAHUSL CBAPHBIX COCOUHEHUTI ATIOMUHUEBLIX ChAago8 cucmemsl Al — Mg, suinoanen-
HbIX JIA3ePHOTL C8APKOIlL, 015 Hauryyutell udenmuguxkayuu degexmos. Mukpocmpykmypa c8apHuix coeouHeHull npedcmagnena
MenKkooUuchepcHoll 0eHOpumHnou cmpykmypou. Ilpu smom eé ModcHo pazoenums Ha HeCKOILKO 30H: YeHMPANbHAS 30HA — XAPAK-
mepu3zyemcs Haauyuem MeakoOUCHEePCHbIX Pa3opUueHmupo8aHHblX KpUCMAiIumos, U 30Ha nepexooa K OCHOBHOMY Memaniy,
02PAHUNUBAIOWASL YEHMPATILHYIO 30HY € 08YX cmopoH. Dopmuposanue cmpyKmypbl NepexoOHOll 30Hbl C8A3AHO C 8bICOKUM 2pa-
Oouenmom memnepamyp 6 npoyecce ceapxku. Cmpykmypa 3moii 30Hbl OMAUYHA OM CIMPYKMYPbl YEeHMPATbHOU 30Hbl C8APHO20
COEOUHEHUS, U XapaKmepu3yemcs HaluyueM GblMAHYmblX 0eHOPUMOE Nepeoco NopsaoKa, C HanpaeieHuem pocma om JUHUU
ChaasnieHust K yeHmpy ceapnozo wea. Omcymcmeue 0eHOpumos 6mopo2o nopsioka 00bACHAEMCs 8bICOKOU CKOPOCMbIO 0XJd-
JHCOeHUs, OOCMAMOYHO BbLCOKOU, YMOobbl OeHOPUMbL 8MOPO20 NOPAOKA He YCHeau ChOopMuposamscsi. 30Ha mepmMuieckoeo -
anus (3TB) npu naszeproii ceapke He 8enuka u 3asucum om odvema 30Hbl pacniagnenus. 3amepel 3TB nokaszanu, ymo o1s ceap-
HbIX coeOunenutl cucmemvl Al — Mg, svinonnennvix aazepnou ceapkot, pasmep 3TB neocum 6 ouanasone 20...30 mxm. Teép-
00Cmb C6APHO20 WBA blule, YeM MBEEPOOCHb OCHOBHO20 MEMANA, YMO MOJUCHO OOBACHUMb 00PA308AHUEM 8 CBAPHOM UiGe
MeNKOOUCnepCHOU OeHOpUMHOU cmpykmypul. TIpu s5mom om yenmpa wiea K OCHOBHOMY MEmALy MmeEPOOCHb CHUNCAEMCS,
scredcmeue 8blMASUBAHUSL OEHOPUINOE NO HANPAGIEHUI0 HAuboabuwe20 menioomeood. C nogvliieHuem CKOpoCcmu C8apKu Os
oboux uccredyemvix cniagos 1550 u 1530 nabnodaemcs nogvluierue 3HaveHul MuKpomeepoocmu memasia wea. Ilpu nazeproi
ceapke ucciedyemvlx Cniagos 0becneuusaemcs NPOYHOCmMs ceaphoco coedunenus Ha ypoere 0,82...0,87 om npounocmu ocHog-
Ho20 Memaana. Pazpywenue 06pazyos npu UCHbIMAKUAX HA CIAMUYecKoe pacmadiceHue nPoUCXoouo no 30He CniaeHus O
0060ux uccnedyemvix cnidagos.

Knrouesvie cnosa: crinaBel cucteMsl Al — Mg, mazepHas cBapKa, MOITHOCTD M3ITyUCHHS, CKOPOCTh CBAPKH, IIOPUCTOCTD,
JIHaMeTp TOp, TBEPAOCTh, MEXaHHYECKHE CBOMCTBA
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Abstract. The influence of laser welding parameters on the porosity of welds in 1530 and 1550 alloys is considered. The de-
pendences of the total defect area and the number of defects in a welded joint on the welding speed are established. During laser
welding of the studied aluminum alloys in the form of 5 mm thick sheets, the minimum porosity of welds is observed at a welding speed
in the range of 50...70 mm/s. Based on the obtained data, histograms of pore size distribution were constructed. To evaluate the distri-
bution, the pore diameter was taken with a step of 0.1 mm. The presented distribution histograms do not provide clear information on
the type of distribution of the described quantities. X-ray inspection modes of welded joints of aluminum alloys of the Al — Mg system,
produced by laser welding, are established for the best identification of defects. The microstructure of the welded joints is represented
by a finely dispersed dendritic structure. It can be divided into several zones: the central zone, characterized by the presence of finely
dispersed, misoriented crystallites, and the transition zone to the base metal, which borders the central zone on both sides. The for-
mation of the transition zone structure is associated with a high temperature gradient during welding. The structure of this zone differs
from that of the central zone of the welded joint and is characterized by the presence of elongated first-order dendrites, with the growth
direction from the fusion line to the center of the weld. The absence of second-order dendrites is explained by the high cooling rate,
high enough to prevent second-order dendrites from forming. The heat-affected zone (HAZ) in laser welding is small and depends on
the volume of the fusion zone. HAZ measurements have shown that for laser-welded AI-Mg joints, the HAZ size lies in the range of
20...30 um. The weld hardness is higher than that of the base metal, which can be explained by the formation of a finely dispersed
dendritic structure in the weld. However, the hardness decreases from the weld center to the base metal due to the elongation of the
dendrites in the direction of greatest heat dissipation. With increasing welding speed, an increase in the weld metal microhardness is
observed for both 1550 and 1530 alloys. Laser welding of the alloys under study provides a weld joint strength of 0,82...0,87 times the
base metal strength. Specimens failed in static tensile testing in the fusion zone for both alloys under study.

Keywords: alloys of the Al — Mg system, laser welding, radiation power, welding speed, porosity, pore diameter, hardness,
mechanical properties
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BBenenue

B nocnennue rospl 1a3epHbIe TEXHOJIOTUU
COBEpUIMJIM HACTOSIINI MPOPBIB B MPOMBIIUICH-
HOCTH, U 0OCOOEHHO 3aMETHO WX BIUSHUE B cepe
coequHEHUs MaTepuanoB. PasHooOpa3Hble Me-
TOJIbI JIA3€PHOM CBApKH CTaJId HE3aMEHUMbBIM HH-
CTPYMEHTOM JIJIs1 pabOTHI C JETANIIMU CaMbIX pa3-
HBIX TOJNIIHMH. [1, 2]: 1a3zepHas cBapka B cpeje 3a-
IIUTHOTO ra3za (0a3o0Bas TEXHOJIOTHS); Jia3epHas
CBapKa ¢ KoJIeOaHUSIMU JIa3€PHOTO JIy4a; Ia3epHast
CBapKa C X0JI0THOH (Topsueit) mogadel mpucao4-
HOU MIPOBOJIOKH; THOpUIHAS U KOMOMHUPOBaHHAS
Ja3epHO-AyroBas CBapKa; Jia3epHasi CBapKa B Ba-
KyyMme (00IIeM WM MECTHOM) U JIP.

JlazepHbIii JIyd MOXHO C(POKYCHpPOBATh B
HEBEPOSATHO MaJIeHbKOE ISTHO, Pa3MEpOM BCETO
or 30 nmo 500 wmxkM. B arom nmATHE

KOHILIEHTPUPYETCSI OTPOMHAs SHEPIus, MJIOTHOCTh
KoTopoi gocruraet ot 1 muH a0 1 mupa Bart Ha
KBaJPAaTHBIA CAHTUMETD.

biarogaps Takoil BEICOKOW KOHIEHTPALIMKI
SHEpPruM, Ja3epHas CBapKa CTAaHOBUTCS HEBEPO-
ATHO THOKOW. MOKHO TOYHO KOHTPOJHPOBATH,
CKOJIbKO METaJlJIa PaCIUIaBUTCS, U CO34aBaTh CBap-
HBIE IIBBI CAMBIX Pa3HBIX (OPM. DTOT MIMPOKUN
JUANa30H 3HEPreTUYECKUX MapaMeTpoB I03BO-
JsIeT THOKO perynupoBaTh 00beM BaHHBI PacIlIaBa
U TI0JTy4aTh CBAapHBIC LIBBI C PA3JIMYHON I€OMET-
pueil: OT Y3KOro M TIyOOKOr0o «KHHXaJIbHOTO
MPOIUIaBa JI0 IIMPOKOTO ¢ HEOOJBIION TITyOnHON
MIPOHUKHOBEHUS. [Ipu 3TOM CKOpPOCTH CBapKH MO-
xeT BappupoBarbes ot 0,3 1o 30 m/muH [3].

JlazepHasd cBapka OTJIMYAETCSA BBICOKOU
CKOPOCTBIO (PU3UUECKUX MPOIIECCOB, IIOATOMY OHA
B OCHOBHOM  pealu3yercs C  I[OMOIUIbIO
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ABTOMATU3UPOBAHHBIX CUCTEM MEPEMEIICHUS OTl-
THYeCcKOM rosioBkU ¢ YITY: mopTaabHbIX M KOH-
COJIbHBIX CTAHKOB WJIK POOOTH3UPOBAHHBIX KOM-
riekcoB [4]. Takoe 060opyaoBaHME MTO3BOJSET Ce-
pUitHO, MO 3aJaHHOW MpPOrpaMMe BBIMOJHITH
CBapKy Kak HEOONbIINX, TaK U KPYMHOTabapHT-
HBIX W3ACIHN C MOpPOTSHKEHHbIMU IMmBaMu. OHO
obecreunBaeT TOUHOE HaBeeHUE CPOKYCHPOBAH-
HOTO JIA3€PHOTO JIy4a Ha CTBIK U €T0 JIBH>KEHHE Ha
3aJJaHHOM CKOPOCTH B/I0JIb CBAPUBAEMBIX KPOMOK.

[lenpro JAHHOTO MCCIEAOBAHUS OBLIO BHI-

pexuMa Jia3epHOW CBAapKH IJIACTUH alFOMUHUE-
BBIX CIUIaBOB cucTeMbl Al — Mg u kadecTBOM
CBapHBIX CTHIKOBBIX COCAMHEHHH.

MarepuaJbl 1 MeTObI UCCJIEI0BAHUT

OOBEKTOM HCCIIEIOBAHUM CITY)KWJIU TLJIa-
CTHHBI U3 JIIOMHHHEBBIX CIUIABOB CHUCTEMEI Al —
Mg (1530 u 1550) TommuHuo# 5 MM, XuMudeckuit
COCTaB M MEXaHWYECKUe CBOMCTBA IIACTHH, HC-
CJIelyeMbIX TEPMHYECKH HEYIPOUHSIEMBIX aJlto-

SBJICHUE B3aMMOCBA3M MEXKIYy MapaMeTpaMmu MUHHEBBIX CIUJIABOB, MPEJICTABIICHHI B Ta0. 1 1 2.
1. Xumuyeckuii coctaB aalOoMUHHMEeBbIX criiaBoB 1530 u 1550
1. Chemical composition of aluminum alloys 1530 and 1550
Mapka CojeprkaHue JISTHPYIOIIMX JIEMEHTOB, % Macc.
CIIaBa Al Mg Si Mn Fe Zn Cu Ti Cr
1530 OchHoBa | 3,2...3,8 | 0,5...0,8 | 0,3...0,6 <0,5 <0,2 <0,1 <0,1 <0,05
1550 OcHoBa | 4,8...5,8 <0,5 0,3...0,8 <0,5 <0,2 <0,1 0,02...0,1 -

2. MexaHn4ecKHe cBOMcTBa JUCTOB cmiaBoB 1530 u 1550

2. Mechanical properties of alloy sheets 1530 and 1550

Mapxka Bpemennoe co- YcnoBHBIN npenen OTHOCHUTENEHOE
cIuiaBa MIPOTUBJICHUE OB, TEKY4YECTH Go 2, yanuHeHue 0, %
MIla MIla
1530 190 80 12
1550 300 150 20

OOpasupl cBapUBAJINCh HAa AaBTOMaTH4e-
CKOM TEXHOJIOIMYECKOM JIa3€pHOM KOMILIEKCE
«CBAPOI'-2», momnocThio 6 KBT. B kauectBe
MCTOYHMKA M3JTyYEHUs UCII0JIb30BAJICS HEMTPEPHIB-
HBIN UTTEPOUEBBIN BOJOKHUCTHIH J1a3ep KUIOBATT-
Horo auamna3ona [PG v4el. ®okycHoe paccTosiHrE
250 mM. JlimHA BOJIHBI JIa3€PHOTO H3JIyYEHUs
1,06...1,3 mxm. CBapka mpoBOAWJIACH B CpEIE

3alUTHOrO ra3za Ar ¢ yucrorou 99,999 % u pac-
X0Z0M 24 JI/MUH TIpU TONEPEYHBIX KOJeOaHHIX
¢doxanpHOrO NATHA Ja3epa.

[lepen cBapkoii, ¢ 1IEIBIO yAAIEHUS OKCH-
THOM TUIeHBI, 00pa3lbl MOJBEPrajiuCh XUMHYE-
CKOMY TPABJICHHUIO B BOAHO-ILIEJIOYHOM PacTBOPE.

PexxuMbl J1a3epHON CBApKHU MCCIIELYEMBIX
00pa3IoB NMpUBEICHBI B TA0I. 3.

3. IlapameTpbl peXnMAa Jia3epHOil CBapKH 00pa3o0B HCCIeyeMbIX CIIABOB

3. Parameters of the laser welding mode of the tested alloy samples

Homep M Paccrossame ot
apka MOIIHOCTh CkopocTh cBapku, | Pacxon 3amuTHOTO
pexuMa JIUH3BI JI0 TIOBEPX-
cIuIaBa nasepa, KBT MM/C rasa, JI/MUH

CBapKu HOCTH JICTAIU, MM

1 1530 40

2 1550 100

3 1550 4 202 60 24

4 1530 60

[TepBuuHOE HccaeI0BaHNE 0OPA3IOB CBap-
HBIX COEJMHEHHUH MPOBOAMIIOCH METOJAMU PEHT-
reHOrpaMuecKOro KOHTPOJIS M PEHTI€HOBCKOW
KomrbioTepHoit Tomorpaduu (PKT).

Meron PKT peanuzoBasicsi npu momoIu
MIPOMBIIIIJICHHON YCTaHOBKH ISl peHTTeHOoTrpadun
n kommbioTepHoit ToMorpaduu (KT) — XTN 450
LC. Jlns mocnenyromei o0pabOTKH HaHHBIX,
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nonyueHHblx npu PKT, ucnons3oBanoce mpo-
rpammHoe ooecnieuerue (I10) VGStudio Max.

Pentrenorpaduueckuii METO KOHTPOJIS
IPOBOAMJICS C MCIOJIb30BAaHUEM CTAllMIOHAPHOIO
PEHTTEHOBCKOro arnmapara JKcTpaBoibsT-160. B
KaueCTBE 3allMChIBAIOLIETO YCTPONCTBA UCIIONIb30-
BAJICS IVIOCKOITAHEIbHBIN JETEKTOP, C MOCIENYIO-
MM BBIBOJOM H300paX€HUSI Ha dKPaH KOMIIbIO-
tepa, npu nomotu [10 « COBAy.

[Ipu pentreHorpaguueckoM MeToAe KOH-
TPOJI HETIOCPEACTBEHHO Ha 00pa3Ibl yCTaHABIIH-
BAJIMCh TPOBOJIOYHBIE JTAJOHBI YYBCTBUTEIBHO-
cti Ne 21 u HanpaBiIeHUEM IIPOBOJIOK MEPIIEHIN-
KYJSIPHO OCH CBapHOI'O COEIMHEHMS, C YCTAHOB-
KO Ha JIMIIEBOI CTOPOHE 111Ba, 0OpAIEHHON K HC-
TOYHHUKY HU3NTydeHHsl. UyBCTBUTEIBLHOCTh OLICHU-
Bajach 1Mo 1-ii TPOBOJIOKE I BCeX OOpasIloB.
OneHka KayecTBa CBapHBIX IIBOB MPOBOJAUIIACH B
cootBercTBUU ¢ TpedboBanusiMu 'OCT ISO 13919-
2017 nns ypoBHs kauecTBa B (BbicOKuUit). XuUMHU-
YecKUi aHaau3 o0pa3oB MPOBOAMIICS HA ONTHKO-
smuccuoHHOM crnektpomerpe FOUNDRY-MAS-
TER UVR. Beipeska 00pa3iioB 1Jis HccIeT0BaHUN
IIPOBOJIUIACH C  HCIOJIB30BAHUEM  OTPE3HOIO
cranka TR 100 Evolution momHuocTsio 3 kBT u
ckopocTbhio BpamieHus: 2800 06/MuH.

[TonroroBka 00pa3LoOB AT MeETaIOrpa-
¢uyecknx McciaenoBaHUIl OCYIIECTBISIOCH B CO-
otrBercTBuu ¢ 'OCT P 57180-2016. HInudoBanue
U MOJINPOBaHKE 00Pa3LoB MPOBOAMUIOCH HA IUIH-
doBanpHO# MamuHe JIAT 25 C3, co CKOpPOCTHIO
BpamieHus kpyra — 600 o6/MUH ¥ BOJOOXJIaXKIE-
HueM. {1 TpaBieHuss MUKpPOLUTHU(OB HCIIOIb30-
Basicst peaktuB Kesuiepa (2 Mi IUIaBUKOBOW KHC-
notel HF (48 %), 3 mu consHoi kucnotelt HCL,
5 MJ1 BOJIBI).

JI1st U3ydeHusi MaKpOCTPYKTYPbl CBAPHBIX
COEIMHEHUIN MpU HEOOJBIIMX YBETUYECHUSX HC-
MOJIb30BAJICS. MHBEPCHOHHBIH MHKPOCKOI Zeiss
AxioVert Al. HccrnemoBaHue MUKPOCTPYKTYPHI
OPOBOIWJIOCH HAa MHKpockorme Zeiss  Axio
Zoom.V16, B pa3IM4YHbIX 30HaX CBApHOI'O COEIU-
HEHUS U OCHOBHOI'O MeTajuia. TBEPAOCTh 00pa3-
IIOB U3MepsIach Ha HU(PPOBOM MUKPOTBEpAOMEpE
DMS, ¢ mrarom 1,00 MM, oOecrieunBast o OsATh U3-
MEpPEHHH B KaXJ01 30HE CBAPHOTO COEAUHEHHS.

Pe3yabTarhl 3JKCIIEPUMEHTOB U UX 00CY:KIeHHE

[Tpu BBIOOpE MOIIHOCTH Ja3epHOTO M3IY-
YeHHS] HEOOXOJIMMO YYHUTHIBATh UX BBICOKYIO OT-
pakaTelbHYI0 CITOCOOHOCTH TOBEPXHOCTH TIO OT-
HOLICHHUIO K JIa3epHOMY M3IIyueHHI0. B cuy yka-
3aHHOTO OOCTOSITENILCTBA JUIS JIA3ePHON CBAapKH
QITIOMUHUEBBIX CIUTABOB HEOOXOIMMO MPUMEHSATH

U3Iy4eHHEe MOIIHOCThIO Oojiee 2 kBT, mpu koTo-
poii HaOIIogaeTcs nepexo OT MOBEPXHOCTHOTO K
00BbEMHOMY TETUIOBIIOKEHHIO [5].

Bremnuii 0cCMOTp JIMLIEBOW ITOBEPXHOCTH
COEMHEHMI HE BBIABUII J1€(DEKTOB TUIA TPEIIUH,
BBIXOJSIIMX Ha JIMLEBYIO IMOBEPXHOCTH IIBA, B
TOXKE BpeMsl, IPUCYTCTBYIOT Takhe AePEeKThl, KaK
«TIPEBBILIEHUE BBIMYKIOCTH» (PEKUM 2) U «3aHU-
KCHHE I11Ba» C JIMIIEBON MOBEPXHOCTHU (pekum 3).
OO6pa3oBaHne yKa3aHHBIX BhIIIE Ie()HEKTOB B CBAp-
HBIX CO€IMHEHMsIX crutaBa 1550, mpeamonoxu-
TEJIBHO CBSI3aHO C HEJJOCTaTOYHO KOPPEKTHBIM BbI-
00poM MapaMeTpoB pPEKUMa CBAPKHU (CIHUILKOM
BBICOKAasi CKOPOCTh CBApKHU, B CIIydae pexuma 2 u
HeZ0CTaTOYHas Mpu cBapke Ha pexume 3). Ha
BceX o0pa3iax HaOJI0JaeTCs 4euryii4aTocTh, KO-
TOpas CBA3aHa C HECTAllMOHAPHBIMU MPOIIECCAMU
B CBapOYHOM BaHHE U MPEPHIBUCTOCTHIO Mpoliecca
e€ KkpucTayuM3anuu [6].

AHaI13 MakpOCTPYKTYpbl CBAPHBIX COEH-
HeHui (puc. 1) mokaszayn HanW4ue HEMpPOBapoOB B
KOPHEBOM 4acTH IIBa, a TaK»Ke MOp. 30HA CIUIaB-
JICHUsl XapaKTepU3yercs MaJlod LIIMPUHOU U KO-
jedsiercs B qramnasose 1 M.

Puc. 1. MakpocTpyKkTypa CBapHBIX COeJHHEHH
ajloMUHNEeBOro cmiasa 1530, BbINOJIHEHHBIX JIa3epPHOil
cBapkoii Ha pe:xxumax 1 (a) u 4 (0)

Fig. 1. Weld macrostructure for aluminum alloy 1530
made by laser welding in modes 1 (@) and 4 (b)
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XUMHUYECKUH COCTaB MeTaslia 1mBa oopas-
LIOB CBAapHBIX COEAVMHEHUN IPOBOAWICA IOCIIE
CBapKH. Pe3ynbTaTsl XUMUYECKOTO aHAIN3a [TOKA-
3aJM OTCYTCTBHE OTKIIOHEHUHM MO XUMHUYECKOMY

COCTaBy MeTaJljla IIBa OT OCHOBHOT'O MeTaJuia Jiist
HCCIIelyeMbIX CIIaBOB, B cooTBeTCcTBUU ¢ [[OCT
4784-2019 « AMIOMUHUM U CIUIABBI ATIOMHHHIEBBIC
neopmupyembiey (Tadim. 4).

4. Pe3y.]'leaTI>I AHAJIN3a XHMHUYECKOI'o CoCTaBa MeTaJljia IBa HCCJICAYEMBIX CIIJIABOB

4. The results of the analysis of the chemical composition of the weld metal of the tested alloys

Howep pesuva Crinas ConeprkaHne dIIEMEHTOB, % Macc.
Si Mg Mn Cu Fe Al
1 1530 0,62 3,3 0,5 0,06 0,3
2 1550 0,15 5,3 0,6 0,02 0,2 OctabHoe
3 1550 0,16 5,5 0,6 0,03 0,3
4 1530 0,61 3,6 0,5 0,05 0,3

ToMorpammbl 00pa3IOB CBapHBIX COEIU-
HEHHI amroMHHMEBBIX crtaBoB 1530 u 1550, BeI-
MOJTHEHHBIX J1a3€pPHOU CBApPKOM, B 3-X MPOEKIIUAX,
a Takxe ¢ 3D-Mozenpo 00pa3oB MoKa3alu Hajlu-
yhge B MeETaljie IIBa pPa3BUTOM MOPUCTOCTU
(puc. 2).

AHanu3 TOMOrpaMM [OKa3aJl Haludue
MHO’KECTBA MOp MO BCEH IJIMHE cBapHOro mBa. C
LEeNbI0 UACHTUHUKAIMY Ae(eKTa THIIA «IIemoyKa
nop», ObUTM TPOU3BEAEHBI PAcUEThl TUAMETPOB
MIOP U pacCcTOsIHUS MeKy HUMU. «Llenoukoi mop»

SABJIJICA pAa Ta30BbIX HOHOCTeﬁ, YAOBJICTBOPSATO-
X YCJIOBHIO

1<3d, (1)

rae /| — paccTosiHuEe MEXIYy COCETHHUMH TOpaMu;
d — nmuameTtp HauboNbIIeH U3 TOP.

Jlnst onieHKH mapaMeTpoB AehEKTOB BHIOH-
paiioch ceueHme oOpasiia, napaieIbHOE JTULEBOM
MOBEPXHOCTH I1IBa M HaWOOJBIINM COJIEPIKAHHEM
neeKToB.

Puc. 2. O0muii BHI TOMOrpaMM HccJIefyeMbIX 00pa3noB ciiiaBa 1550, cBapeHHBIX HA pekume 2

Fig. 2. General view of the tomograms of the tested alloy 1550 samples welded on mode 2

JanpHeiimas olneHKa MOPUCTOCTH MPOU3-
BOAWJIACh OTACIBHO IO OJUWHOYHLIM IIOpam, U IO
HenoykaMm mop. BrocnencTBum paccuuThiBaliach
obmas  mmomank f  gedeKToB,  MyTEM

CYMMHPOBaHHS OOIIEH TUIOMAAN OJJUHOYHBIX TIOP
U IUIOHIaJM Ienoyek npuxojsiuuxcs Ha 100 mm
JUTMHBI 11Ba. Pe3ynbTaThl aHanM3a MOPUCTOCTH B
CBapHBIX IIBaX MPECTABICHBI B TA0II. 5.
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5. IlapameTtpsl aedeKTOB B HccaeayeMbIX 00pa3nax, BbIABJICHHBIX METOA0M PEHTIeHOBCKOM
KoMmnbrOTepHOIT ToMorpapuu (PKT)

5. Parameters of defects in the studied samples detected by X-ray computed tomography

(X-ray CT)
HOMep n dmin dmax f . f f6 f
) . . mins, maxs o011, 5
—— CmaB | Twum nedekra e (Ih), (Ih), i e’ o i
MM MM
ITopa 16 0,60 1,80 0,28 2,54 15,67
! 1530 [lenouka mop 7 0,90-1,20 9,30-2,00 1,80 11,16 24,88 40,35
ITopa 18 0,30 1,40 0,07 1,54 9,25
2 1530 [lenouka mop 11 1,70-0,60 5,10-1,60 1,02 4,73 28,18 3743
ITopa 13 0,40 1,80 0,13 2,54 8,87
3 1530 [lenouka mop 11 1,40-0,60 4,20-1,30 0,84 4,20 22,22 31,09
[Topa 17 0,50 1,60 0,20 2,01 14,88
4 1530 [lenouka mop 7 1,00-0,50 4,10-1,30 0,65 3,69 15,09 29,97

OO6mas Tionaas AeQEeKTOB CBAPHBIX CO-
€IMHEHUH aTIOMMHUEBBIX CIUIABOB, BBIIIOJIHEH-
HBIX JJa3epHON CBapKOii, 10oJKHA OBITH < 2 % 0T S,
rze S — MIoua b CBApHOro 1IBa, PACCUUTHIBAEMAast
10 ypaBHEeHHUIO (2):

S=Lt, )

rae L — nuaa mBa (100 MMm); ¢ — TonmmMHAA CBapH-
BaeMbIX neraineit (5,0 mm).

Hcxons v3 BhIIeCKa3aHHOTO, 00Iast TIo-
maap 1edeKToB B CBAPHOM IIBE ATIOMUHUEBBIX
CILJIABOB, BBITIOJIHEHHBIX JIA3EPHOM CBAPKOM U OLe-
HUBAeMbIX MO ypoBHIO KauectBa — B, mo ['OCT
13919-2-2017, nomxkHa 6BITE < 2 %, T.e. 10 Mm?.

45 p
40.5

40 }

f, mm?2

30 F

25 F

20

Kak BuaHO U3 Tab1. 5, oOmias miomanb 1eheKToB
B 00pa3nax B 3 — 4 pasza mpeBbIIIaeT JOMYCTUMbIC
3HAYCHUSI.

Hanu4ne Takoro KoJM4ecTBa Imop CBSI3aHO
C BBICOKUMH CKOpOCTAMHU cBapku. C yuérom 60I1b-
IIMX Pa3MEPOB BBISIBICHHBIX TIOP, KX MOKHO OTHE-
CTH K TaK Ha3bIBACMbIM TEXHOJIOTUYCCKUM TTOPAM,
00pa3yIoNIMMCs IPU BBICOKUX CKOPOCTSIX CBAapKH,
BCJIEJICTBHE HECTAOMJIBHOCTU MpoIlecca pacIuiaB-
JICHUS U 3aTBEPJICBaHMsI paciliaBa, a TAK)KE HaJH-
Yyuisi Ha CBAapUBAaEGMBIX KPOMKAaxX 3arps3HCHHU WU
Biaru [7].

3aBucuMocTH oO0IIeHl Iomany aedeKToB
OT CKOPOCTH CBAapKH TPUBE/ICHA HA PHUC. 3.

374

30

40

60 100

CKOpOCTb CBapKK, Mm/c

Puc. 3. 3aBucumocth cymmapHoii miiomaau nop Ha 100 MM mBa npu cpapke ciuiaBa 1550 B 3aBHCHMOCTH 0T CKOPOCTH

CBapKHu

Fig. 3. Dependence of the total pore area per 100 mm of the weld under welding of alloy 1550 depending on the welding

speed
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k3 MPeICTaBICHHON 3aBHCHMOCTH
CJIeMyeT, 9YTO 00IIast IIoMmah 1e(HEKTOB yBEITHIH-
BAeTCs KaK MPU HU3KUX CKOPOCTSIX CBAPKH, TaK U
IIPH CIUIIKOM BBICOKUX, MO3TOMY ONTHMAaJIbHAS
CKOPOCTh CBapKH JJIs JAaHHBIX CIIABOB, IIPEIIO-
JOXKUTEIIbHO, OyJneT JieaTb B JHMAala3oHe
ot 50 10 70 mm/c.

29 }
28 }
27 }
26 }
25 }
24 F 23
23 }
2 }
21

Konnyectso gedekTos, wt/100 mm
wBea

[Ipu ycrmoBuu, 4TO IIEMOYKa MOP B TIPO-
1ecce pa3pyuieHus: CBApHOTO COEIMHEHHS pado-
TaeT KaK oIuH Ne(eKT, BhIBEICHA 3aBUCHUMOCTH
Koin4yecTBa JEPEKTOB OT CKOPOCTH CBAapKu

(puc. 4).

29

24

20
40

60 100

CKOpOCTb CBapKM, Mm/c

Puc. 4. 3aBrucHMOCTS KoJIH4ecTBA Je()eKTOB B HIBe cIIaBa 1550 oT ckopocTH cBapKH

Fig. 4. Dependence of the number of defects in the weld of alloy 1550 on the welding speed

C yBenM4eHreM CKOPOCTH CBApKH KOJInYe-
cTBO AepEeKTOB B 00pa3iie yBETUYUBACTCS, UTO
CBSI3aHO C YXY/IIEHUEM YCIOBHUM Jera3anuu pac-
IJIaBa B CBapOYHOW BaHHE.

[TepBr4HOI1 11€J1bI0 TPOBEAEHUS PEHTIEHO-
rpaduueckoro KOHTpossi ObUT MOAOOp PEKUMOB
MIPOCBEYMBAHUS NJISl CBAPHBIX COCAMHEHUN allto-
MUHHUEBBIX CIUTaBOB cucTeMbl Al — Mg, BBINOII-
HEHHBIX Jla3epHOU cBapkoil. [IpocBeunBanue ocy-
LIECTBIISJIOCH NpU cuie Toka — 1 MA, mpu 3710
HanpsbkeHue BapbupoBasiochk oT 50 o 100 kB. B
pe3ynbTare SKCIEPUMEHTOB, OBbLT YCTaHOBIICHBI
CIIeyIOIINE apaMeTphl pexumMa MPOCBEUYNBAHUS
JUTIsl CBapHBIX coeAnHeHui cmiaBoB 1530 u 1550,
tonumHon 5,0 MM: Hanpsikenue 80 kB, cua Toka
1 MA.

PentrenorpaMmmbl 00pa3iioB CBapHBIX CO-
eIUHEHNN alrOMUHHEBBIX cruiaBoB 1530 u 1550
MPEJCTaBIICHBI HA pHUC. 5.

Ha mosy4eHHBIX peHTreHorpaMMax ObUTH
MIPOBEJICHBI 3aMephl AUAMETPA BCEX BBISABIEHHBIX
nop. Pe3ynbrarel uM3MepeHHI TpenCcTaBlICHb B
TabI1. 6.

Puc. S.

PeHTreHorpaMMbl  CBapHBIX  CcOeIUHEHMI
ucceqyeMbIX CIIABOB:
a—pexuM 1; 6 — pexum 3

Fig. 5. X-ray images of welds in the tested alloys:
a—mode 1; b — mode 3
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6. Pesy1bTaThl H3MEpeHNsl IMAMETPOB BbISBJICHHBIX IIOP HA PEHTIeHOTPaMMax 00pa3oB CBAPHbIX

6. The results of measuring the diameters of the identified pores on the X-ray images of the weld

MBOB HCCIECAYEMBIX AJTIOMUHHUEBLIX CIIJIABOB

samples in the tested aluminum alloys

KonngecTso N . o
MunumanbHbeli | MakcuManbHBIN Cpennnii
Howmep pexxuma Crnas BBISIBIICHHBIX HAMETD. MM HAMETD. MM HAMETD. MM

JIe(hEeKTOB, IIT. A P, A P, A P,
1 1530 36 0,39 1,40 0,97
2 1550 42 0,41 1,51 0,92
3 1550 38 0,36 1,55 0,80
4 1530 37 0,39 1,97 1,00

[To mony4YeHHBIM AaHHBIM OBUIH TOCTPO-
€HBI TUCTOTPaMMBI paclpenesIeHus 0P 10 pa3me-
pam. J[is olleHKH pacrpeieieHUs] TuaMeTp Top
MM. (puc. 0).

Opaics ¢  marom

Konuyecrso, wr
~a w w m ~d o3 "] B

-

HonudecTso, wr

Puc. 6. Pacnpez[e.ﬂeﬂne BBIAABJICHHBIX ITOP 110 TUAMETpPamM:

0,1

OuameTp nop, Mm

DNwameTp nop, M

6)

a—pexuM 1; 6 — pekuM 2; ¢ — pexuM 3; 2 — pekuM 4

Fig. 6. The distribution of the identified pores by diameter:
a—mode 1; b —mode 2; ¢ — mode 3; d — mode 4

KonvvecTso, wr

KonwyecTeo, WwT
) "

[IpeacraBneHHble TMCTOIPAMMBI pacHpereIeHus
He JafT 4€TKOM mH(opManuu 0 BUAE pacrpese-
JICHUS ONTMCAHHBIX BEJINYMH.

DnameTp nop, mm

OuameTp nop, MM

2)
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MUKpPOCTPYKTYypa CBapHBIX COEAUHEHUN
IIPEACTABIICHA MEJIKOAMUCIIEPCHON JIEHIPUTHOU
CTPYKTYpO#i (puc. 7, a). I[Ipu 3TOM €€ MOXXHO pa3-
JIEINTh Ha HECKOJBbKO 30H: LIEHTpajbHas 30Ha —
XapaKTepU3yeTCs] HAIUYUEM MEJKOIUCIEPCHBIX
Pa30pUEHTHPOBAHHBIX KPUCTAJUIUTOB, U 30HA Te-
pexoaa K OCHOBHOMY METajllly, OrpaHUYHBAIOIIast
HEHTPaJIbHYIO 30HY C JIByX cTopoH. PopMupoBa-
HUE CTPYKTYPHI ITePEX0IHOM 30HBI (pUc. 7, 6) CBS-
3aHO C BBICOKMM I'PaJMEHTOM TEMIIEpaTyp B Mpo-
necce cBapku [4]. CTpykTypa 3TO# 30HbI OTIIMYHA
OT CTPYKTYpbl LIEHTPAJIBHOM 30HBI CBAPHOI'O CO-
€AMHEHMUS], U XapaKTEPU3yeTCsl HAJIMUNEM BBITSHY-
TBIX JEHAPUTOB IEPBOIO IOPsKa, C Halpabe-
HUEM pOCTa OT JIMHUM CIUIABIICHUS K LICHTPY CBap-
Horo mBa. OTCyTCTBUE ACHIPUTOB BTOPOIO IO-
psanaka oOBsICHSETCS BBICOKOM CKOPOCTBIO OXJia-
KJACHUSI, TOCTATOYHO BBICOKOM, YTOOBI IEHAPUTHI
BTOPOTO TOpsIJIKa HEe ycrenu chopmupoBathes [8].

I

a)

Puc. 7. JlenapuTHasi CTPYKTypa B LEHTPAJbHOH 30He
mBa (pe:xuM 2) (@) ¥ CTPYKTYpa nepexoaHoii 30HbI cBap-
HOT0 coeanHeHnus (6) cnjaapa 1550

Fig. 7. Dendritic structure in the central weld area (mode
2) (a) and the structure of the transition zone of the weld
(b) for alloy 1550

3ona tepmuueckoro BiausHuA (3TB) mpu
Ja3epHOM CBapKe He BEIMKAa M 3aBUCUT OT 00beMa
30HBl pAaCIUIaBJICHUS, KOTOPHIA Yy aTlOMUHHA

0oJIbIIIe, YeM y cTaje, BCIeICTBUE HEOOXOAMMOMN
JUISL CBApKU ropaszio 0ojiee BBHICOKOW IUIOTHOCTHU
momuoctn (5:10° Br/em®? m 10% Br/em?) [9].
3amepsl 3TB mokasanu, 4To 11l CBAPHBIX COEU-
HeHui cucteMbl Al — Mg, BBINOJHEHHBIX Jla3ep-
HOU cBapkoi, pazmep 3TB nexur B auanasone
20...30 MKkMm.

CmutaBsl cucteMbl Al — Mg, kK KOTOpO#i OT-
HocsiTes crnaBbl 1530 u 1550, xapakrepusytorces
MOBBILIEHHONW CKJIIOHHOCTBIO K 00pa30BaHUIO MOP
B METaJUle IIBa, TaK KaK MarHWil MOBBILIAET pac-
TBOPUMOCTH BOJIOpo/ia B aitoMunuu [10 — 12].

Bonopoanbie mopsl UMEIOT MEHBILIUHN pa3-
Mep, 10 CPABHEHUIO C TEXHOJIOTUYECKUMU 1 00pa-
3YIOTCSl B pe3yJibTaTe PacTBOPEHHUsI BOAOpPOAA B
AIIOMUHHH [IPU TEMIIEpAType MJIABJIECHUS MTOCIEA-
Hero. J[nms 3ammThl OT Takoro Buaa Ae(eKToB,
CBapKa MPOBOAWIACH B CPEJE MHEPTHOIO ra3a Ar.
HecMoTps Ha 3T0, B MUKPOCTPYKTYPE HEKOTOPBIX
00pasnoB ObUTM BBISIBJICHBI BOJOPOJHBIC IOPHI
(puc. 8), ¢ pazmepom = 40...50 MKM.

Puc. 8. Bomoponnas mopa B CBapHOM coOeIMHEHHUU
cruiaBa 1550 (pexxkum 3)

Fig. 8. Hydrogen pore in the weld of alloy 1550 (mode 3)

JlaHHBIE M3MEpPEHUN MHUKpPOTBEPIIOCTU B
pa3IUYHBIX CTPYKTYPHBIX 30HAX CBAPHOI'0 COEIH-
HEHUS IPECTaBJICHbI B Ta0I. 7.

7. Pe3yJbTaThl H3MepeHUsI MUKPOTBEPIOCTH CBAPHBIX coelMHeHuni cuiaa 1530 u 1550

7. The results of measuring the microhardness of welds for alloy 1530 and 1550

Howmep Muxkpoteépaocts HVso
Mapxka criaBa >
pexuma IIloB 30Ha CIUIaBJICHUSA OCHOBHOM M€eTaJlI
1 1530 74.5...914 74.1...84.8 56.4...65.2
82,95 79,4 60,6
123.,1...128.3 93,5...101,1 88.3...91,2
2 1550 1256 97,05 89.75
95,6...121.,8 91,2...105.,9 88.3...95.7
3 1550 108,7 98,55 92,1
82.4...1109 75.4...98.7 64.5...75.8
4 1530 96,65 86,85 70,15
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N3mepennss mnokasanu, 4YTO TBEPAOCTH
CBApHOIO 1IBA BHIIIE, YEM TBEPAOCTH OCHOBHOTO
METajia, YTO MOKHO OOBSCHUTH 00pa30oBaHUEM B
CBAPHOM IIIB€ MEJIKOJIUCHEPCHON ACHAPUTHOMN
cTpykTyphl. [Ipu 3TOM OT IeHTpa 1IBa K OCHOB-
HOMY METaJUTy TBEPJIOCTh CHUXKAETCS, BCIEIACTBHE
BBITSTUBAHUS  JICHAPUTOB TIO  HANpPaBJICHUIO
HarOOJIBIIIETO TEIJIOOTBOIA.

Taxxe MOXXHO OTMETHUTb, YTO C MOBEIIIC-
HUEM CKOPOCTH CBapKH sl 000X HCCIIECTyEMBIX

crutaBoB 1550 u 1530 nabnrogaercs MOBBIMICHUE
3HAQYEHUI MUKPOTBEPIOCTH METAILIA 1IBA.

Jns onpenenenrs MEXaHUYECKUX CBOMCTB
CBAapHBIX COEJIMHEHHM HCCIEAYEMbIX CIIJIAaBOB
ObUIN CBAapEHBI JIA3EpPHOI CBApKOi 00pasIbl ¢ MpH-
CaJIOYHOM MPOBOJOKONW Ha CKOPOCTH cBapku 60
mm/c. ns obpasuoB u3 crutaBa 1530 npumens-
Jlach CKaJbIIpoBaHHas mpoBosioka CBAMI3 nua-
MetpoMm 1,2 MM, a juist ctaBa 1550 — nmpoBosioka
Mapku CBAMro61. Pe3ynbrarsl MEXaHMUECKUX UC-
MBITAHUN TTPUBENICHBI B TA0II. 8.

8. MexaHu4eckue CBOICTBA CBAPHBIX COeIMHEeHN I JINCTOB ciIaBoB 1530 u 1550, BbINOIHEHHBIX
JIa3epHOM CBapKoi

8. Mechanical properties of welds for alloy sheets 1530 and 1550 made by laser welding

Cmas 1530 Cmnas 1550
CocrosiHue 00pasna oB, o OB, 5, %
MlIIa 3, % K Mlla K
OCHOBHOM METaJII 190 12 1 300 18 1
CBapHO€ COCAMHECHNE 165 3,5 0,87 246 6,4 0,82

AHanu3 JaHHBIX, IPUBEACHHBIX B Ta0J. 8
MOKAa3bIBACT, YTO MPH JIA3EPHOU CBAPKE UCCIIETye-
MBIX CIUIAaBOB OOECTIEUMBAETCS MPOYHOCTH CBap-
HOro coenrHeHus Ha yposue 0,82...0,87 ot npou-
HOCTH OCHOBHOTO MeTaia. Paspymienue obpas-
IIOB TP HCIBITAHUAX HA CTaTUYECKOE PaCTsDKe-
HUE MTPOUCXOIUIIO MO 30HE CTUIABIICHUS ISt 000UX
HCCJIETYyEeMBIX CILIaBOB.

BriBoabl

1.  VYcraHoBieHO, YTO MpU JA3EPHOU
CBapke aaoMuHUEBBbIX cmiaBoB 1530 u 1550 B
BUJE JIUCTOB TOJIIMHON 5 MM MHUHUMAJIbHAS I1O-
PHUCTOCTh CBAapHBIX IIBOB HAOIIOAETCS TPU CKO-
pocTu cBapku B auamnasone 50...70 mm/c.

2. UnenTudunupoBaHbl peKUMBI PEHTTE-
HOBCKOT'O NPOCBEUYMBAHUS CBAPHBIX COEAMHEHUMN
amoMuHKeBbIX crutaBoB 1530 u 1550 cucremsl
Al — Mg, BBITIOJIHEHHBIX JIa3€pPHON CBAPKOM, JIS
HAWTYYIIeH BBISIBISIEMOCTH 1e(DEeKTOB.

3. TlokazaHo, YTO MHUKpPOCTPYKTypa Me-
TaJjula MIBa UCCIEAYEMbIX CIUIABOB XapaKTepU3y-
€TCsl HAIMYUEM JICHIPUTOB IIEPBOT0 U BTOPOTO T0-
pankoB. opMUPOBAHNE MHUKPOCTPYKTYPbI 30HBI
CIUTaBJICHUS CBSI3aHO C BBICOKUM I'PaIuEHTOM TEM-
nepatyp B mpouecce cBapku. CTpykTypa 3Toi
30HBI OTJIMYHA OT CTPYKTYphI HEHTPATHLHOU 30HBI
CBApHOTO COEQUHEHHUS, U XapaKTepUu3yercs

HaJU4YUEeM BBITSHYTBIX JCHIPUTOB MEPBOTO IIO-
psiaKa, ¢ HampaBJIeHUEM POCTa OT JIMHUU CILIaBJie-
HUS K [IEHTPY CBApHOTO I1IBA.

4. YCTaHOBJICHO HATUYUS YIPOUYHECHUS Me-
Tajla CBapHOIO IBA IMPH JIa3€pHOM CBapKe alito-
MHHUEBBIX criaBoB 1530 u 1550, mo cpaBHEHUIO
C OCHOBHBIM METAJUIOM, MPOSIBIISIOIeeCs B O0JIb-
IIMX 3HAYEHUSIX MUKPOTBEPAOCTH.

5. Ilpu na3epHOM CBapke HCCIENYEMBIX
crutaBoB 1530 u 1550 obOecrieunBaeTcst MpOYHOCTH
cBapHOro coeauHenus Ha yposse 0,82...0,87 ot
MIPOYHOCTU OCHOBHOTO MeTaiia. Pa3pymienue 06-
pa3loB NP UCHBITAHUSIX HA CTATUYECKOE PacTsi-
KEHHE TMPOUCXOJUJIO MO 30HE CIUIABJICHUS IS
000UX HUCCIETYEMBbIX CIUIaBOB.
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