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B crarse paccMaTpuBarOTCs pe3ybTaThl KOMIBIOTEPHOTO MOJICTIMPOBAHUS TEMIIEPATYPHBIX MTOJIEH MPH HIOBHOM
cBapke TpeHueM c nepememuBanueM (CTII) coequnennii amomunus AJ[l u menu M1 ¢ ucnons3oBaHueM TpexMmep-
HOM KOHEYHO-3JIEMEHTHOW MOJIeNTH, OCHOBAHHOU Ha MMoAX0/1e CBsA3aHHoro Jinepa—Jlarpanxka (CEL).

B pabore moznenupyercst BiusiHue napamerpoB CTII Ha pacnpeneneHne W MUKOBbIE 3HAUYEHHS TEMIIEPATYPHI
B 30HaX CBapHOTO IBa. M3MeHeHne ckopocTH BpameHus nHeTpyMeHTa oT 700 no 1500 06/MUH IPUBOINT K yBEIHU-
4eHur0 MMKOBOM Temmeparypsl ot 391 °C npu 800 06/mMun 10 546 °C Ha NOBEPXHOCTH aJIOMHHHUEBOU IJIACTHHBI
npu 1500 o6/MHUH. AHanH3 MONYYSHHBIX TIPH MOJCIMPOBAHIH MOBEPXHOCTEH M CPEe30B IUIACTHH IOKA3al, YTO MpPH
YBEJIMYCHUH YaCTOTHI BpallleHHsI cBapoyHOro nHctpymerTa oT 1100 06/ mun 10 1500 06/MuH 00pa3yroTcs moBepX-
HOCTHBIE JIe()eKTHI.

ITpu cxopoctu Bpamenuss 1000 06/MUH MakcHMallbHasl TeMIlEpaTypa CBAPHOTO LIBA JOCTUTACT TEMIIEPaTyphI
Hepexoia B CBEPXIIACTHYECKOE COCTOsIHNE U 00pa3yeTcst 6e31e(eKTHOE IOBHOE COETMHEHHE.

Kntouegvie cnosa: cBapka TpeHHEM C NEPEMENINBAHIEM, KOMITBIOTEPHOE MOJICIIMPOBAHKE, PA3HOPOIHBIE COEH-
HEHUsI, aIIOMUHUH, MeIb
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COMPUTER SIMULATION OF TEMPERATURE FIELDS
IN FRICTION STIR SEAM WELDING OF ALUMINUM AND COPPER
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The article discusses the results of computer modeling of temperature fields during seam friction stir seam weld-
ing (FSW) of AD1 aluminum and M1 copper joints using a three-dimensional finite element model based on the
coupled Euler-Lagrange (CEL) approach.

In this paper, the effect of FSW parameters on the distribution and peak temperature values in the lap weld
zones are modeled. A change in tool speed from 600 rpm to 1500 rpm leads to an increase in peak temperature from
391 °C (800 rpm) to 546 °C at the surface of the aluminum plate (1500 rpm). Examination of the modeled surfaces
and plate slices showed that when the welding tool speed increases from 1100 rpm to 1500 rpm, the formation of
surface defects occurs.

At a rotation speed of 1000 rpm the maximum temperature of the weld reaches the temperature of transition to
the plastic state and a defect-free lap joint is formed.
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CBapHble COEMHEHUS PA3HOPOJHBIX METAJIIOB
(Menr W amIOMHHMIA), OOJAMAIONINX BBICOKHME
JJIEKTPUICCKUMH U MEXaHHMYECKUMH CBOMCTBaMH,
MOTYT MPUMEHATHCA B SHEPreTHUECKOM U a’po-
KOCMHUYECKON mpombliuieHHocTd [1, 2]. Oanako
MOJIYICHUE COCOUHEHUH MeAu C aTIOMHHHEM
C MOMOIIBIO CBAPKHU ILIABJICHUEM 3aTPyIHEHO IO
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CIEIYIOIIAM MPUYUHAM: Pa3IU4dus B TEIUIO(MU3H-
YECKHUX CBOMCTBAaX MaTepuayioB, (HOPMUPOBAHUS
OCTaTOYHBIX HANIPSDKCHUHN M 00pa30BaHUS XPYIKUX
MHTEPMETAILTUAHBIX COSTUHEHUH [3, 4]

Csapka B TBepA0(]a3HOM COCTOSHHH SIBIISIETCS
OJTHMM W3 YacTO MCIHOJB3YEMBIX MPOIECCOB MONIY-
YEHUSI HEPa3beMHBIX COCAUHEHUN aTFOMUHHUSA C JIPY-
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TUMH MEeTaljlaMH [IpU TeMIIepaTypax B MHTEpBale
0,75— 0,9 ot TemmnepaTypsl ero miasnenus. OnHUM
U3 3THX CHOCOOOB COEAMHEHHUs SBISETCS CBapKa
TpenneM c¢ mnepememmBanneM (CTII), koropas
MOJKET YCIIEIIHO CBApHBATH PA3HOPOIHBIE MeTaj-
JIOB, B TOM HHCJI€ aHAJIOTOB, TIOJy4aeMbIX MIOBHON
KOHTAKTHOW CBapKOM COEAMHEHWH MEAU C aJFOMHU-
HueM [2—7]. [Tokazarenn MeXaHUYECKOU MPOYHOCTH
y KauecTBEHHOTO CBApHOTO COETUHEHHs OOBIYHO
COOTBETCTBYIOT XapaKTePUCTUKAM aJTFOMITHUSI.

MonenupoBaHre pacrpeieiieHie TeMIepary-
pol B Metauiax npu CTII siBisieTcst 1mosie3HbIM WH-
CTPYMEHTOM JJIsl ONTHMHU3ALMU TTapaMeTpOB IIOB-
HOM CBApKU COEIMHEHUN MU YIy4dUIEHUs [TOHUMa-
HUS TPOIIECCOB, OIPENENSIOMNX TEIIOBbIIETICHNE
U mepemMernerne MetawioB [8]. 3HaHHA O Tporiec-
ce, TPeIoCTaBIsIeMble pe3ylbTaTaMH KOMIIBIOTEp-
HOTO MOJIEIMPOBaHUs, CIIOKHO MOJYYHUTH NMPH Ha-
TypHOM 3KcrniepuMenTe. Hampumep, n3-3a cuiabHON
nedopMali MeTajula B 30HE TepMozedopMaliu-
onHoro BnusHusA (3T/B) u sapa cBapHoro miBa
(SICIID) cnoxHO pa3MecTHTh TEpPMOMApHI, U, CIe-
JOBATEIhHO, DKCIEPUMEHTAIFHO H3MEPUTH ITHKO-
ByIO Temmeparypy Bo Bpems mpouecca CTIIL. Ins
3TOM LIETH MCCIIEIOBATENH MBITAIOTCS MPEaCcKa3aTh
Ttemneparypy Bo Bpemsa CTII, ucronb3yst KOMITbIO-
TEepHbIE MOJENH U yIydllas UX BO3MOXKHOCTH 3a
CYeT WCIOJB30BAaHUS METOJOB KOHEYHBIX JJIEeMEH-
toB (FEM) [8-13].

Lenpto paboThl SABISETCS U3yYEHUE BIUSHUS
napametrpa CTII Ha TemmepaTypHble TONS TpU
[IOBHOM cBapke amoMuHus u Menu meroaom CTIL.

Csapounblii
HHCTPYMEHT

Tenaoodmen
¢ onopHoil LIHTOMH

Reony =1000 Br/m2x°C

3akpellienne
(UX=UY=UZ=UR1
=UR2=UR3-0)

METO)]PIKa MpPOBEACHUSA IKCIICPUMEHTA
U MOJCITMPOBAHUSA

IIpn noaxone CEL narpan)XeBbli KOpITyC HH-
CTPYMEHTa MOJKET IOTPY’KaThCsl B DMUIIEPOBYIO 3a-
FOTOBKY Ha TpaHMLE pas3fena HHCTPYMEHT-
3aroToBKa 0e3 MCKaXeHus! ceTkH. Ilockonbky Ma-
Tepuan TeueT 4epe3 diliepoBy obiactb, TpeOoBa-
HUS K MEJIKOH ceTke B 00sacTu aedopMaruyi MOK-
HO m30exarh. DiiepoBa 00IacTh pas3ieieHa Ha
00JacTh 3arOTOBKH U ITyCTOTY, YTOOBI yIEPKUBATh
ITOTOK Marepuaia U3 00JlacTH 3aroToBKH (puc. 1)
U TIPOCTICANTH 00pa3oBanue rparta [14].

ITockonbKy 3iliepoBa CeTKa SBISIETCA KECT-
KOH, OTrpaHW4YeHHs] CKOPOCTH OBLIM MPHMEHEHBI
KaK K HIDKHEMY, TaKk U K OOKOBBIM KpasiM, YTOOBI
MPENOTBPAaTUTh BBIXOJ MarTepuana u3 dileposa
o0wvema. B obmactu cucremsr CTII siineposa 3aro-
TOBKa 3aKpeIuIsieTcs Mo ocsiM X, Y M Z, a Ha Ja-
IpaHXeB WHCTPYMEHT HAaKJIaJbIBAlOTCA Bpalla-
TeJIbHbIE U MOCTYMNaTeNbHbIEe TPAaHUYHBIE YCIOBUS,
Kak MMoKa3aHo Ha puc. 1. DilepoBas netanb UMeeT
raGaputHeie pasmepsl 400x50x10 mm’. Tommuua
MEIHON U aIFOMUHHEBON IUTACTHH 3 MM.

Ycrasneno, uto npu CTII HeoOxoammo Gomee
TBEpbII MaTepHual (MeJlb) C MEHbIIEH TIaCTHYHO-
CThIO U 0oJiee BBICOKOU TeMIepaTypoil mepexoja
B CIIC pacnonarats B HrkHel yactu CC (puc. 1).
[Ipu aBmwxennn CU mpoucXoauT MepeTekaHue Ma-
Tepuasia U3 JOHHOW KOPHEBOW YacTH IIBa B BEPX-
HIOIO 30HY U B 30HY TYpOYJIEHTHOCTH (10X 3aruie-
YHUKOM W B pailloHe NHHA) BCIEACTBHE ACHCTBUSA
aKCHaNBHOTO JaBJeHusl, Bpamatomierocs nuHa CU.

Tennoobyen
€ OKPYAKalomien cpeion
feoe= 25 B1/M?x°C

i IIyctora

AJTIOMHHHH

(A1)

Mear (M1)

Puc. 1. COopka narpamxeBoro HHCTpyMEHTa U SIICpOBOH 3arOTOBKH
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IIpu pOTUBOMONOKHON CXEME PacIOIOKEHUS
MaTepHajoB BO3MOXKHO MOSBIICHHE B CBAPHOM IIIBE
TakuX Ae()eKTOB, KaK TYHHEIbHbIE HECIUIOIIHOCTH
(momocTn) u KOpHEBBIE HEMPOBaphl. VX mosiBineHue
BBI3BAHO HEIOCTATOYHON WHTEHCHBHOCTBIO IEpe-
pacmpesneneHusl MeTauIOB, BOBJIEKaeMbBIX B (hop-
MHPOBaHUE CBAPHOTO IIBA.

10 MM

Puc. 2. Yeprex narpanxeBoro HHCTpyMEHTa

Temomnepenaya 3a c4eT MPOBOIUMOCTH MEXKIY
HWKHEM  TMOBEPXHOCTHIO  MEIHOW  IUIACTUHBI
(puc. 1) 1 BepxHeW MOBEPXHOCTHIO OMOPHI YIUTHI-
Bajach IyTeM IIPHCBOSHUS BBICOKOTO 3HAUEHUS

kouBeKIMH (heony= 1000 Br/M* - °C) Mexay Hu-
Mu. [lmst GOKOBBIX NIBYX MaTepHaliOB M BEpXHEH
MOBEPXHOCTH AIFOMHUHHEBOTO 00pasia koddduiu-
EHT Tery1000MeHa ¢ OKpY)Karollel cpemoil mpuHu-
Mancst hopy=25 Br/m* - °C [13].

s MozmenupoBaHMA TEMIEPaTypHOIO pac-
npefeNieHrss W TepeMelIeHus] CBapUBaeMOro Me-
Tanga ObUT IMPEIJIOKEH CBAPOYHBIM HHCTPYMEHT
(CHN) B BuIe maHTpaHKEBOTO Tea 06€3 OCTPBIX yT-
JIOB Ha MHHE W 3aruieuuke. [luameTp 3amieuuka
20 MM, IuMaMeTp MUHA U JUIMHA COOTBETCTBEHHO
6 MM 1 5,7 MM (puc. 2).

Ilo nuTepaTypHbIM HCTOYHHKAM IIPU MOJIEIIH-
poBanuu CTII urHopupyeTcs TEmIooOMeH MEXITy
CU u 3aroToBKOH, paccMarpuBasi MHCTPYMEHT Kak
abcomroTHO TBepaoe teno. Ha rpanumy narpamxke-
BOro Tejia HeﬁCTByeT BCJIMUMHA JaBJICHUSA, IIOTY-
YeHHasi B pe3yJIbTaTe pelieHus ypaBHeHuH Oifnepa.

C menpro ydera IuacTHIecKoro aedopMupoBa-
HUSL 2JIEMEHTOB MaTepralia UCIob30Bajlach MOJIENb
mwiactuuHocTn  JxoHcona—Kyka (JIK), kotopas
YUUTHIBAET KHHEMATHYECKOe YyIpouHeHue, 3(pdex-
TBI U30TPOITHOTO YIPOYHEHUS, afuadaTHuecKuil pa-
30rpeB epOpMUPYEMOTr0 MeTajla U HM3MEHEHHUE
TeMIeparypsl. B naHHOW MoJenu M3MEHEHHE Mpe-
JIeNia TeKy4eCTH onpeensuioch hopmynoit (1)

5, = [A+B2"][1+CIn (é)] [1- (=), 1)

rae m — KOo3(QQUUUEHT TEPMHUYECKOro pa3msrdie-
HUS; € U £y — dpdeKTUBHAA MIacTHueckas aedop-
Mars U cKopocth nedopmarnuu; A, B, C — KOH-
CTaHTBI; n — NoKazatens Haknena; 7, u T,, — KOM-
HaTHasi TeMIlepaTypa W TeMmIepaTrypa TUIaBICHHs
COOTBETCTBEHHO. 3HAuUCHHS IapaMeTPOBMOAEIH
ypaBHeHus iactuuHoctH JK 11 cBapmBaeMbix
TUTACTUH M HHCTPYMEHTA MpeJCTaBlIeHbI B Tabm. 1.
Jnst ympoIeHus: pacdeToB  KOMITBIOTEPHOU
MozieH OBbIJIO PELIeHO MCIOIb30BaTh 3HAYCHUS Psi-
Ja (U3MYECKUX CBOMCTB aTFOMUHHMS, MEIIU U CTaIIN
HE3aBUCAIIIMHE OT TeMIIepaTypsl (Tadm. 2).

Tm=Tr

IIponecc CTII anroMuHNS ¥ MEOY NIPH MOAEIH-
pOBaHUU COCTOSI U3 Tpex ATanos. Ilepsbi mar —
BBOJI CH B CIIOUCTYIO 3arOTOBKY CyMMAapHOM TOJ-
IIMHOM 6 MM € MOCTOSTHHOM ckopocThio 3a 0,1 ¢ 1o
rIyOuHEI TToTpyx)eHwus 3ariednka 0,11 MM B airo-
MuHHUI. BTopoii atan (mporpeB cBapuBaeMbIX Me-
TaJUIOB) — BpAIllEHUE C YTIIOBOW cKOpocThio oT 700
mo 1500 o6/mMuH 0e3 JIWMHEHHOTO TepeMelIeHus
B Teuenne 0,2 c. TpeTuii mar — moBHas cBapKa Ipu
ckopoctu Bpaiienuss CU ot 700 mo 1500 o6/mun
U CKOPOCTH TepeMelleHHus OT 25 MM/MUH JI0
63 MmM/MuH B Teuenue 50 c.

Tabnuya 1
3HaueHus: mapamMeTpoB Moaean miactTuunocta AK nas axomunus, mean u ctaam [15, 16]

Martepuain A, MIla B, MIla C m n & T, (°C) 7. (°C)
Amomunuii AJL1 60 6,4 0,001 0,859 0,62 1 25 620
Mens M1 90 292 0,025 1,09 0,31 1 25 1083
Cranp 410 280 0,03 1,1 0.47 1 25 1538
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Tabauya 2
®usuyeckue CBONHCTBA CBAPHBAEMBbIX MAaTEePHAIOB

DusnuecKkue BeITMYHHbI ANl M1 Cranb
IInoTHOCTS, p (kr/nm) 2690 8930 7800
VenpHas TemI0eMKoCTb, ¢ ([Hx/kr-K) 880 390 460
VY aenpHas Tertora miaBiacHus, A (kJx/Kr) 390 205 270
TerutonpoBoaHOCTS, ¥, (BT/M-K) 135 398.6 74.4
Koappumuent pacumpenus metamia, o (1/°C) 2.3x107 1.67x107 1.2x107
Monyns ynpyrocty, E (I'Tla) 70 136,2 210
Koadpumment [lyaccona 0.33 0.343 0,3

Jlnst yMEHbBINEHNUST BPEMEHH PACUYCTOB HCIOJb-
30BAJIOCH MAacCOBOE MaclITaOMPOBaHHE, KOTOPOe
MO3BOJISICT Pa3/CIUTh OOJIACTH PEIICHHUS Ha He-
CKOJbKO HeOompmux ameMeHToB [20]. Ilpm sTOoM
Macca 3JIEMEHTOB HMCKYCCTBEHHO YBEIWYHMBACTCS
JUISL TOCTIDKEHUsT Oosbiied 3(h()EKTUBHOCTH BbI-
YUCJICHHUH, TTOCKOJIBKY OO0ITiee BpeMsl BBIYHCICHHI
sBIsieTCsl yHKIMEH ToTHOCTH Mateprana [17, 18].
[Ipupatenue mIoTHOCTH BeIpaxasoch Kax [19, 20]:

e p/ — UKTHBHAS TUIOTHOCTB; k,— xosdpunment
MacmTabMpoBaHUsT  IUIOTHOCTH, —BIMSIOUIMI  BO
CKOJIBKO TIPMMEPHO pa3 OyzeT COKpamieHO Bpems
pacuera (k, > 1). Koadduument macimrabuposa-

HUS TEIUIOEMKOCTH K IPUHUMAJICS PaBHBIM KO3(-
(uumenty mMacirabuposanus miotHoctu k, = 100.

JlokanpHOE crymieHHMe CeTKH BOJIM3HM LEH-
TPaJIbHOM 30HBI MJIACTHH OBUIO YCTaHOBJIEHO IS
o0ecriedeHus] YCJIOBUH TIOJy4YeHHS TOYHBIX pe-
3yJITAaTOB NPH MEHBLIEM BBIYHCIUTEILHOM Bpe-
MeHH. /[ 3aroTOBOK alfOMUHUS M MEJU HCIIONb-
30BaJINCh  DUJIEPOBBI  3JEMEHTHl C  THIIAMHU
EC3D8RT. B 30He mycTOTHI KOHEYHO-3JIEMEHTHAS
cetka coctouT u3 EC3D8R anmemeHToB, a 11 WH-
CcTpyMeHTa wucmnoib3oBad dnemeHT C3D10MT,
MPeCTaBISIIONINA co00ii 4-y3110BOI TepMOCBs3aH-
HBIN TeTpasap.

Pe3y.]'ll>TaTl>l HCCJICI0OBAHUSA
U UX 00CcysKaeHne

VBenuueHne CKOPOCTH BPAIEHHST CBAPOYHOTO
unctpymenta npu CTIT ¢ 700 mo 1500 o6/muu

MIPUBOIUT BO3PACTAaHMIO TEIJIOBOM MOIIHOCTH, Te-
HEpUpyeMOH 3aluiedyukoM. Bceneacrtsue ypenuue-
HUS BBLACTSIEMOM SHEPTUU (PPUKIIMOHHOTO HAarpeBa
MIPOMCXOJUT BO3PACTAHUE IUKOBBIX TEMIIEPATYP
B CBapHOM IIBE aIOMUHHS M Mequ. Pacmpenene-
HUE TEMIIEpaTypbl Ha MOBEPXHOCTH CBAPHBAEMBIX
00pa3LoB NPH HM3MEHEHMSX YacTOThl BPAILCHHS
U (PUKCUPOBAHHOW CKOPOCTH CBapKh 25 MM/MUH
MIpe/ICTaBIeHO Ha pHUC. 3. MakcuManbHbIE 3Hade-
HUSI IMKOBOM TeMIepaTyphl HaOIIOAAI0TCs Ha OT-
XOIAIIEH CTOPOHE. DTO BBI3BAHO TEM, YTO HHCT-
PYMEHT 3aXBaThIBa€T MaTepHaj ¢ OTXOJSIIEH CTo-
POHBI W HaIpaBisieT Ha cTopoHy HaOeranus. W3-
MeHeHue ckopoctu Bpamenuss CH ot 700 06/mun
10 1500 00/MUH PUBOAUT K YBEIMUYCHHUIO MTUKOBOM
temnepatypsl or 392 °C (800 o6/mun) mo 550 °C
(1500 00/MHMH) Ha TOBEPXHOCTH AITFOMHHHEBON
iactiuHbl. Ha BepxHeil yacTu cBapHBIX LIBOB 00-
Pa30BBIBAIMCH TYHHEJIbHbIE NE(QEKTHI, AJIUHA KO-
Toporo yBenuuusaercs 10 50 mm (puc. 3, 2). Hau-
MEHBIINI pa3Mep MOBEPXHOCTHOTO jaedeKTa co-
CTaBIISIeT 8 MM IPU CKOPOCTH BPALIECHUS MHCTPY-
menta 1200 (puc. 3, 6). bombmme pasmeps
MTOBEPXHOCTHBIX AeEKTOB Ha puc. 3, 6, @ U 2 BBI-
3BaHO IEPErPEBOM ANIOMUHHS U BBITAIKHBAHUEM
€ro B BUJE Ipara.

JJist TIoNTy4eHHs IBOB C BEICOKUMH MEXaHHYe-
CKUMH CBOHCTBaMH HEOOXOJMMO JIOCTHIKEHHUS
B 30HaX CBapKH TEMIIEPATyPbl CBEPXILUIACTHYECKO-
ro cocrostaus (CIIC). 3armyOreHue 3aruiednka
U CKOPOCTh BpAIlleHHs] HHCTPYMEHTA B aTFOMHUHUMA
MO3BOJISIET IOJIYYUTh TEMIIEPATyphl CBAPHBAEMBIX
MaTepHaJIoB 10 CBEPXIUIACTUYHOCTH.
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Puc. 3. 3aBucumoctsb pacnpenenenus y3noBoii Temneparyps! (NT11) oT 4acTOTHI BpanieHHs HHCTpyMEHTa

(v=25 mm/muH, 0=3°, amomMuanH cBepXy) mpu CTII amfoMUHIEBBIX 1 MEAHBIX IIACTHH:
a — 700 o6/mun; 6 — 1100 06/MuH; 6 — 1200 06/MuH; 2 — 1500 00/MHH (JIMHAM ITOKA3BIBAIOT HAIIPABJICHUS pa3pesa)

IIpu yacrote Bpamenusi nacTpymMenta ot 800
110 1000 00/MHH W TMHEHHOW CKOPOCTH 25 MM/MUH
Ha IOBEPXHOCTH AIFOMUHHEBOTO 00pasiia OTCyT-
CTBYET BHEIIHUH TYHHEJBHBIH nedekt (puc. 4).
Ha puc. 4 npeacraBieHo pacnpeneneHue Temiepa-
TYpbl Ha MOBEPXHOCTH AIOMHHUEBOH IUIACTHHBI
U paspe3bl IOBHOTO COCIUHEHUS MPH CKOPOCTHU
ppamtenus 900 u 1000 o06/mMuH. MakcumalbHas
TeMIieparypa Ha MOBEPXHOCTH alFOMUHHUEBOM ILIa-
ctunbl ipu 800 06/mMuH coctaBuio 399 °C, a nuko-
BOE 3HaYCHHE TeMIiepaTypa Obiia Ha 36 °C MeHbIe
Ha MeIHOHU IuiacThHe. Menp He IOCTUTaeT CBepX-
IUTACTHYECKOTO COCTOSIHUSI, TIO3TOMY BO3HHKa-
eT BHYTpeHHHH aedekT Ha Haberaromei cTopo-
HE IIBa.

IIpu cxopoctu BpameHuss 900 00/MHH BO3HH-
KaeT IyCcTOTa Ha OTXOJSIIEH CTOPOHE CBapHOTO
COCJIMHEHMS, TaK KaK MaKCUMallbHOE 3HadeHHue
TemrepaTypbl Ha Menu 394 °C, a Ha aTlOMUHUA
430 °C (puc. 4, a). C yBenuueHHEM 4acCTOTHI Bpa-
menns CU no 1000 06/MuH MoeTMpOBaHHOE 3HA-
YeHHE TeMIlepaTypbl ObIJIO HA MOBEPXHOCTH all0-
munaus 485 °C, a BHyTpu Menu 440 °C. Menp noc-
turna temnepatypsl nepexona B CIIC m meramn
3aMoJHsAeT BECh ILOB, M3-3a 3TOTO B CBAPHOM CO-
€JIMHEHUU OTCYTCTBYIOT TYHHEIbHBIC 1e(DEKTHI.

IIpu uactore Bpamenus 1000 o6/MuH U au-
HEeWHOH ckopoctH 25 MM/MuH dopmupyercs: 6e3-
JneeKTHOEe CBapHOE COCJMHEHHE alFOMHUHUS U Me-

1 (puc. 4, 6).
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| rynaeannbIii nedekt|

o

Puc. 4. 3aBucumocts y3noBoi temmeparypsl (NT11) oT yacToThI BpaleHUs] HHCTPYMEHTa

v=25 Mm/MuH, 0=3°, amomunauii cBepxy) npu CTII amoMHUHHEBBIX XU MEIHBIX TUIACTHH:
PXy) np
a—900 o6/mun; 6 — 900 06/MuH

Ilpn QukcupoBaHHOM 3HAaYE€HHE CKOPOCTU
Bpaienus 1000 00/MUH U pOCTE CKOPOCTH CBapKU
or 25 mo 63 MM/MHH HpPOUCXOAUT YMEHBIICHHUE
BBOJIMMON TEIJIOBOW SHEPTUHU HA CJAUHUILY JJTHHBI
oOpasiia, MpHUBOAsIIEe K OOpPa30BaHHMIO IMOJOCTH
(41 Mmm/MuH) 1 He 3an0HEHUIO (63 MM/MHH) B SJI-

pe cBapHoro mBa (puc. 5, @ u 0). Ilpu 3ToM KO-
Basg Temmeparypa Hike Ha 5 u 11 % mo cpaBHe-
HUIO CO CKOPOCThIO 25 mMm/muH. Temmneparypa Ha
MeaHou miactuHe 114 41 u 63 MM/MUH HIDKE TEM-
IepaTyphbl epexo/ia B INIACTHUECKOE COCTOSHUE.
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TYHHeJIbHBIH nedJelcrI

[rysneabubiii nedexr]

Puc. 5. Pacnipenenenue y3noBoit Temnepatypsl (NT11) oT ckopocTH CBapKu HHCTPpyMEHTa
(0= 1000 06/muH, 0=3°, amomuanN cBepxy) mpu CTII aTfOMUHNEBBIX X MEAHBIX TIACTHH:
a — 41 MM/MuH; 6 — 63 MM/MHH

BriBoabI

1. TpexMepHOe MOJEIMPOBAHUE TEMIIEPATYp-
HeIX monedd mpu moBHOW CTII coemuHenwmii amio-
MHHUSA B Meau ¢ nomouieio MKD, mokasao, yuTto
n3MeHeHnue ckopoctu BpaiieHus CH ot 700 06/mMuH
110 1500 00/MuH 1 (HUKCUPOBAHHON CKOPOCTH CBAPKU
25 MM/MUH MIPUBOJIUT K YBEIUYSHUIO TTHKOBOW TEM-
neparypsl ot 391 °C (800 06/mun) 10 546 °C Ha mo-
BEPXHOCTH AIFOMUHKEBOH tacTuHbl (1500 00/MuUH).

2. AHamu3 BUJA TPOMOJEIMPOBAHHEIX TIO-
BEPXHOCTEH M CEUCHMH IUIACTHH MOKAa3all, YTO IPH
yBesnMueHnH 4actoTsl BpameHus CHU or 1100 go
1500 o6/MuH TIpPOMCXOAMT OOpa3oBaHUE MOBEPX-
HOCTHBIX JleekToB. [IpM CKOpOCTH BpalieHUs
1000 o0/MWUH MakcHUMalbHas TEMIIEpaTypa CBap-

HOTO IIBa [JOCTHIaeT TEeMIlepaTyphl Mepexoja
B CBEPXIUIACTHYECKOE COCTOSHHUE W 00pasyeTcs
Oe3nedeKxTHOE COeMHEHNE.

BUBJIMOT PAGHMYECKHUIA CITUCOK

1. Isa M. S. M., Moghadasi K., Ariffin M. A., Raja S., Muha-
mad M. R., Yusof F., Jamaludin, M. F. Yusoff N., Ab Karim M. S.
Recent research progress in friction stir welding of aluminium
and copper dissimilar joint: a review// Journal of Materials
Research and Technology.- 2021. - Nel5.- pp. 2735-2780.

2. Joshi G. R., Badheka V. J., Darji R. S., Oza A. D.,
Pathak V. J. The Joining of Copper to Stainless Steel by Solid-
State Welding Processes// A Review. Materials. — 2022. Nel5
(20).- 7234.

3. Singh V. P., Patel S. K., Ranjan A., Kuriachen B. Re-
cent research progress in solid state friction-stir welding of al-
uminium— magnesium alloys// a critical review. Journal
of Materials Research and Technology.- 2020.- Ne9 (3).-
pp. 6217-6256.



68 U3BECTUSA BoarI'TY

4. Aghajani Derazkola H., Khodabakhshi F., Gerlich
A.P., Friction-forging tubular additive manufacturing
(FFTAM): A new route of solid-state layer-upon-layer metal
deposition// Journal of Materials Research and Technology.-
2020.- Ne9 (6). — pp. 15273—-15285.

5. Sharma C., Tripathi A., Upadhyay V., Verma V., Shar-
ma S. K. Friction stir spot welding-process and weld proper-
ties// a review. Journal of The Institution of Engineers (India):
Series D.- 2021.- Ne102.- pp. 549-565.

6. Balamurugan M.S.G., Mohan D. G. Influence of tool
pin profiles on the filler added friction stir spot welded dissim-
ilar aluminium alloy joints// Materials Research Express.-
2021.- Ne8. 096531.

7. Muzakki H., Millaily 1. A.S., Bale J. S. Macrostructure
and shear strength analysis on Cu-Al joint of micro friction
stir spot welding// Key Engineering Materials.- 2023.- No943.-
pp- 41-46.

8. Turkan M., Karakas U. Two different finite element
models investigation of the plunge stage in joining AZ31B
magnesium alloy with friction stir welding// SN Applied Sci-
ences.- 2021.- Ne3(165).

9. Zolghadr P., Akbari M., Asadi P. Formation of
thermomechanically affected zone in friction stir welding//
Materials Research Express.- 2019.- Ne6. 086558.

10. Akbari M., Asadi P. Dissimilar friction stir lap weld-
ing of aluminum to brass: Modeling of material mixing using
coupled Eulerian—Lagrangian method with experimental veri-
fications// Proceedings of the Institution of Mechanical Engi-
neers, Part L. Journal of Materials: Design and Applications.-
2020.- Ne234 (8). 1117.

11. Akbari M., Asadi P., Behnagh R. A. Modeling of ma-
terial flow in dissimilar friction stir lap welding of aluminum
and brass using coupled Eulerian and Lagrangian method// In-
ternational Journal of Advanced Manufacturing Technology.-
2021.- Nel13.- pp. 721-734.

12. Akbari M., Asiabaraki H. R., Aliha M. Investigation
of the effect of welding and rotational speed on strain and

temperature during friction stir welding of AAS5083 and
AA7075 using the CEL approach// Engineering Research Ex-
press.- 2023.- Ne5 (2). 025012.

13. Guerdoux S., Fourment L. Error estimation and accu-
rate mapping based ALE formulation for 3D simulation
of friction stir welding// AIP Conf. Proc.- 2007.- Ne908,-
pp- 185-190.

14. Fraser K., St-Georges L., Kiss L.I. Prediction of de-
fects in a friction stir welded joint using the smoothed particle
hydrodynamics method// Proc. 7-th Asia Pac. [IW Inter.
Cong.- 2013.- pp. 474-479.

15. I'ypesuu, JI. M. OcoGeHHOCTH TIOBEICHHSA TP PACTsI-
KEHUH CJIOMCTOTO TUTAHOATIOMHHHEBOTO KOMIIO3UTA C OCE-
BBIMH dJutHnTHYecKHMHU otBepctusimu / JI. M. TypeBuu,
IO. I1. Tprikos, B. M. Bomukos, P. E. HoBukos, A. A. 3arpe-
6una // M3eectust Bonr['TY : Hayunbiit xyprant Ne 5 (160) /
Bomr['TY. — Bonrorpag, 2015. — C. 96-99.

16. I'ypesuy, JI. M. BiusiHuE TIIACTUYECKOTO 00KATHs Ha
MOBEZICHHE MEIHO-CTAILHOTO HECYIEro TPOCa IpU Harpyke-
wHuu / JI. M. I'ypeBuy, B. ®@. lanenko, P. E. HoBuxos // 13-
Bectust Bonr['TV : mayunsiii sxypaan Ne 9 (219) / Bonr['TY. —
Bourorpan, 2018. — C. 86-92.

17. Zhu Z., Wang M., Zhang H., Zhang X., Yu T., Wu Z.
A finite element model to simulate defect formation during
friction stir welding// Metals.- 2017.- Ne7, 256.

18. Turkan M., " Karakas O. Two different finite element
models investigation of the plunge stage in joining AZ31B
magnesium alloy with friction stir welding// SN Appl. Sci.-
2021.- Ne3, 165.

19. Lorrain O., Serri J., Favier V., Zahrouni H., Hadrouz
M. A contribution to a critical review of friction stir welding
numerical simulation// J. Mech. Mater. Struct.- 2009.- Ne4.-
pp- 351-369.

20. Zhu Y., Chen G., Chen Q., Zhang G., Shi Q. Simula-
tion of material plastic flow driven by non-uniform friction
force during friction stir welding and related defect predic-
tion// Mater. Des.- 2016.- Ne108.- pp. 400—410.


mailto:dimjkee830@gmail.com
mailto:sergejat@mail.ru
mailto:kvn-6411@mail.ru

