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Making weld joints of dissimilar titanium alloys
under low-temperature superplasticity conditions
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Experimental studies of the solid-phase weldability of VT6 and VT14 industrial titanium alloys are carried out in the
temperature range of low-temperature superplasticity (SP). In welding of dissimilar titanium alloys a significant reduction of
the process temperature can be achieved by alloying with Mo. The use of an ultrafine grained (UFG) sheet of V'T14 alloy, which
is alloyed by Mo to stabilize the 3-phase allows, enables to localize the deformation at the junction zone due to a significant
difference between the flow stresses of the interlayer and sheets to weld. As a result, a structural laminate of sandwich type
is obtained that contains two interfaces between the alloys VT6 and VT14. As the studies have shown, when approaching
the junction zone from VT6 alloy, some small Mo content is detected and at the junction plane this content increases to the
value typical for the base composition of VT14. Mechanical tests show that the pressure welding of sheet billets in different
combinations results in a high level of mechanical properties and quality of the joints. For a comparative analysis, VT6 sheet
billets without any intermediate sheet were joined under the same conditions. Mechanical tensile tests showed that there is
a small delamination between the titanium sheets in the failure zone. A quality solid-phase joint in this case can be obtained
by increasing the pressure and prolonging the time of process. It can be concluded, therefore, that obtaining high-quality
solid-phase joints of dissimilar titanium alloys depends not only on the size of the intermediate sheet grains, but also on the
chemical and phase composition of material in the joint zone.

Keywords: titanium alloys, solid phase joining, pressure welding, low temperature superplasticity, mechanical properties, shear strength,
electron microscopy.

IlomyyeHue CBapHBIX COeIVIHEHMI 3 Pa3HOPOJHBIX TUTAHOBbBIX
CIUIABOB B YCIOBUAX HU3KOTEMIIEPATyPHOM CBEPXIIACTMYHOCTH

Myxamerpaxumos M. X.

MuctutyT npobrem cBepxitactTudHocTu Metaios PAH, yn. Cremana Xantypuna 39, 450001, Yoa, Poccust

ITpoBeneHbI 9KCIIEpMMEHTaIbHbIE YICCTIEOBAHVA TBepRO(a3HOI CBapyBaeMOCTY IIPOMBIIIIEHHBIX TUTAaHOBBIX CITaBoB BT6
¢ BT'14 B TeMIepaTypHOM MHTepBaJle IPOABJIeHMs HU3KoTeMnepaTypHou csepxmnactuanocty (CII). ITpu cBapke pasHo-
POJHBIX TUTAHOBBIX CIIJITABOB MO>KHO 3HAYMTE/IbHO CHU3UTD TeMIIEpaTypy CBapKM JaB/IeHNEM 3a CYeT VICIIOIb30BaHNA CII/Ia-
BOB JIETMPOBaHHBIX MonubeHoM (Mo). VMcnonpsoBanue npoMexxyroqnoro nucra BT14 ¢ YM3 cTpyKTypoii, 1ernpoBaHHOTO
s crabyimsanyn fB-dassl Mo, I03BOJLAET JI0Ka/IM30BaTh AedOpMaliIo B 30HE COeIMHEHS 3a CUeT CYIeCTBEeHHOI pasHi-
LIbI MEXXJY 3HaUE€HMAMM HAIIpsDKEHMA TeYeHUs MaTepuasa MPOKIaJKU U CBapUBaeMbIX NMMUCTOB. B pesynbraTe coefiMHeHNA
MIOTy4aeTCsl KOHCTPYKIVIOHHBIN CTIONCTBIN MaTepyan Tuia « CoHABIY», B KOTOPOM COTEpyKaTcs [Be 30HBI pasfiesia MeTasl-
JIOB — MeXAYy TuTaHoBbIMU cIvtaBamyt BT6 u BT14. Kak mokasamm mucciefoBaHus, ¢ NpuOMKeHeM K 30He COeIMHEeHNUA
CO CTOPOHBI TMTaHOBOro citaBa BT6 B MaTepuasne mossiAeTcsa HeOoIbLIOe cofepxaHue Mo M Ipu TOCTVDKEHUU JIVHUI
coefHEeHNA KommdecTBO Mo JocTHUraeT /1o ypOBHA OCHOBHOTO COCTaBa civtasa BT14. AHanm3 pesynbTaToB MeXaHMIECKIX
VICIIBITaHUII TI0Ka3aJjl, 4YTO CBapKa JaBjIeHJ)eM JVCTOBBIX 3arOTOBOK B Pas3/IMYHBIX COYETAHNAX CIIOCOOCTBYET NOCTVDKEHMIO
MTOBBINIEHHBIX MEXaHMYECKUX CBOJCTB M Ka4eCTBa COeNMHEHNA. [I CpPaBHUTETbHOTO aHA/IM3a B TEX JKe YCIOBUAX COeNN-
HSAIU JIMCTOBBIE 3aTOTOBKY 113 TUTAHOBOTO cIlaBa BT6 6e3 mpome)xyTouHOro mucra. MexaHndeckye UCIIBITaHNA Ha pacTs-
JKEeHYIS TIOKa3aJIu, YTO HabmofaeTcs HeOoIblIoe paccIoeHNe II0 CBAPHOMY COeIMHEHUIO MeX Ty TUTaHOBBIMY /ctamu BT6.
W TonbKo ¢ yBenn4YeHueM JJOTIOTHUTEILHOTO CBAPOYHOTO JJaB/IeHNUA I BPEMEHM BBIIEP)KKY B YCTIOBUAX HU3KOTEMIIEPATYP-
HOJI CBepXIUIACTIYHOCTY BO3MOXKHO IIOJTYYUTb KayeCTBEHHOE coefyHeHe. TakuM 06pasoM, MOKHO Cie/IaTh 3aK/II0UeHIe,
YTO IOJTy4YeHNe KaueCTBEHHOTO TBepio(pasHOro COeAMHEHV Pa3HOPOAHBIX TUTAHOBBIX CIUIABOB ONPENe/IAeTCS He TOIbKO
pasMepoM 3epHa IPOMEXYTOYHOTO JICTA, HO VM XMMUYECKUM U (pa30BBIM COCTABOM B 30HE CBAPHBIX COCIVHEHNUIA.

KnroueBble c1OBa: TUTaHOBbBIE CIITIaBbI, TBepJIO(baBHOC CO€IMMHEHNE, CBapKa NaBJIEHMIEM, HU3KOTEMIIEpATYPHAaA CBEPXIVIACTUYHOCTD,
MeXaHUYeCKe CBOVICTBA, CIBUTOBAs TIPOYHOCTD, INEKTPOHHAA MUKPOCKOINA.
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1. BBemenue

TuTaHOBBIE CIITABBI IIVPOKO PACIpOCTPAHEHBI B MAIHO-
CTPOEHUMY, aBUALMOHHON IPOMBIIUICHHOCTY, CYHOCTpOe-
HUM U JIPYTUX OO/NACTAX HAayKM U TEXHMKM BC/IE[CTBUE
BBICOKOJ YEbHONM IPOYHOCTU ¥ KOPPO3MOHHONM CTOMKO-
cTM B GONBIINHCTBE arpecCUBHBIX cpef. OfHMM M3 CaMbIX
pacnpocTpaHeHHbIX M 9((PEKTUBHBIX BUJOB COCIVHEHMNA
TUTAHOBBIX CIUIABOB, IIO3BOJLAIOIINX CO3JaBaTh CIOXKHBIE
KOHCTPYKLIMY PasINYHOrO Ha3HAYEHM, AB/IAETCA CBapKa.

CoenyHeHVe METAJUIOB U CIUIABOB Pa3HOI'O COCTaBa SB-
JISIeTCA TIePCIeKTVBHBIM HallpaBjIeHMeM IIOTyYeHUSA MHO-
royHKIVMOHA/IPHBIX KOHCTPYKIMIL, ¥ KOTOPBIX ONpefie/ieH-
Hble 30HbI pabOTAIOT IIPY PasHbIX YC/IOBUAX SKCIUIyaTaLlUN.
B cBapHBIX KOHCTPYKI[USIX VCIIOTIb3YIOTCSI CaMble PAa3HOO00-
pasHble TUTAHOBBIE CIUIABBI, UX COYETaHVA U OuMeTasUIbL,
u 4eM 6orblle (aKTOPOB BIMAET Ha CBApHOE COENUHEHIE,
TeM CJIOXKHee JOOMThCA He0OXOAMMBIX CBOJICTB II0 BCEMY Ce-
YEHUIO CBAPHOTO COCIVHEHNA.

OCHOBHOII NPO6IEMOJI COeIMHEHUII TUTAHOBBIX CILIA-
BOB ABJIAETCA CIOXKHOCTD IOTYYEHVSA PaBHBIX IPOYHOCTU
U IUIACTMYHOCTM B OCHOBHOM MeTajUle JM CBAapHOM IIBe.
CBapka TUTaHOBBIX CIJIABOB Pa3HbIX MapOK [I03BOJIACT 3Ha-
YMTETBHO CHUSUTD TeMIIEpPaTypy CBapKM JJaBJIeHNeM 3a CYeT
VICIIONIb30BAHUA JIeTMPOBaHHBIX Mo cmmaBoB. OpHako
IIPU CO3JaHUY TaKMX KOMIIO3ULIMII 00Pa3yloTcsl HECKONIbKO
Pas/IMYHBIX 110 CTPYKTYpe U CBOVICTBAM 30H, YTO 3aTPYAHA-
eT BBIOOp MOC/IeAYIOLell TepMUIeCcKoil 06paboTKN.

3HAYNTENBHBINT 00BEM SKCIIEPVMEHTANBHBIX Pe3y/IbTa-
TOB IIO3BOJIMJI HaJe)KHO YCTAHOBUTD, YTO YCKOPEHHOe 00-
pasoBanre TOC mpoucxoput npu geOpMaLUOHHOM CO-
eIVHEHUY B COCTOSHUM CBEPXIUIACTIYHOCTY 110 CPAaBHEHUIO
¢ TpapmuuoHHoil nudQy3snOHHON cBapKoil. B uacTHOCTH,
B paborax [1, 2] Ha mpuMepe ABYyX(a3HbIX TUTAHOBBIX CI/IA-
BoB BT14 1 BT8, nerupoBanHbIxX i crabumusanyn 3-dasol
monubgenom (Mo), MmokasaHa BO3MOXKHOCTb JOCTVKEHUS
KauyeCTBEHHOT'O COENVHEHVs IyTeM “3ajeduBaHna’ fedek-
ToB TOC (MyxpopedekToB — 10p 1 MaKpoie(eKToB — He-
CIUIOLITHOCTEI!) B IIPOLecce pa3BUTHA OCHOBHOTO MeXaHU3Ma
CII pedopmanuy — 3epHOrpaHMYHOrO IPOCKATb3bIBAHUA
(3TTI). [Tist crmaBa BT14 6p110 BBISB/IEHO, YTO BaKyyMHBII
OTXMWI IIpu onTuManpHol Temieparype CII mepopmarym
Y COOTBETCTBYIOIIEM €ll BpeMeHM He OKa3bIBaeT 3aMeTHOIO
BJIVIAHNUA Ha M3MEHeHVe IPOTKEHHOCTH JiepeKTOB 1 U3Me-
HeHe IPOYHOCTY COEeVHEHIA.

Taxym o6pasom, 11 aByX(asHbIX TUTAHOBBIX CIIABOB,
JerMpOBaHHBIX Mo, OBIIO 9KCIIEPUMEHTA/IBHO YCTAHOBIEHO
[1, 2], uto o6pasoBanne TOC onpepensieTcss MeXaHN3MaMU
CII Tevyenus, n B nepsyto odepenp, 3I'TI. Opnako, mpuHN-
Mas BO BHUMaHUe JIETMPOBaHMEe TUTAHOBOTO CIIaBa pas-
JIMYAIOMIMMICA 10 CBOMM CBOMCTBaM f3-CTaOuIu3aTopaMu,
B YaCTHOCTYU MOIMOIEHOM ¥ BaHaJMeM, XapaKTepU3 YOI IX-
cs pasHbIMM uGy3MOHHBIMM IapaMeTpaMu [3], BeposT-
HO, BKIaJ 11 Py3MOHHBIX U BeOpMaLMOHHBIX IIPOLIECCOB
B 0oOpasoBaHme TBepA0(da3HOTO COeHEHNS Ha PA3TNMIHBIX
9Tamax ero GOpMMPOBAHNA MOKET MEHATHCA.

HemocpencTBeHHOE COeVHEHMEe TUTAaHOBBIX CIIABOB
B Pa3/MYHbIX COYETAHVIAX IPU HMU3KUX TeMIlepaTypax, IIo-
JIy4eHHBble B TBEPHAOM COCTOSHUU — CBapKOJl HaBJICHMEM,
[I03BOJIACT M30€XKaTh WIN CHUSUTb BEPOSATHOCTDb Pacciioe-

HYA U IIOTYyYUTD paboToCrIocoOHOe n3aenue. 3ajady yMeHb-
IIeHMA pa3Mepa 3epHa B 30He CBAPHOT'O COENVHEHV CaMbIX
Pa3INIHbIX KOMHOSI/IHI/H‘/‘[ CneayeT peuarb IIyTEM MCIIONb30-
BaHIIA CIUIABOB C yIbTpaMenko3epHucToit (YM3) ucxopHoin
CTPYKTYDOIL.

Llenpio paboTHI ABIANOCH MICCIEOBaHNe TBepROdasHOI
CBapMBaeMOCT IIPOMBIIIJIEHHOTO TUTAaHOBOTO crraBa BT6
C IPOMEXXYTOYHBIM UCTOM 13 crmaBa BT14 ¢ YM3 crpyk-
TypOI/uI Ipn MOHIKEHHOM TEMIIEpATyp€ B TEMIIEPATYPHOM
MHTepBasle IposABIeHNs Hu3KoTeMmeparyproit CII.

2. Marepuan 1 MeTOAVIKA VICCTIEAOBAaHN A

MatepuanoM @I MccaefoBaHMUA ObUI BHIOpAH IIPOMBIII-
JICHHBIT IBYX(pa3HBII TUTAHOBBIII MUKPO3epHUCTHIL (M3)
crmaB BT6 co cpeganM pasmepoM 3epeH 2,3 Mkm u BT14
¢ 6oree MenKOM pasMepoM 3epeH ~0,8 MKM CTaHJapTHOTO
xummdeckoro cocrasa 1mo 'OCT 19807 -91. Xumuueckuit
COCTaB IpuBefeH B Tabuiie 1.

CoenyHeHe TMCTOBBIX 3aTOTOBOK, COOPaHHBIX B ITAKET,
BBINIOJIHSUIM B IITAMIIOBOM OJIOKe, BK/IIOYAIOILIEM CHJIOBbIE
IUTUTBI ¥ KPeTIeXKHble 37leMeHTHI 4], mokasaHs! Ha puc. 1.

IIITaMnoBBI O/IOK yCTaHABIMBAINM B BaKyyMHYIO IeYb
CHB3-1,3.1/16-M3-YXJI4.1. [Tory4eHHyI0 TaKuM 00pa3oM
COOPKY CTAIMBa/IM CYJIOBBIMY 9/IeMEHTaMM LIITAaMIIa, a 3aTeM
YCTaHaBIMBAIM B BAKYYMHYIO Ileub. CBapKy B TBEPHOM CO-
CTOSIHMM OCYIIECTBIIA/IN IIPUIO>KEHMEM Ia3000pasHOro ap-
TOHA U3 LITyllepa Yepe3 rMOKy0 MeMOpaHy Ha CBap/BaeMble
3aroToBki. IIyOMHY BakyyMa B IIpoljecce 3SKCIepUMeHTa
nopiep>xmuBamm He xyxe P=2,0x 107 Ila. KagecTBo TBep-
nodasnoro coepyunenn (TOC) oneHnBamy 0 pe3yabraTaM
MeXaHNYeCKMX MCIBITAHNIT Ha PACTsDKEHNE B COOTBETCTBUNI
¢ TOCT 6996 - 66 1 Ha CABUT ITO METOVKE HOAPOOHO TIpef-
CTaBJIEHHOII B [5], a Taioke MeTatorpaduyecknx u ¢pax-

Tabn. 1. Xumumrdeckmii cocTaB uccienyemMoro casa BT6 n BT14.
Table 1. The chemical composition of the studied alloy VT6 and VT14.

0
Crnasst/sec.%| 1y Nl pe | si| 0| ¢ | N | H | zr
Alloys/wt.%
BT6
Ve 65|51 | — 03010201 0050015 03
BT14 35-09-|25-
— o | hg | 03 ]0.15/0.15) 0.1 1005]0015) 0.3

Puc. 1. O6mmit BUE MHCTPYMEHTA/IbHON OCHACTKM JUIA CBapKu
JaBlIeHMeM TUTAHOBBIX JIMCTOBBIX 3arOTOBOK IIOCPEICTBOM
IaBJIeHNs Tasa yepe3 rinbKyo MeMOpaHy.

Fig. 1. General view of tools for pressure welding titanium sheets by
gas pressure through a flexible membrane.
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TorpaMuecKux MCCIeSOBAHUI C IIOMOLIBIO CKaHUPYIOLle-
ro anekTpoHHoro Mmmkpockoma «ITESCAN MIRA3 LMU»
10 OTHOCUTENIbHOM 06beMHOIL Tojie (IPOTAXKEeHHOCTN) HOp
B IIOIIEPEYHOM CeYeHMM 30HbI coefyHeHNA. OTHOCUTEIbHYIO
MIPOTSKEHHOCTD HOP (Lp) B 30He TOC onenusanm no ¢op-
MyIe:
Lp = Lpi/ L,

e L, — cyMMapHas NIPOTAXEHHOCTb IOP B IVIOCKOCTH
urmda, L, — AmMHa MCCIeNyeMoro y4acTKa BJOTb TMHIM
COeIMHEHNA B IVIOCKOCTH Lunda.

XuMM4YecKuii aHa/3 MPOBOAVIIN C IIOMOIIBIO IIPUCTAB-
KU J1A osHepropuciepcuonHoro ananmm3sa Oxford Instruments
X-act.

Cpepumit pasMep 3epeH d OIpefe/sI MEeTOJOM CeKy-
mux [6].

[ia mcnplTaHMil Ha CHBUT U3 JIBYXC/IOMHBIX IIaKETOB,
CBapeHHBIX MeX[y co00li, BhIpe3ann CHelyaabHble 00pas-
I1bI, 9CKU3 KOTOPBIX IIPMBEJieH Ha pIC. 2.

O6pasupl Ha CHBUI BBIpe3aMCh TakUM 0OpasoM,
yro ycnoBHasA muHUA TOC pacnonaranach B CpefHell 4acTy
o6pasIja mapajUIeNIbHO OCU PaCTsDKEHNA.

CornacHo MeTtopuke [5] mpu TOMIMHE TUCTOBBIX 3aro0-
TOBOK s= 1,5 MM IIVpUHY Hax/lecTa B o6pasiiax b BeIOypanm
pasHoI1 0,5 MM.

VictiplTaHusA IpOBOAWIM Ha PacTsKeHUe M Ha COBUT
IIpY KOMHATHOJI TeMIlepaType Ha YHMBEPCaJIbHOM JVHAMO-
Metpe ¢pupmbl «Instron» Mogenu 5982 1o cTaHZAPTHON Me-
TOJUIKE.

3. Pe3ynbraThl 1 UX 00CyKaeHUe

DKCIIepMMEHTSI 10 CBApKe JaBJIEHVEM IIPOBOMNIIN IO [JBYM
cxeMaM: B mepBoM ciydae COeRMHSIIN JIMCTOBBIE 3arOTOB-
KU 13 TUTAHOBOTO crtaBa BT6 ¢ MpoMeXXyTOYHBIM TMCTOM
BT14 6onee MenkoM pasMepoM 3epeH ~0,8 MKM. B pesyb-
Tare COENMHEHNsI ITONTyYaeTCsl CIOMCTBII KOMIIO3UT, B KO-
TOPOM COJIep>KaTCs JIBe 30HbI Pasfe/ia MeTa/IOB — MEXIY
TUTaHOBBIMU cIimaBamu BT6 u BT14 (3oma BT6+BT14)
u (3ona BT14 + BT6).

Bo BTOpOM Crydae iist CpaBHUTENTBHOIO AHAIN3A COEMM-
HSUTM JINCTOBBIE 3aTOTOBKM M3 TUTAHOBOTO CitaBa BT6 me-
XKLy 06011 6e3 IIPOMEXYTOYHOTO JINCTA.

Ha puc. 3a mpepcraBneHa MUKPOCTPYKTypa CBAapHBIX
COefIHEHNII TUTAHOBOrO ciulaBa BT6 depes mpokmafgky
n3 YM3 crmaBa BT14.

Kak mokasanu nccnegoBanus (puc. 3b), ¢ mpubmmxe-
HIEM K 30HE COEIMHEHNUS CO CTOPOHBI TUTAHOBOTO CIUIABA
BT6 B marepuae nossisAeTcs Hebombloe copepyxanus Mo
Y TIPU TOCTYDKEHNY TMHUN COENVHEHSI KOMMIecTBO MO J10-
CTHUTAeT JJ0 YPOBHsI OCHOBHOTO COCTaBa crytaBa BT14.

AHamM3  pe3y/lbTaTOB  MEXaHWYECKMX  MCIIBITAHIIT
Ha PAaCTSDKEHMs MTOKA3aJl, YTO CBapKa JIaB/IeHNEM JTUCTOBBIX
3arOTOBOK B PA3/IMYHBIX COYETAHNSIX CIIOCOOCTBYET JOCTH-
JKEHUIO TTOBBIIIEHHBIX MEXaHUYECKMX CBOWCTB U KadeCTBa
coenunHenus (puc. 4a). Vicnonb3oBanue YM3 mpoxmapku
TO3BOJISAET IOKAIN30BATh TeOPMAIUIO B 30HE COENMHEHVISI
3a CYeT CYIIECTBEHHO PasHUIBI MEX[Y 3HAYEHMSIMI Ha-
MIPsDKEHNS TEYEHVsI MaTepyaa MPOKIAKU M CBAPUBAEMbIX
3arotoBoK (puc. 4b). Takum o6pa3om, MOSIB/ISETCS BOZMOX-
HOCTb yIIPABJIEHVISI TPOLIecCOM (GOPMIPOBAHNS COENIHEHNS

n I

* ]

b

lg—

Puc. 2. TTonepeyHoe cedeHye 06pasiia Ay MICIBITAHNII Ha CIIBUL.
Fig. 2. Cross section of the specimen ready to be shear-tested.
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Puc. 3. Mukpocrpykrypa B 30He TOC (a) M XuMmUdecknii aHaan3
B obmacty rpaHuupl coeguuenns (b) mocie cBapkm [aBieHMEM
mpu temneparype T=700°C.

Fig. 3. Microstructure SSJ zone (a) and chemical analysis of the zone
of joining (b) after pressure welding at the temperature T'=700°C.

npu ClI, pernamenTupys pedopmanyuio YM3 mpoxmagku.
A TIpu cBapke JjaBJieHVeM JIICTOBBIX 3aTOTOBOK U3 TUTAHO-
Boro citaBa BT6 Mexxy co60ii 6e3 IpoMesXyTOYHOTO INCTa
HabyofiaeTcsA He 0O/IBIIOE PACcC/IOeHMe II0 CBAPHOMY COeJVI-
HEHUIO B 30He paspyuieHus (puc. 4c). VI Tonpko ¢ yBennde-
HYeM JIONOJTHUTEIPHOTO CBapPOYHOrO JJaBJICHNUA VM BpeMeHU
BBIIEPXKKY B YCIOBUAX HU3KOTEMIIEPATYPHOI CBepXIUIa-
CTUYHOCTY BO3MOXKHO IIOTy4YUTh KadecTBeHHOe TOC.

ITo pesynbraram (asoBOro aHaaM3a TUTAHOBBIX CIUIA-
BoB Tuna BT6 m3BecTHO, YTO MOC/Ie HarpeBa U BBIAEPIKKU
npu temueparype CII IpoMcXOmuUT 3aMeTHOe IIOBBIIIe-
HJe KO/IMYeCcTBa OObeMHO-IeHTPUPOBAHHON KyOMdecKoil
(OLIK) B-dassl [7], koTopas obnmagaeT 6oree BBICOKON fud-
(y3MOHHOJ IPOHMIIAEMOCTDIO, YeM IeKcaroHajIbHas IJIOT-
HoynakoBaHHas (I'IIY) a-dasa, 4To U OPUBOZUT K POCTY
a¢pdextuBHOrO KOapduunenra pupdysnun crasa. Passu-
te 3ITI npu CII pedopmanyu crumynupyer nudgysuio
II0 TPaHUIAM 3epeH ¥ IPUBOJUT K YCKOPEHHOMY 3ajledl-
BaHMIO 1TOp B 30He TOC myTeM B3aMMHOIO CABUTA M pas-
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Puc. 4. BHemHuit Buj IOBEPXHOCTM PpaspylIeHHOTo o0pasla,
COENVHEHHBIX ~MeXAY C000Jf JIMCTOB, IIOCTe MCIIBITAHUA
Ha pacTsHKeHHUe BJIONb CBApPHOTO COENVHEHMA: a) OOLmMil BUJ,;
b) cBapka ¢ TPOMEXYTOYHBIM  JIACTOM; C)  CBapka
6e3 IPOMEXXYTOYHOrO NTUCTA.

Fig.4. External view of the fracture surface, the specimen represented
by welded sheets after the tensile test along the welded joint:
a) general view; b) the welding with intermediate sheet; ¢) the
welding without interlayer sheet.

BOPOTa COCEHMX 3ePeH, KOTopasd, yCKopsAeT mporiecc ¢pop-
muposanusa TOC. Kpome Toro, B AIByx()a3HOM TUTaHOBOM
cwtaBe BT6 f-dasa urpaer 3ametHyIo porb B fedopMariy-
OHHOM “sayeuyBanue” nop. B mponecce CII pepopmarym
S-asa sBsIsICh 60/Iee IACTUYHOM, YeM a-(asa, IPOHMKAsI
B IIOJIOCTh BBITSIHYTBIX IIOP, pasfenseT Ha Goree MenKue
1/ VIV TIOJTHOCTBIO 3aIIO/THAET UX C YBENMYICHNN CTCIIEHN [T~
dbopmaruu [8].

C yMeHblleHIEM pa3Mepa 3epHa B CIVIABE YBEININBAET-
¢ CyMMapHasda NPOTAXKEHHOCTD VIX T'PAaHNLL, 9TO 0O'BEKTUBHO
obycnasnyuBaeT nosbinrenye gomi 3ITI B mporecce Beeit fie-
dbopmarun [9].

JledopManmoHHbBIe TIOTIOCHI CIIOCOOHBI TIepepacIperie-
TATBCS B 00'beMe MaTepyaia, 00ecrednBas HeIpepbIBHOCTD
TE€YEHNMA NP NJOCTATOYHOM KOIMNYIECTBE 3€PE€H B IIOIIEpEY-
HOM cedyeHNMu ob6pasia. 37ech ONHOBPEMEHHO [efCTBYIOT

koonepuposanHoe 3ITI, mepopmanysa u BpaljeHue 3epew,
a TakkKe aKTUBHO IpoTeKaromue 1udy3noHHbIe IIPOLeCCh
[10].

Pe3ynbTaThl MeXaHMYeCKVIX YICHBITAHUIT IIPY KOMHATHO
TeMIlepaType Ha pacTsDKEHMe U Ha CABUT 00pasIioB, IpuBe-
IeHbI B Tabue 2.

Ta6n. 2. Pe3yHbTaTbI MeXaHUYeCKNX WCIbITAaHUI Ha pacTakeHne
 Ha COABUT.

Table 2. The results of mechanical tests of tensile and shear tests.

Ne|g,,,MPa|o, ,MPa|§, % |7,, MPa

029 IIpumedanne

CBapka 6e3 IIpOMexy-
TOYHOTO JINCTA

1 89 1007 117,2| 528 The welding without
interlayer sheet
CBapka ¢ IpOMeXXyToY-
2| 1008 | 1025 |194| 649 HpIM TIIICTOM

The welding with
interlayer sheet

VI3 Tabmuupl 2 BUJHO, YTO UCIIO/Nb30BaHUE IIPOMEXKY-
TOYHOro ymcra u3 BT14 mpuBOAMT K yBeIMYEHUIO IPOY-
HOCTHBIX XapaKTepUCTUK o, T, 1 IIPU ITOM Habmoza-
€TCs1 HeGOIbIIIOE TIOBBIIIIEHE TUTACTUIHOCTIL.

Kak MBIl BUAMM U3 3KCIIEPUMEHTA/NbHBIX NaHHBIX, VC-
nonb3oBanme crtaBa BT14 B YM3 MCXOMHOM COCTOSHUU
IPUBOINUT K TBepHo(a3HOMY COENVHEHMIO MarepyaioB
npu 6ojiee HM3KOII TeMIIEpAType B YCTIOBUSAX HU3KOTEMITE-
parypnoit CII.

ITo pesynbpraTaM 9KCIIEpUMEHTOB 3asABJIeH CIIOCO0O cBap-
K1 JIaB/IeHJE€M 3arOTOBOK 13 TMTAHOBOTO CIIIaBa, BKIIOYAI0-
Uil pasMelljeHue MeXIY 3arOTOBKaMM IIPOMEXYTOYHOI
MIPOK/IaJIKM 13 TUTAHOBOTO CIIIaBa C MCXORHBIM PasMepOM
3epeH MeHee 1 MKM U COeIMHEeHe 3arOTOBOK U MPOKIaIKI
Iy TeM IPIJIOKEHVISI AAB/IEHVSI K 3aTOTOBKAaM, 00eCIednBa-
I[er0 COOTBETCTBYIOLIYIO YCIOBMAM CBEPXIUIACTUYHOCTH
CKOpOCTh flebopmanny, B TeUeHIe BpEMeHM, JOCTATOYHOTO
11t 06pa3oBaHyA GU3MYECKOTO KOHTAKTa MEXLy COelMHse-
MBIMU HOBEPXHOCTSIMU 3aTOTOBOK ¥ IPOKJIA/IKM HEOOXOu-
MBIX [UIsI PasBUTHsI 00'beMHOTO B3aumopeictsus [11].

Takum 06pa3oM, morydeHne KaueCTBEHHOTO TBepHRodas-
HOTO COeIVHEHVs Pa3/IMYHBIX TUTAHOBBIX CIITIABOB OIIpeie-
JIIETCA He TONbKO pa3MepOM 3epeH IIPOMEXKYTOYHOTO JIUCTA,
HO ¥ XMMUYECKUM 1 (asoBbIM COCTaBOM B 30HE HOPMUPO-
BaHUsI CBAPHOTO COEVTHEHS.

Pe3ynbTaThl IPOBENEHHBIX O9KCIEPMMEHTOB SABJLAIOTCA
HAy4HOII OCHOBOJL [yIsi pa3pabOTKyM METOfa CBAPKM JiaBJie-
HUeM Pa3HOPOJHBIX TUTAHOBBIX CIUIABOB /IS U3TOTOB/IEHMS
II07I071 JIONIATKY BEHTUJISITOPA /IS COBPEMEHHOTO aBMAIMOH-
HOTO JBUTaTe/ld B YC/IOBUAX HUSKOTEMIIEPATYPHOI CBepX-
IUTaCTUYHOCTH.

4. BeiBOaBI
OKCIepyMeHTa/IbHO IIOKa3aHa BO3MOXKHOCTb IIOJTyde-

HUA PaBHOIIPOYHOrO TBepfO0(asHOro COefVHEHNS JIUCTOB
13 IPOMBIIIJIEHHOTO TUTAHOBOTO cIivtaBa BT6 mpu oTHO-
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CHUTeIbHO HU3KOI TeMueparype (T'=700°C) 6marogaps uc-
IIO/Tb30BAHNIO TIPOMEXyTO4yHOTro nucta n3 BT14 ¢ 6omee
MEJIKOM pa3MepoM 3epeH ~0,8.
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