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Abstract: Friction stir welding refers to the processes of joining in solid state using a specialized tool (a third
body); this tool rotates between the welded parts and moves with some working (traverse) speed. The method gives
completely new tendencies in welding technology and allows many of the welding by melting issues to be resolved. This
method does not lead to the excretion of harmful gases, slags, metal splashes, and loud noise, and this fact allows the
working environment to be safer while increasing productivity.

The careful consideration of suitable welding parameters plays important role in the making of high-quality
weldments. These parameters include tool geometry, tool rotational speed, tool traverse speed, tilt angle, and axial
force. The quality, residual stresses and deformations depend on the amount of the heat input, which in turn depends on
all listed above welding parameters.

The present study reports results on the mechanical properties of weldments made by friction stir welding. The
welded parts were of aluminium alloy 1050A sheets 4 mm thick. The welding tool was with a threaded cylindrical
working part. The influence of the main working parameters (rotational speed and traverse speed) on the hardness at
the welding area and mechanical characteristics during tensile test was investigated. Recommendations on the choice
of welding mode for the particular welding case were made.

Keywords: Friction Stir Welding, Mechanical Properties, Aluminium Alloy 1050A.

BBBEJIEHUME

3aBapsiBaneTo upe3 TpueHe c¢ pasobpkBane (Friction Stir Welding), ¢ mudpor xox 43
coriiacHo EN ISO 4063:2021, e enHo OT Hall-MHTEPECHUTE CBETOBHU IMOCTH)KEHUS B 00JIaCTTa Ha
3aBapsIBaHETO Mpe3 MOCIeNHNUTEe TpH AeceTmnetus. [IpouechT ce ochinecTBsIBa B TBPIO ChCTOSIHHUE
(Oe3 pa3TomsBHE), KaTO 3aBApEHOTO CHEJAWHEHHE € C BHCOKO KayecTBO, IMOJYYEHO 3a MO-KpPaTKo

3 JloknambT € MpeacTaBeH Ha HaydHata KoHpeperuus Ha PY u CY 2021 ¢ opurvHaiHO 3arjiaBue Ha ObArapCKu
esux: MEXAHUYHN CBOMCTBA HA 3ABAPEHU CHEJIMHEHNS OT AJIYMUHUEBA CITJIAB 1050
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BpeMe C MO-MaJIKO €HEPTHUs U BPEIHU 3a OKOJIHATA cpena cTpaHuyHu mpoayktu (Mishra, R., Ma, Z.,
2005; Shinde, G., Gajghateb, S., Dabeerc, P., Seemikeri, C., 2016).

ChIIHOCTTA HA METO/Ia € CBbp3aHa C W3IOJ3BAHETO HA CIEIHMAJICH BBPTSIIL C€ MHCTPYMEHT
(®ur. 1). B nporeca Ha paboTa HHCTPYMEHTHT HABJIM3a MEXKAY YaCTUTE M3IBIHIBANKH BHPTEIUBO
U TIOCTBIIATEIHO JBIDKEHHE. B pe3ynraT Ha CHIIMTE Ha TPUEHE MEXAY TAX, OCHOBHHUST METaj ce
HarpsiBa 0 IUIACTHYHO CHCTOsIHME Oe3 obade aa ce pa3TomsiBa M CE M3MECTBA B CBOOOJHOTO
npoctpaHncTBO 31 nHCTpyMeHTa (Kumbhar, N., Dey, G., Bhanumurthy, K., 2011).

OcHoBuute npeaumcrtBa Ha FSW ca: BHCOKa sSIKOCT Ha 3aBape€HOTO CBHEAMHEHHE; HHUCKA
paboTHa TemmepaTypa, KOETO BOJIU 10 MO-MAJIKH BIVIOBU Je(POpPMAIUHU; MO-HUCKHA ONEPaTHBHU
pa3xoau; BH3MOXKHOCT 3a 3aBapsiBaHE Ha BCHYKM CHIIECTBYBAIM BUIOBE ATyMUHHEBH CIUIaBU
BKIIIOYMTEITHO M T€3W, KOUTO ce KiacH(pHUIMpar KaTo He3aBapseMu. Beuuko ToBa mo3BoisiBa FSW
Ja ce mpuijara B pPasIU4YHA HHIYCTPUHU, KAaTo KOpabo-, BaroHo-, aBTOMOOWIIO-, CaMOJIETO- U
PaKETOCTPOCHETO U JIp.

B |
| Haxnou Ha
|| MHCTpYMeHTa

Pamo Ha
WHCTRYNONTS 32BAPABAHK HACTH

'l / Nocoxa na 3asapreane

Meranna nnova

KT Ha MHCTPYMEHTA

@ur. 1.Cxema Ha mporieca Ha 3aBapsiBaHe 4pe3 TPUCHE C pa30bpKBaHEe

3a TOJy4YaBaHETO Ha BHCOKOKAYECTBEHH ChEIUHEHUs BakeH (akrop e u300pbT Ha
MOAXOSIIN PeKUMU Ha 3aBapsiBaHe. OCHOBHUTE MapaMeTpH ca: CKOpocT Ha 3aBapsiBane (20...500
mm/min), yectora Ha BbpTeHe Ha uHCTpyMmeHTa (150...1400 rpm), cuna Ha NPUTUCKAHE Ha
MHCTpyMeHTa KbM 3aBapsiBanute 4act (9...80 kN), prea Ha HakioH Ha wHCTpyMeHTa (1...5°),
KOHCTPYKIIMSI Ha HHCTPYMEHTAa U MaTepuaia, oT KOMTo e uzpaboreH Toil. Te3u nmapameTpu 3aBUCAT
OCHOBHO OT BHjIa U JieOenuHara Ha 3aBapsBanute dactu (Kumar, H., Ramana, V., 2014; Mishra, R.,
Ma, Z., 2005).

B nureparypata chiiectByBa MHOTO MH(opMaus 3a m3noi3BaHero Ha FSW 3a 3aBapsBane
Ha aJyMHUHHEBH cruiaBu. JluncBa takaBa oOade 3a craBta 1050. MHopmanusaTa 3a BIUSHHETO Ha
OTACITHUTE TapaMeTpl Ha pPEeXKUMa BBPXY MEXaHHYHUTE XapAaKTEPUCTHKH Ha TOJYYCHHUTE
ChEJMHEHUS ChIIO € OTPaHNYEHA.

Len Ha HacTosIaTa paboTa € YCTAaHOBSBAHETO Ha BIMSIHUETO HA TIapaMEeTPUTE HA peKUMa Ha
3aBapsiBaHe BbPXY XapaKTEPUCTUKUTE HA HAKOW MEXaHHMYHU CBOMCTBA HA 3aBapEHU CHEAUHEHUS OT
ammymuaueBa crias 1050A.

METOIUKA HA EKCIHEPUMEHTAJIHOTO U3CJIEABAHE

W3non3BanusaT B paborara Matepuai ¢ anymuHuesa cruiaB EN AW-1050A H24 (EN AW-AI
99,5). B tabmuua 1 e mocoyeH XMMHUYHMAT ChCTaB Ha ciuiaBTa crnopen EN 573-3 u XuMUYHHAT
CbCTaB Ha W3IOJ3BAHUAT B H3CIEIBAHETO MaTepuaj, ONpeaeneH mnocpeacTBoM ONTHUYHO-
emucuoHeH crnekrpaiieH ananu3 (OESA). Bykseno-umndposara koMOuHaIMs B Kpas HA 03HAYEHUETO
(H24) noka3pa, ye cTpykTypata Ha u30paHMs MaTepuan € MoJydeHa B pe3yjiTaT Ha CTYJEHO
IUTACTHYHO JeopMupane (BajilloBaHE), MOCIEABAHO OT HEMBIHO PEKPUCTAIU3AIMOHHO OTTPsIBaHE.
IIpu TOBa MaTepuanbT MpHUTEKaBa IOBUIIEHA TBBPAOCT M SIKOCTHM CBOWCTBA CIPSAMO Te3U
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MOJIy4aBaHU CJIe]] IBJIHO PEKPUCTATU3aMOHHO OTrpsiBaHe. B Tabnuna 2 ca nmokasaHu pe3yiraTture
OT U3MUTBAHETO HA OITbH U U3MEPBAHETO HA TBRBPAOCTTA HA MaTE€pHalia B CbCTOSIHUE HA TOCTaBKA.

Tabmuua 1. XumudeH cberaB Ha anymuHueBa ciiaB EN AW-1050A
XumuueH cbceras, [wt%]

Matepuan Si Fe Cu Mn Mg Zn Ti Al
max. max. max. max. max. max. max. | min.

EN AW-1050A
EN 573-3

1050A u3nonsBaH
B U3C/1ie]BaHETO

0.25 0.40 0.05 0.05 0.05 0.05 0.07 | 99.50

0.08 0.20 0.002 | 0.001 | 0.004 | 0.003 0.01 | 99.50

Tabmuua 2. Mexannyau xapaktepuctuku Ha EN AW-1050A H24 B chcTOsIHME HA TOCTaBKA

F'paHuua Ha AIKOCT Ha ONbH, OTHOCUTENHO Tevpaoct
nposnavaHe, Rpo.2 Rm YAbAXKeHue, As HV3
MPa % -
115 126 12 41

Pa3mepute Ha 3aBapsiBanute yactu ca 200x80x4 (npmkuHA X mmpouynHa X aedenuna). Cren
3aBapsiBaHE OT TAX Ca U3PsI3aHU MPOOHHU Teja 32 MAKPOCTPYKTYPEH aHAIN3, U3MEPBaHE HA TBBHPIOCT
Y U3MUTBAHE Ha OITBH.

W3non3BaHusAT HHCTPYMEHT € ¢ AuaMeThp Ha pamoto & 22 mm. udTeT e nunmmuapudeH ¢
HOopMasiHa pe3da M6 u abmkuHa 3.6 mm (Pwur.2.a). B mporeca Ha paboTa MHCTPYMEHTHT €
HAKJIOHEH Ha3aJl CIPsAMO MOCOKaTa Ha 3aBapsBaHe HA BI'BI 2 °. 3aKpenBaHETO U IIEHPOBAHETO Ha
JaCcTUTE 3a 3aBapsiBaHE Ce pean3upa MocpeacTBoM npucrnocodiacHue (Pur.2.0).

d

@ur.2. UHcTpyMeHT 3a 3aBapsiBaHe (a) u npucnocobnenue (0) 3a puxcupane U mpuTUCKaHE HA
JaCTHUTE

PexxumMuTe 3a 3aBapsiBaHe BKJIIOUBAT M300p Ha MOAXO/AIIO ChUETaBaHE MEXK/y FeOMETpUsITa U
pasmepuTe Ha pabOTHAaTa 4acT Ha MHCTPYMEHTA, 4YECTOTa Ha BbPTEHE M CKOPOCTTa Ha 3aBapsiBaHe. B
CrelMaIM3upaHara JUTepaTrypa ChIIECTBYBa rojsIMO pa3HOo0Opa3ue OT PeXUMHU KaTO U3MEHEHHETO
Ha CIIOMEHAaTUTE MapaMeTpu € B LIMpOK HMHTepBal. [Ipu 3aBapsiBaHe Ha ajlyMUHUEBU CIUJIaBU
YyecToTaTa Ha BbpTeHe OOMKHOBEHO ce m3MeHs B mHTepBana 400 mo 2000 rpm, a ckopocTTa Ha
3aBapsiBane oT 30 mo 1000 mm/min. Beopeku, ye B nuTeparypara chliecTByBa MH(poOpMalus 3a
roJsiIMO pasHooOpasue OT 3aBapsBaHU MaTepalld, MPEeNopbUYBAHM PEKHUMHU 3a HM3IOJ3BaHATA B
u3cneaBanero anymuHuena cmiaB EN AW-1050A H24 ne 6sxa otkpurtu. [lopagu Tazu npuunHa
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u3cienBaHeTo o0XBala ToJsiM JMANa30H OT YeCTOTH Ha BHPTEHE M CKOPOCTH Ha 3aBapsiBaHe. 3a
OMPCACIIAHC HA KOMIIJICKCHOTO BJIMAHUC Ha JIBaTa IapaMCETbhbpa € HU3IMOJI3BaHa 3aBUCHUMOCT, JaBalll
Bpb3KaTa MEXay TAX M uMmaiia Buga K=w/v, rev/mm (W — gectora Ha BBPTEHE; V — CKOPOCT Ha
3aBapsiBane). B paboTara ca moka3zaHu pe3yaTaTd JAEMOHCTPHUPAIIM BH3MOXKHOCTTA 3a TOJTy4aBaHE
Ha KAueCTBCHM 3aBapeHU CheAWHEHUs (0e3 Hainuuue Ha Je(eKTH) MOCPEJCTBOM 3aBapsiBaHE C
pa30bpKBaHe B Tuana3zoHa Ha usmenenue Ha K ot 1.3 1o 6.7 rev/mm.

Pasnpenenennero Ha TBBPIAOCTTA B OTJCIHUTE 30HU HA MMOJIYYCHUTE 3aBApEHH CHhEIMHCHUS ©
YCTaHOBEHO MMOCPECTBOM M3MEpBaHe 10 MeToja Ha Bukepc ¢ HaroBapBane 3 Kg. M3mepBaneto ¢
W3BBPILICHO B MpaBa JMHHS, B Cpe/iaTa Ha HAIPEYHOTO CEYCHHUE HAa MPOOHMTE Teja. Pa3cTosHueTo

MEXIy OTHedaTbuuTe € 1 mm, Kato € choOpa3eHoO ¢ TEXHUTE pa3MepH M HM3HMCKBaHusATa Ha [SO
6507-1:2018.

3a W3NMTBaHE HAa ONBH Ca M3TOTBEHU IO TPU Opos 0Opasmy OT BCEKH PEeXHM. Te ca ¢
MPOYMHA B paboTHaTa cu yacT 20 mm u HavayiHa abpkuHa (gage length) 1lo= 80 mm.

PE3VYIITATH

[lapameTpuTe Ha H3MOM3BAaHWUTE B paboTara peXWMU ca TOCOYeHH B Tabmuma 3. 3a
peanu3upane Ha royisiMo u3MeHeHue Ha K ca n3nons3BaHM KOMOMHAIMU OT JIBE€ YECTOTH HA BbPTEHE
(400 u 1000 rpm) u Tpu ckopocTH Ha 3aBapsiBane (150, 300 u 630 mm/min).

Tabauna 3. IlapameTpy Ha peKUMUTE HA 3aBapsBaHE

YecroTa Ha
CKopocT Ha
BbpTeHe Ha K
Pexxum 3aBapsABaHe
MHCTPYMEHTa . rev/mm
mm/min
rpm
1 400 300 1.3
2 1000 630 1.6
3 400 150 2.7
4 1000 300 33
5 1000 150 6.7

Ha ¢urypu 3 u 4 ca nokasanu pe3yiTratute OT U3MEPBAHETO HA TBHPJOCTTA CJIE/ 3aBapsiBaHE
B 30HaTa Ha 1eBa. l{3MepBaHETO € U3BBPIIECHO B CpeJaTa Ha HAIIPEYHOTO CEYEHNUE HA 3aBAPSBAHNUTE
YacTH.

Ot ¢urypa 3 ce BkIa pa3npeneeHUeTo Ha TBBPIOCTTa NP OT/aledyaBaHe OT JIMHUATA Ha
3aBapsBaHE 3a PEKUMUTE C Hail-Majka W Hah-royisiMa ctoiHocT Ha K. BuaHo e, ye HamansiBaHEeTo
Ha croiHocTTa Ha K BOAM 10 HapacTBaHe Ha PETUCTPUPAHUTE TBBPAOCTH U OIpPaHUYaBaHE Ha
30HATA, B KOATO T€ CE pa3jM4aBaT OT TBHPAOCTTA IIPU JOCTaBKa. ToOBa ce OBJIKA HA MaKCUMaJIHATA
TEMIIEpaTypa, IPHU KOATO CE€ pealn3upa IpolLeca Ha 3aBapsBaHE M HaA PA3NPEICIICHUETO Ha
TEMIIEPAaTypPHOTO I0JE€ B MaTepualla OKOJO MHCTpyMmeHTa. [Ipn m3nos3BaHe Ha PEKUMH C IO-
rojasiMa ctoMHocT Ha K mpouechT Ha 3aBapsiBaHe IPOTHYA IPU MO-BHCOKA TEMIIEpaTypa, MOpaau
KOETO U PETUCTPUPAHUTE TBBPIOCTH Ca MO-HUCKHU.
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Pa3crosnue ot OEHTHpa Ha 3aBapbiHHUA IMICB, MmN

®ur.3. Paznpenenenue Ha TBHPAOCTTA B 3aBAPEHUTE CheAMHEHUS TP cToHOCTH Ha K=1.3 u
K=6.7

IIpensun dakra, ye B cbCTOSIHME Ha A0CTaBKa u3MepeHara Tebpaoct € 40 HV3 u usmepenure
MUHUMAJIHU CTOMHOCTH INpH pazauyHure ctoiHocT Ha K (mocouenn Ha Pur.4) moxe na ce
IIPENIIONIOKH, Y€ TEMIIEPaTYpPHUAT MHTEPBAJl, NIPM KOWTO CE€ pealu3upa Ipolieca Ha CBbP3BaHE
CBBIIJIa C TEMIIEPATYPHUS HHTEPBAJ, B KOUTO CE pealn3nupaT IpOLECUTE Ha PEKPUCTAIIA3ALUSA.
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Our 4. CpeL[Ha TBBPAOCT B 30HATA HA 3aBapsABAHC 3a U3CJICABAHUTC B pa60TaTa PEKUMU

Peructpupanoro HamansBaHe Ha TBBPJOCTTAa € CBHP3aHO C HArpsBaHETO B Tpolleca Ha
3aBapsiBaHE /10 TEMIIEpaTypu IO-BUCOKM OT Ta3M, NpPU KOSITO € IIPOBEJEHA HEI'bIHATA
peKpHucTanu3alus B ChCTOSHUME Ha JocTaBka. [ImaBHOTO HamansiBaHe Ha cpeJHAaTa MUHUMAaJlHA
CTOMHOCT Ha TBBPAOCTTA MOKAa3Ba, Y€ BBIIPEKU IIECTKPATHOTO HapacTBaHe Ha K M3MEeHEHHETO Ha
TeMIlepaTypara € B TeCeH WHTepBajl. TpsOBa na ce ordenexu u ¢dakra, Y€ MUHUMAIHATA TBHPIOCT
XapakTepHa 3a TO3M MaTepHaj Cjlel IBJIHO PEKPUCTATU3AIMOHHO OTrpsiBaHe (10 JUTEepaTypHU
u3toynuIm okojio 20 HV3) mpu pasriexnaHuTe TyK pexuMu He ce jgoctura. [lpu aHanmsa Ha
pesyaratuTe TpsOBa Ja ce MMa MpeIBHUJ M KPaTKOTO BpeMe 3a MpecToil Ha MaTepuana Hpu
MakcHUMajHaTa TemIepaTypa Ha mpoiieca (0T mopsiabka Ha 1 Sec). Bemnpeku ue temmneparypara e
OCHOBHMAT (DaKTOp OIpeNeNsdl] NPOMEHUTE B CTPYKTypaTa MpH peKpUCTaIu3alus, Hopaau
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mudy3MoHHAaTa TPHpPOJAa HA MPOTHYALINTE CTPYKTYPHH IIPOMEHM HApacTBaHETO Ha BPEMETO
criomara 3a Mo-IbJIHOTO UM ITPOTHYAHE.

Pesyarature OT M3NMTBaHETO HA ONBH HA 3aBapeHUTE cheIUHHMHUS (Dur.5) mOTBBpKAAaBAT
pe3yaTaTtuTe OT u3MepBaHeTo Ha TBepaocTTa. OT durypara ce Buxka, ue HapacTBaHeto Ha K Boau
710 3aKOHOMEPHO HaMalsBaHE Ha SIKOCTHUTE CBOWCTBA Ha 3aBapeHUTE cheauHeHus. [Ipu pexum 1
(K=1.3) namasiiBaHETO Ha XapaKTEPUCTUKUTE HA MEXaHUYHUTE CBOMCTBa € ¢ 23% 3a sIKOCTTa Ha
Mmatepuaina u ¢ 48% 3a rpaHuLiaTa Ha nIpoBiadaHe. Te3u CTOMHOCTH HapacTBaT IpU yBeIMYaBaHe Ha
K u npu K=6.7 nocturar g0 30% 3a sikoctta u 10 61% 3a rpanuiiaTa Ha mpoBJjIavyaHe.

140
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®ur.5 MexanuaHu XApaKTCPHUCTUKU HA 3aBAPCHUTC CbCAUHCHUA TP U3IIMUTBAHC HA OIIbH

[IpenBun Qaxra, 4ye mpu BCUYHM U3CIEIBAHU PEXUMH CE€ IMOJTydyaBaT KayeCTBEHH 3aBapeHU
cbhelMHEeHus1 (0e3 HaJlnyMe Ha Hal-4ecTo CpellaHuTe NpU 3aBapsBaHe 4pe3 TpHeHe Je(deKTH
CBBbp3aHM C HapyllaBaHE Ha HENPEKbCHATOCTTAa Ha MeTajla) MOXE Ja C€ 3aKJIIoud, Y€ IpHU
HE00XOAUMOCT OT MOJy4YaBaHE Ha 3aBapeHH ChEAWHEHHs ¢ Hall-BUCOKU SIKOCTHU XapaKTEPUCTUKU
TpsiOBa Ja Cce€ WM3MOJ3BaT pEeXUMU C MUHMMalHa croMHOcT Ha K. Jlpyro mpeaumcTBOo Ha
M3II0JI3BAHETO HAa PEXKHUMHU C MalKH CTOMHOCTH Ha K € HAKOJIKOKpaTHOTO HapacTBaHe (OKoJIO 4
II'bTH) HA IPOU3BOAUTETHOCTTA.

MN3BOJAU U NPEITIOPBKHU 3A ITIPAKTUKATA

1. CpyeraBaHETO Ha MOAXOJAIIM PEKUMH C pa3MepuTe M Gopmara Ha paMoTo U Hmu(Ta HaA
MpeIoKEHUs B paboTaTta HHCTPYMEHT BOAM JI0 MOJIy4aBaHE HA KaYECTBEHU 3aBAPEHU ChEINHEHUS
(0e3 Hanmuuue Ha JeeKTH OT THIA Ha HETUTbTHOCTH) OT alyMuHueBa ciuias AW1050A.

2. HapacTtBaHeTo Ha OTHOILIEHUETO HA YECTOTAaTa Ha BbPTEHE KbM CKOpPOCTTA Ha 3aBapsiBaHE
BOJIM JI0 HaMaJsiBaHE Ha TBBPAOCTTa B 30HATa Ha 3aBapsBaHe. Hali-3HaunMMO HamanisiBaHe ce
HaOmronaBa mpu u3Menenne Ha K ot 1.3 g0 1.6, cien koeTo 3aBUCUMOCTTA € OJIr3Ka J10 JIMHEHHA.

3. Ilpy BcHYKM H3MOJN3BaHM PEKUMHU ce HaONI0JaBa CHUIIHO TNOHMKABaHE HA SKOCTHUTE
XapaKTepUCTHKHU, KaTO TOBA CE€ JBJKM Ha MPOLECH Ha PEeKpUCTANIM3alMs, MPOTUYAIIU B HArpeTUs
Metas. Konkoto € mno-Bucoka croifHoctta Ha K, TOonkoBa NO-HHCKM ca CTOWHOCTHTE Ha
PETUCTPUPAHUTE XAPAKTEPUCTUKH.

4. 3a noslyyaBaHe Ha ChE€JUHEHMS C MAKCUMAJIHM CTOMHOCTH Ha SIKOCTHUTE XapaKTEPUCTUKU
ce TmpenopbyBa paboTa ¢ BB3MOXKHO Hai-HUCKHTE cToHOCcTH Ha K. Ilopamu BB3MOXKHOCTTa 3a
M3I0JI3BaHE Ha TOJIEMH CKOPOCTH Ha 3aBapsBaHE IPH TAKMBA PEXUMHU NPOU3BOAUTEIHOCTTA ILE
ObJle Hall-BUCOKA.
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