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Abstract. High performance and reduced weight and cost are gaining importance in the aviation industry. There
are different approaches to meet these requirements. In this study, titanium and aluminum alloys were welded
using friction stir welding. The samples were divided into two groups, one of which was welded using
ultrasound. Studies have shown that the strength of samples is influenced by many factors that are usually not
taken into account. For example, the complexity of the interface between dissimilar materials and its roughness.
It was found that the application of ultrasound during welding often increases the complexity of the interface and
decreases its roughness, which generally leads to strengthening. This effect can neutralize the increase in the
volume fraction of intermetallic compounds during the intensification of the welding process. The final strength

consists of the number of defects, the volume fraction of intermetallics and the complexity of the interface.

BBenenue. [y a3poKoCMHYECKON OTpacid 0co00 OCTPO CTOHUT BOIMPOC IONYyUSHHS OMMETaJIOB THTAH-
QTIOMUHHH, MOCKONBKY TPaIWIMOHHBIE IUIABSAIINE CIIOCOOBI CBAPKM HE ITO3BOJIAIOT MOJYYaTh KadeCTBEHHBIC
CBapHBIC COCIAMHEHUS W3 3THX MAaTepHajoB H3-3a 3HAUYMTEIBHBIX Pa3NIW4Yuid B MX XapakTepuctukax [l]. B
MOJYYCHHBIX MIBaX 00pa3yeTcs CIOH XPYNKUX WHTCPMETAILIMIOB, Pa3yNpOYHSIONIUX COCIUHCHUE, U BBICOKHE
HATpsSOKCHUS Ha rpaHuie pazgena [2]. OgHa uX BO3MOXKHOCTEH COCTUHCHHUS CIUIABOB METAJUIOB THTAaH-
ATIOMUHUI — 3TO cBapka TpeHueM ¢ nepemeninanueM (CTII), koTopas mpoucxoaut Oe3 IUIaBICHUS MaTepraa.

Panee yxxe nccnenoBaiich CBapHbIE MBI TUTAH-AJIOMUHUHN, OJy4eHHBIE ¢ ToMolbio cThikoBoit CTII u
CTII Buaxmect 4depe3 amromuauii [3]. Ha rpanumme pasmema obOpasyeTcs ClIOW HWHTEPMETAUTHIOB MEHbIIEH
TOJIIIIMHEL, YeM TIpH TUTaBAIICH CBapKe, a COSIMHEHNE TPEICTaBIIeT COO0H MEXaHUIECKYIO0 CMECh, KOTOpas TeM
MpoYHee, YeM CHIIbHEe pa3BUTa MOBEpXHOCTh pazjaena [4]. C TOUKHM 3peHUs pa3BHTHSA MOBEPXHOCTH pasfelna,
HaxXJIECTOYHAsI CBapKa 4epe3 THTAaH MOXeT OBITh Oonee ycmemHa. Ilpm cBapke depes aqlOMHHUN CHIDKCHHE
CKOpPOCTH TOJAYM JJIsi Pa3BUTHs MOBEPXHOCTH MOXKET BBI3BATH MEPETPEB AIIOMUHUS, YTO TMPHUBEICT K €ro
YIAJICHUIO M3 IIBa U POCTY MHTepMeTauuaoB [S]. [Ipu cBapke 4yepe3 TUTaH MAHHBIX MPOOJIEM MOXKHO Oyner

I/I36e)KaTI), B BUAY €T0 MEHbBIIEeH TCIJIOMPOBOHOCTH. B npeabIAynEM UCCICA0BaAaHUN [6] OBLIO 06Hapy>1<eHo, 4qTo
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YMEHBIICHUE CKOPOCTH MOJAa4YM MPUBOJUT K YMEHBUICHHIO Ne(EKTOB M Pa3BUTHIO TIOBEPXHOCTH pazjeina. ITH
3¢ PEKTHI B COBOKYITHOCTH CIIOCOOCTBOBAIN YBEIHUYCHUIO IPOYHOCTH COSANHEHUS B 1IETIOM.

BBon ymerpasBykoBoi BuOpammu npu CTII MokeT HHTEHCH(HIIMPOBATH IUIACTHYECKOE TEUCHHE
MaTepraia BOKPYT CBAPOYHOTO MHCTPYMEHTAa M yIyqIIHTh KauecTBO coeamHeHus. CTII coenunenue siBisieTcst
MEXaHWYECKOH CMEChIO, TO3TOMY HamOoJiee BaKHBIM JUI Pa3HOPOIHBIX MAaTEpHAIOB SIBIISICTCS Pa3BUTHUE
TIOBEPXHOCTH pa3ziena, 9eMy MOXKET CIIOCOOCTBOBAThH yIbTpa3ByK. [laHHas paboTa HampaBiieHa Ha pa3paboTKy H
TIOJTBEPIKICHHUE JTAaHHBIX IIPEACTaBICHHUH.

JKCcNepUMEHTAIbHAST YacTh. bUMeETauIbl NMPOM3BOJWINCH CBAapKOW TPEHHEM C IEpPEMEIIMBAHUEM W3
JIUCTOBOTO IPOKaTa aTlOMUHUEBOrO ciulaBa AMrS tommuHoi 2,5 u TutaHoBoro cmiasa BT1-0 tommmHoi 2,5 MM.
CBapka TpeHHEM C MEPEMEIINBAaHUEM B CPEE aproHa OCYILIECTBIUIACH BHAXJIECT CO CTOPOHBI TUTaHA. JIyisi cBapKH
WCTIONB30BAJICS MHCTPYMEHT U3 KaporpouHoro ciuraBa JKCOY ¢ mmHOM mwmHa 2,8 MM. YacTtoTa BpameHHs
HWHCTpYMEHTa BapbupoBanachk B auamasoHe 950-1100 o6/mmH, ckopocts momaun — 90—-100 Mm/MuH, akcuaibHAs
Harpy3ka Ha uHCTpyMEeHT — 800-900 xr. CBapka OCYyIIECTBISUIACH C YJIbTpa3sByKoM u Oe3 Hero. [Ipmioskenme
yABTPa3BYKOBOTO  BO3JEWCTBUS K  3arOTOBKE  OCYHIECTBIISJIOCH — MOCPEICTBOM  JKECTKOTO  3aKPEIUICHUs
MarHUTOCTPUKLIMOHHOTO TpeoOpazoBaresisi Ha CBOOOJHOM Kpae 3aroTOBKM M3 THUTaHOBOro cruiaa. Yacrora
yABTpa3ByKa SIBJIsUIack pe30HaHCHOI! U coctaBisuia 21,6 KI'u. MomHocTs yasTpa3BykoBoro Bosnercraus — 0,9 KBr.

CrpykTypa IIBa HCCIENOBalach ¢ NPUMEHEHHWEM ONTHYECKOH CBETOBOW M pPacTpOBOM 3JIEKTPOHHOU
MHUKpPOCKOTIHH. JIJIs BBISIBICHHUS MEXaHUIECKUX CBOMCTB MOIYUEHHBIX COCIMHEHUH MPOBOIMINCE MEXaHUIECKHUE
WCTBITAHUSA Ha pacTspkeHue. s BeIABIeHUS (a30BOH CTPYKTYpPHI HCHOJB30BAJICS PACTPOBBIN DJIEKTPOHHBIN
Mukpockon Microtrac SM-3000. {11 BRISIBICHUS 3€PEHHOI CTPYKTYPHI MCIIOIB30BAJICS METauorpadnIecKuit
mukpockormr Altami MET-1S, o0pa3nsl mnpenBapuTeNbHO IMOABEPraliiCh XUMHYECKOMY TpPaBJIICHHIO.
PeHTreHocTpyKTypHbIE UCCIIE€0BaHMUS IPOBOAMINCE HA tudpakTomerpe JJPOH-7.

Pesyabrarsl. [lonyueHHble coelMHEHUsS UMEIOT TUIIMYHYIO CTPYKTYPY 30HBI IIEpEMEIINBaHUS, KOTOpas
MOBTOPSIET T€OMETPUIO CBAPOYHOIO HHCTpyMeHTa (puc. 1). 30HBI TEPMOMEXaHHYECKOTO BO3/ACHCTBUS U
TEPMHUUYECKOTO BIUSHUS BH3YaJbHO IIOYTH OTCYTCTBYIOT, YTO Tak)Xe CBOWCTBEHHO CBapKe TPEHHUEM C
NepeMelIMBaHNEM THTaHA. B KauecTBe KpUTEpHEB JUIS OLEHKH MaKpOCTPYKTYpPHI B JaHHOM paboTe BBIOpaHBI
IIMpYHA IIBa, TTyOWHA MOTPYKEHUS BEPXHETO JIMCTa B HIDKHHH, CIOKHOCTH T'DAaHMIBI pasfelna, CyMMapHas
wromans Ae(EeKTOB, IEPOXOBATOCTh TPAHMIBI pa3fiena W MpodHOCTh. OOHApyKEHO, YTO IIPU BO3ACHCTBUH
yIbTpa3Byka B TIpOLlECCE CBAapKH YBEJIMYMBAETCS CIIOKHOCTh TPAaHUIBl pa3jieia W yMEHBIIAeTcs ee
LIEPOXOBATOCTb, YTO IPUBOAUT K yIpouHeHuto (puc. 2). Haubonbmias npoyHocTh coctaBuia 85% 0T IPOYHOCTH
ucxoaHoro Marepuana. Ppakrorpaduueckuii aHamM3 IOKa3aj, 4TO pa3pyLIEeHHE IPOMCXOAWIO KaK II0
ANOMHMHHUIO, TaK W 110 TUTaHy M [0 HWHTEpMETAIMIaM. PEeHTIeHOCTPYKTYpHBIH aHalu3 I0Ka3aj, 4To
YJIBTPa3BYKOBOE BO3/ICHCTBHE MOXKET KaK YBEIHUUBATH OOBEMHYIO OO MHTEPMETAUIMAOB, TAK U yMEHBIIATh

e€. Takxe ynpTpa3ByK B OOJIBIIMHCTBE CITy4acB MO3BOJIMI YMEHBIINTD KOJIHIECTBO AS(EKTOB.
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Puc. 1. Onmuuecxoe uzobpasicenue oopasyos (2 — CTII, 6 — CTIIY3)
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Puc. 2. ﬂuazpaﬂ/ma «Haecpys3Ka-nepemeweHue» mexanuiecKux UCNBIMAHUT MUMAH-ATIOMUHUEBBIX 6uMemaﬂ]l06,

NOJYYeHHbIX ceapKoli mpeHuem ¢ nepemewusanuem (2 — CTII, 6 — CTIIV3)

3akmouenne. Kak mokasanu vccie0oBaHus, Ha MPOYHOCTh 00PA3IOB BIMSIET 0YEHbh MHOTO ()aKTOPOB, KOTOPHIC
0OBIYHO HE TIPHMHMMAIOTCS BO BHUMaHWe. Hampumep, CIOKHOCTH TPaHUIIBI pa3fielia PasHOPOIHBIX MATepUaioB H e
IepoxoBatocTs. OOHAPYKEHO, YTO MPUIIOKCHUE YIBTPa3BYKa B MPOIECCE CBAPKM YAaCTO YBEIMYHMBACT CIIOXKHOCTD
TPaHMIIBI pa3lielia U YMEHBIIACT €€ IMICPOXOBATOCTh, YTO B IEJIOM IPUBOMT K YIIPOYHCHHUIO. DTOT SPPEKT MOKET
HUBEJIPOBATh yBENIYCHHE OOBEMHON JOJM MHTEPMETAIUTHIOB PH MHTEHCH(HKAIINK TIpoliecca CBapKu. [Ipm sTom
MEXIy Pa3sHOPOJHBIMH MaTeprhajlaMd He HaOIOIAaIOCh HENPEpHIBHOW NPOCIOWKH WHTEPMETAJUTHIOB. PaspyrreHue
TIPOUCXOIAIIO KaK M0 aMIOMUHHIO, TaK W IO TUTAHy M [0 MHTEpMETAJUTHAaM. VIToroBas MpoYHOCTH CKIIA/IBIBACTCS U3

KOJIMYCCTBa IIG(I)GKTOB, 00BEMHOM J0JIM UHTCPMETAJUIMIOB U CJIOKHOCTH I'PAHUIIbI pa3aciia.
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