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AnHoTtanus: B oTnBKax, MONMYYeHHBIX U3 MATHUEBBIX CILIABOB, YaCTO BOSHUKAIOT TUTEHHBIE Me( eKTHI YCaIOUHOM TP PO UITH H3BIHEI,
CBA3aHHBIE C TOBEPXHOCTHRIM OKHCIeHEeM MeTailia B popme (3arapser). [TomobHbIie edeKThl MOKHO 3aeTbIBATh IIYTEM UX PasaeIKu U
TOCTEAYIONIEH 3aBapKU MJIM HATUTABKH C MCIOB30BAHUEM CIIEIIHAIbHOM MpucagouHoil mposomoku. B Poccun o6beM moTpebisgemoit
TIPUCATOYHOM ITPOBOJIOKH OUEHb MaJl, TIO3TOMY CIIEITHATHHO €€ MTPOU3BOICTBOM OTEUe CTBEHHBIC TIPSATIPUATHS He 3aHUMAIOTCS, OT PaH! -
YUBASCh UMIIOPTOM OO KYCTapHO MTPOM3BeIeHHBIMY HU3KOKa4e CTBEHHBIME cypporatamMu. Tem He MeHee TOTpeGHOCTh B TPUCAT0THOM
IIPOBOJIOKE UMEETCS, IPHYEM B ITOCIISIHES BPEM Sl TIOKPBIBATE €€ UMIIOPTHBIMHU MaTepPHATIAMHU CTAJIO HEBBITOIHO U3-3a CHITEHO BO3POCIIIEH
mensl. [losToMy cylecTByeT HEOOXOMUMOCTE B UCCISIOBAHIUN TEXHOIOTHH €€ TTONYUSHUS TSI 3aMETIeHUs] MMITOPTHBIX 00pa3I[oB MPH-
CaJOYHOM ITPOBOJIOKH OTEUECTBECHHBIM MaTepraioM. B paGoTe n3ydaau MarHueBHBIe CIIIaBbl Ha Gase cucteMbl Mg—Zn—Zr (La, Nd): CBI,
CB122 u MJI12, npuMeHsieMBIe B KauecTBe IIPUCAIOUHON ITPOBOJIOKH IS 3aBapKu AeheKToB B OTIMBKax u3 citaBa MJI12. OGpasibt
TOTYYATH METOIOM HATIOMTHHUTESIIBHOTO JTUThS B A TIOMUHUEBBIC IITHHIPUYECKUE U3TOKHHUIIBI ¢ TTOCTSTYIONUM TOPSIYUM 9KCTPYIUPO-
BaHMeM B ITPUCAIOUHYIO IIPOBOJIOKY AuamMeTpoM 4 MM. B pesynbraTe mpoBeIeHHBIX UCCISIOBAHII OBLITO MTOKa3aHO, UYTO BCE U3YUCHHBIE
CILTaBBI MOTYT OBITH TTOTYUSHBI B BUJIE TIPOBOTIOKH AuaMeTpoM 4 MMm. UccaenoBaHHble 00pasiibl MpoBoIoky 13 citaBa CB122 ucmonbso-
BaHBI B KAUeCTBE TIPHCATOYHOTO MaTepraa I 3aBapKu NedeKTOB OTIMBOK 13 MaTHHeBOTO ciitaBa MJI12. CBapHOI 1IOB B COCTOSHUT
T1 uMeer Ipenes MPOYHOCTH Ha pacTIKEHHE (G,), COCTABIISIOIINI oKoito 80 % OT Ipezesia MpOYHOCTH MaTepHaa OTIHBKH.
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Production of filler rods for repair welding of ML12 (ZK51)
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Abstract: In magnesium alloys castings, the casting defects such as shrinkage porosity are often occur. Such defects can be suppressed by repair
welding or surfacing using a special filler rod. Unfortunately, in Russia, the low amount of filler rod is consumed. Therefore, native enterprises
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do not manufacture it, limiting themselves to imports or homemade low-quality substitutes. Nevertheless, there is a need for filler rod, and
recently it has become unprofitable to replace them with imported materials due to asignificantly increased price. Therefore, there is a need to
study the technology of its production to replace imported filler rod with native material. Magnesium alloys based on the Mg—Zn—Zr (La, Nd)
system: SV1, SV122, and ML12 (ZK51) that used as a filler rod for repair welding of ZK 51 alloy castings were studied in this work. The samples
were obtained by permanent mold casting into aluminum molds followed by hot extrusion into a filler rod with a diameter of 4 mm. It was
shown that all the investigated alloys could be obtained in the form of a rod with a diameter of 4 mm. Therefore, the investigated rod samples
from the SV122 alloy were used as filler material for repair welding of ZK51 magnesium alloy castings. The weld seam in the T1 condition has
an ultimate tensile strength (UTS) about 80 % of the UTS of the casting material.

Keywords: magnesium alloys, repair welding, casting defects, filler alloy, microstructure, mechanical properties.
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BBenenune

IMIupokuit uHTEpBaA KpHUCTAUIM3AIUKA OOJb-
IMIMHCTBA JUTEHHBIX MarHHUEBBIX CIIJIABOB CHUCTEMBI
Mg—7n—Z7r 9acTO MPUBOAUT K BOSHUKHOBSHHUIO JIM-
TeUHBIX HeheKTOB YCATOYHON MPUPOABLI, MHOTHE U3
KOTOPBIX 33€JIBIBAIOTCS ITYTEM 3aBAPKU U HAIIJIABKH C
HCIIOJIb30BAHUEM CIIEIMAIBHOMN IPUCaTOIHOM ITPOBO-
1oku. OcoBeHHO Y9acTo ycagouHble AedeKThl IPOsiB-
JISTIOTCS B OTJIMBKAX, M3TOTOBJISIEMBIX 13 cITaBa MJI12
(ZKS51), KOTOpHIi OTHOCUTCS K TPYIHOCBapHUBASMBbIM
MaTepuaaam [1].

B Hacrostee BpeMst 1151 3aBapKH Ae(QEKTOB OObIY-
HO OPHUMEHSIOT METOHA 3aBapKH € HepacXodyeMbIM
3JIEKTPOIOM B cpele MHEPTHOro rasa (tungsten inert
gas — TIG) [2] ¢ mcmoap3oBaHHEM IPUCATOIHOTO
Martepuaga. Takxe IJIsI 3TOH HeAU MPUMEHSIOT ap-
roHoayroByio [3—10] u sazepHYO CBapKy ¢ MCHOIb-
30BaHMEM IIOPOMIKA HJIH IPUCATZOYHOH IPOBOJIO-
ku [11, 12]. In1a 3aBapku MarHueBoro ciraBa MJI12
(I'OCT 2856-79) B KadecTBe MPUCATOYHOTO MaTepra-
J1a OOBIYHO IPUMEHSIIOT 6a30BbIi CIIIAB (3TO MAaTEPH-
aJI, U3 KOTOPOro M3roTOBJAEHA OTAMBKA) MO0 CIIIa-
BBI, colepXalnnue peakozeMenbHble MeTaniabl (P3M).
3a pybGexoM peKOMEHAVIOT 3aBapUBaTh OTJIMBKHU U3

criaBoB ZK51 mw ZK41l ¢ moMomplo IpHCATOIHOMR
mpoBoJiokn u3 cimiaaBa EZ33 (2,0—3,1 Zn, 0,45—1,0
Zr, 2,540 P3M)1 [1, 10]. B Poccun cnias CB122
(40—-5,0 Zn, 0,6—1,1 Zr, 1,1—1,5 La) [13, 14] wuc-
MOJB3YIOT IJISI 3aBapKU OTJIMBOK U3 citaBa MJI12,
IMOCKOABKY JIAHTAH, BXOASNIMI B COCTaB CILIaBa
CB122, MoXeT cnocoOGCTBOBATH VBETHUSHUIO O 3B~
TEKTUKH, U3MEIbYCHHUIO 3epHA U CYXKEHHIO HHTEP-
BaJa KPHUCTALIU3ALUH, TEM CaMBbIM CHHXas BepoO-
SITHOCTh OOpa3oBaHUS TOpSYUX TPEIIMH B 30HE 3a-
Bapku [12, 15]. Kpome Toro, m3BecteH cas CB1 (1,0—
1,8 Zn, 0,4—1,0 Zr, 3,0—3,7 Ce; TOCT P 56031-2014),
MpUMEHSIEMBIIl [JISI U3TOTOBJEHHUS IIPECCOBAHHOM
IIPOBOJIOKH TSI 3aBapKU MAarHUEBBIX OTJIUBOK, KOTO-
pelil, B oTsimane ot ciriapoB EZ33 u CB122, comepXxuTt
MeHbIIe IUHKA, YTO CYXKAeT TeMIepaTypHbI HHTEP-
BaJI KpACTAUTA3AIAH CILIaBa.

M3-3a Mmaneix 06beMOB MOTpebaseMoil mpuca-
JOYHOM IPOBOJOKU OHA B Poccuu mpakTuyecKw He
MMPOM3BOAUTCI. DTO BEIHYXKIACT HMPEONPUSITHS H3-

1 BZ[CCB U Jaljiee yKa3aHo COACpXKaHUuEC B Mac.%.
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roTaB/IMBATh €€ 3aMEHHUTEIN CBOMMH cuiamu. Yamie
BCEro MPUCATOYHBIM MAaTePHUAIOM CIYKAT CAMOAEIIh-
HbIe JUTHIE MOJOCHL U3 CIIJIaBa, IPUMEHSIEMOIO IS
Mmoay4eHus: oTIMBOK. OmHAKO A CO3MaHMs Kade-
CTBEHHOTI'O CBapHOIO IIIBa HEOOXOAUMO HCIIOIb30BATh
SKCTPYIMPOBAHHYIO IIPOBOJIOKY BMECTO THTHIX I0JIOC
BBUAY 3HAYUTEIbHBIX Ae(PEKTOB JUTOrO MaTrepHasa
(TOpPUCTOCTD, MJIAKOBBIC BKIIIOUSHUS , IIJICHBI U T.11.) 1
GoJlee HU3KOM KOHIIEHTpAI[MU BOAOPOIA B IIPOBOJIOKE
[10, 13, 14].

OCHOBHBIM KPUTEPHEM IJIsI OLIEHKH BO3MOXHOCTH
CBApUBAEMOCTH M3ASIHS U3 MATHHEBOIO CILIABA SIB-
JISIETCSI €70 CKJAOHHOCTH K 00pa30BaHUIO TOPSTIUX TPe-
muH [16]. ¥V Takux MarHueBbIx ciiiaBoB, Kak MJI10,
MJI12, AZ80, WE43, HabaiogaeTcsT BBICOKAS BEpOSIT-
HOCTb BOSHUKHOBEHU SI TOPSYMX TPEINUH IIPH 3aBapKe
[4—6, 8, 12, 16, 17].

Yame Bcero cocraB MNPUCAIOYHON IIPOBOJOKHU
GIM30K UJIM COBIAJAET C COCTABOM 3aBapHUBAEMOM OT-
JMBKH. DTO 00eCleYnBaeT COBMAJeHUE I[BETa MECTa
3aBapKu, OTCYTCTBHE HETaTUBHOIO BAMSIHHS Ha KOp-
PO3UOHHYIO CTOMKOCTD, a TAKXe OAMHAKOBOE BIHUS-
HUe TepMOOGpPabOTKHU Ha CTPYKTYPY U CBOICTBA Tela
OTJIHBKH 1 MeCTa 3aBapKH.

Hasa cnaa MJI12 pekoMeHIyeTcsl IPOH3BOIUTH
CBApKYy MMOCJIe TEpMOOOPAGOTKH, IPEIBAPUTEIBHO Ha-
rpeB 3aroToBKy Ao tremmeparypsl 315 °C. Ilocre cBap-
KH OTJIMBKY TaKXKe XeJaTeJIbHO TepMOooOpaboTars Mo
IBYXCTyNeHJIaTOMY pexxuMy: npu t = 330 °C B TeueHHe
2uyunpu t =175 °C, 1= 16 1 [18]. B pabGore [19] npea-
Jaraetcs 0ojiee BBICOKAsI TeMIlepaTypa HarpeBa IO
cBapky mis cmaaBa MJI12: mo 380—420 °C. Tepmo-
06paboTKa U HArpeB 3arOTOBKH IEepel 3aBapKoil Tak-
Ke PEKOMEHAVIOTCS U ISl APYTHMX MarHHMEBBIX CIIJIA-
BOB [8, 9, 20, 21].

Iennio paGoTH SIBISLIACE pa3padoTKa TEXHOIOTHH
MMOAYYEHHSI IPYTKOB AUAMETPOM 4 MM K3 CIIJIABOB CH-
creMbl Mg—P3M(La, Nd)—Zn—Zr 1,19 BO3MOXHOCTH
HCIOJb30BAHUS MX B KayecTBe IPUCATOYHOIO Ma-
TepHaja IpU CBapKe AeTaliell U3 MAarHUEBOro CIIIaBa
MJI12 ¢ ompoboBaHHEM MOJYUYCHHOI NMpUCATOIHOMN
MIPOBOJIOKH.

MaTepl/laﬂbl U METOAHUKH HCCJICA0BAHUA

MeToanka npuroToBJeHHsA 00pa3nos
NPUCAT0YHON NPOBOJIOKH

Jnd TOpUIOTOBJIEHHS CIIABOB MCIIOJb30BAIU
CIEIyIONINe MIMXTOBBIE MaTephaibl: MarHuit Mr90
(99,9 % Mg, TOCT 804-93), uuuk 110 (99,98 % Zn,

I'OCT 3640-94), nautan JlaM-1 (99,8 % La), nurary-
pa JI4: Mg—15%7Zr (CM3, 1. ColuKaMcK), JHTATypa
MH: Mg—20%Nd. N3-3a cKIOHHOCTH ITHPKOHUS K
TPaBUTAIMOHHON JIMKBAIINY BHITLIABKY CIIJIABOB OCY-
MECTBISIN B TabOpaTOpHON MHAYKITMOHHONW THTEb-
Hoii meun POJITEK (1. ExarepuHOypr) B cTadbHBIX
CBapHBIX TUIVISIX. Macca OTHOM MIaBKU COCTaBIsIIA
4 kr. 11 3amuTH pacijiaBa OT BO3TOpaHUsS IMpUMe-
Hsuu KapHaut (KC1-MgCl,). CniaBsl 3a1uBaiu B
aTIOMUHUEBbIE TUIWHIPUISCKAE W3JIOXHUIBI IH-
ameTpoM 60 MM u BeicoToit 200 MMm. PasauBKy ocy-
MIeCTBISLIN IpH TeMiepaType 760 & 10 °C.

Bemnapasian obpasnel crtapoB CB1, CB122
u MJI12, nopuyem gast jgermpoBaHusa cmiaBa CBI
BMECTO IepHUsT UCIOJIb30BAIN HEOAUM. DTO CBsSI3a-
HO C TeM, 9YTO HEOAUM HMMeeT Dosiee BBICOKYIO pac-
TBOPUMOCTEH B MAaTHUM, a 3HAYNUT, OKaXeT MEHbINEe
HETaTUBHOE BJIWSIHUE HAa MEXaHWYeCKHe W KOppo-
3MOHHBIE XapaKTEPUCTHKH CIlJIaBa CBAPHOTO INBA.
XUMHUYECKUA COCTaB MPUTOTOBISHHBIX CIIJIABOB
OMpENeISIIN METOIOM IHEPTOAUCTIEPCHOHHON CIIeK-
tpockonuu (DJIC) Ha mromazu 1 x 1 MM? ¢ momo-
b0 CKAHWPYIOIIETO 3JEKTPOHHOTO MHUKPOCKOTNA
(COM) «Vega SBH3» (Tescan, Yexmus) ¢ cucremoit
SHeproguclIepcuoHHOro MuKpoaHanmsa (Oxford,
Benukobpuranus). CoctaB IpUTOTOBISHHBIX CIIJIa-
BOB IIPEJCTAaBICH B TabIHIIE.

IMoce 3arBepmeBaHUSI OT MONYYSHHBIX CJIMTKOB
OTpe3aJIu TOJIOBHYIO W TOHHYIO YacTH, COAepKallue
nuteliable gedexkTrl. [lonydenHble cauTKu oOpaba-
THIBAJIN Ha TOKApPHOM CTaHKe mo amamerpa 50 MM u
BoicoTHI 140 MmM. Tlocie sToro 3aroroBku moxBepratu
rops4eil SKCTPY3UN Yepe3 MaTpuIy guaMerpomM 4 Mm
(puc. 1). Ilepexn skcTpy3mnelt 3aroToOBKH HArpeBan I0
t = 430+450 °C u moMemaJn B KOHTellHep, HarpeThIi
mo t =400 °C. CkopocTh IBUXKEHHS IYAHCOHA COCTaB-
asima 1 MmM/c, a KoadUIUEHT BBITSIKKW, pacCINTAH-
HBIIl KaK OTHONICHNE HAaYaTbHON TJIOMAIN TOTeped-
HOTO CEUSHUSI 3aTOTOBKY K TOIYIaeMOU B pE3YIIbTaTe
JedopManuu IIOMAIN TOMEPEUHOTO CEUYSHUsI, CO-
craBua 156. IlonydaeMmbiii IPYTOK BBITSITHUBAJICS U3
MATPHIIBI TSI IPETOTBPAIIeHUS eTo JedopManun 1o
TIOJTHOM BEIpaGOTKH 3aTOTOBKY, TIOCJIE YeTo pa3pesai-
¢S Ha MepHBIe IIUHH ~800 MM.

MuUKpoCcTpyKTypy H COOEpXKaHUE 3IEMEHTOB B
CILTaBaX U3YYaJH ¢ TOMOMIbIO CKAHNPYIOMIETO 3TIeKT-
poHHOro MuKpockoma (COM) «Vega SBH3» (Tescan,
Yexust) ¢ cHCTEeMONl 3HEPrOAUCIIEPCUOHHOTO MHU-
kpoaHanuia (Oxford, Benuko6puranus). Uccremgo-
BaHWE MaKPOCTPYKTYPBI JUTHIX CIIJABOB ITPOBOIM-
JW ¢ WCHOJIb30BAHWEM ONTHYESCKOTO MHKPOCKOIA
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CocTaB NpucagoUHbIX CM/IaBoB

Composition of filler alloys

Cnnas
Mg Zn
CB1 OcCH. 0,96
CB122 OcH. 3,82
M/112 OcH. 4,01

Puc. 1. Cxema NpoBefeHNsI 3KCTPY3NMN 3aroTOBKM

Fig. 1. The extrusion process scheme

(OM) «Axio Observer.D1m» (Carl Zeiss, MepmaHus).
BbifiBNieHWe rpaHunL, 3epeH OCYLLEeCTBASAIN C MOMO-
Wbt0 TpaBuTensa coctasa: 11 r NMKPMHOBOW KKCMO-
Tbl, 11 M YKCYCHON KmMcnoTbl 1 100 Ma 3TUNOBOrO
cnupTa. Pasmep 3epHa Onpegensnn MeTogoM CeKy-
WMX C NOMOLLbIO nporpamMmmbl «Sizer» (Kad. MLLM,
HUTY «MUNCKC»).

MeToanKa NpUroToB/ieHNA
CBapHbIX 06pa3yoB

3aroToBKU, 13 KOTOPbIX 6blIX U3roTOB/EHbI CBap-
Hble Y KOHTPO/IbHbIE (M3 CMiaBa TOW Xe camoii nna.-
KW, YTO 1 CBapHble) 06pasubl, BbITaUMBa/IN Ha TOKap-
HOM CTaHKe 13 TeMMJIETOB, BbIpe3aHHbIX U3 OT/INBKMU,
N3roToBNeHHOW 13 cnnasa MJ/112 B OO0 «J/IM3 «ABua-
Jlnt» (r. MockBa). CBapHOIi U KOHTPO/bHbIV 06pasy bl
NCMNONb30Ba/IN 41 MPOBEfeHUSA CPaBHUTE/bHbBIX Me-
XaHuyeckmnx ncnbitaHnin no FOCT 1497-84. O6pasupl
nojsepraay UcnblTaHUSAM B TepMO06paboTaHHOM CO-
cTosaHUKM no pexunmy T1, OCT1 90121-90 (cocTapeH-

50

OCHOBHbIe KOMMNOHEHTbI, %

Zr La Nd
0,57 - 2,91
0,66 1,10 -
0,69 - -

Hble N3 INTOr0 COCTOAHUA), NPUHATOMY LA CraBa
M/12: ctapeHme npu t = 300 £ 5 °C B TeyeHne 64 c
nocnefyroLwmm oxnaxiaeHnem Ha sosgyxe. Obpasubl
415 MeEXaHUYeCKUX UCMbITaHWA NpeacTas/isam coboi
CTaHfapTHble o6pasubl Tvna Il ¢ gnameTpom pabo-
yeidi yacTn 6 mm. CBapHOI LIOB B CBapHbIX 06pasuax
Haxo4W/ICA MO LEeHTPY paboyeii yacTu.

3aroToBKM MNog cBapKy 6bI1M NOArOTOB/EHBI B CO-
OTBETCTBUM CO CXEMOM, NPeACTaBfeHHOW Ha puc. 2.
TonwmHa 06pasyoB KBapPaTHOro ceyeHUs 6blia
06ycnoBfieHa BO3MOXXHOCTAMM MMEIOLLIEr0CA CBapoY-
HOro o60pyA0BaHUsA U FTeEOMETPUYECKMMI pasmepamu
06pasLoB 419 UCMbITaHWUA Ha pas3pbiB, pasfenka Kpo-
MOK —X-06pa3Has.

[ns cBapkn 06pasuoB MCNONb30BasCA aproHogy-
roBoii cBapo4HbIii annapat ESAB Caddy TIG 2200
AC/DC (LUBeumns) ¢ HepacxogyemblM BOJib(pamo-
BbIM anekTpogom (TIG). Mogorpes obpasuos rnepes
CBapKOW OCYLLECTB/IACA B MeYN CONPOTMBAEHNS MO
pexxumy: HarpeB go 350 °C 3a 15 4, Bblgepxka npu
t= 350 °C, T= 2u. ObpasLbl pasmeLLannCb Ha MaccuB-
HOW YyryHHOI MOANMOXKE, BMECTe C KOTOPOIA n3BJe-
Ka/IMCb 13 MeYn, U Ha Heli XXe NPOon3BOAUNACE CBapKa
TokoM 220 A. lMoBepxHOCTb NpUCafo4HOW NPOBOJIO-
KW repef MpUMeHeHnemMm MexaHU4YecKu ouuvanui u
obe3xupuBanu. locne cBapKW BbIMOMHANWU TepMu-
YecKyl 06paboTKy 06pasLoB MO ABYXCTYMNeHYaToOMy
pexxumy: 1 ctyneHb — Harpes go 330 °C 3a 2 4, Bbl-
fepxkka npu t= 330 °C, T = 24, oxnaxgeHne Ha Bo3ay-

2-3 MM

16 Mm

Puc. 2. Cxema 3aroTOBOK, MofroTOB/IEHHbIX M0/ CBapKY

Fig. 2. Drawing of samples for welding
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Xe 0 KOMHaTHOI TemnepaTypbl; 2 CTyNeHb — Harpes
fo 180 °C3a 1y, Bblgepxka nput = 180 °C, T = 16 u.
TepM006paboTKy MPOBOAUAN C LESIbIO FOMOreHm3a-
LUK cOCTaBa N CHATUSA TEPMUYECKUX HANPSHKEHN B
obpasLiax nocsie ceapku.

MeToanKa NpoBefeHUS UCNbITaHWA
CBApHOro LWBa

KoHTposb KayecTBa CBapHbIX COELMHEHWI OCy-
LLIECTBNS/IN BU3Ya/IbHO Ha BCEX CTaAUAX N3TOTOBJIEHNS,
a TakXe C MOMOLLbIO YHUBEPCA/IbHOTO PeHTreHoTe-
JNIEBU3NOHHOI0 KoMMJekca «PunnH 238» (AO «TecT-
poH», . CaHkKT-lNeTepbypr) nocne Toro, Kak 6blna
NnpoBefeHa BbITOUKa 06pa3uoB 419 MeXaHUYeCKnX nc-
NbITaHWUA.

B xofe ucnbiTaHWin onpefensny npegen npou-
HocTu (0B) 1 npegen Tekyyectu (00:) o6pasLoB npu
KOMHaTHoi Temnepatype no FOCT 1497-84. UcnbiTa-
HUSA Ha pacTsHKeHWe MPOBOANAN HAa YHUBEPCA/IbHON
ncnbiTaTeNbHol mMawwmnHe «Instron 5569» (CLLA). Nc-
MbITbIBAIY MO 5 KOHTPO/IbHbIX U CBapPHbIX 06pa3LoB.

MeToAunKa pacyeTta
TemMnepaTypHOro MHTepsana
KpucTannmsaumnm

PacueTbl TeMnepaTypHOro MHTepBasia KpUCTanin-
3aunn 1 3aBUCUMOCTY JONN TBEPAOW (hasbl OT Temre-
paTypbl NPV paBHOBECHO 1 HepaBHOBEeCHO (Mo LLleli-
ny—ynnveepy) KpucTasiiMsaumMyM CcniaBoB 6blu
BbIMO/IHEHbI C MOMOLLbIO nporpammbl «Thermo-Calc
2016b» [22] ¢ ncnonb3oBaHMEM TEPMOLMHAMUYECKOT
6a3bl JaHHbIX CMN1aBOB Ha 0CHoBe MarHus TTMGS.

Puc. 3. MUKpOCTpyKTypa NNTbIX 3aroToBok (C3M)
a- cnnas CB1, 6- CB122, 8- MJ112

Fig. 3. Microstructure of ingots in as-cast condition (SEM)
a- SV1alloy, 6 - SV122alloy, B - ZK51 alloy
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Pe3ynbTaTbl 1 UX 06CYXAeHMWe

3yyeHne MUKPOCTPYKTYpbI
NpUCcago4vHON NPOBO/IOKN

MWMKPOCTPYKTYpPbI MONYYEHHbIX JINTbIX 3aroTOBOK
npeactas/ieHbl Ha pyc. 3. BugHo, uto y cnsiasos CB1 m
CB122 0HM CX0XXW M OT/NIMYAKOTCA OT CTPYKTYpPSI CrnJia-
Ba MJ112 Hann4umem 3Ha4MUTeNIbHOro KoMnmyecTsa 3B-
TEKTUYECKOM (hasbl MO rpaHnLam TBepaoro pactsopa
Ha ocHoBe MarHus (a-Mg). CaMoii MenIKO3epHUCTONA
CTPYKTYypoOIi obnagaeT cnnas MJ112, cpegHuin pasmep
JINTOro 3epHa KOTOPOro He npesbiwaeT 50 MkM. Cnna-
Bbl CB1 1 CB122 MMeKT NPMMEPHO OAUHAKOBBIN pas-
Mep IMTOr0 3epHa, KOTOPbIi HECKONBbKO KPYMHee, YeM
y MN112, n gocturaet 100 MKM.

MpucyTtcTBue P3M B cnnaBax CB1 n CB122 npuso-
OUT K 06pa3oBaHni0 MHTEPMeTaNIMYECKNX COejMHe-
HWIA MarHmsa ¢ P3M, pacnonaraiowmxcs B CTPYKType
no rpaHnuUamMm nepBUYHbLIX feHAPUTOB TBEPAOro pac-
TBOpa Ha OCHOBE MarHus. B coOTBETCTBUN C pesyfib-
TaTamMy MUKPOPEHTIEHOCMEKTPa/IbLHOr0 aHanns3a, aTo
thaza Mg..Nd Bcnnase CB1 n Mg”La Bcnnaee CB122.
Haunbonbllee KOMYECTBO UHTEPMETAINTIMYECKUX CO-
eANHEHNTA, (POPMUPYIOLLINXCS MO 3BTEKTUYECKON pe-
aKuum Mo rpaHnLamM 3epeH TBEPLOro pacTeopa Ha oc-
HOBe MarHus, o6Hapy>eHo B cnnaBe CBl. B cnnase
CB122 npucyTCTBYET MeHbLLIee UX KOSIMYECTBO M3-3a
MeHbLUero cogep>xaHna P3M. B cnnase MJ112 oTcyT-
cTBytOT P3M, noatomy BTopas hasa, obpasyroLancs
no rpaHuuam a-Mg, npeactaBnseT coboli coeguHe-
HVe MarHmsa ¢ umHkoMm (Mg7Zns) [23], a ee Konnye-
CTBO HEBE/IMKO MO CPABHEHWIO C APYTrMU Cr/iaBaMu.
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MMUKpOCTPYKTYypa cnaaBoB NOC/e ropsiyein aKcTpy-
3Un npejcTaBfieHa Ha puc. 4. BugHo, 4to B o6pasuax
NPUCYTCTBYET APKO BblpaXKeHHas TeKcTypa, chopmMmu-
poBaHHas 3a CYeT TeYeHUS TBEPAOro meTanna 4yepes
KannbpoBOYHOe OTBepCTUe MaTpuubl. MHTepmeTan-
nn4yecKkne coefMHeHnsa, ob6pasoBaHHble B Mnpouecce
Kpuctannmsauum cnnasos CB1 n CB122 B pesynbTaTe
IKCTPYy3umn, noaBeprnncb ApobneHUw W npejcras-
NAT c060M CTPOUHbIE BK/AKYEHNA MENKUX YacTul,
pasmMepoM NMpMMepPHO 1 MKM, pacnosioXXeHHble N0 Ha-

npaBneHnto TeueHUss MeTanna npu geopmanmnu.

Q0 MK,

e No3

B peopmmpoBaHHOM COCTOAHMWU Habniopgaert-
CA CUNbHOE M3MeNbyeHUe 3epHa B cnnasax (puc. 5).
HavmeHbwnii pasmep 3epHa 6bla1 JOCTUTHYT B cnfa-
Be CB122 (3,7 MKM), a Hanbonbwmnin — B cnnase CB1
(5,4 mKM), y cnnaBa MJ112 pa3mep 3epHa cocTaBnsieT
4,6 MKM.

Ona BbIABNEHUS BO3MOXHOCTWM MCNOMb30BaHNSA
npucagoyHoim NPOBONOKWN, U3FOTOB/IEHHOW MeTOAOM
ropsiyeii aKcTpys3umu, nposBenu cBapky obpasuyos. Ee
BbINO/HAMN C MOMOL,bIO NPUCAJOUYHON NPOBOIOKU U3

cnnaBa CB122. Bbi6op cnnaBa 6bla1 06yCcN0BAEH CXO-

20 MKMm

100 MKM

Puc. 4. MukpocTpykTypa (C3M) 3arotoBoK nocsie NnpoBegeHUs ropsayeit aKCTpy3um (NPoAoabHbIA WANg)

a- cnnas CB1, 6- CB122,8- MJ112
CTpenkamu nokasaHo HarnpaeneHue 3KCTPYAMPOBaHUS 3ar0TOBKM

Fig. 4. Microstructure (SEM) of hot extruded rods (longitudinal section)

a-SV1 alloy, 6 - SV122alloy, B - ZK51 alloy
Arrows indicates extrusion direction

Puc. 5. MukpocTpykTypa (OM) 3aroToBOK noc/e NpoBefeHNs ropsiveil aKCTpy3un (MpoaosibHbIi WAng)

a- cnnas CB1, 6 - CB122,8- MJ112
CTpenkamu NoKasaHo Hamnpas/ieHVe 3KCTPYAMPOBaHUSA 3aroTOBKM

Fig. 5. Microstructure (OM) of hot extruded rods (longitudinal section)

a-SV1alloy, 6- SV122 alloy, B - ZK51 alloy
Arrows indicates extrusion direction
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YKECTbIO HepPaBHOBECHOI 0O TeMMNepaTypHOro nHTepsasa
KpucTtannusauum cnnasos CB122 n M12 (puc. 6) —
3TO [JO/DKHO YMEHbLUNTb TEPMUYECKUNE HAMPAXEHUSA
Nnpw COefMHEHNN CMJI1ABOB C Pas/IMYHbIMWU TennoMu-
3MYEeCKMMU CBOMNCTBAMU U CHU3UTb, BBUAY MPUCYT-
CTBUSA NaHTaHa, BEPOATHOCTL 06pa3oBaHnA ropsaymx
TpeLmH 3a cyeT 06pa3oBaHna LOMONHUTENbHOW 3B-
TekTukn. Crinas CB122 TpagMuMOHHO UCMOSb3YeT-
CA Ha 0TeYeCTBEHHbIX MPeanpUATUAX AN 3aBapKu
OT/INBOK 13 cnnasa MJ112, NocKosibKy ABASAETCA MO
cy™v cnnaBoMm MJ112 ¢ Heb6obLLIOW f06aBKO naHTa-
Ha [19].

Pe3ynbTaTbl PEHTIeH-KOHTPO/IA CTaHAapTHbIX 06-
pasuoB 418 UCNbITaHUA Ha paspbiB, BbITOUEHHbIX U3
CBapeHHbIX C NPUMEHEHVEM NPUCaS0UHOlM MPOBOJIO-
KW 3aroToBOK, MOKasaHbl Ha puc. 7. B HeKoTopbIX 06-
pasuax 3ameyeHbl AeheKTbl B 06/1aCTV CBAPHOro LLBa
(oTme4eHO cTpenkoi). HecmoTpsA Ha BbISABMEHHbIE
fedekTbl, Bce 06pasybl 6bl/IM NOABEPrHYTHI UCMbITa-
HUAM Ha paspbIB. 159 CpaBHEHUSA NCMbITAHUAM 6bl/n

Puc. 6. IsmeHeHMe MONbHOI LONW TBEPAON (asbl

B MHTepBasne Kpuctannmsayum gna cnnasos CB1 (1),
CB122 (2) n MN12 (3), paccuymMTaHHOe B Mporpamme
«Thermo-Calc» gna paBHOBeCHO (CN/IOWHbIE TUHUW)
1 HepaBHOBeCHO (Mo mogenu LU elina—Fynnueepa,
LWITPUXOBbIE) KpUcTanamsaunm

Fig. 6. Change of solid phase mole fraction in freezing range
for SV1 (1), SV122 (2), and ZK51 (3) alloys, calculated

via Thermo-Calc software for equilibrium (solid lines)

and non-equilibrium solidification (in accordance

with Scheil—Gulliver model, dashed lines)
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1 1 7 A S

Puc. 7. PEHTreHOBCKUIA CHUMOK CBapHbIX COeANHEHNTA
B 06pasuax 418 UCNbITaHU Ha paspbiB

CTpenkoii nokasaH JetheKT CBapHOro LuBa

Fig. 7. X-ray photograph of weld joints in tensile test samples
The arrow shows the weld defect

MOABEPrHYTbl KOHTPO/IbHbIE 06pasubl, M3roTOBMEH-
Hble 13 Cn/1aBa TOoW Xe camoii MiaBKK, YTO U CBapHble
obpasubl. HekoTopble cBapHble 06pasubl, MNoasep-
FHYTble UCMNbITAHUAM, MPOAEMOHCTPUPOBA/IM OYeHb
HM3KME CBOWCTBA, WX HE YYUTbIBa/IM B UTOrOBbIX
nogcyerax.

PesynbTaTbl MexaHUYeCKUX WCMbITAHWA npeg-
CTaB/IeHbI Ha pyC. 8. Y cBapHbIX 06pa3LioB, Mo cpaBHe-
HUIO0 C KOHTPOJIbHbIMU, BbISIBNIEHO HEKOTOPOE CHUXe-
HWe npegesa NPOYHOCTM, a Takke 60nbLUMIA pa3bpoc
€ro 3Ha4eHuin. Tak, ec/im Ans KOHTPO/IbHbIX 06pasLoB
Be/InYMHa cBu3MeHaAMacb ot 201 go 248 Mrlla, 1o gns
He MMeL X BUANMBIX feheKTOB CBapHbIX 06pasLoB
MHTepBas 0BCOCTaBAN OT 162 1o 247 MTla.

AHanin3 13NoMOB CBapHbIX 06pPa3LoB C HU3KNMU
MeXaHWYeCKUMM CBOWCTBaMW MOKasasj, YTo UX Mo-
BEPXHOCTb OKWUC/EHa, a UX LIBET BapbUPYeTCH OT XKef-
TOBATOro 0 TEMHO-KOPUYHEBOr0. 3TO YKa3bIBaeT Ha
Hannume NPOTSHXKEHHbIX MUKPOTPELLUH (M0 KOTOPbIM
MU Mpou30LLN0 paspyLUeHne 06pasLoB), BO3HUKalO-
LWMX B HArpeToM COCTOSAHUMU, T.e. B MPoLecce NpoBse-
fLeHuna 3aBapku. [pu aHanu3e WNNGOB, caenaHHbIX B
0611acTn CBapHOro wBea 06pasLoB, UMEBLUMX HU3KME
3HaYeHUS NPOYHOCTU Ha pacTsXeHUe, OTMeYeHbl
MHOIOYUNCNEHHbIE MUKPOTPELLMHBI, NPOXoAALLMe Mo
rpaHuuam 3epeH TBepdoro pacteopa (puc. 9). Mpuuun-
HOI 06pa3oBaHNsA MUKPOTPELLUH MOTYT C/TY>XUTb Ha-
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NpsKeHnsl, BO3HMKALOLLME B CBAPHOM LLBE B pesy/ib-
TaTe GbICTPOr0 WM HePaBHOMEPHOIo OX/aXeHWs
3aroToBKM NN60 M3-3a OTK/IOHEHWUA TemnepaTypbl
06pasLoB Npu CBapKe OT PeKOMEHAYeMOiA AN cnia-

O6pasey,

Puc. 8. MexaHn4yeckue ceolicTBa
CBapHbIX N KOHTPOJIbHbIX 06pa3LoB 13 cniasa MJ112
nocsie TepMnYeCcKom 06paboTkun

Fig. 8. The mechanical properties of welded and control
samples made of ZK51 alloy after heat treatment

Ba MJ112. N310M KOHTPO/bHBIX 06pa3LoB, BbITOYEH-
HbIX U3 NNTbIX 3aroTOBOK, MMen Genblii uBeT. Cam
N3N10M OKa3asicsl BA3KMM, U Ha 06pasuax noce ucnbol-
TaHuA 6blia 3aMeTHa 06/1aCTb 06Pa30BaHUSA KLLEAKM».
M3nomMbl cBapHbIX 06pasLoB, MPOLEeMOHCTPUPOBaB-
LLUNX XOPOLLUNe MEXaHUYECKMe CBOMCTBA, UMeNN CX0j-
HbI Bug. OHM Takke O6blin 6enoro ugeTa, 6e3 npu-
CYTCTBMSA MNJIEH N HEMETAINYECKUX BKITHOYEHNIA.

Bblno yCcTaHOBMEHO, YTO MUKPOCTPYKTypa 06-
pasuoB B 30HEe CBApHOro LWBa NpeacTaBaseT coboi
TBepAblil pacTBOP Ha OCHOBE MarHusA. 3epHa MarHu-
€BOro TBepAoro pacrsopa B 06/1aCTM CBApHOro LUBa
nmeroT pasmep 50—150 MKM, Mo MxX rpaHuLam u B
LeHTpe 3aMeTHbI TOYEYHbIe BK/KOYEHMA hasbl, 6ora-
TOlh uMpkoHuem (6enoro ugeta Ha puc. 9, 6). Muk-
POpPeHTreHOCNeKTPasibHbI  aHanu3  nokasblBaeT
Hanuuue La B Konudectee 0—0,5 % OTO MeHbLUE,
Yem B MCXOAHOWM MpMcagoyHOl NPOBOIOKE U3 cnia-
Ba CB122, yTo ABNAETCA pe3y/ibTaTOM CMeELLUNBAHUA
MaTepvasioB OT/IMBKU 1 MPUCaf04HOM NPOBOSIOKUN B
30He CBapKMu.

[Ona npoBepkn MNPUrOGHOCTU  UCMOJb30BaAHUA
MoNy4YeHHOM MPOBOJSIOKN B KayecTBe MPUCAJ0YHOro
mMaTepvana And 3aBapku Oblna MNpoBejeHa 3aBapka
fetheKToB yCcalouHOro NPONCX0XKAEHUSA B OT/IMBKE U3
cnnasa MJ112 B npoMbILLNEHHbIX ycroBusx. NMpuca-
LO4YHbIM MaTepuanom cnyxun cnnas CB122. OTAneBKu
MPOLU/IA COATOYHbIE UCMBbITAHUA U ObINN NPU3HAHDI
rofiHbIMU K UCMOJIb30BaHUIO.

Puc. 9. TpewnHbl B CBAPHOM COeAMHEHNN (MOKa3aHbl CTpenkamu) obpasuos n3 cnnasa MJ112 (COM)

a —CBapHOA LLIOB NMPY MasioM yBe/IYeHumn; 6 —Bblae/neHHas Ha pyc. 9, a 061acTb 1npy 60MbLUEM YBENYEHNN

Fig. 9. Weld cracks (indicated by arrows) in ZK51 alloy samples (SEM)
a —welded seam at low magnification; 6 —area 1 highlighted in Fig. 9, a at higher magnification
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AUTENHOE NPOU3BOACTBO

BoiBoabl

1. [IokazaHa BO3MOXHOCTh IIPOBEOCHHUS TOpPS-
veii skeTpysuu ciaasoB CB1, CB122 u MJI12 6e3 mo-
MOJIHUTEIFHON TepMUUYSCKOM 00pabGOTKH 3arOTOBOK
mmepen MpeccoBaHUEM ¢ IOJVISHHEM IPpHCATOIHOMN
IIPOBOJIOKH THAMETPOM 4 MM, IIPUTOTHOM OJIsI IPOBe-
JTeHHWsI 3aBapKN MAarHAEBHIX OTIHBOK.

2. Ilocie ropsyeii 3KCTPY3UH CTPYKTYpa CILJIABOB
HMeeT BEIpaXXeHHYIO TEKCTYPY ¢ MEJIKOTUCISPCHBIMHA
CTPOYHBIMH BKJIIOUCHUSIMH HHTEPMETATIHISCKIX
da3, npuyeM Hambobllee KOJINIECTBO 3TUX da3 Ha-
6mogaercs B ciiase CB1, a B ctaBe MJI12 oHu mpaxk-
THYSCKH OTCYTCTBYIOT, KaK H B TUTHIX 3aTOTOBKAX.

3. B mecopMupoBaHHOM COCTOSTHHHM HabIIogaeT-
¢S CHJIBHOE H3MeIbUeHNe 3epHa [0 CpaBHESHUIO ¢ JIM-
TBIMH 3aTOTOBKAMH BO BCEX M3YUYCHHEBIX CIIJIABaX. OT
50—100 MKM B IUTOM COCTOSHUHU OO 4—6 MKM mocie
ropstaeil 3KCTpy3HH.

4. B c1ygae nonydeHus 6e3meceKTHOrO CBapHOTO
I BAa, MOCIe TePMUISCKON 00pabOTKH IO ABYXCTYIICH-
garoMy pexuMmy (1-s1 ctymmeHb — Harpep mo 330 °C 3a
2 4, BEIZepKKa IPH 3TOM TeMIeparype B TedeHHe 2 U,
oXJIaXXIeHHe Ha BO3MYXe 10 KOMHATHOI TeMITepaTyphl;
2-a ctyneHs — Harpes 10 180 °C 3a 1 9 ¢ mocaemyomnieii
BBIACPKKOI 16 9), BeTMINHA G, CBAPHOTO IIIBA COCTAB-
nser He MeHee 80 % oT G, cBapHBacMOro MeTalia, a
Gy, — HE MEHbIIe, YeM Y CBApHBAEMOrO MeTajlia.
OCHOBHOI NpWYWHON pa3pyIIeHHsI CBApHBIX 00pas-
OB IBJISIIOTCSI MUKPOTPEITHHBI, ITPOXOISIIIHE IO T'pa-
HHUIIAM 3epeH CILIaBa.
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