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NOJNYYEHUE I'MBPUTHBIX 3A'OTOBOK U3 THTAHOBOI'O CIIJIABA
OT4-1 TOPAYEUN OCAJIKOU C KPYYEHUEM

Merpos I1.A.', Bypaakos H.A2 Hryen Xanb Toan', Bo ®an Txanp Jat’

! MockoBCKHit TOTHTEXHIHECKHiT yHuBepcureT, Mocksa, Poccust
2 [IpousBonctBennsbil komruiekc «Camor» AO «OIK», MockBa, Poccus

Annomayun. B crathe pacCMOTPEHBI pe3yiabTaThl AKCIEPUMEHTAIBHOTO HCCIIEOBaHMSA KadeCcTBAa COCIMHEHMS ABYX
OJTHOPOJHBIX 3arOTOBOK, M3TOTOBJICHHBIX U3 TUTaHOBOrO craBa OT4-1. C npuMeHeHHEeM MeToJ1a OCaAKH ¢ KpyUeHHEM
MOJIY4eHO HEpPa3beMHOE COSIMHEHHE 3a CUeT macTudeckoi aedopmanun. CoearnHeHne 00ecrednBaeTcsi IpH TeMIepa-
Type 600°C. YcnoBueM (HOPMHUPOBAHUS COCITUHCHUS MEXKIY 3arOTOBKAMH SIBJISETCS OTCYTCTBHUE MPOCKAIb3bIBAHHS
MEXAY TOPLOM KaXKIOH 3aroTOBKHM M MHCTpyMeHTOM. Ocajika ¢ KpydeHHEM BBITIOJTHEHA Ha MOACPHH3HMPOBAHHOM THII-
paBimmaeckoM npecce moxenu [15-2432 cunoit 1,6 MH. [IpuBeneHs! pe3ynbTaThl HATYPHBIX SKCIIEPUMEHTOB 10 (hopMo-
00pa3zoBaHNIO THOPHIHOI 3arOTOBKH M3 THTaHOBOTO crutaBa OT4-1, a Takxke pe3yabTaThl KOMITBIOTEPHOTO MOJIEITHPO-
BaHMS OCaJKN C Kpy4YeHHEM T'MOPHIHOHN 3aroTOBKHM, ITOKa3aHa 3aBHCHMOCTb OTHOCHUTEIBHOTO Y/UIMHEHHS 00pa3IoB
CITaBa OT TEMIIEPATyphl U paclpeeleHne MUKPOTBEPIOCTH MO CEYSHNIO THOPHIHOTO 00pa3na Mocie 0CaiKu C Kpyde-
HHUEM IIpH BBIOpaHHOM pexnme aedopMupoBaHus. HaTypHbIE SKCIIEPHMEHTHI, BHIIIOJHEHHbBIE 10 PAa3HBIM PEKHMaM,
MTO3BOJIMJIM BBIOpaTh pekuM (hopMooOpa3oBaHUS OCAIKOM C KpydeHHEM TMOPHUIHOI 3aroTOBKH. BBRIOpaHHBIN pexum
Xapaktepusyercs AeOpMHUPOBaHUEM IIaKeTa W3 ABYX 3aroTOBOK Ipu Temneparype 600°C B mTamie, MojorpeToM 10
300°C. YcraHoBneHO, YTO BHIOPaHHBIN pexkiM (HOPMOOOPa30BaHMS ¢ HATPEBOM 3ar0TOBOK H IOJIOTPEBOM IITAMIIOBOTO
HHCTPYMEHTa 00ecleYnBaeT HaJEeKHOE COeTUHEHNE 3aT0OTOBOK C BEICOKMM KadecTBOM. [ MOATBEp)KICHHS KadecTBa
COEIMHEHUS JIBYX OJHOPOJHBIX 00pasuoB ciiaBa OT4-1 BeimonHeHo MeTayuiorpaduyeckoe ucciegoBanue. Pesynbra-
ThI MeTajuiorpaduy, moixydeHHsle mpu yBenndeHuu x2500 u 5000 30HBI coeaMHEHHs, MOATBEPKAAIOT HAZEKHOCTH
c(hopMUPOBaHHOTO coequHeHHs1. [lorydeHHbIe pe3yIbTaThl MOTYT OBITh IPUMEHEHBI TIPH pa3paboTKe METOUKH MPOEK-
TUPOBAHMS TEXHOJIOTHYECKOTO MpoIiecca ropsiaeit 00beMHOH MTaMITOBKH IIOKOBOK U3 THOPHUIHOI 3arOTOBKH.

Kniouesvie cnosa: turanoseiii cruiaB OT4-1, ruOpuHbIe 3ar0TOBKH, OCajKa ¢ KpydeHueM, hopMooOpa3oBaHue ¢ Harpe-
BOM, MHKPOCTPYKTYPbI, HEPa3beMHOE COEJIMHEHHE TUIACTHIECKON AedopMarimeis
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PRODUCING HYBRID WORKPIECES FROM TITANIUM ALLOY
OT4-1BY HOT UPSETTING WITH TORSION

Petrov P.A.', Burlakov L.A."%, Nguyen Khanh Toan', Vo Phan Thanh Dat'

! Moscow Polytechnic University, Moscow, Russia
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Abstract. The article discusses the results of an experimental study on the quality of joining two homogeneous workpieces
made of titanium alloy OT4-1. Using the method of upsetting with torsion, a permanent joint was achieved due to plastic
deformation. Joining is ensured at a temperature of 600°C. The condition for forming the connection between the work-
pieces is no sliding between the end of each workpiece and the die. Upsetting with torsion was carried out using a modern-
ized hydraulic press model DB-2432 with a force of 1.6 MN. The article contains results of full-scale experiments on the
formation of a hybrid workpiece from titanium alloy OT4-1, as well as the results of computer simulation of upsetting with
torsion of the hybrid workpiece, the dependence between relative elongation of alloy samples and temperature, and the
distribution of microhardness over the cross section of the hybrid sample after upsetting with torsion in the selected defor-
mation mode. The full-scale experiments carried out in different modes contributed to selecting the mode of forming the
hybrid workpiece by upsetting with torsion. The selected mode is characterized by the deformation of a package of two
workpieces at a temperature of 600°C between the dies heated to 300°C. It has been established that the selected forming
mode with heating of workpieces and heating of the forging tool ensures a reliable joining of workpieces with a high quali-
ty. To verify the quality of the joining of two homogeneous samples of the OT4-1 alloy, the authors performed a metallo-
graphic study. The metallographic results obtained at magnifications of x2500 and x5000 of the joint area confirm reliabil-
ity of the formed joint. The results obtained can be applied in developing a methodology for designing a technological pro-
cess for hot die forging of forgings from a hybrid workpiece.

Keywords: titanium alloy OT4-1, hybrid workpieces, upsetting with torsion, forming with heating, microstructures, perma-

nent joint due to plastic deformation
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BBeaenue

B mpoMEBIIUICHHOCTH B TOCIIEAHEE BpeMsl HAYHHAIOT
IIMPOKO TPUMEHSTH TaK Ha3bIBaEMBIC THOPHIHBIC 3aro-
TOBKH, MPEACTABIIONNEC CcOOOW METaUTMYeCKU JIHCT,
W3TOTOBJICHHBIA W3 OJHOPOAHBIX JINOO Pa3sHOPOAHBIX Ma-
TEPUAJIOB, OTIMYAFOIINXCS TI0 TPOYHOCTH, MapKaM U TOJ-
mmHe. Vcronp30BaHME TaKMX 3arOTOBOK J1aeT BO3MOXK-
HOCTH y4eCTh 0COOCHHOCTH PabOTHI TOTOBOH JETAIH U, KaK
CIIEZICTBHE, TaKOTO ITOIXOJa MOJydaTh OOJIETYEHHBIE MU
9KOHOMHUYHBIE ieTand. CymecTBYeT psii METOIOB MOJTyde-
HUSI THOPUIHBIX 3aTOTOBOK, TAKMX KaK CBAapKa JIA3€PHBIM
aydoM [1, 2], anekTpoHHO-TyueBas cBapka [3], aeKTpoa-
Hasl cBapka [4, 5] u cBapka TpeHHEM C NepeMEIINBaHUEM
(Friction-Stir Welding, FSW) [5-7]. Kaxzpiii u3 ynoMsiHy-
TBIX METOJIOB UMEET CBOU MPEUMYIIECTBA U HEJOCTATKU.

OnHOM M3 MaJOM3YyYEHHBIX TEXHOJIOTUH IUlacThye-
CKOro (DOPMOM3MEHEHHS], TO3BOJISIONIEH W3rOTaBINBAThH
TOHKOCTCHHBIE OCECHMMETPHYHBIE ITOKOBKH, SIBIIIETCS
mTaMioBKa (ocaaka) ¢ kpyuenueM [8, 9]. CyTs mporecca
3aKmodaeTcss B GopmMooOpazoBaHUM THOPUIHOMN 3arOTOB-
KM BpAIIAIOIIMMUCS APYT OTHOCHUTENBHO Apyra OoWKaMu.
Ochb BpaieHus: 00HKOB COBIAAET C OCHIO OCAKUBACMOUN

www.vestnik.magtu.ru

3arOTOBKH. 3a CUET CHJI TPEHHUs Ha KOHTAKTHOM MOBEpX-
HOCTH KPYTSIIMA MOMEHT repenaercsi 1e(opMHUpYyeMbIM
3arOTOBKaM M NPOM3BOAMT UX MU((Dy3HOHHOE COeaHHe-
HHe. B pesynbTare NMpUIIOKEHMS K 3arOTOBKE HApALY C
OCEBOM CUJION KpPYTSAUIEr0 MOMEHTAa BO3HHMKAET CIIOKHAs
cXeMa  HampsHKeHHO-Ie(OPMUPOBAHHOTO  COCTOSIHUS,
obecrieunBaroLias, Kak MoKa3ajid MeTaiorpaduueckue
uccnenoBanud, npaktudecku 100%-i KOHTaKT cBapuBa-
eMBbIX 3aroToBok [10]. AHamm3 oTedecTBEHHON M 3apy-
OekHOU MH(pOPMAIUN TIO3BOJWI YCTAHOBHUTH, YTO MHO-
e TEXHOJIOTUYECKUE Ba)KHble MapaMeTphl Mpolecca
OCaJKU C Kpy4EeHHEM HEIO0CTaTOYHO M3ydeHbl. B uacTHO-
CTH, OTCYTCTBYIOT JIJaHHBIE O BO3MOXHOCTH (hopmMooOpa-
30BaHUs THOPUIHBIX 3aTOTOBOK M3 TUTAHOBBIX CIIABOB, B
yacTHOCTH crutaBa OT4-1, xapakTepu3yrolerocs OTHO-
CUTEIIbHO HU3KUMH IUIACTUYECKUMH CBOWCTBAMHU.

enpro HacTosmiel pabOTHI SBISUIOCH TONyYEHHUE
HAJIS)KHOTO COEIMHEHNS 3aTOTOBOK M3 THTAHOBOTO CILIAaBa
OT4-1 ocagkoli ¢ Kpy4eHHEM C W3yYEHHEM MHKPOCTPYK-
TypHl B 30HE MX KOHTakTa. JIJIsl HOCTM)KEHHS IOCTaBIICH-
HOH 1Ie7M HeoOXoanMO OBUIO BBIOPATh HCCIETyeMBIH Ma-
TepHuajl, ONpPEeACTUTh PacTpeieNieHne TeMIIepaTypsl B IPO-
necce edopmarin, HalTH 3aBUCHMOCTh OTHOCHTEIBHOTO
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yunHeHns: o0pasuos u3 ciuiaBa OT4-1 ot Temneparypsl,
OMPEJENUTh PALMOHATIBHBIA PEXUM HarpeBa 3aroTOBOK U
MHCTPYMEHTA, OIPECIUTh CBOMCTBA MOJYYECHHBIX TIH-
OpPHIOHBIX 3arOTOBOK METOJOM H3y4YEHHS MHKPOCTPYKTYPEI
00pa3noB B MEPHINOHAIBHOM CEUCHUH.

MaTepnanbl H METOJbI HCCJICTOBAHUA

B kagectBe mcciemyemMoro martepuaia ObUT BBIOpaH
tuTaHoBeId crmaB OT4-1. OOGpasmpl mIs HCCIeI0OBaHUSA
BBIOpaHbI cieayromux pasmepos: 1) nuamerp (Do) 18 Mm
u BeIcoTa (Hp) 18 Mm; 2) muamerp 40 MM 1 BeIcoTa 10 MM.
Bce 00pa3ubl ObUTM M3TrOTOBJIEHBI METOZOM 3JIEKTPOIPO-
suonHOU pe3ku. CootHomenne A = Hy/ Dy y BCXOmHBIX
00pa3loB pa3IMYHO M COCTABISUIO COOTBETCTBEHHO:
1) A=1,0;2) L =0,25.

[NakeT 3 IBYX 00pa3moB COOUpANCS B COOTBETCTBHH
co cxeMmoi, moka3zaHHoW Ha puc. 1. 3a cueT oceBoit
Harpy3ku P obecrieunBaeTcsi yMEHBIIICHHE BBICOTHI 3aTr0-
TOBKH W yBEJIWYEHHE e€ JuaMeTpa; 3a CUeT paJualibHOM
HATrpy3KH — KPYTSIIEro MOMEHTa M — NOTOIHUTEIHHOE
YBEJIMYCHUE JUaMeTpa 3aroToBKH. B pesyibraTe Ha mo-
BEPXHOCTH KOHTAaKTa JABYX HCXOIHBIX 3aroTOBOK (TIO-
BepxHOCTh A) (cM. puc. 1) mpoucxoaut HopMUpOBaHHE
HEPa3bEeMHOTO COCTUHCHHUS IUIACTHICCKOH Iedopmaiu-
ei. /lnsa mpenoTBpanieHusi NMPOCKaJb3bIBAHUS Ha KOH-
TaKTHOW MOBEPXHOCTH HHCTPYMEHTA C TOPIIOM KaKIou
3arOTOBKHM B NaKeTe HavyajlbHOE 3HaueHHe Cuiibl P ycra-
HoBIeHO paBHBIM 0,8 MH (=160 aTm).

P

IoBepxHocTs A

M

KoHeuHas BbicoTa
Puc. 1. Cxema npouecca ocaiki ¢ Kpy4€HUEM COCTaBHOM
3arOTOBKH

Fig. 1. Scheme of upsetting hybrid workpiece
with torsion

a

Ocanky mnakera M3 JABYX 0OpaslOB C KpyuyeHHEM
OCYIIECTBIISUIN Ha MOJCPHU3MPOBAHHOM THApaBINYE-
ckoMm mpecce momenu JIb-2432 cumoit 1,6 MH co cko-
POCTBIO OCEBOT'O NEpeMEIeHUsl ITyaHCoHa | MM/c mpu
gactoTe ero BpamieHus 12 o6/mun [8]. CooTHomieHHE
An = H, / D, makeToB, MOJy4EHHBIX MMOCIE COBMEIECHUS
3aroTOBOK /IO Hayajia OCaJKi ¢ KPyuYeHHEM, COCTaBIISIIO
coorBercTBeHHO: 1) A, =0,72; 2) A, =0,5. B 3aBucumo-
CTH OT TEMIIepaTyphl HarpeBa MakeTa ¥ MHCTPYMEHTa, a
TaK)X€ COOTHOILEHHMS HCXOJHBIX pPa3MEpOB 3aroTOBOK
(M), cocraBnsrONNX MaKeT, ero AehOpMAaIHs BBIIONHS-
nack 10 pasmepa 2,79 u 5,2 Mmm.

KoHTakTHBIE TTOBEPXHOCTH 00pa3oB mepen aedop-
MaIpel TIIATeNBFHO 3a4HMINANNCh M TPOTHPAIHCH CIHP-
TOM. [[71s1 U3y4eHUss MUKPOCTPYKTYPbl U MUKPOTBEPIOCTH
OCakeHHbIe 00pa3lbl Pa3pe3aJuch B MEPHIMOHAIBHOU
IUIOCKOCTH C TPUMEHEHHEM METOJa JJIEKTPOIPO3UH U
UCCJIEIOBAIUCH C MPUMEHEHHEM OMHOKYJISIPHOTO MHUKpO-
ckoma «Olympus Delta» ¢ yBemmuenuem %100, %500,
x1000 u x2500 u TBepmomepa «DuraScan 20» u 31€k-
TponHoro mukpockomna «FEI Quanta 650» ¢ yBenudeHu-
em x5000. 3aMepbl MUKPOTBEPIOCTH 10 Bukkepcy Obuin
nposeneHsl Ha npudope «LEICA MHT-10» ¢ Harpy3koit
Ha uHaenrop 100 r.

3KC]’[epI/lMeHTaJlebIe HCCJICJ0BAHUSA

B HaTypHOM »JKCIEpHMEHTE WHCCICIOBAaHO He-
CKOIIBKO PpEXUMOB, MO3BOJHUBIINX BBIOpPaTh pammo-
HAJBHBIA UISI OPMHUPOBAHUS HEPA3BEMHOTO COCIHHE-
HUS MKy 3aTOTOBKAMH 10 CXEME OCaJKU C KPYyUCHH-
eM (cm. puc. 1). B mponecce nedopmanmm makera us3
JIBYX 3aroToBOK auamerpoMm 40 MM u BeicoToil 10 MM
kaxnas (A = 0,25, A;=0,5), BRIIIOTHEHHOHW TIpU KOM-
HATHOHM TeMIiepaType C NMPUMEHEHHEM XOJIOJHOTO WH-
CTPYMEHTA, MPOU30IUIO pa3pylICHHE 3aTrOTOBOK B IIe-
pudepwuiinoii obmactu (puc. 2).

0

Puc. 2. 3aroroBka n3 TutanoBoro cmaBa OT4-1 1o (a) u mocie (6) ocanku ¢ KpydeHHEM IpH KOMHATHOM

TeMIieparype (TOJIIMHA akeTa 5,2 MM)

Fig. 2. The workpiece from titanium alloy OT4-1 before (a) and after (6) upsetting with torsion at room

temperature (package thickness is 5.2 mm)

BecmHuk MI'TY um. I'./. Hocoea. 2024. T.22. Ne2

122



Mempoe I1.A., Bypnakoe U.A., Heyex XaHb ToaH, Bo ®aH TxaHb [Jam

B mporecce nedopmaruu nakera U3 IByX 3aroTOBOK
nuametrpoM 18 MM u Beicoroii 18 MM kaxnas (A = 1,00,
Ax =0,72), BeimonHenHoW mnpu Ttemmeparype 600°C c
NIPUMEHEHNEM HIDKHETO MHCTPYMEHTa (HEMOABHIKHOTIO),
momgorperoro a0 Ttemmepatypsl 300°C, chopmupoBana
COCTaBHasl 3aroToBKa ToiumuHoi 2,79 mMm (puec. 3). B
9TOM Clly4ae 0 BBINOJHEHUs COKaTHsl C KPY4YEeHHEM HC-
XOJHBIE 3aTOTOBKH JUaMeTpoM 18 MM u BbICOTOH 18 MM

e "

NPEIBAPUTEILHO OCAKUBAIUCh MEXKIY IUIOCKUMH IUIH-
tamu mpu temnepatype 600°C (puc. 3, a). Kaxnas u3
3ar0TOBOK CHKMMAJIACh IO BHICOTHI &9 MM.

Jnst u3ydeHuss MUKPOCTPYKTYPBI TOMYYCHHBIE 3aro-
TOBKH pa3pe3alliChb B MEPHANOHAIBHON IUIOCKOCTH Me-
TOM DJIEKTPO3pO3uH. Pe3ynprar mpeacTaBicH Ha puc. 4.
BunHo, 9TO HECMOTpsSI Ha pa3pyLICHHE B Kpae, eCTh CO-

€MHEHNE B IICHTPE 30HBI COSAMHEHIIS.

6

Puc. 3. 3aroroBka u3 TuranoBoro cimasa OT4-1 no (a) u mocie (0) ocanku ¢ kpydeHHeM npu TemmepaTtype 600°C
Fig. 3. The workpiece from titanium alloy OT4-1 before (a) and after (6) upsetting with torsion at 600°C

a

Puc. 4. Mukpoctpykrypa rudpunHoro oopasua u3 crasa OT4-1 B ieHTpe 30HbI COSANHEHUS

¢ yBeimmuerneM %100 (a) m X500 (6)

Fig. 4. Microstructure of a hybrid sample from the OT4-1 alloy in the center of the joint zone

magnified at x100 (a) and x500 (6)

www.vestnik.magtu.ru
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Turanossit ciaB OT4-1 oTHOCHTCA K Tpymme cIuia-
BOB TOBBIIICHHON IJIACTHYHOCTH, OJHAKO IPH KOMHATHOM
Temmeparype oHa peako npesbimaer 20%. Kak BugHO U3
rpaduka 3aBUCUMOCTH OTHOCHTENBHOIO YIUIMHEHUS 00-
pasuoB u3 cmuraBa OT4-1, moOydeHHOTO aHAM30M JIUTeE-
paTypHBIX M COOCTBEHHBIX JaHHBIX (pPHC. 5), TIacTH4-
HOCTh MarepHana HAaYWHAET PE3KO YBENINYUBATHCSA MNPH
600°C u Beite. [ToaToMy maker u3 JAByX MCXOJHBIX 3aro-
TOBOK MpEBAPUTEIbHO HarpeBanu B meun jgo 650°C ¢
YUYETOM TIaJIeHHs TEMIIEPaTyphl MU TIepEeHOCe 3ar0TOBOK B
mITamIr, nogorpeTsrit 1o temmeparypsl 300°C. IIpu sTom B
HayaJbHBII MOMEHT KOHTaKTa BEPXHEro HHCTPYMEHTa C
BEPXHEH 3ar0TOBKOW CO3/1aBaJIOCh aBIEHUE, YKBUBAJICHT-

250

g & 8

OTHOCMTENLHE YANMHEHKe, %

un
=

20 250 300 400

500 600

Hoe cwie | MH, uto obGecneurnBaio OTCyTCTBHE MPOCKAIH-
3BIBaHMS MEXKIY TOPLIOM Ka)K/IOHM 3arOTOBKM M MHCTPYMEH-
TOM (BEPXHHMM BPALIAIOMINMCS 1 HIDKHIM HETOJIBH)XHBIM).

Ocanka B pacCMOTPEHHBIX YCJIOBHSX MO3BOJIMIIA T10-
JYYUTh 3arOTOBKH C XOPOIINM Ka4eCTBOM COCTUHECHUS
(puc. 6).

Ecim  mcxonHas 3aroToBKa HMeNa pPaBHOOCHBIE
o-3epHa pasMepoM 10-15 Mxm (puc. 7), TO, Kak BUJHO Ha
puc. 8, B 30He KOHTaKTa HaOIIOAAETCS HHTCHCHUBHOE U3-
MeJbYeHHE 3ePeH, U CTPYKTypa MpeAcTaBisieT coboil Me-
XaHMYECKYl0 CMecCh, BOJM3M 30HBI KOHTaKTa MHKpO-
CTPYKTypa Ha4MHAeT YKPYMHSTHCS W IOCTENEHHO Iepe-
XOIUT B CTPYKTYPY OCHOBHOTO MaTepHaa.

700 700 750 750 @800 800 850

Temnepatypa,C

Puc. 5. 3aBUCHMOCTH OTHOCHTEIBHOTO YATIMHEHU 00pa3ioB u3 ciuiaBa OT4-1 oT Temmeparypsl
Fig. 5. The dependence between relative elongation of the samples from alloy OT4-1 and temperature

6

Puc. 6. T'ubpuaHas 3arotoBka (MoJIOBUHA OT 1eioi) u3 criaBa OT4-1, moydeHHas 0CaKoU ¢ KpyueHHeM (a)
pu TemmepaType 3aroroBok 600°C 1 CKOpOCTH BpallleHUs] BEpXHEro HHCTpyMeHTa 12 06/MuH u ee ceueHue (0)
Fig. 6. The hybrid workpiece (half of a full one) from alloy OT4-1 produced by upsetting with torsion (a) at 600°C
and an upper die velocity of 12 rpm and its cross section (6)

PO S

Puc. 7. Ctpykrypa ucxomgsoro oopasna cruiaa OT4-1 npu temneparype 20°C 1o HarpeBa moj MpoBeIeHUe 0CaIKN

¢ KpydeHueM, ysenuueHue x100

Fig. 7. The structure of the initial sample of alloy OT4-1 at 20°C before its heating for upsetting with torsion,

%100 magnification
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%1000

Puc. 8. MukpocTpyKTypa B MEPHIHOHAIEHOM CEYeHHH THOpHIHOTO 00pasma u3 crutaBa OT4-1 mocne ero ocangku
¢ kpy4yeHueM npu temreparype 600°C 1 CKOpOCTH BpalleHusl BEpXHEr0 HHCTpyMeHTa 12 00/MuH:
1 — 30Ha coeauHeHMs; 2 — BOJIU3H 30HBI COCAUHEHHUS; 3 — 30Ha OCHOBHOI'O MeTajljia

Fig. 8. Microstructure in the meridional section of the hybrid sample from the OT4-1 alloy produced by upsetting
with torsion at 600°C and an upper die velocity of 12 rpm: 1 is a joining zone; 2 is near the joining zone;

3 is a base metal zone

Merasmnorpadpuyeckoe UCCIeI0BaHUEe 30HBI COCIUHE-
HUSI Ha 3JICKTPOHHOM MHKPOCKOIE YKa3bIBaCT HA OTCYT-
CTBHUE Pa3IUUKsi MUKPOCTPYKTYPhI BOJIM3U 30HBI KOHTAKTA
U B 30HE COCIMHEHHS, YTO IMOITBEPIKIACT €r0 BBICOKOE
KayecTBo (puc. 9).

W3yueHre BIUSHUS OCAIKU C KPYYCHHEM Ha U3MEHE-
HHE MHKPOTBEPIOCTH N0 BHKKepcy mpoBeieHO Ui LeH-
TpajJbHOW YacTH rubpuaHOro obOpasua (puc. 10, a). Pe-
3YIIBTaTBl METAINIOTPaUIECKOTO HCCIICAOBAHUS TIOKa3a-
JIA, YTO MHUKPOTBEPAOCTH HE3HAYUTCIIbHO U3MEHSACTCA I10
BEICOTE 00pa3ma. 3aMep MHUKPOTBEPAOCTH MPOBOAMICS OT
MOBEPXHOCTH K CEp/IeBUHE 00pasiia, B KOTOPOH pacro-
JI0)KeHa 30Ha coeanHeHus (cM. puc. 8, x100). [lar 3amepa
MHKPOTBEPJIOCTH OT TOBEPXHOCTH K CepIIeBHHE 00pasma
cocrasmi 0,2 Mmm. HaGmrogaercs HE3HAYUTENILHOE IOBEI-
IICHHE 3HAYCHHsS MUKPOTBEPAOCTH Y TIOBEPXHOCTH U B
HeHTpasbHOH 30He (puc. 10, 6).

3akiouenue

1. Hacrosiiast paboTa mokasajia, 4TO UCIOIb30BaHUE
ropsaero (OPMOM3MEHECHHsI TO3BOJIACT CYIIECTBCHHO
pacmupuTh 00aCTh MPUMEHCHHS IMPOIECCa OCAIAKH C
KPY4YCHHEM 3a CUCT NMPUMEHCHHS €€ ISl IUIaCTHYECKOH
00paboTku TpyAHOIEPOPMHUPYEMBIX MATEPHAIIOB.

2. [lpuMeHeHNE HAWJICHHOW 3aBHCUMOCTH OTHOCH-
TENBHOTO yIJIMHEHHUs obpas3noB u3 cmiaBa OT4-1 ot
TEMIEepaTypbl MO3BOJIIO OIPEISIUTh TEMIIEPATypPHBIN
pPeXHUM HarpeBa 3aroTOBOK M MHCTPYMEHTa M HOJIYYHTh
THOpHIIHBIE 3aTOTOBKH M3 TUTaHOBoro ciuiaBa OT4-1 ¢
XOpOIIUM KadyeCTBOM COEIWHEHHS, IOATBEPKIACHHOE
HCCIICIOBAHHEM MHUKPOCTPYKTYPHl B MEPHANOHATBHOM
cedeHnn oOpasia.

Puc. 9. MukpocTpyKTypa 30HBI COeTUHEHNS (a) 1 BOJIN3N
coenudenus (6) (cM. 30ubI 1 1 2 Ha puc. 8, x100)
B THOpHHOM 00pas3ie, MoJIydeHHast
Ha 3JEeKTPOHHOM MHKpockorne, X5000

Fig. 9. Microstructure of the joining zone (a) and near
the joining zone (6) (see zone 1 and 2 in Fig. 8,
x100) in the hybrid sample obtained with SEM,
%5000
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Puc. 10. PacnpeneneHnne MUKPOTBEPIOCTH MO TOJIIMHE THOPUAHOTO 00pa3La B LIEHTPAIBHOM 30HE ()
u rpaduk pacmpeneneHust MUKpOTBepHaocTH (0)
Fig. 10. Distribution of microhardness over thickness of the hybrid sample in the central zone (a)
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and the microhardness distribution curve (6)
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