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JlociipkeHo BIUIMB TEMIIEpATypy Ta XIMIYHOTO CKJIaay MPOMDKHUX MpoINapkiB Ha (op-
MYBaHHSI CTPYKTYpHU 3BapHHUX 3’ €[HAaHb 3i CIUIaBiB amioMiHil0o AMr2 ta marniro MA2-1.
BcranoBieHo, 1o mix 4ac TepMoaedopmariiHoro nukiy 3saproBanus npu I’ = 400°C mix
CIUIaBaMH MAarHito 1 amoMiHii0 GopMyeThbest qudy3iliHa 30Ha 3aBToBiiku [180 Um 3 mikpo-
TBEPAICTIO B LeHTpasbHil yacTuHi 2160MPa, e i BinOyBa€eThcsi pO3TPiCKyBaHHS 3BAPHOTO
3’ enHaHHs. s 3MEHIIEHHs IHTEHCUBHOCTI 1U(y3iiiHUX MPOLECiB y CTUKY 1 3ar00iraHHs
YTBOPEHHIO MK CIUIaBaMU KPUXKHX iHTepMeTaliiHuX (a3 sk Oap’ epHUX MPOIIAPKIB BUKO-
puctaHo ($oabry 3 Hikenro abo TuTaHy 3aBToBIIKKM 30 WM. Y 3’ €IHAHHSAX MarHilo 3 alOMi-
HIEM, OTPHUMAHMX 3 BUKOPHCTAHHSIM NPOLIAPKY 3 THUTAHY, IHTEpMETaIIi/IHI IapH HE YTBOPIO-
I0TBCSI. MeXaHIYHUMHU BUIIPOOYBaHHSIMHE 3pa3KiB Ha 3THH Ta PO3TST BCTAaHOBJIEHO, IO MakK-
CHMaJIbHOIO MIIHICTIO BOJIOAIIOTH 3’ €[HAHHS MarHito 3 amominiem (Og = 138...142MPa),
OTpUMaHI 32 BUKOPHCTAHHS MPOIIAPKIB 3 TUTAHY.

KnrodoBi cioBa: ougysitine 36apiosanns, anoMiniesuii cniag, MazcHiesuil chiag, npo-
MIICHULL NPOWAPOK, MIKDOCIPYKMYPA, MEXAHIYHI 61acmu8ocmi.

The influence of temperature and chemical compositf intermediate layers on the for-
mation of welded joints structure made of AMg2 alummmand MA2-1 magnesium alloys
is investigated. It is found that during thermodateiation welding cycle at = 400C,

a diffusion zone with a thickness @B0um is formed between magnesium and aluminum
alloys, with a microhardness in the central par2b60 MPa, where the cracking occurs.
To reduce the intensity of diffusion processeshatihterface and prevent the formation
of brittle intermetallic phases between the allayiskel or titanium foil with a thickness
of 30um was used as a barrier layer. In the magnesiumialumjoints obtained using a
titanium foil layer, intermetallic layers do notrfn. Mechanical bending and tensile tests
showed that the strongest magnesium-aluminum jéoys 138...142 MPa) were obtai-
ned when using titanium layers.

Keywords: diffusion welding, aluminum alloy, magnesium alloy, intermediate layer,
microstructure, mechanical properties.

Beryn. OCHOBHOO MPOOIIEMOTO ITiJT 4ac 3BaprOBAaHHS aTIOMIHIEBOTO CILIABY 3 Mar-
HIEBUM € YTBOPEHHS Iapy KPUXKHUX IHTepMETaligHuX (a3, siki HEraTUBHO BIUIMBAIOTh
Ha MinHicTh 3'eqHanns [1]. 3a Ge3mocepeIHHOrO 3BAPIOBAHHS IUIABJICHHSM ICHYE Mijl-
BUIIIEHA CXWIBHICTD JO YTBOPEHHS MOpP, MIKPOTPIIIMH i OKHCHUX BKJIIOYCHb Y MBI Ta
30HI criaBneHHsA [2—6]. V miBi GopMyroThecs Kpuxki iHTepMmeramigHi (asu Taki, sk
Al3Mg; ta Al1,MQgs7 [4], a 32 10IaTKOBOTO BBE/ICHHS MIPOMIXKHUX HPOIIAPKIB YTBOPEH-
HS iHTepMeTamiiB cucteMd Al-MQ CroOBiIBHIOETHCS, MPOTE JOAATKOBO BHHUKAIOTH
HeOaxaHi a3y Mi>k OCHOBHHM METAJIOM i MaTepiaioM mpomiapky [2, 6].

KoHmakmHa ocoba: B. €. PEAOPYYK, e-mail: fedorchuk@paton.kiev.ua
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3BaproBaHHs B TBepHiil (asi gae 3MOTy Kpaie KOHTPOIIOBATH YTBOPEHHS 1HTEp-
metanmigi. JudysiiiHe 3BaproBaHHs 3aBJSKH BiJICYTHOCTI TUIABJICHHS OCHOBHOTO METa-
Ty 1 MOXJIMBOCTI 3’ €JHYBaTH €JIEMEHTH CKJIaTHOI (hOpMHU, sIKi TIOTPEOYIOTh MiHIMAalb-
HOi MeXaHIYHOI 0OPOOKH, € HAHTIEPCIIEKTUBHIIIIMM METOJIOM JIJIsl OTPHMaHHS OiMeTae-
Bux Al-Mg mimenei.

BBaxarots [7—9], mo audysiiiHe 3BaproBaHHs MarHiro 3 aJOMiHIEM HEOOXiTHO
snificaroBatH 3a Temmeparypu 430...440C 3 BurpuMKor0 Bipogosxk 60 Min, THCK mpu
bOMy Moxe KonuBaTuch Bizl 29 10 140MPa no nocsarHeHHs neBHOi nedopmartii 3pas-
KiB, Iicis AK0i mojjabiie 30UIBIISHHS TUCKY BXKe CYTTEBO HE BIUIMBATHME Ha (OpMy-
BaHHs 3’ €HaHHS. B ycix Bumagkax BigMidaemo pict mapis intepmeraniais AlsMg; i
Al1oMg17, SKi TPU3BOAATH OO MiABHICHHS MIKPOTBEPIOCTI B 30HI 3'€IHAHHS, MPH
IbOMY ii 3HaYECHHS CYTTEBO 30UIBIIYIOTHCS 31 3aCTOCYBAHHSM BHILOI TEMIIEPATYPH YU
JIOBIIOI TpHBaNOCTi 3BaptoBaHHs [8]. [lns 3amobiraHHs yTBOPEHHS iHTEpMETaTiiB
npononyioTh [10—14]BukoprucToByBaTH MpoMixkHi mpomapku 3 Ag, Ti, Ni, Zni Cu.

3 oAy Ha JIiITepaTypHi JaHi BUPIIICHO 00paTH SK MPOMIKHHIA MPOIIAPOK (POITh-
ry 3 Hikemo abo TuTaHy. MeTta poOOTH — BCTAHOBHUTHU BIUTUB XIMIYHOTO CKJIQAY MpPO-
MDKHHX MPOMIAPKIB Ha (JOPMYBaHHS CTPYKTYpHU 3BapHUX 3’ €aHaHb (33) 3i crutaBy mar-
Hito MA2-1 ta amoMiHieBoro cruiaBy AMr2 3a nmudy3iiHOTO 3BaproBaHHS Y BaKkyyMi
(A3B).

Marepiaiu i MmeTonm gociigxkedb. /{udysiiiHe 3BaproBaHHsI MarHi€BOTO CILIaBY
MA2-1 (mass%: Mg-3,8...5 Al-0,8...1,5 Zn—0,3...0,7 Mn amrominieceum AMr2
(mass%: Al-1,7...2,4 Mg—0,1...0,5 MejiiicuroBamn y Bakyymi (1,33- 10° Pa) B ycra-
HoBii I1-115 3a temmeparypu 340...480C i tucky 10MPa Bopogosx 30 min.Ilnac-
TUYHY AedopMarliro 3aroTOBOK i Yac 3BaproBaHHs 3amaBaid Ha piBHI 40...45%,m0
BiAmOBiae pesynbraram mpami [15]. 3BaproBain y GopMyBaIbHUX MATPHIILX, IO 3a-
Oe3medyBasio 3pOCTaHHs JeopMalliil 3cyBy B CTHKY Ta TOJIIIIICHHS YMOB 3apOKEHHS
Ta reHepyBaHHs auciokaiiii [16]. OkcuaHy M1iBKY BUIAISIM MEXaHIYHOK 3a4HCTKOI0
BiJINIOBITHUX MTOBEPXOHB IIA0CPOM Ta 3HEKHPIOBAIM B €TUIOBOMY CHHPTI. Sk mMpomixk-
HUI MPOMIAPOK BUKOPUCTOBYBAIH (PONBIY 3 MajoieroBaHux ciuiaBiB Turtany BT1-0 i
Hikemto H2 3aBToBmku 30 UM KokHA.

JocnimKyBanu MiKpOCTPYKTYpY Ta PO3MOIiI XIMIYHHX eJeMeHTIB y 33 Ha morie-
peuHHx nuTiax 3a JAOMOMOTOI0 CKaHYBAIBHOTO EJIEKTPOHHOIO MiKpockoma Tescan
Vega 3 SBH EasyProheeneproaucnepciiiuM peHTTeHIBCBKUM MiKpOaHAIi3aTOpPOM
Bruker Quantex 610MikpoTBepaiCTh OKpeMUX AUISHOK 33 BU3HAUYAIU IPHUIAIOM
TIMT-3 3a naBantaxxenust 0,5 N.

Pe3yabTaTtn Ta ix 00roBOpeHHs. 36apI0GAHHA MAZHIIO 3 ALIOMIHIEM Oe3 eUKO-
pucmanna npomixcuux npowapkie. ExcriepuMenTd 3 nudy3iiiHOro 3BaplOBaHHS Y
BakyyMi ciutaBiB MA2-11 AMr2 6e3 mpoMiXKHUX MPOIIAPKiB BUKOHYBAJH 3a TeMIIepa-
typu 400°C i Tucky 10 MPa Bropomosx 60 min. Meranorpadiunuii aHami3 3'€1HaHb
MOKAa3aB, M0 B pe3yIbTaTi B3a€EMHOI TU(Y3ii B CTHKY M)XK MarHieM 1 aJroMiHieEM i 9ac
3BaprOBaHHsA (POPMYIOThCS Tpu mapu (puc. 1). 3aranbHa TOBIIMHA TU(PY3iHHOT 30HH
080 pum.

[eprmmii map, sxkuii KoHTaKTye 3i craBoM MAZ2-1, mae ToBmmHy 10...15um,
ximiunuii cknag Mg—45,6 mass% Al Bianosinuo 10 miarpamu crany [17] nepeBaxHo
cknamaerres 31 cymim das y + 3 (Al1,Mgq7 + AlsM@y).

Hpyruii map 3 ximigaum cknagom Mg—61,4...62,3 mass% Adae tosuny 50...
55 um. 3a }azoBuM CKIaZOM € CYMIIIIIIO TBEPJOTO PO3UMHY alOMiHIIO B Mardii Ta
inrepmerainiay Al;,Mgs7 [17]. Bin Mae HU3BKY IIACTHYHICTD, Yepe3 110 33 po3TpicKy-
€TBCS 110 TLTY MPOIIAPKY.
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Puc. 1. MikpocTpyKTypa 3BapHOTO 3’ € THAHHS
AMr2 + MA2-1, orpumanoro /I3B
0e3 3acToCyBaHHS MPOMIKHUX MPOILIAPKIB
3a temmneparypu 400°C i tucky 10 MPa
3 BUTpHMKO0 60 min.

Fig. 1. Microstructure of the welded joint
between AMg2 and MA2-1, obtained
by diffusion welding in vacuum (DWV)
without the use of interlayers,
at a temperature 400 and a pressure of 10 MPa
with a holding time of 60 min.

SEM MAG: 2.00 kx SE 20 u

View fleld: 139 um _ Date(midly): 09/29/22

Technologles High Energy

Tperiii miap, KA MEXyeE 3 aFOMIHIEBUM cIuIaBoM AMr2, mae ToBmuHy 6...10Um
ta mictute Mg—64,1 mass% AlBianoBigHo 10 HOABIHHOI AiarpaMu cTaHy, BiH, aHa-
JIOTIYHO 10 JPYroro, TaKOX CKIAIAETHCS 3 TBEPAOTO PO3UHMHY ATIOMIHIIO B MarHii Ta
inrepmeranimy Al1,Mgi7 [17], ane KibKicTh iHTEPMETANIIB Y HBOMY MEHIIIA.

MikpoTBepaicTh y Mexax qudy3iiHoi 30HH 3MiHIO€ThCs Big 858 MPa 6ins cria-
By MA2-1 no 1155MPa 3 60oky crmaBy AMr2 3 MakCHMyMOM Y LIeHTpaJIbHill YacTHHI
(2160MPa), nie i BimOyBa€eThCS PO3TPICKYBAHHS 3BAPHOTO 3pa3Ka.

3a 3BaproBanHs 3a HiK4Y0i Temuepatypu (Bix 7 = 340°C) B3aeMoil MiXK KOHTAaKT-
HUMH TOBEPXHIMH CIUIaBY MarHiro Ta aJlfOMiHII0 He crocTepiraeMo. 30UIbIICHHS TeM-
neparypu 3BapioBaHHs 10 420°C mpu3BOIUTH 10 aKTUBHILNIOTO YTBOPEHHS B CTHKY
iHTepMeTaliaHoi a3y i, sIK HACHIJOK, KPUXKOTO PyHHYBaHHS 3’ €JHaHb.

3eaprosanna mazuito 3 anOMIHIEM Uepe3 NPOMINCHUIL nPOWapoK 3 Hikero. 3Ba-
PIOBAJIM 3pa3KM 3 BUKOPUCTaHHSAM IPOMIXXHOTO MPOLIAPKY 3 HIKEN0 B TeMIIepaTypHO-
My intepsani 420...480C, 3 Burpumkoro 30 minta tuckom 10 MPa.

Mikpoctpyktypu 33 AMr2 + Ni + MA2-1, otpumanux JI3B 3i 3acTocyBaHHIM
IIPOMDKHOTO TIpomapky 3 Hikemo 3a 420ta 440°C, nokasani Ha puc. 2. [1ix niero Tep-
MOIe(OPMAIIITHOTO IIUKITy 3BAPIOBAHHS BIIOYBAETHCS HE3HAYHA B3a€MOJIsI TPOMIXKHO-
'O TIPOIIApKy 3i 3BapIOBAJIbHUMH CIIIABAMHU, BHACIIJOK YOTO TOBIIMHA 30HH 3’ €JJHAHHS
3aJTMIIIAETHCS HAa PiBHI TOBIIMHU MPOIIAPKY 3 HIKel0. Sk 6aunmo, 3a IUX TeMIepaTyp
3BapIOBaHHS B CTHKY MK MPOILIAPKOM 3 HIKEIF0 Ta MarHi€eM yTBOPIOETHCS Iap iHTEp-
MeTaltiy, K, BigmosigHo no npami [12], € ¢pasoro MgyNi. 3a temmeparypu 420°C
XapakTep PO3MOILTY IHTEpMETaNiy MK IIapOM HIKEII0 Ta MarHi€eM IepepHBYACTHH,
BiH (DOpMyeThCs y BHIIIAMI OKpeMHUX 4YacTHHOK posmipom 0,8...2 pym. IlinBumieHHs
TeMrepatypy 3BaproBanHs 10 440°C npu3BoauTh 10 GOPMyBaHHS B CTUKY CYLIIBHOTO
1apy iHTepMeTatiy 3aBTOBIIKH 2...4 UM. [Audy3iiHuil map M aJroMiHIEBUM CIUTa-
BOM 1 HiKeJIeM 3a 33JaHHUX TeMIepaTyp Ipolecy He YTBOPIOETHCS.

[Monmanpme 3poctanHs Temmepatypu 3BaptoBanHs 10 480°C npusBoauth 10 ¢op-
MYBaHHS MK HIKeJleM Ta MarHi€BUM CIUIAaBOM IIapy IHT€pPMETaliay 3aBTOBIIKH
(J40...80m, 1110 mpu3BOANTH 10 pyHHYBaHHSA 3’ € THAHHS.

3a pesyiapraramMu MikpoiHAeHTYBaHHS 33 (IuB. TaOJMI0) BH3HAYEHO, IO 3i
30UTBIICHHSAM TeMIlepaTypy 3BapIOBaHHS IiJABHIIYETHCS MIKPOTBEPIICTh CIUIABIB Ha
JIUISTHKaX, SIKi MEXYIOTh 3 MpomapkoM Hikemo. [Tpu oMy MIKpOTBEPIICTh Y Mexax
MPONIAPKY HIKEII0 TaKOX IMiABUIIYEThCA. Lle CBiIUNTh Npo B3aeMHY AUQY3it0 eleMeH-
TIB MarHi€BOrO, ATIOMIHIEBOTO CIUIABIB 1 HIKEJIEBOTO MPOIIAPKY Ta TBEPIOPO3YHHHE
3MIIHEHHS [UX OUISTHOK 33.
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SEMHV: 180KV | WD: 1498 mm . veaas tescanfl] SeM v 140Ky | WD 1487 mm veas Tescan
SEMMAGI400kx Dot BSE 20 SEMMAG: 400kx et BSE
pm 20 pm

View fleld: 69.5 um _ Date(mdly): 02/15/23 View field: 69.5 ym _ Date(midly): 0328/23

Puc. 2. Mikpoctpykrypa 3’ eqnanb AMr2 + Ni + MA2-1, orpumanux JI3B
3a Temrepatyp 3BaproBanus 420 @) ta 440C (b).

Fig. 2. Microstructure of AMg2 + Ni + MA2-1 joints adihed by DWV
at welding temperatures of 428) @nd 440C (b).

MikpoTBepaicTs Pi3HUX ALISHOK 3’ €THAHb, OTPUMAHMX AUQY3iiiHIM 3BaPIOBAHHIM

Y BaKkyyMmi
Temnepatypa MikpoTBepaiCTh AiNSHKY 3’ eqHaHH, MPa
3’ enqHanHA 3Bap}gzaHH;1, MA2-1 Hpm;;lgl;zif; E:(;glsfox / AMr2
OcHoBHUit MeTanm AMr2 - - - 605
OcHoBHuit Mmetan MA2-1 - 657 - -
AMr2 + MA2-1 400 415 858...2160 433
AMr2 + Ni + MA2-1 420 515 1540 460
AMr2 + Ni + MA2-1 440 528 1710 530
AMr2 + Ni + MA2-1 480 540 1980 538
AMr2 + Ti +MA2-1 420 470 1890 440
AMr2 + Ti +MA2-1 440 532 1920 515
AMr2 + Ti +MA2-1 480 542 2100 540

3eaprosannn mazhiro 3 antominiem uepes npowapox 3 mumany. MikpoCcTpyKTy-
pu 33 MarHiro 3 ainroMiniem, orpuManux J[3B 31 3acTocyBaHHSIM IMPOMIKHOTO MpoIIap-
Ky 3 THTaHy, Noka3aHi Ha puc. 3. Tpeba Bi3HAYHTH, 1110, BiJINIOBITHO JIO PE3Y/IbTATIB
npani [18], ximiuHi 3’ egHAHHS B cUCTEeMi MarHii—TuTaH BiacyTHi. LIi Metanu npakTud-
HO HE 3MIMIYIOTHCS 1 MAIOTh MiHIMaJIbHY PO3YUHHICTH OJWH B OTHOMY.

Ha B3aemopiro anoMiHito Ta THTaHy 3a mpareto [19] 3Ha4HOI MIpOIO BIUTUBAIOTh
TEeMIIepaTypa Ta TPUBAJICTh 3BaplOBaHHs. 3a 3alponoHoBaHux mapamertpiB JI3B y 33
IHTepMETaIiIHI IPOLITAPKH HE YTBOPIOIOTHCS.

3pocTaHHs MIKPOTBEPIOCTI PIi3HUX IUISHOK 33 3 MiIBUIIECHHSIM TEeMIEpaTypu
3BapIOBaHHs (IMB. TAOIHUIlO), aHATOTIYHO 10 33 3 HIKEJIEBOIO (PONBIOI0, CBIAYHUTE PO
B3aEMHY JH(y3il0 eIeMEeHTIB MarHi€eBoro, ajOMiHIEBOTO CIIaBY 1 TUTAHOBOTO MpO-
[IapKy Ta TBEPAOPO3UMHHE 3MIIIHEHHS IIUX TUITHOK 33.

JIiist O1iHKM MeXaHIYHUX BIACTHBOCTEH 3pa3KiB BU3HAYAIM KYT 3THHY Ta MII[HICTb
Ha po3Tsar. MexaHiyHi BUnpoOyBaHHs Ha 3ruH 3paskiB Mg + Al, oTpumanux 3 Buko-
PHCTaHHSM MPOIMIAPKY 3 TUTAHY Ta HIKEJ0, TIOKA3aJld, [0 BUTHH METaNy 10 3HAYCHHS
o = 180 BinOyBaethcst 6e3 posTpickyBanHs. Y 3paskax Mg + Al, otpumanux 6e3 Bu-
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KOPHCTAHHS MPOIIAPKY, B3JOBXK JIiHIl 3’ €THAHHS CIIOCTEPIraéMO YTBOPEHHSI TPIIIWHH,
10 MOYKE CBIIYUTH MPO HEJAOCTATHIO IUIACTUYHICTh MaTepially BHACTIIOK (hOpMyBaHHS
B CTHKY CYIIJIBHOTO IHTEPMETAIIIHOTO IIapy Mij Yyac 3BaprOBaHHS.

WD: 15,00 mm VEGAS TESCAN
s
20 pm v oneimayy ovzoza 20 LML

Puc. 3. MikpoctpykrypH 3BapHuX 3’ €qaanb AMr2 + Ti + MA2-1, orpumanux /I3B
3a Temneparyp 3BaproBants 420 @), 440 ), 480°C (c).

Fig. 3. Microstructures of welded joints of AMg2 +#HiMA2-1 obtained by DWV
at welding temperatures of 424),(440 ), and 480C (c).

JlocmipKeHHsS MIITHOCTI 3pa3KiB Ha PO3TAT MOKAa3alH TaKi Pe3yNbTaTH. MIIHICTh
CIUIABIB MarHil0 Ta aJIOMIHIIO MICJIA BiIHATY 3a TEMIIEpaTypy 3BapIOBAaHHS CTAaHOBUTH
BigmoBigno 190ta 170MPa, minHicts 3’ equanns Mg + Ti + Al 3HaxoauTsest B miana-
30Hi 138...142MPa, a s Mg + Ni + Al og = 130...132MPa. BukopucTanHs 3amporo-
HOBAaHUX MPOMDKHUX NPOIIAPKIB JJa€ 3MOTY OTPUMATH 3’ €IHAHHS 3 MIIHICTIO HA PiBHI
77...82%Bix MiITHOCTI BUXIJTHOTO aJFOMiHIEBOTO CIUIABY B CTaHI1 MicIs Biamany.

BUCHOBKH

3a 3BaproBanus ciiaBiB MA2-1Tta AMr2 (T = 400°C) 6e3nocepeHb0 Mix co00r0
B CTHKY (hopmyeThest nudysiiiHa 30Ha 3aBTOBIIKU [1 80 UM 3 pi3HUM XiMIYHHM CKJIa-
oM. MikpoTBepaicTh y Mexkax nudy3iiiHoi 300U 3MiHIO€ThCS Big 858 MPa Ginst cruia-
By MarHito 10 1155 MPa 3 Goky cruaBy aigroMiHif0 3 MakCHMyMOM B IEHTpaJIbHii
yactuHi (2160MPa), ne i BinOyBaeThCst pO3TPICKYBaHHS 3BapHOro 3’ €aHaHHsS. B 3'ex-
HAHHSX MarHilo 3 alfOMiHIEM, OTPUMAHHUX 3 BUKOPUCTAHHSAM IPOIIAPKY 3 TUTAHY B 1H-
tepBaiti Temneparyp 420...480C, iHTepMeTaliHI IIapy HE YTBOPIOIOTHCSA. MexaHivHi
BUIIPOOYBaHHS 33, OTPUMAHUX 3 BUKOPUCTAHHSIM IMPOIIAPKIB 3 TUTAHY Ta HIKEJ, Ha
3TUH TOKa3aJy, 0 B 000X BUMaaKax aedopmariis merany no 3Hadenns d = 180 in-
OyBaeThCst 0€3 PO3TPICKYBaHHS 3Pa3KiB.
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