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PaccMoTpeH mpoliecc M3roToBiaeHus TPEXCAOMHBIX KOHCTPYKIIMM M3 TUTaHOBOro ciiaBa BT20 mHeBMoTepMUUeCKOi
¢dopmoBkoii u auddy3noHHOI cBapKoii. OnMcaHbl IPUUMHBI BOBHUKHOBEHUS 1eeKTOB B Tipoliecce opmoBkuU. [Tpen-
JIOXKEHBI PacYETHI ONTUMATBLHBIX KOHCTPYKTUBHO-TEOMETPUUECKUX MAPAMETPOB TPEXCIOMHBIX KOHCTPYKIIMMA IJIsT HETOITy-

IIeHUsT 00pa3oBaHUs Ae(EKTOB.

Kniouesvie cnosa: THeBMOTepMUYecKast OPMOBKaA, CBEPXIUIACTUYHOCTD, KIIMHOBUIHBIE MHOTOCIOMHBIE KOHCTPYKIINH,

TUTAHOBBIN crtaB BT20.

B coBpeMeHHBIX KOHCTPYKILIUSIX JieTaTeJbHbIX ar-
napaTtoB Bc€ OoJiblliee MPUMEHEHUE HaXOIsIT MHOIO-
CJIOMHBIE KOHCTPYKIIUU U3 TPYAHOAE(HOPMUPYEMBIX
TUTAHOBBIX CIIaBOB. OMHAKO 00JbIIAs TPYAOSMKOCTD,
CBSI3aHHAsl C U3TOTOBJIECHUEM AeTajleil U3 TUTAHOBBIX
CILJIaBOB, CACPKMBAET MX IIMPOKOE NMTpUMeHeHre. 3Ha-
YUTENIBHO CHU3UTH TPYAOEMKOCTb MPU U3TOTOBJICHUU
MHOTOCJIOWHBIX TUTAHOBBIX TAHEJIEH MOXHO C TIOMO-
1IbI0 MPUMEHEHUST COBMEILIEHHOTO Tpoliecca MHEBMO-
TepMuYeckoin GopMOBKM U TUDDY3MOHHOU CBApPKU
(INT®/AC) B pexkxume cBepxiuiacTuuHocTy. Ha ceron-
HsrHui geHb B yenoBusx [TT® u IMTO/C yxe uz-
TOTaBJIMBAIOT TaKUE DJIEMEHTbI KOHCTPYKLIUI JIeTaTe/b-
HBIX allnapaToB, KaK KOpIlyca, 3aKOHIIOBKH [1, 2], 10-
MaTKy TYpOUH, KPBILIKK JIOKOB, CUJIOBBIX MaHeaei
U ap.

B HacTog1eli ctaTbe ONMUCHIBAIOTCS MPOOIEMbI U
MYTH WX PEIIeHUS TTPU ITHEBMOTEPMMUUYECKOI (DOPMOBKE
MHOTOCJONHBIX KIMHOBUAHBIX MaHe e U3 TUTAHOBBIX
CILJIaBOB C IIONEepeYyHbIM (pHUcC. 1) U TIPOAOJIbHBIM
(puc. 2) rodpoBbIM Habopamu. Borpockl ocylecTBiie-
HUs 1MbGY3MOHHOTO COSIMHEHUS U €ro KayecTBa pac-
CMaTpuBaTbCsl HE OYmyT.

Texnonorus [TT®/IC MHOTOCIOMHBIX TUTAHOBBIX
MaHeseil COCTOUT U3 psiia ATAIloB:

1) packpoii JIMCTOB OOIIMBOK U 3aMOJHUTEIS;

2) HaHeceHMe MO TpadapeTy Ha JUCT 3arOJHUTE-
Ji1 Uy OOLIMBOK B 3aJaHHBIX MECTaX aHTUCBAPOYHO-
T'O MOKPBITUS;

3) cOopka nmakeTa U3 JIMCTOB OOIIIMBOK M 3aITOJHM-
Tes;
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Puc. 1. KiimHoBUIIHAsI MaHes b ¢ TOMEPEeYHBbIM TOMPOBLIM HAOOPOM

Puc. 2. KiimHoBugHas maHejab ¢ IPOAOJbHBIM TO(GPOBBIM HAOOPOM

4) 3akjamKa ImakeTa B OCHACTKY M 3arpy3ka B yC-
taHoBKy [1T®/1C;

5) HarpeB OCHACTKHU C MAKETOM 3arOTOBOK J0 TeM-
nepatypbl 1U(@Y3MOHHOI CBApKU U IIOAACPXKMBAHUE
e€ B TeUeHUe ITarna CBapKu;

6) BbIoIHeHUE A1 (Y3MOHHOM CBapKU JIUCTOB Ha
y4acTKax, He MOKPBITbIX aHTUCBAPOUHBIM TTOKPBHITUEM,
MYTEM CO3/IaHUS BaKyyMa MeXIy JIUCTaMU OOLIMBOK 1
3aIOJHUTES, a TAKXKE AABJIEHUS aproHa CHapyKu JId-
CTOB U BBIIEPKKU MPU 3TOM JABJIECHUU;

7) HarpeB OCHACTKHW JO TeMIiepaTypbl, obecrieun-
BAlOILIE PeXXUM CBEPXIIJIACTUYHOCTU MaTepuaiia 3aro-
TOBOK, Y TOAJIEPXKUBAHUE €€ B TeUeHUE 3Tara (popMoB-
KW,

8) momaya aproHa Mekmy OOITMBKAMU U 3aITOJTHU-
TeJIeM C PEeryJUpOBaHUEM JIaBJICHMUS T10 X0y MPOlLieC-
ca B COOTBETCTBUM C PACUETHBIMU 3HAYCHUSIMU p = [ (1)
117151 (hOPMOBKM 3AIOJTHUTEIIS TTAHEJIU B PEXXUME CBEPX-
TUIACTUYHOCTH;

9) oxnaxaeHre OoT(POPMOBAHHOM ITAHEIN BMECTE C
OCHACTKOW U U3BJIEYEHUE TOTOBOM TPEXCIOMHOM NMaHe-
JIN.

TTapameTpbl CBEPXILJIACTUYUHOCTU MaTepuasa ornpe-
NIEJISIOTCS TyTeM TIPOBENCHUS UCITBITAHUI Ha IBYXOC-
HOE paCTSKEHUE, MO CHeUMaATIU3MPOBAHHBIM METOIU-
Kam [3—3].

M3roroBneHre MHOTOCIOMHBIX TIaHesel (puc. 3) ¢
OTHOCUTEJIbHOU BBICOTON TaHeJu 0ojee eIUHUIIbI

.
HH j=—~ >1H U HEOOJIBIIMM OTHOILIEHUEM TOJIIVH
a,
J

as. d
BHELIHMX OOLIMBOK S U 3aIIOJIHUTENIA S, Eﬁﬁconpo-
(o)

Puc. 3. T'opoBeIit HAGOP MHOTOCIOMHO TTAHEIN: 116 — BbI-
cota j-ro pebpa rodpa; a; — TiepBOHAYaJIbHAasl JUIMHA j-To
pebpa rodpa 3amoJIHUTENS

BOXIaeTcsl 00pa3oBaHMEM HEYCTPAaHUMBIX Ie(PEeKTOB,
TaK Ha3bIBaeMBIX YTSKUH [6].

Ha puc. 4 mokazaHBI YTSDKMHBI, BOSHUKIIKE B TTPO-
mecce (h)OPMOBKU MHOTOCJIOMHOM TTaHe . J1JTs TIpenoT-
BpallleHHST MX TTOSBIICHUS HEOOXOIUMO COOIONCHIE
psima CrielIMaIbHBIX Mep.

OIBIT MOIETMPOBAHMUS TIporiecca (POPMOBKH U 13-
TOTOBJICHUS 00PAa3II0B MTOKA3bIBAET, YTO YTSKUHBI BO3-
HUKAIOT BCJIEACTBUE TOTO, YTO B TIpoliecce (hOPMOBKHU
TPEXCIIOMHBIX TTaHEeJIeH UMeeT MeCTO pa3Hoe TepeMe-
IIeHWe HIDKHeN OOIMMBKMA B pa3HBIX 30HAX IMMaKeTa
JucToB. B 30He nuddy3noHHOI cBapKu repeMelleHue
HIDKHEW OOIMBKU CACPKUBACTCS pedpaMM 3aITOTHU-
TeJIsl, TOrJa KakK B 30HaX, HE CBAPEHHBIX C 3aITOJTHUTE-
JIeM bp , BEpXHsIsT 00IMBKa (pOpMyeTCsl CBOOOTHO IO,
JICCTBUEM AABJICHUS Ta3a, TIPU 3TOM MEXKIy MeCTaMu
CBapKH C 3alOJIHUTENIEM 00pa3yloTcs €€ Mporuobl hp

(puc. 5).
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Y TsOKUHBI

Puc. 5. IIporubsr ob6muBKY B mporecce (OPMOBKH: hp —

P -ro rodpa naHean

dopmoBKa TPEXCITOHOM MTaHen 6e3 00pa30BaHUST
JedeKTOB BO3MOXHA, KOTJa JaBjieHe, HeOOXOAMMOe
1151 (pOPMOBKU pedep 3aroJHUTENST U OOIIMBKU, OyaeT
MEHbIIIe AaBJeHUsS, TPU KOTOPOM TPOrud OOLIUBKY B
HETMOJKPEIIEHHBIX peOpaMu MecTaX JTOCTUTHET KpU-
TUUYECKOro 3HayeHus [7]:

(1

Iae p,., — MakCUMalbHOE HaBlICHUE, HEOOXOAMMOE
JUTs1 (DOPMOBKM MHOTOCJIOMHO MaHeIM ¢ COOTI0AeHUEM
peXUMa CBEPXIUIACTUIHOCTH; p, — JaBieH1e (OPMOB-
K1 OOIIMBKM B HEIOIKPEIUIEHHBIX peOpaMu MecTax,
NPUBOSIIECE K KPUTUUECKOMY 3HAYEHUIO MPOruoa.
Ha ocHoge ypaBHeHus (1) onpenenéH peKoMeHIy-
€MbIil JUara3oH COOTHOLIEHWS TOJIIMH OOIIMBKU U
3aI0JHUTENS B 3aBUCHUMOCTH OT Mporuda OOIIMBKU B

<
pmax_ o’

MecTax, HeMoAKPeIIEHHBIX pedpamu [8]:
S n
> ) 2
S 30 4qu _ )
0F o In(1+£?%) bp
O—L O 2

H+#7H

rae S, — MCXOAHas TOJILMHA JTUCTa OOLIUBKU; S, —
MCXOIHAs TOJIIMHA JINCTAa HANIOJHUTEIIS, # — KOJIU-
YeCcTBO pedep 3aIloJIHUTENST KIMHOBUIHON ITaHEIN;

BbICOTa Tporuda obuBKU B P -M rodpe; bp — IIMpUHA

B — mpuna maneau; H ; — TeKylllasi OTHOCHUTEIb-

Has BbICOTa Jj-ro pedpa KIMHOBUAHOUW MaHENH,
_  H ;
H,;

N KO3 PULIMEHT KPUTUYECKOTO IIPOTH-
a

J
0a.
KoadpuumneHT KpuTruecKoro rmporuda onpeaeisi-
€TCS1 3aBUCUMOCTBIO
h

Pup

b,/2

oh o

1+0 P 0

+»/2H

— BEIMYMHA KPUTUIECKOTO MPOTrnoa; bp —

Gep =

()

rae hpr

IprHa rogpa MmaHeau.

3HaueHMs1 Koa(hGUIIMEHTa KPUTUUECKOTO Mporuoa
IS PA3IMYHBIX TOJILIMH OOLIMBKY S ONPEIE/IEHBI Me-
TOIIOM BUPTYaJIbHOTO MOAEJMPOBAHUSI, ONTMCAHHOTO B
pa6ote [8], u TipencTaBieHbl Ha puc. 6.

Dopmyloliee 1aBIeHUe p; UIs1 M3TOTOBJICHUS TIAHe-
JIM OTpenessieTcsi BblpakeHUueM

2

3

|:WS3+S0[| Fj
CSD D _2’
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Puc. 6. 3aBucumocTh Koa(puirenTa KpUTUUECKOTO MPOruda oT WUpuHbl rodppa: 1 — S;=1mm; 2 — §;= 1,5 mm;

3—5=2mm; 4 — §,=2,5mm; 5 — §,=3 MM

roe O s — HaIIpS2KCHME TCYCHUA MaTcepuala B PEXKU-

Me CBEPXIUIACTUYHOCTH; 1 — KOJIMYECTBO pedep 3aroi-
HUTEI KIMHOBUIHONM MaHe n; B — IMMpuHa IMaHeu;

- _Hj .
H j =—= — Teky1ag oTHOCUTEJIbHAS BBICOTA j-TO pebd-
4,
pa rogpa KIMHOBUIHON ITaHEIIN.
BpeMst hopMOBKM MHOTOCIOMHON KJIMHOBUIHON
MaHeIN OIMpPeneIsieTCsl BhIpaXKeHUEM

| In(l+H?)

rae € — CKOpocCTh JecdhopMaluv MaTepuaia 3arnojaHu-
TeJSl B PEXKUME CBEPXIUIACTUYHOCTH.

JIJ1s1 MHOTOCJIOMHBIX TTaHe el U3 TUTAHOBOTO CIljla-
Ba BT20 ¢ TonmuHoi 00IIMBOK S, = 2 MM M IUIMPUHOI
rogpa bp, paBHOI 25 MM, 3HaUEHUE KPUTUUIECKOTO
nporubda KOTOPOro COCTaBJIsIeT Gy = 0,29, cooTHoI1IE-
HUe TOJIIUH (2) J0JKHO COOTBETCTBOBATH rpaduky,
MpeacTaBJIeHHOMY Ha pucC. 7.

I'pacmk TTOKa3BIBAET, UTO BHIIIC KPUBOM HAXOIUTCST
MPEANOUYTUTETHHBIN THana30H BHIOOpPA COOTHOIICHUS

1.= - 5 S .
J J§ € ’ ©) TOJIIMH —2 , IpU KOTOPOM IPOU30iaeT (hOpMOBKa
S3
2
o 3]
S|
)
E E 1,6
= /
S
5 S l/
Q=
g =
g /
g é 0,8
o =!
&
0,4
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OtnocurenbHas Beicota Hj

Puc. 7. ,Z[nana30H BbI60pa COOTHOILIEHUS TOJIIUH B 3aBUCUMOCTU OT OTHOCHUTEJIbHOW BBICOTBI JJISI TUTAHOBOIO CILJIaBa

BT20
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MHOTOCJIONHOI TaHeau U3 TuTaHoBoro cruiaBa BT20
0e3 oOpa3oBaHUs AS(PEKTOB.
JIng MHOTOCJIOMHOM TTaHeJIW C OTHOCUTEIbHOI

BoicoToii H =1,8 pekoMeHIyeMOe COOTHOILIEHUE TOJI-

SO
IIWH OOIIMBKY U 3aIIOJIHUTENSI COCTABISIET 5 >1,45.
3

S
HpI/IMeM 3HAYCHUEC COOTHOLICHMUA TOJIIMH S_0= 2,
3

TOorga peKoMeHayemMasl TONIIMHA 3aIl0JTHUTENS JOJIK-
Ha ObITb paBHOM S, = 1 MM.

IIpoBepka Bo3MOXKHOCTU Oe3nedeKTHOM (hOpMOB-
KM MHOTOCJIOMHON MaHEIU C OTHOCUTEIbHOM BBICOTOM

H =1,8 ocymecreiena B HUJ UPHUTY Ha npecce

CBeEpXILJIacTUUeCKO (hopMOBKU U AUDDY3MOHHOMN
cBapku «FSP 60T» (puc. 8) npu temneparype 950 °C
B OCHACTKe 1IJ1s1 (DOPMOBKM, MIPEACTABIICHHON Ha puc. 9.

ITo momy4eHHBIM TEOMETPUUECKUM COOTHOIIICHM-
SIM BBITIOJTHEHBI (POPMOBKM KIIMHOBUAHBIX TIAHEJEH ¢
MOMNEPEYHbIM U MTPOJOJIbHBIM TODPOBBIM HabopoM. Pe-
3yJbTaThl (h)OPMOBOK MpeacTaBiaeHbl Ha puc. 10 u 11.

TTocne popmMOBKM Bce KJIMHOBUAHBIE MAHEIU CO-
OTBETCTBOBAJIM PACUETHBIM TTapaMeTpaM II0 pa3Mepam
ceyeHus mpodmist. ®opMoBKa ocyiecTsieHa 6e3 00-
pa3oBaHUs Ae(PEKTOB, YTO MOATBEPXKIAET TPABUIb-
HOCTb OTpe/IeIeHNsI TEOMETPUUYECKUX TTapaMeTPOB KIIU-
HOBUIHBIX MaHeNe 1 peskKuMOB (POPMOBKH.

J11s1 NI3roTOBJAEHMSI MHOTOCJIOMHBIX TTaHeJIel ¢ paB-
HOM TONIIMHON pedep 3armoHUTENISI HE00X0IUMO 00ec-
TIEYNUTh YCIIOBHUE TTOCTOSHCTBA OTHOCHUTETHLHOU BBICO-
ThI pebep mo minHe maHenu [9].

Puc. 8. IIpecc cBepXIIacTUIECKO (GOPMOBKHU
u audodysuonnoit ceapku FSP60T

Puc. 10. KnuHoBuIHAsI TaHE b C TTONEPEYHbIM TODPOBLIM
HabopoMm

Puc. 11. KnuHoBuaHAs MaHes b ¢ MPOAOJBHBIM TO(GPOBBIM
HabopoMm

BoiBog

JI71s1 KaYeCTBEHHOI'O M3TOTOBJICHMS TPEXCIOMHOM
IMaHeJIM U3 TUTAHOBBIX CILIABOB I10 TexHojoruu [1Td/
JC HeoOX0onMMO OIpeneIsiTh KOHCTPYKTUBHO-TEOMET-
pyYecKue ImapaMmeTphl maHeseil (COOTHOLIECHUE TOJII-
HbI OOIIVMBKU U 3aIIOJHMUTEISI, BRICOTHI IaHEIH, IIep-
BOHAYaJIbHOM JUIMHBI peGep U T.I.) B COOTBETCTBUU C
3aBUCUMOCTHIO (2).
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OpHako auarna3oH COOTHOILICHUS TOJIILIMH, PACCUM-
TaHHBIN U3 yCJI0BUS (2), CHUXKAET MPUMEHUMOCTb Me-
toga [IT®/AC s M3roTOBISHUS MHOTOCIOWHBIX
KoHcTpykuuii. [Toatromy nmpu popMoBKe 6e3 cobroe-
HUS yCIoBus (2) HEOOXOAUMBI JOMTOJTHUTEbHBIE MEPbI
JJIS1 TpeIoTBpallleHUs oOpa3oBaHusl 1e(eKTOB, K KO-
TOpbIM oTHOcsTcs [10, 11]:

— HCMOJIb30BAaHUE TEXHOJOTMUECKUX JIMCTOB;

— YKpyIHEHUE 3epHA MUKPOCTPYKTYPHI OOLIUBKU
peaBapuTeIbHON TepMOOOPaOOTKOIA;

— TIpUMEHEHUE TOJBUXKHOTO TOAAEPKUBAIOIIETO
BJIEeMEHTa OCHACTKU.

[TpuBenéHHbBIE METOABI YMEHBIIAIOT MPOTUO CBO-
0OIHOI YyacTu OOILIMBKU B Tipoliecce (popMOBKU MO0
MOJIHOCTBIO HE AOMYCKAIT UX 00pa3oBaHus.
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Abstract

The presented work deals with considering pneumo-
thermal molding and diffusion welding (PTM/DW)
technology for multilayer structures manufacturing from
titanium alloys, including the ones of variable height.

e-mail: donzab@ya.ru

The paper represents the presentation of general theory
of the above said technology, and analysis of the
problems emerging while its realization.

The author separated out the stages of PTM/DW
technology of multilayer titanium panels.
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The main problem considered in the paper consists
in the problem of non-removable defects formation,
accompanying manufacturing of multilayer wedge-like
panels. These defects are imaged on the appended plots
and figures.

The reason of these defects occurrence while
multilayer panels molding lies in the different
displacement of the lower shell in various areas of the
pack of sheets. In the area of diffusion welding this
displacement is constrained by ribs of the filler, while
in the zones which are not welded with the filler, the
upper shell is forming freely under gas pressure. Its
deflections are forming herewith between the areas of
welding with the filler.

Solution of this problem consists in defining the
managing program, necessary to form the ribs of the filler
and the shell, whereby the shell deviation in the areas
unreinforced by the ribs would not reach critical value.

The recommended range of the shell and filler
thicknesses ratio in dependence on the shell deflection
in the areas unreinforced by the ribs, as well as equations
for determining critical deflection factor and molding
pressure were obtained by mathematical modeling.

Application of the above said equations for the filler
and shell thicknesses of multilayer wedge-like panels will
allow avoiding defects occurrence, which was confirmed
in practice. All fabricated panels comply with the
calculated parameters. No defects were detected over the
profile section dimensions.

In view of the foregoing, one may state that the
problem consisting in determining the regularities for
selection of design and geometry parameters of
multilayer structures, allowing ensure qualitative molding
process without defects formation was solved
successfully, and the solution has practical applicability.

Keywords: pneumo-thermal molding, superplasticity,
wedge-like sandwich panels, titanium alloy VT20.
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