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1. YoockoHasleHHs1 TEXHOJIOTI] 3BaplOBaHHSI TUCKOM 6iMeTasleBUX 3arOTOBOK KiHLIEBOI'O iHCTPYMEHTY

2. The improving of pressure welding technology of bimetallic parts of tool

Pedepar:

1. Inceprariist npuCBsYeHa MiIBUIEHHIO SIKOCTi 6iMeTareBUX 3ar0TOBOK KiHLIeBOro iHcTpyMmeHTa. O6'eKT
IOCTiI)KEeHHS - B3aeMolisl (pJIIOCy 3 IOBEPXHSIMY, 1O 3BaPIOIOTHCS, B yMOBaX GOPMYyBaHHS 3'€IHaHHS IIpU
3BapIOBaHHI TUCKOM B aKTHBYIOUOMY 3aXMCHOMY cepenoBuli. [IpeameT NOCiIpKeHHS - 3aXUCHI, KOHCEPBYIOUU
BJIACTMBOCTI CIIOJIyYHOI PEYOBMHM i CyMilllel 3 iHrpefieHTamMu (JII0Cy; BilHOBJIIOBAJIbHI BIACTUBOCTI, 3aXMCHOIO
CepeloBUIIa, IO YTBOPIOETHCS IIPY TEPMIYHOMY PO3KJIaJlaHHI CIIOJIyYHOI pevyoBUHU (JIIOCY; BILJIUB iHIPelieHTiB
dutocy i ¢izuKo-xiMiuyHMX (PaKTOPiB IPOLIECY Ha NPY>KHO-TIJIACTUYHI BJIAaCTUBOCTI MaTepialiB i akTUBALlil0
(popMyBaHHS 3BAPHOTO 3'€IHAHHS; YTBOPEHHS a[ICOPOLIMHO-aKTUBHOIO CEPEIOBUIIA 3 PEYOBUH (DIIIOCY IIPU
dbopmyBaHHi 3BapHOTO 3'€gHAHHSA.. MeTonu nocinkenHs. [loctaBieHi 3a1a4i po60TH pO3B'sI3yBaNCs
€KCIIEPMMEHTAJIbHUM LJISIXOM. B3aemogiio ¢itocy 3 IOBEPXHSIMHY, 1110 3BapIOIOTHCS, B yMOBaxX GOPMYyBaHHS
3'€JHAHHS BUBYAJIM i3 CTBOPEHHSIM CIIELiaJIbHUX METOIUK AOCIIIPKEHD Ta JOCiJHALBKOIO YCTaTKyBaHHS,
3aCTOCOBYBaslocs (PisUuHe, MaTeMaTU4YHe MOJIE/IOBAHHS i MeTasiorpadiuHuiiaHanis. 3 BUKOPUCTAHHSIM

PO3p06JIEHOr0 HAYKOBO-OOTPYHTOBAHOTO METOIMYHOTO IiTX0Ay po3pobiieHo ckiaf Giiocy, BUBHAaYeHUN



ONTHUMAJIbHUI CIIOCiO HArpiBaHHSA I MapaMeTpy PeKUMY 3BapIOBaHHS. PO3p061€HO TEXHOJIOTIIO i1 YCTaTKyBaHHS [171s1
3BApPIOBAHHS TUCKOM B aKTUBYIOUOMY 3aXMCHOMY CE€pPeOBUILi. 3aCTOCYBaHHSI PO3POOKHU J03BOJISIE 3MEHIIUTU
BUTpaTH LIBUAKOPi3aabHOI CTajli BHACIINOK 3HUKEHHS IIPUITYCKiB HAa MEXaHiYHY 00pOOKY 3arOTOBKU. BHKII04a€eThCS
YTBOpPEHHS rpaTta. BincyTHi yan i po36puskyBaHHs. TexXHOIOris 3BaplOBaHHA 1 CKiIaf (JII0Cy MPOMILIN

IIPOMUCJIOBUH iCITUT i pEKOMEH I0BaHi 1j151 BAKOPUCTAaHHSI [IPY BUTOTOBJIEHH] 6iMeTaseBUX 3aTOTOBOK iHCTPYMEHTA.

2. The dissertation is devoted to improvement of pressure welding technology of bimetallic parts of tool, by
workout rational technologies parameters of process: into activates, shielded conditions. With the purpose of
research of mechanism of welding, joint formation, the new knowledge’s about mechanism of influence of
activated shielded conditions were added. For the choosing of flux composition and welding parameters the
mathematic modelotion ware used. The technologyunol equipment ware developed for pressure welding into
activated shielded conditions. The welding joint across deformations are not more then 0,5 - 4%. The splashes and
burning out are absent. The results of this work were used for manufacturing of bimetallic parts of tools by
pressure welding into activated shielded conditions.
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