O0Js1ikoBa KapTKa aucepTaii

I. 3arasibHi BimOMOCTI

Jep>kaBHUH 00J1iIKOBHI HOMeP: 0416U003380
Oco006J1uBi TO3HAYKH: BinKpura

JaTa peecrtpauii: 15-06-2016

Craryc: 3axumeHa

PexBi3utu Hakasy MOH / Haka3y 3aKjazy:

I1. BizomocrTi nipo 3700yBaya

Baacue IlpizBume Im'a Ilo-6aTbKOBI:
1. Bupmuiu [1aBno OsexkcangpoBuy

2. Vydmysh Pavlo Oleksandrovych
KBasmigikamis:

InenTudikarop ORCID ID: He 3acrocosyerbcs
Bup, pucepranii: kanguzaar Hayk
AcnipaHTypa/JIOKTOpPaHTypa: Tak

IIIn¢dp HayKoBOi cneniaabHOCTI: 05.03.06

Ha3Ba HayKoBOIi CIeniaIbHOCTI: 3BapioBaHHs Ta CHIOPiAHEH] IPOLECH i TEXHOMIOT

T'anyss / ramysi 3HaHB. He 3aCTOCOBYETHCS

OcBiTHBO-HayKOBa Mporpama 3i creniaJbHOCTI: He 3acTocoByeTbCs

Jata 3axHcTy: 02-06-2016

CreniaJbHICTh 32 OCBiTOIO: 8.05050405

Micue po6oTu 3400yBayva: JIBH3 "TIpnuasoBChKuii epKaBHUIA TEXHIYHMIA YHiBEpCUTET"

Kopg 3a €IPIIOY: 02070812

Micue3Haxoa KeHHS: 87500, Mapiymnoss, ByJ1. VHiBepCUTETChbKa, 7

dopma BaacHOCTI:

Cdepa ynpaBriHHS: MiHiCTePCTBO OCBITH i HAyKM, MOJIOZi Ta CIIOPTY YKpaiHu

ImenTudikarop ROR: He zacrocoyerbcs



I11. BimomMocTi mpo opranizariiio, e Big0OyBcsl 3aXHCT

Iudp cnenianizoBaHoi BYU€HOI pagHy (pa30Boi creniaai30BaHOl BYEHOI paju). [112.052.01
IloBHe HaliMeHYBaHHSI IOPHUAHUYHOI OCOOH:

Kop 3a €IPIIOY:

Micue3HaxoaKeHHS:

dopma ByracHoCTI:

Cdepa ynpasiriHHS:

InenTudikarop ROR: He zacrocosyerscs

IV. BimomocTi Ipo niznpueMcTBO, YCTaHOBY, OpraHi3alliio, B sIKi# 0yJ10

BHKOHAHO JHCEPTaIlilo

IloBHEe HaliMEeHYBaHHS IOPUAHYHOL 0Cc00H: JIBH3 "TIpra3oBChKUii I€pKaBHUI TEXHIYHMI yHiBEpCUTET"
Kopg 3a €APIIOY: 02070812

Micue3HaxoaKeHH: 87500, Mapiymnosb, ByJl. YHiBEPCUTETCHKA, 7

dopma ByracHOCTI:

Cdepa ynpaBiriHHS: MiHiCTePCTBO OCBITH i HAyKH, MOJIOZ Ta CLIOPTY YKpaiHu

InenTudikarop ROR: He zacrocosyerscs

V. BizomocTi npo gucepraniio
MoBga guceprariii:
Koau TeMaTHYHHX PYyOPHK: 81.35

Tema gucepranii:
1. HiILBI/IHICHHF[ e(‘l)eKTI/IBHOCTi IpoLecCy €JIEKTPOAYTOBOTO 3BaPIOBAHHS I,HieIO 30BHIIIIHLOTO MarHiTHOTO MOJIs

2. Arc welding process in external magnetic field effectiveness increase

Pedepar:

1. O6'eKT - poLeC aBTOMATUYHOI'O €JIEKTPOAYrOBOTO 3BAPIOBAHHS I1if] PJIFOCOM 3 [1i€10 30BHIMIHBOTO MArHiTHOTO
nosisl. [IpeMer - MpoLecy B 30Hi €JIEKTPOLHOTO METAJly i PiAKOro MeTasy 3BaploBajibHOI BAHHU IIpU
€JIEKTPOJYyrOBOMY 3BapIOBAaHHI Mif, (PJII0COM 3 [i€l0 30BHIMIHBOTO MArHiTHOTO noJs. Merogu: ¢pisnyHe
MOJIeJIIOBaHHS, IPOBEAEHHS €KCIIePUMEHTIB, CTAaHAAPTHI METOIUKY BU3HAUYEeHHS KoedillieHTy po3IiyiaByieHHs,
Mmetasiorpadis, MexaHiuHi BUIPOOYBaHHS, po3po0JieHi po3paxyHKoBi MeTonuKu. OCHOBHI pe3ysbTaTu:
3aIPOIIOHOBAaHA PO3PaXyHKOBA METOMKA 3 3aCTOCYBAaHHSM PiBHSHb €JIEKTPOCTATUKHY, 10 aIeKBATHO Bifobpaxae
Oy[0By MarHiTHUX OB, 10 reHepyloThcs [1B TIOMI], i mo3BoIsI€ OLiHUTY PO3NO/AiI KOMIOHEHTH iHAyKii MII B
30HI 3BapIOBaJIbHOI BAHHH; PO3pO0JIeHa PO3paXyHKOBAa METO/IMKA, 3aCHOBAaHA Ha 6aJjlaHCi iHTerpajbHUX CuJl, M0
IiIOTh Ha KpaILIIo [IpY LyroBOMY 3BaploBaHHi 3 nieto [IOMII; nokasaHo, 1m0 Npy OGHOIPOXiJHOMY 3BapIOBaHHI ITif
¢pmocoM Ha paIOCOMITHIN MigKIanlli CTUKOBUX 3'€JHaHD MJIACTUH 3 (PEPOMArHiTHUX CTajlel TOBIIUHOIWO 4-12 MM
(3'egnanns C4 i C18) mouinpHO BukopucrosyBatu [IOMII yactoToio B Mexkax 6-12 I'y, mpu piBHi inmykuii 25-30 mTo;

3a paxyHOK BUKOPUCTAaHHS 30BHIIIHIX MarHiTHUX IOJIiB [IpY AYrOBOMY 3BapIOBaHHI I1if (JII0COM CTUKOBUX 3'€JHAHb



TOBUIMHOIO 4 MM Is1acTUH 3i cTasni 091'2C Ha (parocoMinHIN MigKIaaLi OTPUMAaHO MifBULEHHS MIlTHOCTI 3BapHUX
3'egHaHb Ha 11-12%

2. Object - process of automatic submerged arc welding with the external magnetic field. Item - processes in the
electrode metal and zone of the molten metal weld pool in submerged arc welding with the external magnetic
field. Methods: physical modeling, experiments, standard methods for determining the rate of melting,
metallography, mechanical tests, developed computational techniques. Main results: the calculation method is
proposed using the electrostatic equations adequately reflects the structure of the magnetic fields generated by
the real ID TMF, and allows you to evaluate the distribution of the components in the MF induction weld pool area;
developed a calculation method based on the balance of the integral forces acting on a drop in arc welding with
exposure TMF; It shows that the one-pass submerged arc welding at joints lining plates of ferromagnetic steel 4-12
mm (Types compounds C4 and C18) should be used within TMF frequency 6-12 Hz, at a level of 25-30 mT
induction; using control magnetic fields in the submerged arc welding of butt joints, 4 mm thick plates of steel
09G2S on lining obtained by increasing the strength of welded joints by 11-12%.
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InenTudikarop ORCID ID: He 3acrocosyerbcs
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VII. BigomocTi npo odinilfiHuX ONOHEHTIB Ta PELeH3€HTIB

OdiniiiHi OIOHEeHTH
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1. Jle6enes Bonopumup OnexkcanapoBuy

2. Jlebenes Bonogumup OsieKcaHIpOBUY

KBasigikamis: 1.1, 05.03.06
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JoparkoBa inpopmamnist:

IloBHe HaliMeHYBaHHSI IOPHUAHUYHOI OCOOH:
Kop 3a €IPIIOY:

Micue3HaxoaKeHHS:
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Cdepa ynpasiiHHS:
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PeuenseHTu

VIII. 3akr04Hi BimoMocTi
BiiacHe IIpi3Buine Im'sa ITo-6aTbKOBI

TrOJIOBH pajgu

BiiacHe IIpi3Buie Im'sa ITo-6aTbKOBi

rOJIOBYIOYOTO Ha 3aCiflaHHi

PosHoB B'adecnas OsneKkcaHapoBud

PosHoB B'auecinas OsiekcaHIpOBUY
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