Peecrpaniitna KapTka texHoJorii (PKT)

5436. Jlep>kaBHMI peecTpaniiiHuii Homep: 0621U000079
5517. N® Iep>kpeecrpanii HIJKP: 0116U004240
5256. Oco6JINBi MO3HAYKHK: 5

9000. IToxoaskeHHs TexHoorii: C

9159. Jorogip: [lorosip N2724p3.3.2-2020 Bin02.03.2020 TexHOJIOTis1 3HOCOCTIMKOr0 IyrOBOTO
HaIJIaBJIEHHS [TOPOIIKOBUMU APOTaMU CTAJIEBUX JIUCTIB TOBIMHOIO 3-5 MM. [TyHKT 3cT. 1107 IIK

Ykpainu

BizomocTi po 3asiBHHKA TEXHOJIOTii

2459. Kog, €IPIIOY (abo peecTpanifinuii HoMmep 00J1iKOBOI KapTKH NJIaTHHKA MOJATKIB AJ1s1 pizuyHHx 0cib): 05416923
2151. TloBHe HaliMeHyBaHHS IOPUAHUYHOI ocodH (abo II.LB.)

1 - yKpaiHCBKOI0 MOBOIO

[HcTuTyT enekrposBapioBaHHs iM. €. O. [TaroHa HanioHnanpHOI akagemii Hayk YKpaiHu

2 - aHIJIiACBHKOIO MOBOIO

E.O.Paton Elektric Welding Institute National Academy of scinces of Ukraine

2358. CkopoyeHe HaMeHYBaHHS I0pHAHYHOI ocobu: IE3 iM. €. O. [Tarona HAH Ykpainu

2655. Micue3HaxoaskeHHs: ByJl. Kasumupa Manesuua, 6yz,. 11, m. Kuis, Kuis, 03150, YkpaiHa

2934. Tenedon / daxc: 380445280486; 380442873183

2394. Appeca esieKTpoHHOI nowmTH/Be6-caiT: office@paton.kiev.ua; http: / /paton.kiev.ua/

1333. ®opma BiacHocTi, cdepa ynpasiinssa: HanioHanbHa akafieMis Hayk YkpaiHu

BigomocTi npo Bj1aCHHKa TEXHOJIOTii

2458. Koz, €IPTIOY (abo peecTpaliiiHu# HOMeP 00J1iKOBOi KApTKH IJIATHHKA IOAATKIB AJis1 pizHyHHUX 0cib): 05416923
2152. IloBHe HaliMeHYBaHHS IOPHAHYIHOI 0cobH (abo I1.1.B.)

1 - yKpaiHCbKOI0 MOBOIO

[HcTUTYT enekTpo3BaproBaHHs iM. €. O. [latona HauionanbHol akagemii Hayk YKpaiHu

3 - aHIJCHKOIO MOBOIO

E.O.Paton Elektric Welding Institute National Academy of scinces of Ukraine

2360. CrkopoueHe HaliMeHYBaHHs IOpHAHYHOI ocobn: [E3 iM. €. O. [Tarona HAH Ykpainu

2656. MicuesHaxomykeHHs: Bys1. Kazumupa Masnesuuda, 6yg. 11, m. Kuis, Kuis, 03150, Ykpaina

2935. Tenedon / daxc: 380445280486; 380442873183

2395. Anpeca esleKTpoHHOI nouTH /Be6-caiT: office@paton.kiev.ua; http: / /paton.kiev.ua/

1332. dopma BiacHocri, cepa ynpasainas: HallioHaspHa akajeMis Hayk YKpaiHu

J>kepeJsia, HAaIpsIMHU Ta 00csiru piHaHCYBaHHA

7700. KITKBK: 6541030

7201. Hanpsim dinaHcyBaHHs: 2.2 - IPUKJIA/IHI JOCTIIPKEHHS i pO3pO0KU



Kop, m>kepena pinancyBaHHS O6csr ¢piHaHCyBaHH, THC. TPH.

771 515,00

T3 515,00

Tepminu BUKOHaHHS POOOTH

7553. ITouaTok BukoHanus HIIKP: 04.2016

7362. 3akinuyennsa sukonanusa HIJKP: 12.2020

BigoMoCTi Ipo TeXHOJIOTiI0

9027. HazBa TexHOJIOTii
1 - yKpaiHCBKOIO0 MOBOIO
TexHoJIOrist 3HOCOCTIMKOrO yrOBOTO HaIlJIaBJIEHHS [IOPOLUIKOBUMU APOTaMU CTaJIEBUX JIMCTIB TOBIIMHOWO 3-5 MM.
3 - aHrJiChKOIO MOBOIO

Technology of wear-resistant arc surfacing with powder wires of steel sheets 3-5 mm thick.
9125.0nuc TeXHOJIOTii

1. MeTa, aJ1sl JOCATHEHHS SIKOi pO3PO0JIEHO YH NPUIGAHO TEXHOJIOTiI0

Merta TexHosorii — po3po6Ka TeXHOJIOTi HallIaB/IeHHs MOPOIIKOBUMU JPOTaMU TOHKMX 6iMETasIeBUX JIUCTIB [JIs1 3aXUCTY LIUX

JeTasiell Bifi pisHUX BUJiB a6pPa3vBHOTO Ta ra30abpasuBHOrO 3HOLTYBaHHS. PO3p0o6iieHO CKilag, MUXTYU OPOIIKOBUX IPOTIB.
2. OCHOBHA CyTb TE€XHOJIOTi

CyTb TexHoJIorii nependayae BUSHaYEHHS ONTUMAJIbHUX Jiala30HiB pesKMMIB AyTOBOTO HAIJIABJIEHHS TOHKUX CTaJIeBUX JIUCTIB (<
5 MM) mig, procoM, Y 3aXUCHUX ra3ax i BiIKpUTOIO IyTOI0 IOPOMIKOBUMU fipoTaMu @ 1,6-1,8 MM, 1110 3a6e311€4yI0Th OfepsKaHH
SIKICHOTO HaIlJIaBJIEHOT'O MeTasly i3 MiHiMasbHUM NPOIJIaBJI€HHSIM OCHOBHOTO MeTasy. BcTaHOBJIEHO, 1110 Ha piBeHb Aedopmaliiit
JICTIB BIIMBAIOTh: Pi3HULS B KTP Mk OCHOBHMM Ta HAIJIaBJIEHUM METaJIaMU; CTPYKTYPHI [1€PETBOPEHHS, 10 IPOTIiKAIOTh B
HaIlJIaBJIEHOMY MEeTaJli IIpY OXOJIOIPKEHHI; BUJ, Ta CIIOCi6 3aKkpinsieHHs aucTa. HaitbinpIuii BIJIMB HA BEJIMYUHY 3aJIMIIKOBUX
nedopmariiit po6UTh XiMiYHUI CKJIAZ, Ta CTPYKTYypa HAIJIABJIEHOTO METAJy, 110 MPOsIBIsieThCs B pisHuLi Mibk KTP, Ta BesnunHi

CTPYKTYPHUX IIepETBOPEHb MiJ] YaC OXOJIO/IKEHHS HallJIaB/IEHOTO Ta OCHOBHOTO MeETaly.
3. AHOTOBaHH# 3MiCT

Po3po6s1€HO MPOMHUCIIOBY TEXHOJIOTIIO Ta TEXHIKY OJIHO- 260 JBOMIAPOBOr0 3HOCOCTIMKOTO IyTOBOTO HAIlJIaBJIEHHS
CaMO3aXxUCHUMHU NOPOUKOBUMU ApoTamu @ 1,6-1,8 MM, 1m0 3a6€31euyoTh OjlepKaHHsI IKiCHOTO HAIJIaBJI€HOT0 METasy i3
MiHiMaJIbHVMM ITPOIIABJIEHHSIM OCHOBHOTO MeTaily. TeXHOsIorii i MmaTepiany JyroBOoro HarIaBJI€HHS 3 KOHTPOJIEM MTPOIIABIEHHS
71 GopMyBaHHS HAIJIABJIEHUX IIAPiB JO3BOJIWIIN MiIBUIIMUTH IPOLYKTUBHICTb i 3HU3UTU €HEPrOEMHICTb AyrOBOrO HaIJIaBJIEHHS
TOHKUX CTaJIEBYX JIUCTIB. JJOCIiIHO-IPOMUCIIOBA [I€PEBipKa i TBEPANIIA [IEPCIIEKTUBHICTh BUKOPUCTAHHS B IPOMUCJIOBOCTI
PO3pO6JIEHNK HAIlJIABJIIOBAJIbHUX TEXHOJIOTIN i MaTepiasiB. PO3po6sieHO TEXHOJIOTIYHY iHCTPYKIIiI0 Ha AyTrOBe HAIJIaBJIE€HHS

€aMO3aXVICHUMH TTIOPOUIKOBUMH APOTaMU O6PaHUX AeTanex.
4. IIpo6siemu, sIKi TEXHOJIOTiS Jae 3MOTY BHPillyBaTH

LI TeXHOJIOTiS JO3BOJISIE OTPMMATH IIPU IyTOBOMY HAIlJIaBJIEHHI BXKE B [I€PIIOMY IIapi KOPO3iMHOCTINKNI HaIJIaBJIEHN MeTaJl

HeOoOXigHUX BIACTUBOCTEMN i IKOCTEMN.
5. O3HaKH HOBH3HH TE€XHOJIOTii

HoBusHa TexHoJIOTii I0J15Irae B BUKOPUCTaHHI [IPY 3HOCOCTIMKOMY JlyrOBOMY HallJlaBJIEHHi TOHKMX CTajIeBUX JIUCTIB (< 5 MM)
KOJIMBaHb TIOPOLIKOBOTO APOTY I€BHOI YaCTOTH i aMILJIITy Y, IMITy/IbCHUX IIPOLECiB, BUCOKUX MBUIKOCTEH (= 500 M/rog) nopayi
IpOTY.

6. CKy1a1OBi TEXHOJIOTI1

CKJ1a/10Bi T€XHOJIOTI] 1]e - TEXHOJIOTIYHI PeXXUMHU HaIlJIaBJleHHs (CTPYM, HAIlpyra, IBUAKICTh HAIMJIaBJI€HHS, 4YaCcTOTa i aMIUTiTyZa
KOJIMBaHb TIOPOLIKOBOTO OPOTY, TPUBAJICTD IMITyJIbCIB i 1ay3); CaMO3aXUCHi MOPOIIKOBI APOTH, sIKi 3a6€311€4yI0Th OTPUMaHHS

3HOCOCTI/IKOTO HaIlJIaBJIEHOT0 MeTasla; 06JIafHaHHS, 0 3a6e3evyye HeoOXigHI TeXHOJIOTIUHI peXXMU HaIlJIaBJI€HHS.



Onuc TEXHOJIOTI aHIJIIMCHKOI0 MOBOIO

Investigate the peculiarities of the formation of the weld metal and the penetration of the base metal in arc surfacing with flux-
cored wires of thin bimetallic sheets and on the basis of these studies to improve the composition of the charge of flux-cored
wires, technology and technique of surfacing these structures and machines gas abrasive wear. The optimal ranges of arc
surfacing modes of thin steel sheets (< 5 mm) under flux, in shielding gases and open arc with flux-cored wires @ 1.6-1.8 mm are
determined, which provide high-quality weld metal with minimal penetration of the base metal. It is established that the level of
deformation of thin sheets is influenced by: the difference in thermal expansion coefficient (TEC) between the base and weld
metals; structural transformations occurring in the weld metal during cooling; type and method of fastening the sheet. The
greatest influence on the magnitude of residual deformations has the chemical composition and structure of the weld

9127. TexHi4Hi XapaKTepHCTHKH

OnTuMarnbHi iana3oHy peXXUMIB HallJIaBIeHHS TIOPOIIKOBUMMU POTaMH, 110 3a6e3MeYI0I0Th OTPUMAaHHS SIKiCHOTO HaIJIaBJIEHOTO
MeTajy 3 MiHiMalbHUM NpoIuIaBaeHreM 00 OCHOBHOTO MeTay: - Mif ¢piocom nopomkosum aporom @ 1,8 mm: Un = 28 ... 30 B; In
=220 ... 300 A; 00 = 38...46%; - B 3aXMCHUX razax opomkoBum 1poToM @ 1,8 mm: UH = 25 ... 27 B; In = 250 ... 320 A; 00 = 42 ... 44%; -
BiIKpUTOIO Ayroio MopoumkoBuM ApoToM @ 1,8 mm: UH = 22 ... 24 B; In = 200 ... 250 A; 00 = 34 ... 40%.

9128. TexHiKO-eKOHOMIYHHH YH conianbHui edeKT

3amina 6araTouapoBoro 3HOCOCTIIKOTO AyroBOro HalljlaBJ€HHs Ha OJJHOLIAPOBE HaIlJIaBJ€HHS JO3BOJIUTh 3HAUHO 3HU3UTU
BUATpaTH Ha JOPOTi HaIlJIaBJIIOBaJIbHi MaTepiay Ta MPYMHAVMHI BIBidi MiIBAIIUTY IIPOAYKTUBHICTb Npani. EKoHOMis nipu
BUKOPHCTaHHI IPOIIOHOBaHOI TexHosorii cknage 80...120 rpH/Kr HalljIaBJIeHOro METasly, B 3a7IEXKHOCTI Bif XiMiYHOTO cKkiafy i

LiHM BUKOPMCTOBYBaHMX [TOPOLIKOBUX JIPOTIB.

5490. O6'eKTH iHTEJIEeKTyaJIbHOI BJIaCHOCTI

HeMae

9156. OCHOBHi nepeBary MOPiBHAHO 3 iCHYIOUHMH TE€XHOJIOTiSIMH

[TopiBHSHO 3 iCHYIOUMMM TEXHOJIOTiSIMU OCHOBHA TI€peBara I0JIsrae y BUCOKil IIPOJYKTUBHOCTI, BUKOPUCTAHHI OHOIIAPOBOI0O

HaIlJIaBJIeHHS 3aMiCTh 6araTomapoBoro.

9155. Tay1y3b 3aCTOCYBaHHS

ripHUYO-MEeTaJypriliHiil KOMIIJIEKC, MAIIMHOOYJyBaHHS, iHIII Tajy3i IPOMUCIIOBOCTI.

9158. Indpopmariis M 040 MOTEHIIHHUX PHHKIB 30yTy TEXHOJIOTii

YkpaiHa, Kurait

9160. IndpopMmaris w040 MOTEHIIHHUX PHHKIB 30yTy NPOAYKILii, BUPOOJI€HOI 3 BHKOPHCTAHHSIM TE€XHOJIOT1i

YkpaiHa, Kurai

9157. CTyniHb BigIpailoBaHHs TEXHOJIOTi

- SIKIJO TEXHOJIOTIYHY JOKYMEHTALliI0 PO3PO6JIEHO 32 pe3yJbTaTaMy J1ab0paTOPHUX BUIIPOOYBaHb AOCIiIHOTO 3pa3ka - 9157 /J1

- 9157/TRL5 - nepeBipeHO NPOTOTHUI B POGOYOMY CEPEIOBUILi KOPUCTYBa4a, TEXHOJIOTIIO IIEPEBiPEHO y BiANOBifHOMY po60oyoMy
cepepoBulli (Ha BUPOOHUIITBI)

5535. YMoBH nomupeHHs B YKpaiHi

53 - 3a JOTOBiIPHOIO LiHOIO

5211. YMoBH nepepayi 3apy6i>kHHMM KpaiHam

63 - 32 JOTOBIPHOIO 1IiHOIO

6012. OpieHTOBHA BapTiCTh TEXHOJIOTil Ta BUTPAT Ha BIIPOBAKEHHsI: 515 THC. IPH.
6013. Oco6s1MBi yMOBH BIIPOBaJIKE€HHS TEXHOJIOTi

HEMae



IlizcymKoOBi BiZoMOCTi

5634. Inmekc YIK: 621.791.92, 621.791.92:669.14 /15
5616. Kogu TemarnyHux pyopux HTI: 81.35.27
6111. KepiBHuK ropuau4dHoi ocobu: KpisiyH Irop BitaniitioBud

6210. HaykoBuii CTyniHb, BU€HE 3BaHHS KePiBHHKA IOPHAHYHOI 0COOH: (II. T. H.,
npodecop, akagemik HAHY)

6120. KepiBauxk HIJKP

1 - yKpaiHCBKOI0 MOBOIO
Makcumos Cepriii IOpiitoBuy
2 - aHIJIACHKOIO MOBOIO
Maksymov Sergii

6228. HaykoBu# CTymiHb, BueHe 3BaHHs KepiBHuKa HIJKP: (1. T. H., C.H.C.)

6140. KepiBHHK cTpyKTypHoOro migpo3sziny MOH Ykpainu: Yaiika Jap's OpiiBHa
Tes.: +38 (044) 287-82-55

Email.: chayka@mon.gov.ua

6142. Peectparop: IBaHOB Osekciit BacunboBud



