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AnHoTtanusi. 115t pa3BUTHS MAlITHOCTPOSHHUST HEOOXOMMBIMH SIBIISIOTCS pa3padOTKa HOBBIX M COBEPILICHCTBOBAHHE CYIIIECTBYIOIIMX
TEXHOJIOTHH, B TOM YHCJIE YIIPOYHEHHUS X BOCCTAHOBJICHHS JICTaNEH, a TaKXKe TEXHOJIOTHH TTOTydeHns (PYHKIMOHAIBHBIX TIOKPBITHI.
OdhexTHBHBIM METOIOM MOTy4eHHsI PYHKIMOHATIBHBIX TIOKPHITHI Ha pabouMX MOBEPXHOCTSIX JeTalel Pa3iyHOr0 Ha3HAYCHHS SBIISIETCS
anexTpokoHTakTHas nprBapka (JKII). B pabore paccmarprBaroTCst TEXHOIOTHYECKIE BOSMOKHOCTH, OITBIT IPUMEHEHHS PA3THYHBIX MaTepHaoB,
TBEPIOCTH ¥ H3HOCOCTOMKOCTB MOKPHITHIA, ITOTy9aeMBbIX IIPH UX MEKTPOKOHTAKTHOM IpUBapKe. PacCMOTPEeHO OCHOBHOE TEXHOJIOTHYECKOEe
000py0BaHNE U PEKOMEH/IAMH 110 BEIOOPY NPHMEHSAEMOTr0 HHCTpyMeHTa. Pa3paborana kiaccuduKanus MpoueccoB MOITydeHHs
(yHKIMOHAJIBHBIX TIOKPBITHI METOIOM 3IEKTPOKOHTAKTHOW TPUBAPKH, YUHUTHIBAIOIIAS UX (PU3UUECKUE M TEXHOIOTHUECKIE 0COOCHHOCTH, YTO
TI03BOJISIET OCYIIECTBUTH PAlMOHATIBHEII BHIOOP BUIA U THIIA IPUMEHSIEMOT0 000PYyIOBAHHSI, CXeMBbI OCYIIECTRIEHHS IIPOLIECCa, TIPHCAT0YHBIX
MaTEepHAIOB, a TAKKE CII0C00a MHTEHCH(HKALMHY TPOLIECCA, HCXOM U3 TOTPEOHOCTEN 1 BO3MOXKHOCTEH KOHKPETHOTO TIPOM3BO/ICTBA.
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Abstract. Further development of mechanical engineering requires new and improved existing technologies, including hardening
and restoration of parts, as well as technologies for obtaining functional coatings. Electrical contact welding is an effective method
of obtaining functional coatings on the working surfaces of parts for various purposes. The article considers technological capabilities,
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the experience of using various materials, hardness and wear resistance of coatings obtained during with electrocontact welding. The authors
consider the main technological equipment and make recommendations on choosing the suitale tools. The article presents a classification
of the processes of obtaining functional coatings by electrocontact welding, taking into account their physical and technological features.
Based on this classification, one can make a rational choice of the kind and type of equipment to be used, the process algorithm, the filler
materials, as well as the means of process intensification based on the needs and capabilities of a particular production process.
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Beenenue. PaionanbsHOeE HCIIONB30BAHUE PECYPCOB, BO3pac-
TaroIMe TPEOOBAHUS K SKOJIOTMYHOCTH ¥ SKOHOMUYHOCTH TTPOU3-
BOJICTBA TPEOYIOT HOBOTO MOMIX0/a K IPOCKTUPOBAHUIO TEXHOJIOI U~
YECKHX IIPOIECCOB M3rOTOBIICHHSI, BOCCTAHOBIICHHSI H/¥JIN YIIPOY-
HEHUs AeTasieil MalvH. BBICOKOTEXHOIOIMYHBIM, 3KOHOMUYHBIM
Y SKOJIOTHYHBIM METOJIOM, TIO3BOJISFOIIAM CO3/1aBaTh (PYHKIMOHAIb-
HbIE OKPBITHS Ha JICTAILSIX MAIIMH B TBEPIOH (hase ¢ MUHUMAIIBHBIM
TEPMHUYCCKUM BITUSHUACM, SIBJISICTCS ICKTPOKOHTAKTHAS TIPUBAPKA.
Merton ©MeeT ITUPOKUE BO3MOYKHOCTH KaK 110 HOMCHKJIAType MaTe-
PHUAJIOB, HA KOTOPBIE MPOM3BOIUTCS MPHUBAPKA (CTAH, YyT'yHbI, [BET-
HBIE CITIABBI), TAK U TIO MPUCAIOYHBIM Matepuaiam [ 1-5].

Jlyist BBIOOpa KOHKPETHOTO METO/A M CHOCco0a MOMydYCHHUs
(DYHKIMOHAIIBHBIX TIOKPHITHI BaKHO 3HATh €r0 MECTO B KJac-
CU(HKAIUH CYIIECTBYIOIINX MPOLECCOB 00PaOOTKHU, TEXHOJIO-
THYECKUE BOZMOXKHOCTH, 000pYI0BaHHE, UHCTPYMEHTHI H IIPH-
CIOCOOJICHNS, TPUMEHSIEMBIE ITPU €r0 OCYIIECTBICHNH, 8 TAKXKE
[IPUCAI0YHBIE MATEPUAJIbI U CBOMCTBA I10Jy4aeMbIX IIOKPBITUIH.

IeJsib Mecae0BAHMIA: IPOAHATTM3UPOBATH U YTIOPSIOYUTH UMe-
FOIIIUIACS OTIBIT M MPEICTABUTH MOJHYIO KIACCHU(DUKAIIO TIPOIIEC-
COB MOJTy4YeHHUs! PyHKIIMOHAIBHBIX TIOKPBITHH METOIOM 3JIEKTPO-
KOHTAKTHOM TIPUBAPKH, MTO3BOJISIONLYIO OCYIIECTRISTH BEIOOP 000-
PYIOBaHUsI, KHCTPYMEHTOB, TIPUCTIOCOOJICHHUI U CII0C00a MHTCHCH-
(uKaIwK ¢ y4ETOM TeXHUUCCKIX U SKOHOMHYECKIX BO3BMOKHOCTEH

TIpOU3BO/ICTBA, a TAKXKE BUJIOB 1 THUIIOB IIPUMCHACMBIX MaT€prajioB,
HCXOZIA U3 TBEPAOCTH U U3HOCOCTOMKOCTH IIOJTy4aEMBbIX IIOKPBITHIA.
Marepuajbsl 1 MeToAbl. [/ NOTy4EeHUs NIOKPHITUI B HC-
CIIEJOBAaHUAX IPUMEHSIIHCH CIIEAYIOIINE MEeTAUINIeCKHe IpHca-
JOYHBIC MaTcpualibl: CTAJIbHBIC JICHTHI TOHLHHHOﬁ 0,5 MM Ma-
pox 12X18HIOT, 651, 50X®DA, Y12; HOKOBOYHBIE MOJOTHA
11P3AM3®2 Tomiumnoi 2 MM 1 X6B® Tomumnoii 0,63 mm. B ka-
YECTBE IPOMEXKYTOYHOTIO CJIOS IIPHUMEHSIICS aMOP(HBIN JIEHTOU-
Heiid nipunoit Mapku «Cremet-1301» (16,0 Co; 5,0 Fe; 4,0 Si;
4,0 B; 0,4 Cr; Ni—oct.). I3HOCOCTOMKOCTh 00pasIoB OIpeIessuiach
Ha ycraHoBke IM-01 npu cpesHeM KOHTaKTHOM JJaBJICHUH B 30HE
tperuns 0,33 MIla, pacxone aOpa3sMBHOTO Marepuaia (4acTHIIbI
kBapua pasmepom 0,16...0,32 mm) 7,0 T/MUH, IJIMTEIBHOCTH UC-
nbITanuit 30 MuH. MUKPOTBEPIOCTH H3MEPsTN MeToioM Brikkepca
Ha Mukpotsepromepe METOLABS02. /lnana3on Harpy30k JaHHO-
ro npubopa Bapsupyercs ot 0,049 no 1,96 H. Teépnocts 00pasuos
H3MepsUTH 1o MeToxy Ikaia N Masbix Harpy3ok Cynep Pokserna
¢ mpumeHeHueM TBepaomepa TH320 npu Harpyske 147 H (15 krc).
Pe3yabrarsl 1 ux odcyxnenne. Kinaccudukauuro nponeccon
anexTpoxoHTakTHON puBapku (IKII) (puc. 1) MoXkHO IPOBOIUTE
110 (I)I/BI/ILICCKI/IM 1 TEXHOJIOTHUYCCKUM IPpU3HAKaM, IIPUMEHACMOMY
000pyZI0BaHHUIO, CXEME, TIPUCAZIOUHOMY Marepuaty (IpUcaJo4HbIM
Marepuanam), popme 3aroToBkH, crioco0y HHTEHCH(DHKAIMH.
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Fig. 1. Classification of electrical contact welding (ECW) processes
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I[Mporiecc 3MEKTPOKOHTAKTHOW MPHBAPKH B COOTBETCTBUH
¢ 'OCT P MCO 857-1-2009 «Cpapka 1 poICTBEHHBIE POLIECCHD
MOJKHO OTHECTH K IIPOIIECCaM CBAPKH JaBJICHHUEM, KOTIa SHEPIo-
HOCHTEIIEM SIBJISIETCS HNIEKTpUUeCcKuit Tok [1-5].

ITpu OKII Hanbosee mpeanouTUTETBHO IPUMEHSTh CIIeIH-
AIN3UPOBAHHOE 000pPyNOBaHHE (YCTAHOBKH), TOCKOJIBKY OHO
He TpeOyeT HuUKaKkol nopaboTku. Bo3MoXxHO mcmonb3oBaHue
TOKapHO-BHHTOPE3HBIX CTAHKOB, OTHAKO TPEOyeTCs UX 3HAIH-
TenbHast 1opadoTka. Tarke IpUMEHACTCst 000PYI0BaHUE IS TO-
YEe4HOM U POIHKOBOM TOBHOM KOHTAKTHOM CBapKu (MaHUITYIIH-
pOBaHNUE 3arOTOBKOH, KaK IPaBHJIO, IPOMCXONUT BPYUHYIO) [6].

ITo xonmuecTBY 1 pacnionokeHnto 1exrponos mpu IKIT mo-
TyT HCTIONB30BaThCS HECKOIBKO CXEM: IPUMEHEHHE CTEPKHEBBIX
AIIEKTPOJIOB, OTHOTO POIIMKOBOTO AeKTpoza (yron 360°), IByX poiu-
KOBBIX 2JIEKTPOIOB (IByxTOueuHast) oxt yriioMm 180 u 90° nim apy-
roii [7]. CymiecTByeT KOHCTPYKIIHSI, COBMEIIIAIOIIAs B CeOE POIHKO-
BBIE U CTEPYKHEBBIE ANIEKTPO/IBL, — « YHUBEPCAIBHOE YCTPOMCTBO ISt
LIOBHOM ¥ TOYEUHOM ANIEKTPOKOHTAKTHOM CBApPKW», MATEHT Ha U30-
operenre Ne 2397051. TTpu HEOOXOTUMOCTH CMEILICHHSI HIEKTPOIIOB
HPEIIOKEHO « YCTPOHCTBO JUIs CMELIEHNUS CBAPOYHOTIO IEKTPOoa
TIPH IIEKTPOKOHTAKTHOH IPHBApKe», MAaTeHT HA ITOJIE3HYI0 MO-
nenb Ne 103772. OnrrMaibHBIA IHaMETP POIMKOBBIX AJIEKTPOIOB
nipu OKIT moxpeITHii Ha JeTaly c.-X. TeXHUKH [8] — 300 MM, HO Jarre
TIPUMEHSIIOTCS POJIMKOBBIE ANEKTPOoIbI AuameTpoM 150... 180 mm [6].

XMMHYECKUH COCTaB MPUCaI0YHBIX MaTeprajIoB BEIOMpaeT-
CsI B 3aBUCHMOCTH OT CBOICTB ITOKPBITHIA, KOTOpPbIE HEOOXOANMO
nomyunTts npu OKII B mporiecce HaHECEHUS (HyHKIIMOHAIBHOTO
TOKPBITHS ¥ BOCCTAHOBJICHUS ACTAJIH: HAIIpUMeEDp, TBEPIOCTH [2]
1 u3HococToikocTH [9] (puc. 2, 3).

Jst nomyveHust nokpeithid MetogoM DKIT MOKHO puMeHsITh
pa3NMYHBIC MaTepHAIbL: METAUIMYECKUE JICHTHl W TPOBOJIOKH;
OJTHOKOMITOHEHTHBIE TOPOIIIKH; BYX- MJIM MHOTOKOMIIOHECHTHBIE
MOPOLIKOBBIE CMECH, COCTOSIIME U3 PA3INYHBIX METAIUTMYECKHX
Y HEMETAJUTMUECKUX MTOPOLIKOB; NACTHI-JIUTATyPbI, IPUTOTOB/ICHHbIE
Ha CBSIBYIOIIEH OCHOBE (ITIMIIEPUHE, BOJIE, CITUPTE U T.I1.) TIOPOIIKOB
WITH MEXaHUYECKOH CMECH TIOPOLIKOB; COBMECTHO IOPOLIKOBOM LINX-
THI (OJHOKOMITOHEHTHOH MJI CMECH TIOPOIIIKOB) ¥ MACTHI-JINTATYPHL;
CIIEYCHHBIE M3 TOPOIIKOB JIEHTHI; KOMOMHHMPOBaHHbIE Marepua-
JI61 (TIOPOIIKOBBIE ITPOBOJIOKH U JIEHTBI, COCTOSIIIME M3 METaJLTHYe-
CKO 00OJIOUKH 1 ITOPOIIIKOBOTO HATTOMHUTEIS, & TAKKE JICHTHI, Ha KO-
TOPBIX C TIOMOIITBIO KJTes IIepyKUBACTCS CIIOH moporka) [6, 10-16].

Kpome Toro, B kauecTBe MprcaiouHbIx MareprasioB mpu IKIT Moxk-
HO UCTIONB30BaTh OTXO/IbI MAIIMHOCTPOUTEEHOTO MPOM3BOICTRA (MU
JPYTUX), HATPUMEP: M3HOIIEHHBIE (HETOAHBIE) TIOJIOTHA HOYKOBOYHBIX
TIOJIOTEH 1 APYTOro META/IIOPEIKYIIIET0 HHCTPYMEHTa, OTXOH0B U (ho-
BAaHUS IAPHKOTOAIHITHUKOB (1mtam 111X 15) B Bie cripeccoBaHHBIX
JIEHT, TIOPOIIIKOB, MOJyYeHHBIX U3 OTXO/IOB BOIB(paMOCOoIepKaIiIixX
TBEP/BIX CIIABOB AEKTPOIPO3HOHHBIM JIUCTIEPTUPOBAHKEM [2, 5, 9].

Metonom SKII MOXXHO MOTy4aTh MOKPBITHS HA IITOCKOCTIX
W TeJaxX BpaleHus (IFIHHAPaX, KOHycax, quckax) [17-18].

[epen mprBapKOH KOMITAKTHBIX MaTepHAIOB (JISHT UIIH TIPOBOIIO-
KH), 0COOEHHO IPH HUCTIOMB30BAHIH BTOPHIHBIX MATEPHAJIOB, KOTOPBIE
MOTYT HIMETh YIPOUHSIFOILYIO TEPMUYECKYIO 00pabOTKy, HEOOXOIMMO
yOEIUTBCS B TOM, YTO HE MPOM30MAET MX paspyILIeHHE B IIpoLiecce Ipu-
BAPKH HA [TAITHHIPAYECKYTO (KOHHYECKYIO) WK (PaCOHHYIO TOBEPX-
HOCTB TIPH U3THOE B COOTBETCTBHH CO CIIIYIOIINM yciioBreM [7, 19]:

h Go.05 S
< + ,
D+h E  100%

rae s — TommMHA (IMaMeTp) INPUCAJOYHOTO MaTepHhana, M;
D — nuametp (HaUMEHBIIIHIT) BOCCTAHABINBAEMON IIOBEPXHOCTH, M;

(M
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Puc. 2. MUKpOTBEPAOCTL HEKOTOPBIX MOKPLITHIA,
noay4yennnix JKII:
1) ®bX-6-2 — noporok;
2) III'-10H-01 (50%) + BK25 (50%) — moporiok;
3) III'-C27 — nopomok; 4) [1I'-YC25 — nopomiok;
5) 11P3AM3®2 — nonotHo; 6) P18 — mpoBoioka;
7) P6MS — mposoioka; 8) LIX15 — moporoxk;
9) S0X®A — nerra; 10) 65" — mpoBoinoka; 11) X6B® — momnoTHO;
12) TIC-12HBK-01 — mopommoxk; 13) 40 — mpoBoioka,
14) 30XT'CA — npoBomnoka; 15) ITP-HITY3 — mopormox;
16) TII'-CP2 — nopormok; 17) 12X18H10T — newra;
18) bpb2 — mposonoka; 19) CB-08 — mpoBosoka;
20) BpKMu3-1 — npoBosnoka; 21) 08X18H10T — npoBosoka;
22) 08X18HIT — nopomok; 23) [THD-1 — nopormrok

Fig. 2. Microhardness of some coatings obtained by ECW:
1) FBH-6-2 — powder; 2) PG-10N-01 (50%) + VK25 (50%) — powder;
3) PG-S27 — powder; 4) PG-US25 — powder;

5) 11R3AM3F2 — cloth; 6) R18 — wire; 7) R6MS — wire;

8) SHX15 — powder; 9) SOXFA — tape; 10) 65G — wire;

11) H6VF —blade; 12) PS-12NVK-01 — powder; 13) 40 — wire;
14) 30HGSA — wire; 15) PR-NPCH3 — powder;

16) PG-SR2 — powder; 17) 12X18N10T — tape; 18) BrB2 — wire;
19) Sv-08 — wire; 20) BRKMTS3-1 — wire; 21) 08X 18N10T — wire;
22) 08X18N9T — powder; 23) PNE-1 — powder
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Puc. 3. OTHOCHTE/ILHASI M3HOCOCTOHKOCTD
U TBEPAOCTD HCIIBITAHHBIX 00Pa3LOB:
1) Cransb 45; 2 — Crans 651" (McXomHOE COCTOSIHUE);

3) Cranp 65T (OKY); 4) Crams 65T +
+ mokpeITHe u3 cram SOXDA (OKID);

5) n3HOIIEHHOE TTONOTHO U3 cTamu 11P3AM3®2;

6) Cranp 651" + nokpeitue u3 cramu Y 12 (OKII);

7) Cr3 + nokpsITHe 13 H3HOMLICHHOTO MostoTHa 11P3AM3®2 (OKII)

Fig. 3. Relative wear resistance and hardness of the tested samples:
1) 45 steel; 2) 65G steel (initial state); 3) 65G steel (ECW);
4) 65G steel + S0XFA steel coating (ECW),
5)worn 11R3AM3F?2 steel blade;
6) 65G steel + U12 steel coating (ECW),
7) St3 + 11R3AM3F2 worn blade coating (ECW)
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TEXHUYECKHUIA CEPBUC B AMK

Eciiit HepaBeHCTBO He BBITIONHSETCS, HEOOXOIMMO JIMOO0 Mpo-
BECTHU Pa3ypPOYHSIONIYI0 TEPMUYCCKYIO 00PaOOTKY, JIMOO HCIIONb-
30BaTh NPHCA/IOUHBII MaTepral OOJIbIICH TOIIINHBI (IUaMeTpa).

JnHy packpos ISHTHI IPH IIPUBapKe ONPEAEIISIOT C TIOMO-
b0 popmyist [20]:

[=n(D+h), mm, 2)

e s — TONIIMHA PHCAJOYHOTO MaTepraa, MM.

C nenpto HHTEHCH(IKAIINH TIPOLIECCa TPAMEHSIOT IPOMEKY-
TOYHBIE CJIOH (JICHTOYHBIE M IIOPOIIKOBBIC B KPHCTAIUTMYECKOM
W aMOP(HHOM COCTOSTHHAH ) W/YJIH Ta30ANHAMUYECKYIO 00padoT-
Ky moBepxHocTH [17].

IIpomMesxyTOUHBIE CIIOM MOTYT BHOCHUTBHCSI HEIIOCPEIICTBEH-
HO B IIPOLIECCE TPUBAPKH PA3HBIMU BApHAHTAMU: HAPE3aHHBIMH
B pa3Mep; MOTyIeHHBIMH PEIBAPUTEIBHO Ha TOBEPXHOCTH JICTa-
JIM YTV TIPUCA/I0YHOTO MaTepHaia ralbBaHNIECKUM METOZIOM; Ta-
30AMHAMIYECKUM HAITBUICHHEM (J[yTOBOM METaJUTH3alNEl); B CO-
CTaBe CIIMPTOBOTO PACTBOPA MOIMBHHIIIOY THPAIIST; HAMA3BIBATHCST
B IDTACTHYHOM COCTOSTHUH (TeXHHYIECKUH Ba3esrH, Kiei) [9].

Haunyuiee kauecTBO NOKPBITHM, OTy4aEMbIX Ha CTAJIBHBIX
Y YYTYHHBIX 3aIOTOBKaxX M JIETAISIX, JOCTUTAIOCH IPHMEHEHHIEM
MPOME)XYTOUHBIX CJIOEB HA OCHOBE HHUKEJTSI [P X XOJIOIHOM Ta30/IH-
HaMHIYECKOM HaIbUICHUH Ha IPHCAI0YHBIA MaTepHasl WM MaTepHa
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OCHOBBI [OCJIE MPE/IBAPUTENHHOM Ta30AMHAMUYECKOI 00paboTKH 110~
BEPXHOCTH KOPYHJIOM HJIY TPH MICTIONB30BaHMH aMOp(HBIX JieHT [ 18].

BriBoabI

1. Kimaccnduxkarms nmporeccoB momydeHns yHKIIMOHATBHBIX
TIOKPBITHI METOIOM 3IEKTPOKOHTAKTHOH IPUBAPKH TT0 OCHOBHBIM
TIPU3HAKaM ITO3BOJIT TEXHOJIOTaM yIPOCTHTH BEIOOP 000pyI0Ba-
HHS, THCTPYMEHTOB, IPHCIIOCOOJIEHHH, CIOCOO0B HHTEHCH(HKA-
IIUH TIPOTIECCA U PHCAT0YHBIX MAaTEPHAIIOB IIPH MPOESKTHPOBAHUHI
TEXHOJIOTMYECKHX MPOLIECCOB, OCHOBBIBAsICH HA TPEOyEMBIX CBOI-
CTBaX pabOUMX IMOBEPXHOCTEH JeTanel, a TakKe TEXHOIOTHYe-
CKHX ¥ SKOHOMHYECKHX BO3MOXXHOCTSIX TTPOM3BO/ICTBA.

2. Hanbonpimie 3Ha9€HAS MUKPOTBEPAOCTH B H3HOCOCTOM-
KOCTH (DYyHKIHNOHAIBHBIX MOKPBITHI N3 CTAJICH, MOTyIEeHHBIX
OKITI, obecrieqnBarOTCs Mpy MPUMEHEHUH B KA4eCTBE ITPUCA0Y-
HOTO MaTEpHiIa H3HOMIEHHBIX HOKOBOYHBIX ITOJIOTEH, U3TOTOB-
JICHHBIX U3 cTamu Mapku [ 1P3AM3D2.

3. Coueranne METOIa XOJIOAHOTO Ta30IMHAMUYECKOTO HAIIbI-
JIEHUS C IECKOCTPYHHON 00pabOTKOMH COeANHIEMBIX TIOBEPXHO-
CTEeH M MCIOJIb30BaHNE MPOMEKYTOUYHBIX CIIOEB HA OCHOBE HUKE-
751 B aMOP(HOM COCTOSTHUH TO3BOJISTIOT MaKCHMAJIBHO HHTEHCH-
(UIMpPOBAaTh MPOLIECC HIEKTPOKOHTAKTHON MPUBAPKH.
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