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The work proves that one way to increase the quality of perforations is to enhance their refinement at 
the stage of finishing operations. This helped to set the aim of the work to review existing methods of finishing 
refinement of perforations and their influence on the surface quality options. 

It has been proved that the application of the methods of mechanical refinement of perforations and 
surface plastic deformation allows to achieve high geometrical characteristics of surface quality but it does not 
solve the problem of increasing of hardwearing and antifriction qualities of the friction surface, which is 
extremely necessary during the process of bedding. The usage of traditional methods of coating application 
increases antifriction and hardwearing qualities of the surface but we lack the possibility to form the optimal 
microgeometry of the surface.  

Combined refinement allowing to combine the advantages of different methods of perforations finishing 
refinement has been proposed as the most effective one. For instance, the possibility to combine finishing 
antifriction nonabrasive refinement with the methods of surface plastic deformation, in particular with 
deformational drawing, will allow to increase the process productivity and quality of perforations finishing 
refinement. 
quality, finishing refinement, perforation, combined refinement 
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Ivan Vasylenko, Assos. Prof., PhD tech. sci. 
Kirovograd National Technical University, Kirovohrad, Ukraine 
Physical processes in the formation of composite coatings resistance welding flux-cored wires 

In order to determine the necessary conditions must be analytically explore occur during contact 
welding deformation processes. 

The work was analytically studied thermoplastic deformation of the filler flux-cored wire. Thus we 
considered two stage flow deformation: cold deformation before switching current impulse with a high porosity 
of the particulate material in the shell and hot deformation by heating of material flux-cored wire electric shock. 
The studies provided information on changes in the size and shape of flux-cored wire in the process of contact 
welding. 

The findings open the possibility of theoretically determining the mode of contact welding flux-cored 
wires according to the required thickness and density of the composite coating. 
flux-cored wire, contact welding, contact area 
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