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AHAINN3 3BONIOLIAN NMOIMrPELLIHOCTU ®OPMbI
ANEKTPOOA-MHCTPYMEHTA C NPUMEHEHMEM TEXHOJOIMUN
BbICTPOIO NPOTOTUNMNPOBAHUA

MoBbleHe 3PPEKTUBHOCTN INMEKTPOIPO3NOHHOM obpaboTkm (330) — akTyanbHas 3agada
Ans Begywmx npeanpusaTuii MalumHocTpouTenbHon otpacnu. OCHOBHble 3aTpaThbl, yBenMuusaloLlime
cebecToMMOCTb U3roToBNEHNA AeTanen no TexHonorn 330, HanpasneHbl Ha Co3AaHne 3N1eKTPOAOB-
nHcTpymeHToB (OW), ocobeHHO cneumdnyeckon CroXHoOW KOHMUrypaumn ¢ HanuiMem NoAHYTPEHWHN,
paguycos nepexoga. Bo3mMOXHbIM pelleHnem [aHHOW 3afjayn SBMsSeTCs pasBUTME anbTepHaTUBHbLIX
MeToaoB U3rotoBneHust AN, a MMeHHO npuMeHeHue TexHonoruin GeicTporo npotoTunupoBaHus (BIM)
1 nuTerHoro npoussoAcTea. TexHonornn Bl no3BonsalT Ha paHHWX 3Tanax NoAroToBKW NPOM3BOACTBA
npoaHanuanpoBaTb KOHCTPYKUMIO ByayLuen aetany, BHECTU U3MEHEHWS, MOATOTOBUTL MPOTOTUN CMOX-
HOWN KOHMrypaummn mactep-mogeny AU ana nutea metanna B OpMy, CHU3UTL 3aTpaTbl HA U3rOTOB-
NeHne OCHACTKWU, NpMcnocobneHnn n mMexaHuyveckyto obpabotky. OgHako npouecc narotoBneHns AU
C npumeHeHnem TexHonorui Bl n nutenHoro npomssoacTea obnagaeT HegocTaTkaMu, CBSA3aHHLIMM
C HecTabumnbHOCTLIO pa3MepoB Npu nepexode C OAHOro atana U3roToBneHust Ha Apyro. OCHOBHLIMM
npuyYMHaMn HecTabunbHOCTU pasMepoB SBMSIOTCA CBOWCTBA MCMONb3yeMbix MaTepuanos. Hakannu-
BaloLLAsACs MOrpeLlHOCTb OTKMOHEHWUIN Ha MPOTSXEHUN BCEro LMKNa TEXHOMOMMYECKOro npowecca usro-
ToBneHus AW, cBa3aHHas € ycafkom martepuana, NnpuBOAMT K MOTEpe TOYHOCTM KOHeyHow AeTamu. Uc-
X04S M3 3TOro Lenblo UCCrefoBaHns SBMAETCS aHanv3 3BOSOLMM NOTPELHOCTU OTKMOHEHWI opMbl
O ¢ BO3MOXHOCTbIO NMOCMNEAYIOLLEro NPOrHO3MPOBaHNS OTKIOHEHWUIN U BBEAEHWUSA MPUMYCKOB Ha ycaaKy
npv NpoekTMpoBaHun AN.

Mporpamma skcnepuMeHTa COCTOUT U3 MOAFOTOBKW KOMMbIOTEPHOW MOAENW, MOCMONHOro Mo-
CTPOeHus npoToTuna mactep-moaenn AW, narotosnexHus otnmekn AU, nsmeputenbHoro koHTpons AN
Ha BCex aTanax npov3BoAcTBa. [N M3roToBreHWs npotoTuna ucnonb3oBaHa SLA-TexHomorusa (cte-
peonuTorpadus), NPUHLMN KOTOPOM 3aKM0YaeTCs B MOCMOWHOM CUMHTE3MPOBaHWM POTOMONMMEPHOIo
maTepuana SI500. [ina npegoTepalleHuss AeekToB OTNVBKM CMOAENMpoBaHa NUTHWKOBAs cucTema
1 NpoBedeH YUCMEHHbIN aHanu3 3anveku metanna B gopmy. o pesynbTatam YMCNEHHOro pacyeTta
B nporpamMmmHom komnnekce ProCast npobnem ¢ nponveaemMocTbio popMbl He 0BHapyXeHo, ycaaoyHas
NMOPUCTOCTb BbIsIBNEHa B JIMTHMKOBOW CUCTEME, KOTOpasi He OKa3blBaeT BMUSHWSA Ha LEMOCTHOCTb OT-
nvekn SW. Mo ntoram M3MepUTENLHOrO KOHTPONSA BbiSBIIEHa MOrPELUHOCTb OTKIOHeHW. Makcumans-
HOe OTKNOHeHne oTMeyeHo B oTnueke AN n coctasnseT 7,3 % OT 3a4aHHOro pasmepa B KOMMbIOTEPHOW
mopenu. B pesynbTaTe onpegeneHa 3BOMOLMSA MOrPELLHOCTEN HA 3Tanax MPOTOTUNMPOBAHUS, U3ro-
TOBIEHUSI BOCKOBKM M NUTbS MeTanmna B hopmy, 4TO MO3BOMMT CNPOrHO3MpPOBaThb MOrpeLHoCTb 1 npe-
AYCMOTPETb MepPOonpUSATHSA MO NOBBILLEHUIO TOYHOCTY OTNMBKM S,

KnioueBble crioBa: aneKTpoapo3noHHas obpaboTtka, ObICTpoe NpoTOTUNMPOBAHUE, ANEKTPOa-
MHCTPYMEHT, (pOTOMONMMEPHBIN MaTepuar, NOCMONHbIA CUHTE3, MUTHUKOBAs cuctema, NopucTocTb, OT-
KMOHEHWe pasmMepoB, TOYHOCTb, NONMMEpPU3aLUs, MacTep-Moaerb, CIIOXKHbIA NPOdUrb.
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ANALYSIS OF THE EVOLUTION OF THE ERROR
IN THE SHAPE OF THE ELECTRODE-TOOL
WITH THE USE OF RAPID PROTOTYPING TECHNOLOGIES

Increasing the efficiency of electroerosion processing (EDM) is an urgent task for the leading
enterprises of the machine-building industry. The main costs that increase the cost of manufacturing
parts using EEE technology are aimed at the creation of electrodes - instruments (El), especially a spe-
cific complex configuration with the presence of undercuts, transition radii. A possible solution to this
problem is the development of alternative methods of manufacturing El, namely the use of rapid proto-
typing (BP) technologies and foundry. BP technologies allow to analyze the design of the future part,
make changes, prepare a prototype of the complex configuration of the master El model for casting the
metal in the mold, reduce the costs of tooling, tools and machining in the early stages of production
preparation. However, the process of manufacturing El with the use of technologies of the BP and foun-
dry has the disadvantages associated with the instability of the dimensions during the transition from
one manufacturing stage to another. The main reasons for the instability of dimensions are the proper-
ties of the materials used. Accumulating error of deviations throughout the whole process cycle of
manufacturing El, associated with the shrinkage of the material, leads to loss of accuracy of the final
part. Therefore, the purpose of the study is to analyze the evolution of the deviation error in the shape of
the El with the possibility of subsequent prediction of deviations and the introduction of allowances for
shrinkage in the design of El.

The program of the experiment consists of: preparation of the computer model, layered con-
struction of the prototype master El model, manufacturing of the El casting, measuring control of the El
at all stages of production. For the prototype, SLA technology (stereolithography) is used, the principle
of which is the layer-by-layer synthesis of photopolymer material SI500. To prevent casting defects, a
gate system was modeled and a numerical analysis of the metal casting in the mold was carried out.
Based on the results of numerical calculations in the ProCast software complex, there was no problem
with spillage, shrinkage porosity was detected in the gating system, which does not affect the integrity of
the El casting. Based on the results of the measurement control, an error of deviations was detected.
The maximum deviation is found in the casting of the El and is 7.3% of the given size in the computer
model. As a resul5214t, the evolution of errors at the stages of prototyping, fabrication of a wax and
casting of metal into a mold is determined, which will predict the error and provide for measures to in-
crease the accuracy of casting El.

Keywords: EDM, rapid prototyping, electrode-tool, photopolymer material, layer-by-layer syn-
thesis, gating system, porosity, dimensional deviation, accuracy, polymerization, master model, complex
profile.
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Benymue MupoBble TpeAnpUATHs MaIIMHOCTPOWTEIBHOW OTpaciw,
takue kak komnanuu Rolls Royce, General Electric, AO «O/IK — Ilepmckue
MOTOPBI» U Ap., UCMIOIB3YIOT TEXHOJOTHH AJIEKTPOIPO3UOHHON 00paboTKH
(O30) B TEXHOJIOTMYECKUX LMKJIaX IPOM3BOACTBA BBIMYCKAEMOMN Ipo-
KLU,
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OnHuM U3 caepKUBarOMKUX (akTopoB 3PGHEKTUBHOTO pacrmpocTpaHe-
Hus U npuMeHeHust 990 B TEXHOJOTUYECKUX MPOIeccax MPOU3BOJICTBA SIB-
JsieTCsl OTpaHUYEHUE BO3MOXKHOCTU M3TOTOBIICHUS CIIOKHOMPO(UIBHBIX
3NEKTPOIOB-UHCTpYMEHTOB (DU) nenbHOl kKoHCTpyKuuu. [Ipu Tpaguunon-
HOM crnocobe wusroroBieHus DU merogamu MexaHHYecKoill 00paboTku
cinoxHbii mpoduns DU hopmupyercs U3 HECKOIbKUX YacTel, KOTOpbIE TO-
o4yepeaHO (Ppe3epyroTCs U JOBOAATCS /10 3a/1aHHBIX TapaMETPOB TOYHOCTH U
mepoxoBatoctu. [Ipu nanHoM croco6e 60 % cTOMMOCTH TEXHOJIOTHYECKO-
ro npouecca 390 cocrasiseT uzrorosienne M. TpynoeMkocTs nporecca
U MaTepuaibHbIE 3aTPaThl BO3PACTAIOT C YBEJIWYEHUEM CIIOKHOCTH KOHCT-
pykuuu Tpedyemoit neranu [1-5].

AJBTEpHATUBHBIM CIOCOOOM HM3roTOBIEHHUS DM M MOBBIMICHHUS 3KO-
HOMUYECKOH apdexTuBHOCTH D0 sBISETCS NMPUMEHEHHE METOJIOB OBICT-
poro nportotunuposanus (bII) ¢ mocnenyroomuM mnpoueccom JINTbs MeTaj-
na. Texnonorusi bI1 mo3BossieT M3roTaBIMBATh CIOXKHbIE 0 KOHPHUTYpaIuu
MPOTOTHIBI U3JENNI, KOTOPBIE MCTIONB3YIOTCS KaK (PYHKIMOHAJIBHBIE TPO-
TOTHUIIBI U MAcCTE€P-MOAEIN JUIsl IUTEHHOT0 Mpou3BoACTBA. CHUXKEHHE KO-
HOMHYECKHX 3aTpaT, u3rotosieHue DU ¢ mpodwieM 000 CI0KHOCTH
00yCIIOBIIMBAIOT 11€JI€CO00PA3HOCTh MPUMEHEHHS TexHoorui bI1.

[ukn nszroroBnenust U ¢ npumenennem texHosoruu bII u nurteiiHo-
ro MPOU3BOJCTBA CONPOBOXAAECTCS BO3HUKHOBEHHEM IMOTPEIIHOCTEH pas-
MEpOB, CBSI3aHHBIX C YCAJIOUYHBIMH MPOIECCAMH HCIIOIb3yEMbIX MaTepUaIOB
[6-9]. U3yuenne u TPOTHO3WPOBAHUE OTKIOHEHUHW C IIEJIBIO TOBBIIICHUS
TOYHOCTH BOCTIPOM3BEACHUS CIIOKHONPOGWIbHBIX DU sBiseTcs akTyaib-
HoM 3amaueit [10-13].

[lenb paboOThl — U3YUUTH U NMPOAHATUZUPOBATH IBOJIIOLMIONIOTPELTHO-
cti opmbl crnoxxkHonpoduiabHOro DU, M3roTOBIEHHOTO C MPUMEHEHHEM
texHosoruu bII u nureitHoro npousBoacTBa.

Marepuajibl 1 METOAbI HCCJIEA0OBAHUSA

JI7i AOCTHKEHUS TTOCTABIEHHOM e HEOOXOJUMO PEIIUTh CIeAyIo-
1IMe 3aJa4u:

1. IToctpoenue komnsrorepHoit Moaenu (CAD) monenu DU u nutHu-
KOBOI CHCTEMBI JIJIs TIUThSI METalljIa B TUTICOBYIO (hopmy.

2. TToctpoenue GpyHKIIMOHATBHOM MacTep-MoAemH 1o TexHonoruu bI1.

3. 3mepenue 1 n3yueHne OTKIOHeHUH npodust nporotuna DU.

4. I3roToBiieHHE BOCKOBKH U U3MEPUTEIBHBIM KOHTPOJb OTKIOHEHUN
npodumis JU.
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5. U3roroBnenne runcoBoii (hOopMbI, BBITONKA BOCKA, MPOKAIKa M 3a-
JMBKa METaJlla ¢ MOCJIEIYIOIUM U3MEPUTEIbHBIM KOHTPOJIEM Npoduiist Me-
TaJuIM4ecko oTiauBku DU.

B kauectBe Texnonoruu BIT s cozmanus GyHKIMOHAIEHOTO MPOTO-
tuna DU ucmonap3oBaHa TexHOIOTUs crepeosnntorpadguu (SLA) kommaHnuu
Envisiontec. CyTb TEXHOJOTUHU 3aKJIIOUAETCSI B MOCIONHOM CHHTE3MpOBa-
HUM (otononumepHoro marepuana SIS00. Takum oOpa3oM, B MOBEPXHOCT-
HOM CJIO€ BO3HUKAET peakliys MOJUMEpPU3AlMU, U MaTepual 3aTBEpAEBAET
nox nedctBueM Y@-uznydyeHus. OCHOBHOE OTIMYME OT KIJIACCHYECKOU
SLA-TeXHOJOTUY 3aKJII0YaeTcs B CO3JaHUHM MAacCKH M300pa)K€HHs BCETO ce-
YeHMs BbIpaluBaeMoro npororuna. Ilocie onpeneneHHOro BpeMEHM 3a-
CBETKH CEUeHHs MOJENu IulaTdopma, Ha KOTOpPOH (HOPMHUPYIOTCS CIIOH,
OITyCKaeTCsl BHU3 Ha TOJIIIMHY CJIEIYIOIIETO CJIO0s, U IMPOLECC MOBTOPSETCS
JI0 TIOJTHOTO BhIpamuBaHus nporotuna. [Toctpoennsiit mporotun DU u3 do-
TONOJIMMEPHOTO MaTepuaa MnpejacTaBieH Ha puc. 1.

Puc. 1. IlpotoTun O, u3rotoBieHHbIN ¢ npuMeHeHneM SLA-TexHonoruu

Ha ocnoBe umsroromnenHoro nporotuna DU dopmupyercss monenb-
HBI KOMIUIEKT U3 JIMTEHHOIO0 BOCKA, B KOTOPBIA BXOIST JIUTHEBAsT MOJIEIb
OU un nutaukoBo-nutaromas cucrema (JIIIC). Jlnsg npenorBpaieHus: BoO3-
HUKHOBEHUS Je(EKTOB Ha ATAre 3AIUBKU (DOPMBI METAIIJIOM MPEABAPUTETb-
HO cMozenupoBaHa u paccuutada JIIIC. C nomouipo nporpaMMHOIO KOM-
riekca ProCast mpoBesieH 4rcieHHbIH aHAIN3 Mpoliecca 3aauBku DU

B 1moaroToBieHHYH METAJUIMYECKYIO OINOKY YCTaHABIMBAETCS MO-
JENbHBIN KOMIUIEKT U 3anuBaeTcs (pOopMOBOUYHBIM MaTepuanom (rurc). [o-
cie 3arBepAeBaHUS U3 (HOPMBI BBITAIIUBACTCS MOJICIBHBIA KOMIUIEKT U
MPOBOJIUTCS MPOKajka 10 Temreparypsl 750 °C.
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g 1utaBKku MeTaiuia MCIOJIb-
3yeTcsi WHAYKIMOHHAs THUTEJIbHAs
neyb. 3aJUBKAa IPOU3BOIAUTCS B IIO-
Jorperyro GpopMy ¢ TeMmIepaTypoil
450 °C). Ilocne 3aTBepAcBaHUS Me-
TaJla TOTOBYIO OTJIMBKY H3BJIECKAIOT
u3 ¢opmel (puc. 2). B xauectBe ma-
Tepuana oTauBku OW mcnonb3oBaH
cruiaB natynu JIL40C.

Puc. 2. Meraunueckas otiska OU W3mepenue mnporoTuna, BOC-

KOBKHU ¥ OTJIMBKU IIPOU3BOJIMIIOCH Ha
KoopauHaTHO-u3MepurenbHod MammHe Contura Carl Zeiss G2 [14]. Hdus
M3Y4EHHUs 3BOJIIOLUH OTPEIIHOCTH BhIOpaHbl paboune miockoctu DU, yua-
cTByromue B nponecce 990. B kauecTBe N3MEpEHUS U OLIEHKH MOTPEIIHO-
ctH hopMbl DU BEIOpaHBI ClIeayIONEe KOHTPOIUPYEMbIE TapaMeTphI:

1. HemmockocTHOCTD (INIOCKOCTH [, INIOCKOCTh 2, IIIOCKOCTD 3).

2. HeneprnieHauKyIsipHOCTh (INIOCKOCTH / U TUIOCKOCTH 3, TIIOCKOCTH [
U TIJIOCKOCTD 4).

3. HenmapannenbHOCTh (IJIOCKOCTh 3 K INIOCKOCTH 4).

4. PaccTosiHUE MEXy TUIOCKOCTSIMHU 3.

O0603HaueHNs H3MEPSIEMBIX TUIOCKOCTEH IMOKa3aHbl Ha pHC. 3.

A

Puc. 3. Cxema u3MepeHus: KOHTPOIUPYEMBIX MOKa3aTeneld TOUHOCTH
Ha JTamnax u3rorosiieHus DU

[TmockocTh 2, KOTOpass HAXOAUTCS TMAPAUIETBFHO TUIOCKOCTH /, B KOH-

TpOJIe U3MEpSeMbIX MOKa3zaTesell TOUHOCTH He y4acTByeT. B naHHON KOH-
¢durypamuu DM pabounMu yuyacTKaMH SIBISIOTCS IJIOCKOCTH 1, 3, 4.
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PesyabTarsl Hcciie10BaHus

Jis cHrkeHus 1eeKTOB Ha 3Tane 3arojJHeHHUs (GOpMBbl U IIPU KPU-
CTAJIIM3aLMU MeTajljla IIPOM3BE/IECH YHUCIICHHBIM aHalu3 3aJMBKU B IIPO-
rpaMmmHOM Komiuiekce ProCast. Pe3ynbraTsl pacnpeneneHust TeMneparyp-
HBIX I0JIEH M KpHCTaIN3alsl METalIa B ONPECIICHHBII MOMEHT BPEMEHU
IIOKa3aHbl Ha puc. 4.

2 0

Puc. 4. Pactipenenenne TemnepaTypHbIX OJEH U KPUCTAIUIM3ALHA MeTallla
B oTniuBKe DU B MoMeHT BpeMeHu: a— 1 ¢;6 —2c;6—3c;e—14¢;0-98 ¢

3anonHeHue (GOpMbI pacIIaBOB HAUYMHAETCS CHU3Y, METalll uepe3
LIENICBUIHBIA MMUTATENb 3alO0JIHIET MEHee MACCUBHYIO YacTh OTJIMBKH DU,
nogHuMasch BBepx K npuObumu. Janueni Tun JIIIC cnocoOcTtByer Oxiaro-
NPUATHOMY yNAJCHUIO ra3a M NPEnsSTCTBYET 00pa30BaHUIO YCAIOUYHBIX MOP
B TEJIE OTJINBKU.

Pacnpenenenue mop B Tene orauBku DU mpejcTaBieHo Ha puc. S.
ITo puc. 5 BUIHO, YTO OCHOBHOE CKOILICHHE MOPHCTOCTU COCPEIOTOUYEHO
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B npu6Osu omiuBkud U B JIIIC. JlepexkT He 3aTparuBaeT OTBETCTBEHHYIO
yacTh OTIUMBKH DV, oOecrieuynBasi KauecTBO MOBEPXHOCTH U TUIOTHOCTH Me-
Tajua.

Shrinkage Porosity [Fa] electrod 2

X
I ProCAST

Puc. 5. Pactipenenenue mopucTocT B Tele OTIUBKU DU

ITo pe3ynbTaTaM 3KcIiepUMEHTa IO U3roToBiieHUI0 DU ¢ ucnons3oBa-
HUeM SLA-TEXHOIIOTMM W JUThsI MeTauila B (opMy IMOJydeHB OTJIMBKA,
IIPOTOTHII MacTEP-MOJIENH U BOCKOBKaA. [1o mporpaMmMe skcnepuMeHTa mpo-
U3BEICHBl U3MEPEHUS U aHAIU3 T'€OMETPUYECKUX [apaMeTpOB HCCIEnye-
MBIX 00BEKTOB. Pe3ynbraTsl H3MepeHHii MPEICTaBICHBI B TA0IUIIE.

IIpu ananuse pe3ynbTaToOB U3MEPEHUH CIIEYET OTMETUTh U3MEHEHUE
reoMeTpuYecKux napamerpoB DU npu NpoxoKACHNUU BCEX HTANIOB TEXHOJIO-
TMYECKOI0 Ipouecca. Y MEHbIICHHE 3HAaUYEHUI HEMJIOCKOCTHOCTH, Hemapa-
JIEIIbHOCTH, HENEPIECHIUKYISIPHOCTH U PACCTOSHUA MEXIY IUIOCKOCTIMHU
CBUJIETEIILCTBYET 00 HM3MEHEHHUH CBOMCTB HCIOJIB3yEMbIX MAaTepHajoB,
a MMCHHO HAJINYUH YCaJKH.
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PesynbpTarel usmepenuii U

H3mepsieMbie Hapametpot, M
IIOBEPXHOCTHU Macrep-moaens B;g;:ﬁ:’l Meij;;;;:Kaﬂ
HemnockoctHOCTB
ITnockocts / 0,2319 0,1276 0,1355
ITmockocts 3 0,1030 0,0996 0,0294
ITmockocTh 4 0,2316 0,1212 0,1038
HenepnenaukyinspHocTb
ITmockocts [ u 3 0,1582 0,3661 0,2100
ITmockocts 1 u 4 0,3809 0,1408 0,2006
HenapamiensHOCTb
IImockoctu 3 k 4 0,3368 0,4920 0,4714
Paccrositnue mMexay mioc-
KOCTSIMH 3 U 4 7,8841 7,2956 7,1277

[Ipu mopenupoBanun DU 3a7aHHOE PACCTOSHUE MEXKY IUIOCKOCTS-
Mu 3 u 4 cocraBisuio 7,68 mm. [Ipu M3roToBIIeHMM MPOTOTUIIA MacTep-
MozieaH 1o SLLA-TeXHOJIOrMM OTKJIOHEHUE OT 33JaHHOTO pa3Mepa COCTAaBH-
710 2,6 % B pasmepe 0,2 MM. J[aHHOE OTKJIOHEHHE YJIOBJICTBOPSET TOUHOCTH
TEXHOJIOTHH, KoTopoe cocTasiseT oT +0,05 no +0,1 mm Ha 2,54 cm’. O6bem
POTOTHITA MACTEP-MOJIEIIH COCTABIAET 53 CM.

OTKJIOHEHHE BOCKOBKM OT KOMIBIOTEPHOM MOJENHM cocTaBisieT 5 %.
JlomoNnHUTENbHYIO yCaJKy Ha BOCKOBKY OKAa3bIBA€T HCIOJb3YEMBIH JUIs
dbopMbl criMKOH. OTKIIOHEHHE OTJIMBKU DV 0T KOMIBIOTEPHOM MOJIENH CO-
crasisger 7,3 %.

Pe3ynbrarhl mcciaenoBaHus MOKa3bIBAIOT BO3MOXKHOCTH MTPOTHO3UPO-
BaHUS 3BOJIONUHN OTKJIOHEHHUI OT 3Tama MOJEIMPOBAHMSI KOMIBIOTEPHOU
MOJIEJIA 1O KOHEUYHOT'O MPOIYKTA.

Jlist cHWKEHUsT OTKIIOHGHHWH B OTIMBKe DM HeoOXoammo Ha 3Tare
MOJICJIMPOBAHUSI OTJIMBKHU MPETyCMOTPETh MPUITYCKA HA YCaJaKy Marepua-
JIOB, UCIIOJIb3YEMBIX B TEXHOJOTUYECKOM MPOLECCE U3TOTOBIEHUS CIIOKHO-
npodunsHoro DU, um obecredynTh HCIONB30BAHHE MAaTEPUATIOB C MHHH-
MaJIbHOW yCaJIKOM.
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Paboma evinonnena npu noodepaicke epanma Ilpezuoenma P® no zo-
Cyo0apcmeenHol no00epi’cKe MOI00bIX POCCULICKUX VUEHBIX — KAHOUOAMO8
nayk Ne MK-5310.2016.8.
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