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IIpuBemeHa MeTofMKa pacyeTa LIE€POXOBATOCTY IIOBEPXHOCTM B HAIIPaB/IEeHUMM CKOPOCTU
BpallleH!s 3arOTOBKY U NOTIEPEYHOI MOofjauyl Kpyra Ipy aJMa3HoOM IUIM(OBaHUY TBEPHO-
CIUIAaBHBIX ITyaHCOHOB KPYraMy C MHOTOC/IO/HBIM KOMIIO3UIIIOHHBIM 37IEKTPOIUTUIECKUM
MOKpBITHEM. PaccMOTpeHBI 3aBUCHMOCTY IIPOJOILHOI U IONEPEYHO COCTaB/IAIIUX IIe-
POXOBAaTOCTM IIOBEPXHOCTM OT PEXMMOB Pe3aHMs: 4aCTOTBhl BpalleHNs HUIM(OBAIBHOTO
KpYyra, 4acTOTbl BpallleHNs 3aroTOBKM, IyOMHBI pe3aHMs M IIOIEPEeYHOl MOoJadM Kpyra.
[TpepmoskeHa MeTOMKA OIpefie/IeHNsT PEXKVMMOB pe3aHus, obecIeunBaolias yMeHbIlIeHe
COCTAB/LAIOLIVX LIEPOXOBATOCTY B MPOJOIBHOM ¥ IIOIEPEYHOM HaIpaB/IeHUAX. Y CTaHOB-
JIEHBI M 9KCIEPVMEHTA/IbHO IIPOBEPEHBbl PEXMMBI pe3aHus IpyU aJIMasHOM LUIM(OBAHUN
TBEPAOCIUIABHOTO ITyaHCOHA. [loATBepkAeHbl IMapaMeTphbl MIEPOXOBATOCTY MOBEPXHOCTU
Rmax = 0,12 mxm 1 Ra = 0,03 MKM.

KnroueBbie crtoBa: aiMasHoe ].lUII/I(l)OBaHI/Ie, IIEpOXOBATOCTD IIOBEPXHOCTY, a/IMa3HbIE KPY-
Y, KOMIIO3MIJVMOHHOE 3JIEKTPOINMTNYECKOE ITIOKPDITIE

The method of surface roughness calculation in the direction of workpiece rotation and in
the direction of grinding wheel cross-feed at multi-layer composite electrolytic coating
wheels diamond grinding, is presented. Relationship between the components surface
roughness and cutting modes: the grinding wheel rotational speed, workpiece rotational
speed, depth of cut and cross-feed wheel, is considered. Cutting conditions determination
method for minimization of roughness components in longitudinal and transverse direc-
tion, is introduced. Diamond grinding cutting conditions for carbide punch to ensure sur-
face finish Rmax 0,12 mkm u Ra 0,03 mkm were established and experimentally tested.

Keywords: diamond grinding, surface roughness, diamond wheel, composite electrolytic
coating
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B coBpeMeHHOM NPOM3BOACTBE U3JE/INMII MAIIHO-
I IPHOOPOCTPOEHMA aKTYalIbHO 3a/jadeil AB/IAeT-
Csl M3TOTOBJIEHME Ipecc-(pOpM U3 TBEpPABIX CIIA-
BOB C IPMMEHEHNEM OIlepaliy INPelU3UOHHOTO
uummdoBannA. TBeppociulaBHble  Impecc-GpopMbl
VICTIOTIb3YIOT, HANlpMMep, /I BBIIOTHEHVS OITH-
YeCKMX 9/1eMeHTOB: MH3 [1], mnu3 Openens (2, 3],
0(TaTbMOIOTMYECKIX U3JeNIi U Ap.

[ToBepxHOCTM TIpecc-POpM, KOTOpble HeobOXOo-
AMMO 00pabaThlBaTh C IIEPOXOBATOCTBIO 12-TO
xnacca u Bbime (FTOCT 2789-73, mapamerpsl Iie-
poxoBaroctu: Rz < 0,2 MM, Rmax < 0,2 MKM U
Ra< 0,04 MxM) u NPELU3NOHHON TOYHOCTBIO,
VIMEIOT C/IOKHYI0 ¢opmy [3], 4TO 3HAYUTENIBHO
CHIDKaeT IPOM3BOAUTENIBHOCTD OOpabOTKM IIpu
HIPUMEHEHUY TPAJUIIMOHHO TeXHOIOTUY, IPeay-
CMaTpUBAOLIell IpeABapUTENbHOE, OKOHYATeNIb-
Hoe 1uMdoBaHye 1 GUHAIIHOE HoNupoBaHue [1].

[l NOBBIIEHNs NTPOM3BOAUTENIBHOCTU U Ka-
yecTBa 00pabOTKM IIPeJIOKEHO MCII0/Ib30BaTh
mumgosanpubie kpyru (1K), na pabouyro mo-
BEPXHOCTb KOTOPBIX HAHECEH aJIMa3OHOCHBII
CJIOV1, BBIIIOJTHEHHDIN II0 TEXHOJIOTUMM MHOTOCION-
HOTO KOMIIO3MI[IOHHOTO  3/IEKTPOIUTIIECKOTO
nokpuitvs [4-7]. IIpu nsrotonenun IIK Ha oc-
HOBY U3 HepyKaBelollleil CTaIy IOC/Ie0BAaTeTbHO
HAHOCAT: A[Te3MOHHBINI AKTUBMPOBAHHBIN CJIOM;
CIUIaB, 0OecCHeYMBaIOIINII rallleHe CUIOBOTO BO3-
[eViCTBMsI; VHEPTHBI CIUIAaB Ui 3apaljyBaHus
MOHOKPUCTA//IOB; aKTUBUPOBAHHBIN CION; 3a-
LIUTHBIN BBICOKOTBEPAbIIL CIIZIAB U C/IOM MOHOKPM-
CT/IZIOB a/IMa3oB [4].

Texnomorus nsrorosnenns 1K nossonser no-
JIydaTb C/IeAyHolyie XapaKTepUCTUKN: paBHOMEp-
HOe pacIpefie/ieHue 3epeH C KOHI[eHTpalueil o
400 %; BBIZIET 3€p€H U3 CBA3KM Ha IIOJIOBUHY Cpef-
HEro pasMepa; IOTPEIIHOCTb (OPMBI pexxylLeit
noBepxHocty IIIK, COOTBETCTBYIOLIyI0 TaKOBOI
JUIA OCHOBBL. brarojaps TMM XapaKTepUCTHKaM
HOTPenTHOCTh GOpPMBI 0O6pPabOTaHHOI IIOBEPXHO-
ctu Oyfer 3aBMCETb TONBKO OT KMHEMAaTHMYeCKOl
HOTPEIIHOCTY CTaHKa. [10aToMy JyiA monmydeHus
IIEPOXOBATOCTY IIOBEPXHOCTM IIpecc-popM He
HIKe 13-T0 Kmacca U morpemHoct Gopmsbl obpa-
6aThIBaEMOI TTOBEPXHOCTM He Ooree 5 MKM pac-
cMatpuBaeMble anMasHble IIIK Heobxomumo mpu-
MEHSITh Ha CBEPXTOYHBIX CTaHKax [8].

[Tpn 06paboTke TBEPAOCIVIABHBIX ITyaHCOHOB
Ha CBEPXTOYHBIX CTAHKAX a/JIMasHbBIMM KpPyraMiu,
BBINTOJTHEHHBIMY 110 TEXHOJIOTUM MHOTOC/IOMHOTO
KOMITO3UIIVIOHHOTO 3/IEKTPOIUTUYECKOTO MOKPBI-
TUs, OCHOBHOJI 3ajiaueil sIBIsIeTCs BBIOOP pexn-

MOB ¥ YC/IOBMII pe3aHus, o6ecrednBaoIx 3a-
JaHHYI0 LIEPOXOBATOCTb 0OpabOTaHHON MOBEpPX-
Hoctu [9, 10].

Ilenp paboTbl — BBIABIEHNE TEOPETHYECKMX
3aBIMCUMOCTEIl I/ pacyera IIEPOXOBATOCTH II0-
BEPXHOCTY TP 06paboTKe TBEpHOCIUIABHBIX IIy-
AHCOHOB /IMa3HBIMJ KpyraMu M paspaboTka Me-
TOIOVMKM HOROOpa PeXXMMOB pe3aHus s obecrie-
JeHMsI Tpe6yeMOTro KadecTBa IIOBEPXHOCTL.

O6pa6oTKa MOBEPXHOCTH TBEPAOCIVIABHOTO IIy-
aHCOHA. TBepIOCIUIaBHBIN ITyaHCOH INIPeCTaB/IAeT
co0071 eTanb IVIMHAPUIECKOi GOpMBI, Ha TOpIie
KOTOPOJ1 HaXOAuUTCsl oceBoyl mapabomnons. Topiie-
Bas IIOBEPXHOCTb M IOBEPXHOCTh Mapabononpna
OTBEYaIOT 3a (POpMUpOBaHME NOBEPXHOCTU JieTa-
71, MOJIy4aeMoil IIpY IITaMIIOBKe. B ¢cBA3U ¢ 3TUM
TOpLeBas U IMapabomndecKas IOBEPXHOCTY JJOIDK-
HBl COOTBETCTBOBATb BBICOKMM TpeOOBaHUAM,
IpebAB/IAEMbIM K VX LIEPOXOBATOCTI M MOTPelI-
HocTy popmel. [TorpemrHocts GopMbl meTamm co-
CTOUT M3 IOTPenrHOCTH (GOpMBI IapabOIMIECKO
IIOBEPXHOCTY C OTKJIOHEHMeM OT npodusa He 60-
jee 5 MKM, HOTPElUTHOCTH (GOpPMbI TOPLEBOI IO-
BEPXHOCTY C OTKJIOHEHUEM OT IUIOCKOCTHOCTM U
OCEBBIM OJeHVeM OTHOCUTE/IbHO OCY BpallleHNs He

1,4

~__
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Puc. 1. Cxema 06pabOTKU IIOBEPXHOCTH IIyaHCOHA
KPYTOM, BBIITO/THEHHBIM I10 TEXHOIOTUY
MHOTOCTIOIHOTO KOMIIO3MIIIOHHOTO
3/IEKTPOIUTUYECKOTO TIOKPBITHS
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6oree 2 MKM.

TexHonornveckasi cxema GUHULIHON 00paboT-
KU IyaHCOHOB U3 TBepHOro ciuraBa Mapkyu BK8
KPyraMmy, BBIIIOTTHEHHBIMI 110 T€XHOIOTMY MHOTO-
CTIOJTHOTO KOMIIO3VI{IOHHOTO 3/IEKTPOJINTIIECKO-
rO MOKPBITHS, TOKa3aHa Ha puc. 1.

TopueBass u mapabonydeckas MTOBEPXHOCTH
IIyaHCOHa O0OpabaThIBAIOTCA PAUYCHOI YacCTbIO
IIIK. Ha puc. 1 ob6o3Ha4yeHBI CIefymoOlye Hapa-
METPpBI: 1 U 1, — dactorsl Bpamenys LK u 3aro-
TOBKHU, MUH '; S;o; — momepednas mopava K,
MM/MMH. [Ina obecredeHus: 3afjaHHON (OPMBI
obpabarbiBaemoit noepxHocTy IIIK HakIoHeH Ha
yron o = 50°.

Pacuer mepoxoBaTocTu 06pa6oTaHHON HOBepX-
HOCTH. PacdeT I1epoxoBaTOCT) ITOBEPXHOCTHU BbI-
IIO/IHEH B HaIlpaB/IeHU CKOPOCTY BpallleHNs 3aro-
ToBKM 1 mnomnepeunoll nogauu IIK, 1. e. B mpo-
IOJIbHOM U TIOIIePEeYHOM HAIIPABICHNAX.

CxeMa pacyeTa HIepOXOBATOCTY IIOBEPXHOCTU B
IIPOJO/IbHOM HAIlpaB/ieHUM IpUBefeHa Ha puc. 2.
Ha cxeme 0603Ha4eHbI C/IeAyIOLIe TOUYKM U Iapa-
MeTpbl: O1 — nentp IIK; O3 — LeHTp 3aroToBKI;
O, — ngentp lIK npyu noBopoTe 3aroTOBKM Ha yroj
B=2mn,/m; B — TOuKa IepecedeHuss OKPYXKHO-
ctu HIK 1 OoKpy>XHOCTM 3aTOTOBKM B HadaJIbHBIN
MOMeEHT B3amMopeiicTBusg; C — ToduKa Iepecede-
Hust okpyxuoctu [IK npu nosopore Ha yron 3 un
npopomkennsa orpeska O1B, orpesok BC cocTas-
JIA€T TOJIIVHY Cpe3aeMoro CjIosi 3a OAMH 000poT
MK a; D — Touka ImepecedeHus OKPY>KHOCTel
HIK B Hava/nbHBI MOMEHT B3aUMOJEIICTBUA C 3a-
FOTOBKOJI 11 IIOC/Ie IIOBOpOTa Ha yron fB; ¢ — ry-
6una pesanus; n — paguyc IIK; r, — paguyc 3a-
TOTOBKI.

It onpeneneHus MIEPOXOBATOCTU B IIPOJO/Ib-

HOM HAIIpaB/IeHN) HEOOXOAUMO HATU KOOP[UHA-
TRl TOYKM D. [Ina sTOoro safaguM ypaBHEHMe
okpyxHocty IITK

x2+yr=nt (1)

Ypasuenue okpyxxnocru IlIK ¢ neaTpom B TOY-
Ke Oz

(x=x0,) +(y=y0,) =12, )

e xo, =(n+n—t)—(n+n—t)cosP;
=(n+n —t)sinf.

YpaBHeHUe OKPY)XHOCTI 3aTOTOBKM C LIEHTPOM
B Touke Os

Yo2 =

(x—rl—r2+t)2+y2=r22. 3)

Torma KoopAMHATH TOYKM D BBIYUCTISIOTCS KaK
KOOPAMHATBl TOYKM IepecedeHnss OKPYKHOCTE,
omnpepensgeMbix ypapHeHuamu (1) u (2):

xp =0,5x0, +

r2y?

+0.5 x5, =41 0,25(y2, +x3, )= 5 ()
0, "0,

yp =1t —x}. (5)

[llepoxoBaTOCTh ~ MOBEPXHOCTM  RMaXypoy,

OIIpefieIsIEMYI0 BBICOTON OCTaTOYHOTO Ipoduist B
HPOJIO/IBHOM HAIPABIEHUN Hpmax TIO PUC. 2 U BbI-
paxkeHusM (3)-(5), MOXHO IPeACTaBUTD KaK

Rmax oy =\/y2D+(r1+r2—t—xD)2 —1, +t.

CxeMa pacyeTa IIepOXOBaTOCTY B IOIEPEYHOM
HalpaB/ieHUN IpuBefieHa Ha puc. 3. Ilpu gBmKe-
Huu B Harnpasienuu nogaun IIK sepHa ocTasAioT
KaHaBKM Ha obpaboTaHHON mosepxHocTu. ITocne
IepBOro 0OOpOTa 3arOTOBKM PACCTOAHNE MEXMIY
KaHaBKaMI COCTaB/AeT /. 3a oguH 060poT 3aro-

A (yBenmieHo)

Puc. 2. Cxema pacdera HIepOXOBATOCTY IIOBEPXHOCTY B IIPOJO/IBHOM HAaIlpaB/IeHUN:
1 — IIIK; 2 — 3aroroBKa
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Stor A (yBenugeHo)
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Puc. 3. Cxema pacdeTa mLe€poOxXOoBATOCTY ITIOBEPXHOCTU B ITOIIEPEIHOM HAIIPaBICHNUN

toBku IIIK cmemaercs Ha paccrosiHMe, paBHOE
Ston/m,. Ilocne toro kak HIK mepemectmsica Ha
BenmumunHy B =2Rsin{arccos[(R—t)/R]}, rme R —
pagnyc okpyrnenus K (cm. puc. 1), paccrosiHue
MeXy KaHaBKaMM COCTaBUIO [gr,. Bpems, 3a ko-
topoe IIIK mepememjaercss Ha mMpuUHY B, MOXHO
onpenenuTb Kak B/S;o;. Uucno o60poToB, BbI-
IIO/THEHHOE 3arOTOBKOJI 32 3TO BpeMs, COCTaBIIsAeT
Bl’lz /Snon-

Torma paccrosiHue Mex/y KaHaBKamu, popmu-
pylolliee 1IEpPOXOBATOCTb B HAIpaB/IeHMM IIOIIe-
pe4HoOI1 ojaun,

lRa = lfSnon/(B”Z)-

CornacHo puc. 3, mapaMmeTp IIepOXOBAaTOCTU

IIOBEPXHOCTY B HAaIIpaB/IeHUY ITOIIEPEYHOI Iofaun
2
2, [lfSHOH/(an)]
Rmax o =—%=—"———"",
1, 8r,

Ife t, — pajnyC OKPYITIEHVs aJIMa3HOTO 3€pHa,
IpPUHMMAeMbIil B JO/SAX OT CPeJHEro pasMepa 3ep-
Ha Xqp, T. €. 1 =0,1x, [11,12].

Ha puc. 4 npuBefeHbl pacueTHbIe 3aBUCHMOCTH

Rmax o, ; RMaX oy , MKM

/

3
0,10 \ X

0,01 L L
100 200 300

a

400 71y, mum!

MPOJO/IHON ¥ IOIEepeYHOil COCTAaB/AAIIUX Ille-
pOXOBaTOCTI/I HOBCpXHOCTI/I OT 4aCTOThI BpaH.[eHI/IH
3aTOTOBKU U IJTyOMHBI pe3aHus.

Ha puc. 5 noxasaHbl pacyeTHbBIE 3aBUCHMOCTY
MPOJOJIbHOM COCTaBJIAKLIEN LIEPOXOBATOCTU IIO-
BepXHOCTHU OT YacToThl Bpamenus HIK u nonepey-
HOJI COCTaB/IAIIIeN HIepOX0OBAaTOCTY TOBEPXHOCTY
ot ronepevHoii nmogauny IIK.

PacdeTs! BHIOTHEHDI IPY CAEAYIOLUX YCIOBU-
SIX Pe3aHMUs:

CpenHuil pasMep 3€PHA Xepy M. vvvvvvvvvnnnn... 1-107
Yron npu pexxyieit BepIIHe 3epHa, TPaf . .. ....... 85
KoadduuneHT 3ae/ky 3epHa B CBA3KY . . . ... ...... 0,5
PaccTostHMe MEXK/Y 3€PHAMU, M .« . .o o vvvnne .. 2-107
Pagmyc MK ri, M. oo 5107
Pannyc o6pabarsiBaeMOl 3aTOTOBKM 12, M . . . . . . 1,4.107
Papnyc oxkpyrnenna K rp, M. ..ot 1-10™

Hna puc.4 u 5, a nomepeynas mopmavya IIK
Stwon = 0,5 MM/MMH, a g1 puc.5, a u 6 yacrorTa
BpallleHNs1 3aTOTOBKM My = 200 MyH "', riy61Ha pe-
3aHus t = 10 MKM.

Ananus rpadukoB, NpUBeNeHHBIX Ha puC. 4-5,

Rmax . , MKM

W

0,10

0,01 1 ! L I ! |
1 3 5 7 9 11

t, MKM

Puc. 4. PacueTHbIe 3aBYICMMOCTY IPOLOIBHON RmaXypoy (1) ¥ momepeyHoit Rmaxyon (2)
COCTaBJ/IAIOIINX LIEPOXOBATOCTY IIOBEPXHOCTY OT PEXXMMOB PE3aHMA:
@ — JaCTOTHI BPAILleHNsI 3aTOTOBKY 12 Ipu 11 = 60 000 Muu ' u ¢ = 10 MKM; 6 — TIyOuHbI pesanus ¢ mpu #1 = 60 000 My
u nz = 200 MuH"'; 3 — 3aaHHOE OrpaHMYeHIe [I0 MAKCHMA/IbHOII [IEPOXOBATOCTY IIOBEPXHOCTI
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Rmaxg,q,, MKM Rmax,, , MKkM
2
0,10 / ~< 0,10 \
2 7\
1 1
0,01 ! ! ! ! 0’01 ! ! | |
10 20 30 40 7107, vun! 025 050 0,75 1,00  Syop MM/MEE

a

6

Puc. 5. Pacyernsie 3aBucumoctu (1):
@ — TIPOJIONIbHOJ COCTAB/IAIOLIEN NIEPOXOBATOCTH IIOBEPXHOCTY RMaXypoy OT YacToThl Bpamenn K 71,
6 — MIOTIEPEYHOI COCTAB/IAIONIEl HIEPOXOBATOCTY MOBEPXHOCTY RmaXyon 0T monepeuroit nogauy K Spon;
2 — 3afjaHHOe OTpaHMYeHNe [T0 MaKCUMAaTIbHOI HIePOXOBATOCTY IOBEPXHOCTI

MIOKa3bIBaeT, YTO [/Is MOMydeHMs LIepOXOBaTOCTU
o6pabaTbIiBaeMOil IOBEPXHOCTY B MPOJOIBHOM I
IIOTIepeYHOM HaIpaBJIeHMAX B Ipefiesie Rmax <
< 0,1 MKM IIpM yKasaHHBIX paHee IIapaMeTpax pe-
3aHMS HEOOXOMMO O00eCIeuuTb CIeAyole pe-
XKUMBI I OBaHMA: YacTOTa BpallleH)sI 3aTOTOB-
Kk — He 6omee 200 mMuH'; yacToTa BpallleHNA
K — He Menee 60000 mMuH'; rIyOumHa pesa-
Hug — 10 MkM; onepeyHas nopava K — ne 60-
nee 0,5 MM/MVH IpU pafinyce OKPYITIEHUA Pexy-
mieit yactu 1K, paBaom 0,1 MM.

OKcnepuMeHTaIbHbIe MCCIeA0BaHNA. B mabopa-
topun OOO «Pecypc To4HOCTM» IIpOBefieHa TeX-
HOJIOTMYecKasi OTPabOTKa PEXMMOB aIMasHOTO
11nQoBaHNs TBEPAOCIIABHBIX IyaHCOHOB. PoTo-
rpacuy 30HbI LUTM(OBAHNA IPUBEEHBI HA PUC. 6.

O6paboTKa IIyaHCOHOB IIPOBEfieHa Ha Y/IbTpa-

a

HPeLV3IOHHOM CTaHKe Mopemn «Acgepuxa-D3».
OcHOBHBIE y3/IBI CTaHKA (IIMVHJENb, HAIpaB-
nAoLIye I0 ocsAM X U Z) OCHAILeHbI a3pocTaTuye-
CKMIMM OIIOpaMM, NIPUBOJBI — BCTPOEHHBIMM CUH-
XPOHHBIMM MATOBUOPOAKTYBHBIMM JIBUTATE/AMII.
Ha cranke peanns3oBaHO Of[HOBpeMEHHOE YIIpaBJie-
HJI€ I10 JBYM JIHEJHbIM KoopayHataMm [13].

OKCIepUMeHTbI BBIIOTHEHbI NPU CIEAYIOMINX
pexxrMax nrmQoBaHNA: 4acTOTAa BpalleHMs 3aro-
ToBKM — 200 MuH™'; yacToTa Bpamenus IK —
60 000 MuH"'; rTybuHa pesanus — 10 MKM; IoIe-
peunas nopava IIK — 0,5 MM/MuH npu paguyce
okpyrnenus pexymen vyactu K 100 mxm. Ycro-
BN Pe3aHMA COOTBETCTBOBAIM, HPUHATBIM [IA
pacdera.

Mertponorndeckuii KOHTPO/Ib 06pabOTaHHOI
IOBEpXHOCTY TIpOBefleH Ha MHTepdepomerpe
Zygomaxim GP 200. Ha puc. 7 nmokasaHbl Xapak-

6

Puc. 6. Dotorpadun 30HbI 1M1OBaHNs TBEPAOCITIABHOTO IIyaHCOHA B MaciuTtabe 1:1 (a) u 20:1 (6)
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Puc. 7. TIpodunorpammbl 06paboTaHHON IOBEPXHOCTH TBEPHOCIIABHOTO ITyaHCOHA

TepHbIe IPOPUIOTPAMMBI.

IIpu usMepeHuy moydeHbl ClefymoolIye IMapa-
MeTpBI LIEPOXOBATOCTI 0OPabOTaHHO IOBEPXHO-
ctu: Ra = 0,03 mxkM, Rmax = 0,120 MKM.

He3HaunrenbHOe  yBenMueHMe SKCIEpUMeEH-
TaJIbHOTO 3HaueHN:A IIePOXOBATOCTY IO MapaMeTpy
Rmax 1o cpaBHeHMIO C 33/laHHBIM OrPAHMYEHUEM
Rmax = 0,1 MKM, IpMHATBIM Ha puc. 4-5, 06 bACHA-
eTcAd [IONOJHUTE/IbHBIM HEYYTeHHBIM BJIVAHUEM
TEeXHOIOTMYECKOM CUCTEMBI.

BrpiBoab1

1. Ha ocHoBanun pacdeToB M IKCIIEPMMEH-
TaJIbHbIX I/ICCIICI[OBaHI/II?I JaHbl CIenyrolye peKo-
MEHJaluuy 1Mo pexmmaM a/IMa3HOTO ]J_I}'II/I(I)OBaHI/I}I

JInteparypa

TBEPJOCIUVIAaBHbIX ~IYaHCOHOB Iapabo/InuecKoit
¢$bopMBI ¢ AMaMeTpoM OCHOBaHUA 1,4 MM Kpyrammu
C MHOTOC/IOMHBIM KOMIIO3MIIIOHHBIM 3JIeKTPOJIN-
TUYECKVM ITOKPBITVEM:

* yacTOTa BpallleHus1 3arOTOBKM — He Oojee
200 MuH"Y;

* yacrorta Bpamenus K muamerpom 10 MM —
He MeHee 60 000 MUH;

* r/IyOuHa pe3aHysi — He MeHee 10 MKM;

e momepeyHass 1mopavya IMK — He O6oee
0,5 MM/MMH TIpM pajuyce OKpYITIeHUA peXyllei
yactu lIK, pasnoii 0,1 MM.

2. TanbHenmme WUCCIeNOBaHUS HEOOXOMUMO
HallpaBUTDb Ha M3y4yeHMe BAMAHUA M3HOCA ajMas-
HbIx 3epeH [IIK Ha mepoxoBaTocTb 06paboTaHHOI
noBepxHoCTH [14, 15].
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