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AHAJII3 BILIMBY PEKUMIB PI3BAHHS HA TOUYHICTD PO3MIPIB IOBEPXOHb
JTETAJIEMA, BATOTOBJIEHUX FDM JIPYKOM, IIIO OBPOBJIIOIOTHCSH
TOUYIHHSAM TA ®PE3EPYBAHHSIM 3 YPAXYBAHHSIM iX IIPYKHUX

JTE®OPMAIIIA

B pobomi posenanymo eénaug pesxcumie pisanus HA MOYHICL PO3MIPI6 0OPOOIIOGAHUX 3A20MOBOK NpU MOYIHHI ma
pesepysanni 3 ypaxyeanHam npysxcHux oepopmayiii it noeepxwi. Ilposedeno aHanimuuHo aHAIi3 GNIUBY PEXHCUMI DI3AHHA NpU
MOYIHHI ma (pe3epysanHi NIACMMAco8UX 3a20Mo80K, ompumarnux nicisi FDM opyky, Ha mounicms 6UKOHAHHS GI0N0GIOAIbHUX
nogepxonw. Ilo6yoosano diazpamu 3miHU CUL PI3aHHA O MOYIHHA MA YPe3epyBants Npu YUCMOBOMY MA YOPHOBOMY BUOAX
00pobNIeHHs 3 AKUX BUSHAYEHO 6ETUYUHU NPYIHCHOT Oedhopmayii 0bpodnenux noeepxons. [is nepesipKu OMpUMaHux pesyibmamis
6yno sucomosieno FDM opyxom demanv cknaonoi gpopmu «Poboue xonecoy ma 3a 0onomoeor mexaniynoi o6pooKu pi3anHim
(moxapna, gpesepna) 06podieHO NPUEOHYBANLHI NOBEPXHI, OJis AKUX MOYHICMb NICASL OPYKY € He 00CMAMmHS, Wo 0Y10 BUABTIEHO
BUMIDIOBAHHAM 8I0NOBIOANLHUX NOBEPXOHb. I1iCNis NPOBEOeHH MeXaHIUHO20 0OPOOIeHHS 8iONOBIOHUX NOBEPXOHL DVI0 NPOBEOEHO
BUMIDIOBAHHA OMPUMAHOI MOYHOCMI po3mipis. Pesynomamu eumiproeans noxazanu po3OincHiCmb OMPUMAHUX 2e0MeMPUUHUX
napamempie aie 80HU 3HAX00AMbCA Y OONYCKY HA 8I0N0GIOHI po3MIpU.

Kniouoei cnosa: pexcumu pi3anus, npyscHi 0epopmayii nO8EpXHI, MOYHICMb PO3MIPI6, MOUIHHA, (hpe3epy8aHHsL.
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ANALYSIS OF THE INFLUENCE OF CUTTING MODES ON THE ACCURACY OF THE DIMENSIONS OF THE
MACHINED BLANKETS DURING TURNING AND MILLING WITH ACCOUNTING FOR ELASTIC
DEFORMATIONS OF ITS SURFACE

The quality of the resulting surface of elements manufactured by printing is a factor that determines their use in various areas, from
prototyping to mass production, to eliminating workpiece defects, reducing surface roughness and adapting the shape of the part to technical
requirements. However, the process uses several variables with a wide range of values, for example, the choice of turning tools, milling cutters
including the material of the cutting inserts, the choice of cutting parameters and the determination of processing conditions. Conducting an
analytical analysis of the influence of cutting modes of plastic parts after FDM printing, in connection with the emergence of new plastic materials,
on the accuracy of the surfaces processed by turning and milling, taking into account elastic deformations of the workpiece surface, with the
determination of technological parameters of the processes of turning and milling on CNC machines is an urgent task. The influence of cutting
modes on the accuracy of the dimensions of the workpieces processed during turning and milling, taking into account elastic deformations of its
surface, is considered. An analytical analysis of the influence of cutting modes during turning and milling of plastic blanks obtained after FDM
printing on the accuracy of execution of critical surfaces was carried out. Diagrams of changes in cutting forces during turning and milling during
finishing and roughing types of processing were constructed, from which the values of elastic deformations of the processed surfaces were
determined. To verify the obtained results, a part of a complex shape “Improvement” was manufactured using the FDM printing method and the
connecting surfaces were processed using mechanical cutting (turning, milling), for which the accuracy after printing was insufficient, which was
revealed by measuring the corresponding surfaces. After mechanical processing of the corresponding surfaces, the obtained dimensional accuracy
was measured. The measurement results showed a slight discrepancy between the obtained geometric parameters, but they are within the tolerance
limits for the corresponding dimensions.

Keywords: cutting modes, elastic deformations of the surface, dimensional accuracy, turning, milling.

ITocTaHoBKa mMpodaeMu

AnutusHi TexHonorii (Additive Manufacturing — BiJ ciioBa aquTHBHICTB) — I1€ TIOMAPOBE HAPOITYBAHHS Ta
cuHTe3 00'€eKTa 3a JOMOMOTrO0 KOMHI'IOTepHHX 3D-TexHomorid. Y cydacHiif MPOMHCIOBOCTI Ie KiJbKa Pi3HUX
IpoLeciB, B pe3ysibTari SKUX MojemtoeTbes 3D-00'ext. TexHonmoriunmii mporpec crpusic BUpOOJICHHIO Oe3midi
KOPHCHUX pedell [uist moOyTy, 370poB's Ta Oe3IeKH JIOJMHN HalpHKIIa] aInTHBHI TEXHOJIOTIT B MallMHOOYAyBaHHI
Ta aBiaOyayBaHHI JONOMAararoTh CTBOPIOBATH OUIBII BHCOKO €KOHOMIYHHH 1 JISTKMH IO Ba3i aBiaTpaHCIOPT, NpH
IIbOMY HOT0 aepoJMHaMIYHI BIACTUBOCTI 30epiratoTbecsi y MOBHOMY 00CSI3i.

OCHOBHUMH HalpsIMKaMH PO3BHTKY MAaIIMHOOY/TyBaHHS B JJaHWI Yac €: 3aCTOCYBaHHS HOBHX IT0JIiMEPHHUX,
KOMIIO3UIIITHAX, 1HTEJeKTyaJbHUX MaTepialliB Mg Yac BHPOOHWITBA JeTaleld MalluH; po3poOKa HOBHUX
TEXHOJIOTIYHUX METOAIB, OOJIaJHAHHS Ta MPOLECiB BUPOOHHUIITBA BUPOOiB MammmHOOy xyBaHHA. [lepmum marom Ha
NUIAXYy CTBOPEHHS MAIIMHHM € MPOCTOPOBE IPOEKTYBAaHHS BHPOOIB MamMHOOYIyBaHHSA 13 3aCTOCYBaHHSIM
KOMIT'IOTEPHHX BIPTyaJdbHHX IH(POBHX TPHUBHUMIPHUX MOJENEH, IO CTal0 MOMJIMBO 3aBISKH BIPOBAKCHHIO
cy4dacHOro mporpamHoro 3abesneuerHs (CAD-mporpamu), monemoBanHs Ta po3paxyHKiB (CAE). BrpoBamkenns
TEXHOJIOTIH «TpuBUMIpHOTO IpYyKy» (3D-mpyk) 3abe3meuye MOXKIMBICTh CTBOPSHHS JETali MAaIlMHU 94 BUPOOY B
LJIOMY Ha OCHOBI po3po0iieHoi 3D-Mozieri B HAHKOPOTII TepMiHM Ta 3 MiHIMaJIbHUMH BTpaTaMy MaTepialis.
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AHaJi3 ocTaHHix myo0Jikanii

SIKicTh OTPUMaHOT IOBEPXHi €JIEMEHTIB, BUTOTOBJIEHHUX 32 JIOTIOMOTOI0 JIPYKY, € (JaKTOPOM I110 BU3HAUaE 1X
BUKOPHCTaHHS B PI3HOMaHITHHX c(epax, BiJ CTBOPEHHS NMPOTOTHIIB JO MacoBOI'O BHPOOHMITBA, N0 YCYHEHHS
HEJIOJIKIB 3arOTOBKH, 3MEHIIIEHHS IOPCTKOCTI MOBEPXHI Ta alanTyBaHHs (POPMHU JIeTajl 10 TEXHIYHUX BUMOT.

BiAmoBimHO 1O TEXHIYHMX BHUMOI JIpyKOBaHI €JIEeMEHTH MOXYTh OyTH OOpOOJieHi, HampHKiaj,
(bpesepyBaHHIM ab0 TOUIHHSM.

[Moennanns texnomorii 3D-ppyky Ta TpamuuiliHoi oOpoOKHM Bigome sK riOpuj MexaHiuHOi 0OpoOKH.
JonmaBanHs eramy oOpOOKHM € MOIIMPEHNM PIilIeHHSAM i 301IbIICHHS SKOCTI BUTOTOBIICHHX eleMeHTiB. TuMm He
MEHIII, TIPOIIeC BUKOPHCTOBYE KiNbKa 3MIHHHX 3 IIMPOKHM Jiala30HOM 3HA4YeHb, HANPHUKIAA, BHOIp TOKapHOTO
iHCTpYMeHTY, (pe3 B TOMy UMCIIi MaTepias pi3ajbHHUX IUIACTHHH, BUOIp MapaMeTpiB pi3aHHS Ta BU3HAYCHHS yMOB
00poOKH.

i 3MiHHI BW3HAYAIOTh JOCSTHEHHS IPUITyIIEHHX 3HA4YeHb HOMiHAIy O0’€kTa, KiHIIEBI po3Miph Ta
rapaMeTpy IeOMETPUYHOI CTPYKTYpH NMOBEpPXHi (IIOPCTKICTh, XBUISICTICTh, BimxmieHHS ¢opmu). Lli BmactuBocTi
BIUIMBAIOTh Ha (DYHKIIOHAJIBHICTH OOpOOJIEHOT MOBEPXHI, MEXKY BTOMH, 3HOCOCTIHKICTH, CTIHKICTB 1O KOpO3ii,
3MalllyBaHHS, TEPTS.

Agtopu. [1-3] BKa3ytoTb Ha HEOOXiqHICTh 00POOKH, KO (DyHKIIOHAIBHI HOTPEOU 110 BUMOTaM /10 BUpOOy
HE BIJIIOBINAIOTh, HANPUKIAA, Y€pe3 HU3bKY MIOPCTKICTh MOBEpXHI a00 po3MipHY HETOYHiCTh. Taki HETOYHOCTI
3yMOBJICHI HHM3KOIO (DaKTOPiB, BKIIOYAIOUM YCaAKy, NMPYXKHI jAedopmManii, KyT NpUKIagaHHs (BepTUKAJIbHI CTIHKU
IIy’Ke OJM3BKi 0 HOMIHAJIBHOTO PO3MIPY, TO/I SIK TIOBHICTIO TOPU30HTAIbHI CTIHKH BIIXWIAIOTHCS HA KUTbKA TECATHX
MiTiMeTpa), TOBIIMHA IIapy, B'SI3KICTh CEpPENOBUINA, IMOXHOKAa XOpHOHW, ycamka, 3aJUpKH, CTPYKTypa i BHI
HaloBHIOBAYA.

ABTOpH [4] BUBYaIM, IMOPCTKICTh Ta YTBOPEHHS 3aJAUPOK MiciA BUTOTOBICHHS 3D-npyky. BoHu midmmm
BHCHOBKY, IIO I OTPUMaHHs OUTBII TJIaIKOI IMOBEPXHI MOTPIOHO BHKOPHUCTAHHS MCEHIIOI IMBHUAKOCTI MOJadi Ta
TIIMOWHU pi3aHHA pa3oM i3 OLTBIIMMHU 00epTaMU IITTHHICIS.

[TapameTp IOPCTKOCTI BBaXKAETHCS KIOUYOBUM (PAKTOPOM, IO BIUIMBAE HA MPOJYKTHBHICTH KOMIIOHEHTIB
MatuHu. Lle Takox GakTop, KUl BILTMBA€E Ha 3apoKeHHs! BToMHI TpimuHy. [1lopcTkicTh MoBepxHi BKiIIOYaE B cebe
HEpIBHOCTI NMOBEPXHi, BUKIMKaHI TOJIOBHUM YHHOM THUIIOM 0OpOOKH a0 MpoliecoM BUTOTOBIICHHS 3aroToBkH. 1106
MOKPALIUTH T€OMETPUYHY TOYHICTbH 1 JOCATHEHHS] HEOOXiIHOT SKOCTI IOBEpXHI €JIeMEHTIB, BOHH 1HOJI (OPMYIOThCS
3a JIONOMOT0k0 MexaHiqHoT 00poOku. OOpoobitoBaHicTh MaTepiany PETG 3anexuts BiJ BULY NpOLIECY Ta MEXaHIUHUX
BJIACTUBOCTEH T1acT™Mac. BUKOpUCTAaHHS T10pHUIHOT TEXHOJIOTIT J03BOJIUIIO IHTEIPYyBaTH BUPOOHUYI MPOLIECH, TOOTO
3D-apyk i TokapHa, hpe3epHa 00podka: 3D-npyk 3a0e3neynB KOPOTKUI Yac BUPOOIICHHS Ta MiHIMi3yBaB BiIXO/H, &
i1 9ac 00poOKH KOMITEHCYIOTHCSI HeJOCKOHAJIOCTI Ta BIIMiHHOCTI po3MipiB. [loeqHaHHS JBOX MPOLIECIB 3a0€3MEUIIIO
OUTBIITYy YHIBEpCANBHICTD 1 IMUPIIHNHA dialla30H MOKIMBOCTEH [5, 6].

XapakTeprcTUKH 00pOOKH METalliB (hpe3aMu JyKe CXOKi Ha XapaKTePUCTHKH 00poOKH turactMac. OHAK iX
CTPYKTYpa i CKIIaJ HAKJIAJIar0Th JOAATKOBI ocoOnmBocTi. Uepe3 BITHOCHO HU3BKY HIUTBHICTH, MIIHICTB i TBEPIICTh
IUIacTMAcC OMIp CTUCHEHHIO 1 3CYBY IIPHU Pi3aHHI HU3bKHM, a CHJIM pi3aHHs Ha0araTo MeHIl, HiX pH 00poO1li METaIiB.
Lle 1o3BOIIsIE BUKOPUCTOBYBATH OLIBII BUCOKI PEXUMU pizaHHs Jisi 00poOku rutactMac. [Ipu pizanHi TepMoriacTiB
y OUIBIIOCTI BUMAAKIB YTBOPIOEThCS CYILIJIbHA CTPYXKKA, B TOH 4ac SK MPHU Pi3aHHI PEaKTOIUIACTIB YTBOPIOETHCS
NoJIpiOHEeHa CTPYIKKa, sIKa JIETKO po3iiTaeThes. [Ipu pizaHHI Ii1acTMac Ha MOBEPXHSX TEPTS IHCTPYMEHTY BUHUKAIOTh
BilHOCHO BHCOKI Temmeparypu (zo 500°C), mio mpu3BOAMTH JO NPWIMMAHHS IHCTPYMEHTY 10 3arotoBku. Lle
MOB'SI3aHO 3 TUM, L0 TEIUIONPOBIAHICTh IUIACTMAC Y KiIbKa pa3iB Hik4ya, HDK y MetaiiB. [liciast oOpoOku B
TIOBEPXHEBOMY INapi JeTali BHHUKAIOTH 3aJMIIKOBI HAINPY)KCHHS, SKi B MOEIHAHHI 3 HANPY)KCHHSIMH IIiJ] 4ac
CKJIaJaHHs (HaNpHKIaJ, 3aTATyBaHHS OONTIB 1 TBHHTIB) YacTO NMPHU3BOJATH JIO NMOSBH HEBEIHMKHX ITOBEPXHEBHX
TpimuH. {71 3MEHIIeHHS 3aJIMIIKOBUX HATPYXKEHb NP 00poOIli TePMOIUIACTIB BUKOPUCTOBYIOTHCS Pi3HI TEXHIUHI
METOJW: CTHCHCHHS Marepialy B 30HI CBep/UTiHHA, OiuHe (pe3epyBaHHs, OaraToorepamiifHe CBEpIUIIHHS 3
MiHIMaIFHIM MIPUXBATOM HA OCTAHHBROMY IIPOXOJI 1, Y BUIIAJIKY 3 TEPMOILIACTAMH, TOMipHE HarpiBaHHI.

Tepmonmacti 00poOIISIOTBCST Ha TAMOMHAX pi3aHHA Bifg 1 1o 7 mMMm., nomauax Bix 0,05 mo 0,8 Mm/3y0 i
mBuaKocTax Big 100 7o 500 mM/XB., B 3aJIeKHOCTI BiJ MapKu 1 THITy 0OpoOKH (YOpHOBA, YUCTOBA). SIKicTh 0OpPOOKH
3a0e3Mmeuy€eThcss BUKOPHUCTAaHHSM JIOOpE 3aroCTpEeHOTO iHCTpyMeHTy. /Jlisi mMmigBUINEHHSI SKOCTI 0OpOOKH
BHKOPHUCTOBYIOTBCS ajIMa3Hi IHCTPYMEHTH. TOYHICTH OOpOOKHM TepMOILIACTIB 1 TEPMOPEAKTHBHHX MaTepiajiB
BH3HAYAETHCS MeTOJ0M 00poOku. LIIopcTKICTh MOBEPXHI 3aJIeXKUTh HacaMIlepel Bill MaTepiaiy, 1o 00poOsieThes
g peakroruiactiB Ra = Bixg 10 mo 2,5 mxMm; mig tepMoruiactiB Ra = Bix 2,5 no 0,63 Mxwm; ans ¢pesepyBaHHSA
peakToruiacTiB Ra = Big 5 mo 1,25 MxMm; st repmoruiactiB Ra = Bin 5 go 0,63 mMrM. [7, 8].

MiHiMallbHa IIOPCTKICTh 1 HaWBHUIA TOYHICTH OOpOOJIEHOT MOBEPXHI JleTaneH, sSKi MO)XKHa OTpUMAaTH 3a
JIOTIOMOT'010 0OpOOKH pi3aHHSM, KOJIMBAIOTHCS B JOCHTH ITUPOKHX MEXKaxX 1 3aJIe’KaTh Bijl BEIMKOT KUIBKOCTI (haKTopiB.
l'onoBHUMY 3 HUX €: MapKu 0OpOOIIIOBAHOTO Ta IHCTPYMEHTAJILHOTO MaTepiaiiB, TeOMETPUYHI MapaMeTpH Ta SKIiCTh
3aTOYyBaHHS PLKYUOro KIMHA IHCTPYMEHTY, PEXHMMH pi3aHHsS, CTaH oOJaJHAHHS, IIBUAKICTh Pi3aHHS Ta CEPeIHS
raOMHa pi3aHHS.

CrpoOu MeXaHIYHOTO TEePEHECEHHS 3aKOHOMIPHOCTEH MPOIECY pi3aHHS METaNiB 1 peKOMEHAAIlild 00
OKpeMHX BHJIB iX 0O0poOKHM Ha TIpOIleC pi3aHHS IUIACTMAac, SK TOoKa3aja MPaKTHKa, yCMiXy HE Malk, OCKiIbKH
IJIaCTMACH — OCOOJIMBA, MTOPIBHIHO 3 METAJIAMU IpyTia MaTepiajiB, 0 Mae CeUQiTHi BTACTUBOCTI, 10 3yMOBITIOIOTh
3aKOHOMIPHOCTI Ta 0COOJIMBOCTI Iporiecy ix pizanHs. CKIaj Ta TEXHOJIOTis OTpUMaHHS TUTacTMAc BiIMiHHI BiJT CKJIaTy
Ta TEXHOJIOTil OTPUMAaHHS METaliB, IO ¥ OOYMOBIIOE crieludiky ixX BiaactuBocTei. IIlmacTmacw B MOpiBHSIHHI 3
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MeTaJlaMHd MaloTh Majy IIUIbHICTh, HU3bKI MEXaHIYHI XapaKTEePUCTUKH TP BEIIMKOMY 1X KOJHMBAaHHI, aHI30TPOIIi0
BJIACTHBOCTEH, HU3bKI TEIUIOCTIMKICTD 1 TETUIONPOBIAHICTE, TOMY 30ir 3aKOHOMIPHOCTEH Ipolecy X pi3aHHS HaBiTh
TEOPETHYHO OUYiKyBaTH HEMOSKIIUBO.

Bararto BITUM3HSHMX MOCTIIHHKIB IPUCBATWIN POOOTH Ha pEKOMEHIalii MO pi3aHHIO IUIacTMac Ta
ckioriacTukis [9-18]. B ocTaHHI poku 3’ IBUIIHCH pOOOTH 3aKOPAOHHUX JOCIIIHUKIB 10 00pOOJIEHHIO MIIaCTMACOBUX
BUpOOiB, otpuManux 3-D npykom [19-37], ane € yacTkoBui a00 BiJCYTHIH aHali3 BIUIMBY PEXHMIB pi3aHHS Ta
PO30DKHI peKOMeHallii 1o BIUIMBY HA TOYHICTh OTPHMAaHMX NapaMeTpiB 0OpOOIIIOBaHUX OBEPXOHb.

®DopMmyTI0BaHHSA 1ijnei cTaTTi

MeTo10 po0OTH € TIPOBEACHHS aHAJITHYHOTO aHANI3Y BIUIMBY PEKUMIB Pi3aHHS INIACTMACOBHX JeTalleit
nicist FDM npyky, y 3B’S3Ky 3 HOSIBOIO HOBHX IDIACTMACOBHX MaTepiajiB, Ha TOYHICTh OOpOOIIOBAHUX MOBEPXOHb
TOUIHHAM Ta (pe3epyBaHHSAM 3 ypaXxyBaHHAM NPYXKHHX JOedopMmamidi MOBEPXHI 3aTOTOBKH i3 BH3HAYCHHSIM
TEXHOJIOTIYHUX MapaMeTpiB MPOIIEeCiB TOKAPHOTO TOUiHHS Ta Ppe3epyBaHHA Ha BepcraTtax 3 UIIK.

BuxJiag ocHOBHOTO MaTepiany

Ipomec pi3aHHsA IUIACTMAC IOLIIBHO PO3IJLIIATH SK CAMOCTIMHUI, IO Mae€ IMEBHI 3aKOHOMIPHOCTI Ta
cnerudiky. BuBYEHHsS Ta NMpakTUYHE BUKOPHCTaHHS 3aKOHOMIPDHOCTEH INpoIecy pi3aHHS IUIACTMAac J103BOJISITH
KepyBaTH HUM 3 METOIO IiJBHIICHHS MPOAYKTHBHOCTI Ta e(eKTUBHOCTI 00poOku. [1opiBHAHHS 3aKOHOMIpHOCTEH
MpoIIeCy pi3aHHS UIACTMAC i3 3aKOHOMIPHOCTSAMH MPOIECY pi3aHHS METalliB HEOOXITHO Ui TOro, 00 BpaxyBaTu
iXHIO BIAMIHHICTH NpU OOpOOLI IIACTMAc Ha METANOPI3albHUX BEPCTAaTaX, NPH BUKOPHCTAHHI METaJopi3ajbHOTO
IHCTpYMeHTY Ta iH. B3aeMouis pi3aJbHOro iHCTPYMEHTY Ta MaTepialy 3arOTOBKH 3 ITACTMAacCH MPECTABICHO Ha puc. 1.

Puc. 1. Cxema B3aemonii pi3ajJbHOro iHCTPYMeHTY Ta MaTepiay 3aroTOBKH 3 IUNIACTMACH: a — TOBIIHHA MPHIYcKY; al — ToBIKHA
3pi3zaemoro mapy; P — cymapHa cuia pizanns; t1 Ta t2 — cuiim TepTs no nepeaHiii Ta 3aaHiii noBepxHi incTpymenTa; Hip — Betmunna
MPYKHUX BiATHCKaHb MaTepiary

Ipu pizaHHI MaTepiary 3aTOTOBOK 3 IUIACTMACH CIIOCTEPIraeThCs MpyKHA JedopMallis MaTepiary 3arOTOBKH
3aBIIIKM HU3BKOMY MOJIYIIIO TIOB3IOBKHBOI Tpy>kHOCTI E = (1,4-2) MIla, mo Hik4e Ha IBa TOPSIIKA 9YAM Y METAJiB.
3aBIsIKM YOMY Matepiall 3aroTiBKH, MICJIs TPOXO/KEHHS 30HH Pi3aHHS, BINTUCKAE€ThCS Ha H,, — BEMUUHY NTPY>KHUX
BiITHCKaHb puc. 1.

3 MeTOr0 aHaNi3y BIUIMBY PEXHUMIB pPi3aHHA HA TOYHICTh PO3MIpPiB BUTOTOBIICHHS IMTOBEPXOHB JETal, 3T1IHO
JIOIYCKY, Bpaxy€eMo MpyHi fedopMallii HOBEpXHi Ta BIITHCKaHHS, 1110 00pOOIIIOETHCS, 3rinHO 3akoHy ['yka (puc.1).

Po3risiHeMO IMJ1aCKy MOJEb B3a€MOJIl PIKYYOro KIHHY IHCTPYMEHTY 3 TOBEPXHE0, IO 00pOOIIOETHCS
TOYIHHIM HA OJAMHUYHIN TUIOIHHI.

JIist OIMHAYHOT IO Ta JOBKUHHN MOJXKHA 3aIMCATH PIBHSIHHS, 3riIHO 3akoHy ['yka:

ne AL — BenmuuuHA NPYXXHOT AedopMalil OBEPXHi;

F =Py (Pv) — cuua, sika Jiie Ha IOBEPXHIO 1 IOPIBHIOE MEBHIN CHIII Pi3aHHS;

E — moxynro noB3noBxkHboi npyxHocri, E = (1,4+2,0)-103 MIla.

BBezieMo OCHOBHI MPUITYIEHHS:

1. B npoueci pi3aHHst TOUiHHSIM BiZiOyBa€eThCs 3pyLICHHs MaTepiaiy 00’ ekTy (pi3aHHs) mmij Jieto cuinu P-, a
cuia pizaHHI P, CTBOpIOE 30HM IUIACTHUYHOI NpYXKHOI Aedopmarii, sIKi BiAMOBIIHO JarOTh 3BOPOTHI IPYXKHI
nepeMilieHHs 00pOOIIOBaHMX ITOBEPXOHbB, 3MIHIOIOUH PO3MIp Y OLIBIIY CTOPOHY, III0 BUKOHYETHCS. HeoOXinHo moou
BOHM OYJIM MEHIIIE JIOMYCKY Ha po3Mip, 0COOIMBO HAa YNCTOBHX IIEpEX0/ax.

2. BpaxoByeMo, 10 cuiM pi3aHHS IIpW TOYiHHI abo npu (pe3epyBaHHI 3ajexarh BiJ Pi3HUX (aKTOpiB:
MIMOWHM pi3aHHs IMojadi, MIBHIKOCTI pi3aHHs, 00EpTiB Ta KOHCTPYKTUBHHMX OCOOJMBOCTEH IHCTPYMEHTY, 3MIiHM
MOJIYJIIO TIOB3/I0BKHBOT MPY>KHOCTI JUISl pi3HUX BUIB TUIaCTMAC.

Juist mporiecy TOWiHHSI CHIIOIO, IIO CTBOPIOE NPYXKHI AedopMallii Ta BiATHCKaHHS Ha ITOBEPXHI 3arOTOBKH
Oyne cuna P, (puc. 2).

Bukoryemu poamp

floyxw BIOMUCKOHHA NOBBDXH

Puc. 2. Cxema pi3aHHs TOYiHHSIM MaTepiaJly 3 JIACTMACH
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[IpoBeneMo KOMITIEKCHUH aHANITAYHAN aHAIII3 BIUTMBY ITapaMeTpiB pi3aHHS MPH TOUiHHI Ha 3MiHYy cHIH Py.
Po3paxyHku npoBoauMo 'y nporpamaomy npoaykti Excel 3a ¢popmyoro:
Py =10 Cpt*SYV"K,,

ne Cp=35,5[8]; X=0,6;Y=0,8,n=-0,3; Kp=1.
Po3paxyHku npoBeneMo Ipy 3MiHi OJJHOTO 3 TTapaMeTpiB npu 3adikcoBanux iHmMX. [lapameTpu pexumin
pizaHHS Bill YUCTOBOTO BUAY OOpOOJIEHHS 10 YEPHOBOTO BHIY 3MIiHIOEMO y MEXaX:
e rmbwuHAa pizaHHg t= 0,5; 1; 1,5 Mm;
e qomaga S=0,1;0,2;0,3 Mmm;
e mBuakicts V = 100; 200; 300 M /xB.
VY pe3ynbTaTi MpoBeNEeHNX PO3paxyHKIB OTpUMaHO psa rpadikiB 3amexHocTel Py Bix pisHHX mapaMeTpiB
pizanns S, ¢, V, okpeMi pe3ynbTaTH SKUX NpeICTaBICHO Ha rpadikax puc. 3 ta puc.4.

)

120

120
" - /
* _‘____'____.__——-——"‘" N /l
& w — & o0 / 4___'__________._—-—-%
0 —— 4]
20 20
0 0
05 1 15 0.1 0,2 03
t s
== Py{t,0,1,100) == Py(1,0,2,100) == Py(1,0,3,100) == Py{0.5,5.100) == Py(1:5:100) == Py(1 55,100)
Puc. 3. I'padix 3minn cnin pisannst Py Bin ranéunn t npu 3mini Puc. 4. I'padix 3minn cnm pizanns Py Bin mogayi S npu 3mini

noaayvi npu mBuakocti 100 m/xs. rJIMOUHH pizaHHs npu mwBHAKocTi 100M/XB.

BuzHaumBIIM 3aneKHICTh CHIIH pi3aHHA Py Bif 3MiHM HapaMeTpiB PeXXHUMIB Pi3aHHS y IMIHUPOKOMY Jiana3oHi, sK AJs
YHUCTOBOI'0 TOYiHHSA TaK i JJIsl YOPHOBUX BUIIB 0OPOOIICHHS, IPOBENEMO PO3PAXyHKH BEJIMIMHH MPYKHUX BIATHCKAHb
MIOBEPXHi 3ar0TOBKH, 3TiIHO JiHeHHOTO 3aKoHy ['yka. Po3paxyHku nepeMillieHb MOBEpXHi 3arOTOBKU MPOBEASMO IS
TUIACKOT MOJIeINi B3a€EMOJIIT IHCTPYMEHTY 3 MMOBEPXHEI0, 0 0OPOOIIOETHCS HA OJMHUYHIHN IIJTOIIMHI.

JIs TOYiHHS BeTMYMHA TPYKHOI AedopMaliii Ha OUHUYHIH IUIOMKHI TIOBEPXHI PO3PaX0OBYETHCS 32 (HOPMYJIOIO:

Al=%2 ®)

E
VY pe3ynbTati po3paxyHKiB OTPHMaHO MOPIBHSJIBHI JiarpamMu JJIsl PI3HUX BUJIIB IEPEXOIiB BiJl YUCTOBOTO JI0
YOPHOBOT'O TOYiHHS i3 3MIHHUMHM IIapaMeTpaMHu, sIKi IpeICTaBJIeH] Ha puc. 5 Ta puc. 6.
BenuunHa npyxHoi gecopmadii nosepxHi Al npu rmmbuHi ToviHHA t=0,5 Mm

Al, Mkm

0
Py(t:5=0.1:V=100) Py(tS=0.2V=100) Py(t:5=0.3V=100) Py(tS=0.1:V=200) Py(t:5=0.2V=200) Py(t:5=0.3:¥=200) Py(t:58=0.1.V=300) Py{t:3=02:V=300) Py(t:5=0.3:V=300)
Py, H
EE=1400 MMa mE=1500 MMa 0E=1600 MNa o E=1700 MMNa mE=1900 MMNa @E=2000 MMa

Puc. 5. [liarpama 3MiHM BeJIMUMHU NPY:KHOI AepopManii moBepXHi 3ar0TOBKH NPU YMCTOBOMY TOYiHHI 3 Pi3HUMHU NoaYaMu Ta
HIBUIKOCTSIMU Pi3aHHSA NPH 3MiHHOMY MO/1YJII0 OB3/10B:KHBOI NPYKHOCTI

BenuuuHa npyxHoi gedopmauii nosepxHi Al npn rmnMbuHI TodiHHA t=1,5 MM

Al mrm

Py(t:5=0 1V=100) Py(t;S=0.2,y=100) Py(t;S=03V=100) Py(t:S=01V=200) Py(tS=0.2:V=200) Py(t:S=0.3:V=200) Py(tS=01V=300) Py(:5=02,V=300) Py(t:S=03,V=300)
Py.H

mE=1400 MMNa mE=1500 MMa OE=1600 MMa OE=1700 MMNa mE=1800 MNa @ E=1300 MMNa m E=2000 MMNa

Puc. 6. /liarpama 3MiHu BeJINYMHH NPYKHOI JedopManii moBepXHi 3aroTOBKH NPH YePHOBOMY TOYiHHI 3 Pi3HHMM NoAa4YaMH Ta
LIBHAKOCTSIMH Pi3aHHS NPH 3MiHHOMY MOJYJII0 IOB3/10B:KHbOI MPY:KHOCTI

VY pesyibTarti aHanizy OTPUMAaHUX JaHHUX BCTAHOBIICHO, 110 ITPY 301JIbILICH] 110/1a4i IHCTPYMEHTA BEJIMYMHA
npyHoi gedopMariii HoBepXHi 3aroToBKH 301bIIyeThCs Bil 80 10 150 MKM, ajie i3 30UIbIICHHSIM IIBUAKOCTI Pi3aHHS
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BiOyBa€THCS 3HIKCHHS MPYKHOI fedopmarii moBepxHi 3arotoBkd Bix 58 mo 110 mxm. Takox 3HaUHUI BIUIMB Ha
BEJIMUMHY TpYXHOI nedopmanii Mae MOIyNb IOB3/I0BKHBOI NMPY>KHOCTI E, 30UIBIICHHS SKOTO NPHU3BOAMTH 10
3MEHILECHHS BEJIMYMHY NPYKHOT fedopmaitii Bix 24 10 55 MKM.

Amnani3 npouecy ¢pesepyBaHHs 3IHCHIOETHCS 13 3aCTOCYBaHHAM KiHLIEBOI (pe3n aiamerpoM D, mo pixe
map Matepiany B, sikuii OJM3bK0O HOpiBHIOE AiameTpy ¢pesu. Ha puc. 7 mokasaHo BB cuii Py Ha OOKOBY CTIHKY
JIETai, 0 BU3UBAE MPYKHI BIATUCKAHHS 00pPOOJICHOT TOBEPXH.

ToKa Rpyxkux GeQoprauil
Buwonyenud poimg
Py
——
Toyxwr Lidmuekass nobepxat
Pr
Puc. 7. Cxema B3aemopii kiHnesoi ¢gpe3n Ta MmaTepiamxy Puc. 8. Cxema cuioBoi B3aemozii KiHIeBoi ¢pe3n Ta MaTepiamxy
3aroToBKH 3 mjacTMacu: Py — cuia pizanns, mo aie HopMajabHO 3aroTOBKH 3 IJIACTMACH 3 YPAaXyBaHHSIM NPY:KHUX BiITHCKAHD

110 IoBepxHi; B — mupuHa 3pizaemoro mapy;
D — niameTp (ppe3n; Al — BeIHUHHA NPYKHUX BiATHCKAHD
MOBEPXHi 3ar0TOBKH; S — M0/1a4ya BepcTaTa

Posrnstnemo siki cuiti Ti0Th B porieci 00po0IeHHs 3riHO pHc. 8. Po3risiHeMOo BIUMB apaMeTpiB pi3aHHs MpU
(dpesepyBanHi Ha 3MiHy cuid Pz. [TapaMmeTpu peskuMIB Bijl YMCTOBOTO BULY OOPOOJICHHS /10 YUSPHOBOTO BUAY 3MIHIOEMO
y Mekax: t — rmubuna npu ¢pesepysanti, 0,5; 1; 1,5; 2 mm; Sz — momaua Ha 3y0, 0,03; 0,1; 0,2; 0,3 MM/00;

B — mmpuna ¢pesepyBanHs, 1opiBHIOE qiamMeTpy dpesu, B = 8 MM.; Z — kinbKicTh 3yOuiB ¢pesu 3; 4; n —
gmcio obeptiB ppesu 06/xB. 400, 600, 1000, 1400.

[Ipn HecuMeTpHUYHOMY HOIyTHOMY (hpe3epyBaHHIO Ha MpYxkHI nedopmaltii HOBEpXHi 3arOTOBKH BIUIUBAE
cuna PV.

[IpoBeneMo KOMIUIGKCHHI aHAITHYHMN aHali3 BIUIMBY IapaMeTpiB pi3aHHA Ha 3MiHy cwi Pz. VY
po3paxyHKax IpuiiMaeMo (pesy KiHLEBY CYLUIbHY 3 IIBHIKOpi3anbHOi craimi HSS. Po3paxyHku npoBoaumo y
nporpamMHOoMy Tiponaykti Excel 3a ¢popmyioro:

x¢Ypu
Pz =222 K H, )
ne Cp=47[8]; X=0,75;Y=0,6; u=1;q=0,86; w=0: KMp =I.

[Tpu HecumeTpuyHOMY TOITyTHOMY (pesepyBanns P, = Pz(0,9 — 1,0).

350 350
300 - L - | | L—
"
__—-..————_—'—- 250 b
£ 200 — L
// 200 »
a 150 — z / | | —
100 '—/_——/ '____.——‘_".—' &5
e e — I I § = | | 4
s0 —T| | ___‘____.-——-——'—’_'_ { { 100 T I T I ,_.————-‘-"_"_'—
——— o« L
— ] P ——T
04 | ' R | o - —
05 1 15 *
t, MM 0
—+—Py(t:52=0,03.2=3n=400) —m—Py(tSz=0,1.Z=3n=400) [] 0,1 02 — 03
—a—Py(t:S2=0,2.Z=3n=400) =—e—Py(tSz=03.Z=3n=400)
e PYO5SIZEONA0D) M PY-ISIZEINADD) e PY(1SSTZONNA00) —mPYQ-2STZETN=A00)
Puc. 9. I'padik 3minu cunm pisanns Py Bin rimuOunu t npu 3mini Puc. 10. I'pagix 3minu cuin pizanns Py Big mogaui S npu 3mini
noaayi npu mBuakocti 100 m/xs. rJIMOuHM pi3aHus npu wBuakocti 100m/xB.

Bu3HaumBIIM 3aJ€KHICTD CHIM pi3aHHA Py BiAg 3MiHH mapaMmeTpiB PeXHMIB pi3aHHSA y IIHPOKOMY
Jliarmas3oHi, SIK A 9MCTOBOTO (pe3epyBaHHA TakK i Ui YOPHOBOTO BHUIB OOPOOJICHHS, NMPOBEAEMO PO3PaXyHKH
BEJIMYMHN TPYKHUX BiITHCKaHb MOBEPXHI 3arOTOBKH, 3TiIHO JiHEitHOTO 3aKkoHy I'yka. Po3paxyHkm mepemimieHb
MOBEPXHi 3aTOTOBKH MPOBEAECMO JJIs TIACKOI MOJIENi B3a€MOIii IHCTPYMEHTY 3 MOBEPXHEIO, IO 0OPOOIIOETHCS HA
OJWHHYHIN IIJIOIIKHI.

Jnst mepeBipku OTpUMaHMX pe3ynbTariB Oyno BuroroBieHo FDM npykom nerans ckiiagHOi (GopMu
«Poboue xoneco» 3 CoPET (puc. 13, a) Ta 3a nomomMoror MexaHi4yHOI 0OpOOKM pi3aHHAM (TOKapHa, (pe3epHa)
00po06IIeHO NpHEAHYBAIBHI TOBEPXHI IS SKUX TOYHICTD Micist APYKY € He ocTaTHs (puc. 13, 6).

BicHuk XmesnvHUybko2o HayioHabHoz2o yHisepcumemy, Ne3, T.2, 2024 (337) 455



Technical sciences ISSN 2307-5732

BennuuHa npyxHoi aecopmauii nosepxHi Al npu mubuxi g pesepysBanns t=0,5 mm npu Kmp=0,3, Pv=0,9Pz

Al MKM

Pu(t;52=0,03:7=3;n=400) Pv(tSz=017=3n=400) Pv(t:5z=02:7=3,n=400) Pv(t;5z=0,3.7=3:n=400) Pv(t;5z=003.7=4n=400) Pv(tSz=017=4,n=400) Pv(t:5z=0,2,7=4:n=400) Pv(t;5z=03.2=4:n=400)
EE=1400MMNa WE=1500MMNa OE=1600MMNa OE=1700MMa VIVEZIHﬂﬂMHa EE=1900MMNa ME=2000MMa
Puc. 11. [liarpama 3MiHM BeJIMUMHH NPY KHOI JedopMallii NoOBepXHi 3aroTOBKH NPH YMCTOBOMY (pe3epyBaHHi 3 pi3HUMHU Nola4aMM Ta
obepTamu ¢pe3u Npu 3MiHHOMY MOAY.TI0 OB310BKHBLOI MPYKHOCTL

BenunuuHa npyxHoi ned opmadil noBepxHi Al npu rmubuHi thpesepyBaHHs t=1 MM npu Kmp=1,
Pv=0,9Pz

300

275

250

225

200

=175
¥

= 150
Dz

100

50 7

257

Py(t.5220,03.2=3n=400) Py(tS2=0,12=3n=400) Pv{1,8z=02.7=3.n=400) Pv(tSz=03Z=3:n=400) Pv(tSz=0,03.2=4:n=400) Py(tSz=01Z=4n=400) Pv(t5z=027=4:n=400) Pv(t:Sz=03Z=4:n=400)
BE=1400MNa ME=1500MMa OE=1600MMa O E=1700Ma ME=1800MMNa OE=1300MNa @E=2000MMa
Puc. 12. [liarpama 3MiHu BeJIHYHHH NPY:KHOI JedpopMmanii moBepxHi 3aroTOBKH NPH YepHOBOMY (ppe3epyBaHHi 3 pisHUMH MOAaYaMH Ta
oGepramu (¢pe3n Npy 3MiHHOMY MOJY.II0 TIOB310BKHbLOI PYKHOCTI

Puc. 13. 3aranbHuii Burasa aerajii: a — 3D moaeun; 6 — gerajab Hagpykosana FDM 6e3 00po0ku

[Micnst apyky OyJio MPOBEAEHO 3aMipH MPHUEIHYBAILHUX NOBEPXOHb 3TiJJHO CXEMH IMOKa3aHiit Ha puc. 14, ne
JIATUHCHKUMH JIITEpaMH I03HAYEHO MOBEPXHI SIKi KOHTPOJIIOETHCS, PUMCHKMMHU IHM(PpaMU — Mepepizu B SKUX
MIPOBOJINTHCS BUMIPIOBAHHS KOXKHOI MOBEPXHI, BHMIPIOBaHHs 3/iHCHIOIOTHCS 3a JOTOMOIOK IITaHTEHIUPKYJIS
HIHII-150 3rigao JACTY 166:2009. BumiptoBanns micisg FDM npyky (ta6um.1, m.1) nokasanu 3Ha4Hy BiZIMiHHICTh
pO3MipiB B IBOX MEPIEHIUKYISIPHUX Mepepizax, TAaKOK Ha MOBEPXHAX MPUCYTHI HEPIBHOCTI Ta HAIUIMBU yTBOPEHI B
nporeci ApyKy, Taki nedeKTH He J03BOJIsie BUKOPHCTOBYBATH J€Tallb 33 NPH3HAUYEHHAM. ToMy Oylo NpoBeieHO
MeXaHigHy 00poOKy BiIITOBiIAJIbHUX TOBEPXOHb Yy PO3MIp METOJIOM TOUIHHS i (bh)e3epYBaHH$I.

Puc. 14. Cxema BumipoBaHb napametpis aetaji no ciuennsx I-1, II-11
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3amipsiHi BETUYHHH TTICIIs MeXaHI9HOT 00poOKU 3aHeceHi g0 Tabmuii 1. m.2.

Taommms 1
3amipsiHi BeJINUMHM MapaMeTpPiB 10 MeXaHiyHOi i micisi MexaHiuHOI 00po0KH
3amipsiHi BeJIHUMHM 10 MeXaHIYHOI 00pPOOKH
[epepi3 B ssKOMY 3aMipsiHi BETHIUHH, MM.
0| 3AifCHIOETBCS
1 | BuMiprOBaHHSI a b ¢ d g / € h
I 91,48 6,28 5,67 8,07 9,65 25,61 40,88 22,84
11 91,33 6,24 5,55 8,10 9,93 25,75 40,58 22,70
3aMipsiHi BeIMYMHH MTiCJIsl MeXaHIYHOT 0OpOOKH.
[epepi3 B sikoMy 3amipsiHi BETHYUHH, MM.
| 3IiCHIOETBCS
2 | BHUMIpIOBaHHs “ b ¢ d g / ¢ h
1 88,98 3,92 4,96 10,01 10,99 24,43 39,49 21,89
11 88,97 3,90 4,97 9,94 10,97 24,45 39,48 21,91

Ha puc. 15 ta puc. 16 noka3zani cBiTIMHE 00pOOJICHUX MMOBEPXOHb Jeralli «Poboye kojaeco» TOUIHHIM Ta
(pesepyBaHHSIM.

Puc. 15. CBiT1nHa 00p00/1eHUX NOBEPXOHb TOYIHHAM: @ - fTa e; 6 — po3mip 6; miapizka Topuis, 6a3yBaHHS
3aiiCHIOBAJIOCS] B TPHKYJIAYKOBOMY NMATPOHI B YNOP KyJa4KaMH 32 00po0dJieHy MOBEPXHIO

Puc. 16. CpiTiinna 00pod.1ennst (ppesepyBaHHAM JHCOK /1, yCTAHOBKA 3ar0TOBKH 3/1iliCHeHAa TOpLeM Ha CTiJ ¢pesepHoro
Bepcrary, ikcanis npuxsatom yepe3 T-noaioni 6o.1rn

s mporiecy dpesepyBaHHS OyII0 3aCTOCOBAHO Pi3aJIbHUM IHCTPYMEHT: KiHIIEBI (pe3u i3 MBUAKOPI3TEHOL
crami HSS niamerpom 8mm. Ta ¢pesn 3 tBeproro cruaBy APKT1135PDFR-MA 3 mosipoBaHOIO MOBEPXHEIO.

[IpoananizyBaBIIM pe3yJbTaTH €KCHEPUMEHTAIBHUX JOCIKEHb — (pe3epyBaHHs IUIACTUKOBUX JeTayeit
orpumannx FDM-npykowm i3 marepiary CoPET, Oyno BcraHOBIICHO, 1110 HaiO1IbIIa TOYHICTH Ta SAKICTH 00pOOIICHUX
MOBEPXOHb (IIa3a Ta YCTyIy) AOCATaeThes MpU BUKOpHCTaHHI ¢pe3n 3 TBepaoro cruiaBy APKT1135PDFR-MA 3
MOJIPOBAHOIO MOBEPXHEI0, YaCTKOBO MPUIATHOIO TaKOX BUsIBHJIAcs (pesa i3 mBuakopizanbHoi crani HSS. Takox
OyJI0 BCTAaHOBIIEHO HAMKpallli peXUMH pi3aHHs, [0 BiAMOBiAal0Th 00epTam mmuHAens — 2240 o0/xB. Ta mogadi —
400 MM/xB.

AHaii3 pe3ynpTariB, OTPUMAaHHX MicIs 00pOOJICHHS TOUIHHAM Ta ppe3epyBaHHS BiAIOBITaIbHUX TOBEPXOHB
MI0KAa3aB, IO BiIMIHHICT BiANOBIJAIFHIX PO3MIPIB y CIYCHHSX, JI¢ IPOBOIMIN BIMiPIOBAaHHS, JISKUTh Y MEXax Bif
10 10 20 MxM™. (uB. Tabm. 1, m2), 10 BiAMIOBiIAa€ TEXHIYHUM BUMOTaM Ha TaHHI TOBEPXHI Ta BXOIUTD Y MEXKH JIOITYCKY
Ha HUX.

BucHoBKH i nepcneKTHBH PO3BUTKY HANPAMKY

[Tpu aHani3i BUKOPUCTAHMX JKEpes BCTAHOBIIEHO, IO OTPUMATH HU3BKY IIOPCTKICTH Ta BUCOKY TOYHICTh
po3MipiB moBepxoHb micias mpouecy FDM-apyky BHpoOy BaKKO uepe3 TEXHOJIOTIUHI OCOOJIMBOCTI poOOTH
o0JyiasiHaHHS Ta BJACTHBI oMy oOMexeHHs. TakuM 4MHOM, 1100 OTPHMAaTH IOBEPXHIO Kpamloi SKOCTi Ta BHIIOI
TOYHOCTI, HEOOX1/IHO BUKOHATH JOAATKOBHH MTPOLIEC MEXaHIYHOTO 0OpOOIIEHHS BiIIOBIIaIbHIX TOBEPXOHb.
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3 aHai3y TOYHOCTI BUKOHAHHS PO3MIPiB BiIMTOBIAAILHUX MMOBEPXOHb, 3 YPAXyBAHHAM NPYXKHUX BiITHCKaHb
MIOBEPXHi, MO’KHAa KOHCTAaTyBaTH, 1[0 NPYXKHI BIATUCKAHHS IOBEPXOHb IPH TOYiHHI 3HAYHO OIJBLII PU YOPHOBHX
Buyiax oopodienus (Bix 130 mo 150 MxMm) ynM npu unuctoBuX (Big 44 1o 65 MKM), a mpu 4opHOBOMY (hpe3epyBaHHI
Bixg 220 no 280 MkM. Ta uncroBomy (pesepyBanHi Bim 45 m10 65 MKM. 1 He3HayHI B MOPIBHSAHHI 3 TEXHIYHUMHU
BUMOTaMH 1O JIOITyCKaxX Ha JaHi MOBEPXHi.

Haiikpanii pe3ynbTaTh 3a TAKMMH [TapaMeTpaMH SK: YUCTOTA TOBEPXHi, BIICYTHICTh HAJIMIAHHS CTPYKKH Ha
IHCTPYMEHT Ta 3ar0TOBKY, JOCATHYTO NP BUKOpHCcTaHHI pixky4nx miactuHok APKT1135PDFR-MA npu pexxumax
pizaHHS, SKi BiAMOBigar0Th o0epTam mmmHACTI — 2240 06/xB. Ta moxgadi — 400 MM/XB.

Juis BupoO6iB, 0 MalOTh AW3aifHEPCHKE NMPU3HAYCHHS, MOXKHA PEKOMEHIYBAaTH PeXUMHU OOpOOICHHS, SKi
AIOTh HAWOLTBITy TPOAYKTHUBHICTE HE 3BAKAIOYM HA SKICTh Ta TOYHICTH MOBEPXOHB, IO OOPOOIIOIOTHCH,
00MEXYIOUHCH TUTBKH TEMIICPATYPHAM PEXIMOM pi3aHHS.
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