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TBepAOCIUIABHbIN HHCTPYMEHT
Kauecrtso

Beenenne. KauecTBO TBEpJOCINIABHOIO PEXYIIEro MHCTPYMEHTA, XapaKTEpU3yeMOe OCTPOTOH (YCIOBHBIM
BIIMCAHHBIM PaJNyCOM OKPYIJICHHS JIE3BHUSI), Pa3MEPOM MUKPOTPEIIHH U MUKPOCKOJIOB, & TAKKE MUKPOTBEPIOCTBIO
MIOBEPXHOCTEH PEKYIIEro KIIMHA, ONPEJIEIIAET KaueCTBO 00pab0TaHHON MOBEPXHOCTH K KOHEUHYIO TOYHOCTb JICTAJICH.
CoBpeMEeHHBIH PEKyLINi HHCTPYMEHT COBMECTHO C TEXHOJOIMYECKOW CHCTEMOIl ITO3BOJISIET IOJTy4aTh TOYHOCTh
obpadorkyn B npezenax 0,01...0,02 MM u mepoxosatocTh obpaboTanHoi nmosepxuoctd R, = 0,32...0,63 MKM.
Henv pabomur — viccnenoBaHue npolecca pe3aHus TpPyAHOOOpadaThIBAEMBIX MATEpPUAIOB Ha MUKPOYPOBHE UL
onpesieIeHus paboTOCIOCOOHOCTH TBEPOCIIABHOIO MHCTPYMEHTA C TOUYKH 3PEHHs BO3MOXKHOCTH (pOPMUPOBAHUS
CTPY)KKH IpH 00pabOTKe MaJbIX TOJNIIMH cpe3aemoro cios. Merton. Ilpe/uioxken MeTon McCiIeoBaHus poLecca
pesaHus TPYAHOOOpabaThIBAEMBIX MAaTEpPUANOB HAa MHKPOypOBHE (HAaTypHbBIC HCIBITAHUS) C IPUMEHEHUEM
BBICOKOKAYECTBEHHOTO PEKYIIEro TBEPAOCIUIABHOTO WHCTPYMEHTA, IOJYYEHHOTO 3a CYET HOBOIO crocoba
CBEPXCKOPOCTHOTO 3aTaunBanus. Pe3yiabrarel n o6cyxaenne. OO0OCHOBaHA M SKCIIEPHMEHTAIBHO MOJATBEPKICHA
BO3MOJKHOCTb ITIOBBIIICHUS 3(Q(MEKTUBHOCTH TBEPJIOCIUIABHOTO PEKYIIEro MHCTPYMEHTa, IOJ KOTOpOil B pabore
MOHMMAETCsl 3aJaHHas pa3MepHas TOYHOCTh 00paboOTKH xeraineil W3 TPyAHOOOpaOaThIBAEMBIX MaTEPHAIIOB B
HECKOJIBKO MUKPOMETPOB M CTaOWMIIbHAS IIIEPOX0BATOCTh 00PabOTaHHON MOBEPXHOCTH IIPH JOCTATOYHON CTOHKOCTH
MHCTPYMEHTA, C IPUMEHEHHEM BhICOKOKa4€CTBEHHOTO MHHCTPYMEHTA, ITOJTyY€HHOT0 CBEPXCKOPOCTHBIM 3aTa4HBaHHEM.
BricoKoKauecTBEHHBIH TBEPAOCIUIABHBIN PEXKYLINII HHCTPYMEHT, HOJIYUCHHbIH CBEPXCKOPOCTHBIM 3aTauHBaHUEM,
HMeEET IEPCICKTUBEI IPHMEHEHNS Ha aBHa- U PAKETOCTPOUTEIIBHBIX HPEANPHUATHAX IPH U3TOTOBJICHUH KITIOYEBBIX
BBICOKOTOYHBIX JICTaNel 13 TPyAHOOOpadarTbiBaeMbIX MarepranoB. [IpoBe/IcHHBIE SKCIIEPUMEHTBI 110 HCCIICIOBAHUIO
npolecca pe3aHus TPYJHOOOpabaThIBAEMbBIX MATEPUAIOB HA MUKPOYPOBHE C LIEJIBIO ONPEJIEICHHUs COOTHOLICHHUS
TOJIIMHBI CPE3aEMOT0 CJI0s 00pabaThIBAEMOro MaTepuasa K yCIOBHOMY BIHCAHHOMY PajinyCy OKPYIJICHHS JIE3BUS
PEXYIIEro HHCTPYMEHTA MO3BOJISIOT ONPEJICIIUTh €0 PadOTOCIIOCOOHOCTh M MAKCHMAJIBHYIO Pa3MEPHYIO TOYHOCTh
JIe3BHITHOM 06pabOTKH.

st murupoBanusi: Peuenko J].C. ViccnenoBanue mporiecca pe3anusi TpyaHooOpadaTeiBaeMbIX MaTepHanoB Ha MUKpoypoBHe // O6paboTka
MeTayuoB (TeXHOIOorus, 000pynoBanue, HHCTpyMeHTh). — 2019. — T. 21, Ne 2. — C. 18-25. — DOI: 10.17212/1994-6309-2019-21.2-18-25.

BBenenue

YuctoBass u puHUIIHAS JIe3BHITHAs 00paboTka
TPYAHOOOpaOaThIBAEMBIX MaTEPUAIIOB CTAHOBUTCS
Bce 0oJiee aKTyaJIbHOW B CBSI3H C €€ MPUMECHEHUEM
32 HUCKJIIOUCHHEM MUIM(OBAIBHBIX M JTOBOJOYHBIX
onepanuii. OuHUIIHAS JIe3BHitHAs 00paboTka Ha
MUKPOYPOBHE C NMPHUMEHEHHEM BBICOKOKA4YeCTBCH-
HOTO PEXYIIEr0o HHCTPYMEHTA TI03BOJISET MOJIy4YaTh
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SKOHOMHYECKYI0 3(P(PEKTUBHOCTh NPU HU3TOTOBIIE-
HUU TOYHBIX JeTajneil. OJHaKo BOZHUKAET HECKOJIb-
KO KPUTHUYECKUX TMPOOJIEM, CBS3aHHBIX C TIOITyde-
HUEM TpeOyeMOro KadecTBa METaNIOPEXYILEro
HMHCTPYMEHTA, CIIOCOOHOTO IPOU3BOAUTE PE3AHUE C
MIPUITYCKOM B HECKOJIBKO MUKpOMETpOB. [Ipu sTOM
OCHOBHAasi OCOOEHHOCTh pPE3aHUsl HA MUKPOYpOB-
HE COCTOUT B TOM, YTO TOJIIIMHA CPE3AEMOI0O CIIOS
COIMOCTaBUMa C YCJIOBHBIM PaJlyCOM OKPYIVICHHS
Je3BUs pexyllero MHCTpymeHrta [l], 4rto cosna-
€T YCJIOBHUS PE3aHHs C OTPHUIATEIBHBIM TTEPETHIM
YIJIOM PEXYIIETO KIWHA U MIPUBOIUT K yIPYTOILUIa-
CTHUYECKOH Ae(opMaiiy MOBEPXHOCTHOIO CJIOS Je-
tanu [2—4]. [lonoOHbIe yca0BUs pe3aHus MPUBOISAT
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K (hopmupoBanmio gedeKTHOTO CII0si 00pabOTaHHON
noBepxHOCTH. [IpM ITOM yBENIWYEHHE CKOPOCTH
pe3aHusl MPUBOAUT K MOBBIIICHUIO YHEPTUU H CHIL,
3aTpaunBaeMbIX Ha 00pa3oBaHUE MHKPOTPEIINH,
OTJAETSIONIAX MaTeprall U B UTOore (hOpMUPYIOIINX
CTPYKKY. B pe3ysbrare HEKOTOPBIX MCCIEAOBAHUM
[5-7] ompeneneHa BenuYMHA TIIYOWHBI pPE3aHUA,
IIPU KOTOPOH (POPMHUPYETCS M OTACTSCTCS CTPYKKA
C YYETOM YCJIIOBHOTO BIMCAHHOTO pajuyca OKpy-
mienust se3Bus (puc. 1). Ilpum sTOoM ompeneneHa
HEWTpasbHasi TOYKA W YTOJl CIBUTA, NMPH KOTOPHIX
yacThb 00pa0aThiBa€MOro MarepHuayia MepexoiauT B
TuTacTHYeckoe Je(hopMupoBaHue U (hopMupyer mo-
BEPXHOCTHBIN cJI0 00paboTaHHON MOBEPXHOCTH,
a YacTh TEPEXOIUT B CTPYXKKY, OTACISSACH OT 3a-
TOTOBKH. DTHUMH TIapaMeTpaMH M XapaKTepPH3YIOT
BO3MOXXHOCTH (DOPMHUPOBAHHS CTPYKKH, @ COOTBET-
CTBEHHO M TIPOIIECC PE3aHMS MIPU MAJIBIX TOJIIIMHAX
Cpe3aeMoro CIosl.

Puc. 1. Cxema paboTHI JIC3BUIHHOTO HHCTPYMEHTA
IIPU MaJIBIX TOJIIMHAX CPE3aeMOro CIos

Fig. 1. The scheme of the blade tool at small
thicknesses of the layer being cut

3anmaua paboThl CBOAUTCS K UCCIEOBAHUIO MIPO-
1ecca pe3aHus TPyaIHOOOpadaThIBaeMbIX MaTepua-
JIOB HA MUKPOYPOBHE JIJIsl OIIPEIeIeHUs pab0TOCTIO-
COOHOCTH TBEPIOCIUIABHOTO MHCTPYMEHTA C TOYKHU
3peHUsi BO3MOKHOCTH (hOPMUPOBAHUS CTPYKKHU MPU
00paboTKe MaJbIX TONIIUH CPE3aeMOro CIIOSL.

MeToauka uccjaeaoBaHnil

B pabote [8] o00o3HaueHa CBSI3b MEXKAY YCIOB-
HBIM pAJMyCOM OKpYIJICHHSI JIe3BHS, CHIIOH pe-
3aHUS ¥ KOA()(UIIMEHTOM TPEHHsI, TO3BOJISIONIAS
ornpenenuTs (HOpMHUpPOBaHUE CTPYKKH. B pabote
[9] pa3paborana Mojenb, faroiias BO3MOKHOCTH
NPOTHO3MPOBATh TAaK HA3bIBAEMYIO CJICIYIO 30HY,

OBRABOTKA METALLOV %

T. €. MUHUMAaJIbHYIO TOJIIUHY HECPEe3aeMoro CJosl.
[TonoOHbIE MOAXOBI MO3BOJSIOT MPOTHO3UPOBATH
KOHEUHOE KauecTBo 00pabotku. Hampumep, B pado-
te [10] mpencTaBieHO MOIETUPOBAHUE Pa3MEPHOU
TOYHOCTH M HIEPOXOBATOCTU OT pajguyca OKpyTie-
Hus 7e3Bust 1 GOpMUPOBaHUs CTPYX KU. B pabore
[11] ycTaHOBNEHO, 4TO AJi1 POPMHUPOBAHUS CTPYXK-
KM 3TO OTHOIIEHHE BEJIIMYMHBI CPE3aEMOT0 CJIOS K
YCIIOBHOMY DPaJlyCy OKPYIJICHHsSI JIE3BUS JOKHO
obITh 0,2...0,35 B 3aBUCUMOCTH OT MHUKPOCTPYKTY-
pBI 00pabaTeIBAEMOTO MaTepHaia ¢ y4eToM CTPYK-
Typbl MaTepHaa u MOJEJINU, OCHOBAHHOI Ha KOHEY-
HBIX 3JIEMEHTaxX, pa3paboTaHHoi B padoTte [12].

MogenupoBanue npoiecca pe3aHus Ha MUKPO-
YPOBHE I03BOJIIET IMPOTHO3UPOBATh OCTATOUYHbBIE
HaNpsDKEHUS! MMOBEPXHOCTHOTO CJIOS, TOYHOCTh U
MPOU3BOUTENLHOCTE 00paboTku. [Ipu s3ToM Mozme-
JIUPOBAaHUE OCHOBBIBAETCS HA JIBYX MO/IX0/1aX: PUH-
LUII€ MUHUMAJIBHON 3HEPrUM U METoJe OeCKOHeu-
Hou nedopmaruu. B paborax [2—4] npeacTaBieHb
pe3yabTaThl OMpeeIeHNs YCIOBUM (OPMUPOBAHUS
CTPY>KKH B 3aBUCUMOCTH OT YCJIOBHOT'O BIIMCAHHOTO
paaunyca OKpYyIJICHHs JIE3BUsI HA OCHOBE MaTeMaTu-
YEeCKOIo MOAX0a U HATYPHBIX UCIIBITAHUM.

UccnenoBanusimu, onmucanHsiMA B padote [13],
YCTAHOBJIEHO, YTO (OPMUPOBAHHEM 3aCTOMHOU
30HBI M PACHOJOXKEHUEM HEWTPAJbHOM TOYKH
onpenensercs yniom 45°, COOTBETCTBEHHO 3Haue-
HUE MUHUMAaJIbHON TOJNIIMHBI HECPE3aEMOIo CIIOS
h,, = 0,29r,. UccnenoBanusimu (padota [14]) Takxke
YCTaHOBJIEHO, YTO 3acToiiHas 30Ha (opMHUpyeTCs
mpu yrie 0,, = 37,6° (1. e. h, = 0,21r,). [Ipu sTOM
JTaHHBIE HCCIIEJIOBAHUS IMPOBOAMIUCH Ha AJIOMHU-
HUEBbIX MaTepuaiax. AHaJIOTHYHbIE UCCIIEI0BAaHUS
(cM. paboThl [2—4]) MO3BONUIN ONPEIEIIUTh 3HAYE-
HUE MUHUMAaJIbHON TOJNIIMHBI HECPE3aEMOIo CIIOS
h, =(0,25...0,3)r..

Ha ocHoBanum wuccinenoBaHuii, NMpPOBEIEHHBIX
JIPYTHMU aBTOpPaMH, MOXKHO CJ€JaTh BBIBOA, YTO
(dbopMupoBaHuE CTPYKKHU MTPOUCXOTUT MPU COOTHO-
menuu 6omnee 4, = (0,21...0,3)r, 1 ocTpoTa ne3BUS
MHCTPYMEHTa OKa3bIBaeT BIMSHHE HA OCTATOUYHbBIE
HaNpsHKEHUS. U TOYHOCTh 00pabOTKH.

CoBpeMEHHBINI METAITIOPEKYIINM UHCTPYMEHT
JUI YUCTOBOW OOpabOTKH MMEET OCTPOTY JIe3BUS,
T. €. YCIIOBHBIM BIIMCAHHBIM pagnyC OKpPYIVICHUS
ne3Bust nopsaka p = 15...40 MKM, 9TO MOXET 00e-
CHEYUTh MHUHHMAJIBHYIO TOJIIUHY HECpPe3aeMoro
cnost B mpeaenax 3,15...12 mxm. COOTBETCTBEHHO
JUI. TOYHOCTH 00pabOTKU B MpeJenax HeCKOIbKUX
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MHUKpPOMETPOB HEOOXOAMMA OCTPOTa TBEPAOCIIaB-
HOTO MHCTPYMEHTAa p MEHee 5 MKM, 4YTO MO3BOJIHUT
o0ecreunTh MUHUMAJIbHYIO TOJIIIMHY HECpe3aeMo-
ro cnosa B npenenax 1,05...1,50 mxm. IIpu stom B
PaccMOTPEHHBIX paboTax MPUBEACHBI MPEaeIbHbIE
3HAYEHUs OTHOIIEHUN (QOPMHUPOBAHMS CTPYKKH.
[TosToMy a1 Hazme)KHOTO OOecTeueHnsT TOUHOCTH
00paboTKu JneTaneid U3 TPYyAHOOOpadaThIBAEMBbIX
CIUIABOB 3...5 MKM JI€3BH€ MHCTPYMEHTA JOJIKHO
MMETh COOTBETCTBYIOIMI YCJIOBHBIM BIIMCAHHBIN
paanyc OKpyTJIeHUs.

[TomyuyeHne BBICOKOKAYECTBEHHOTO PEXKYIIEe-
r0 HMHCTPYMEHTA OCYILIECTBISETCS HECKOIbKUMU
METOAAMHM: JIOBOJIKa ajMa3HbIMHM TacTaMH TMOcCie
3aTauMBaHUs; JJIEKTpOAIMA3HOE 3aTauMBaHUE U
CBEpXCKOpOCTHOE 3arauumBanue [15—-18]. Meron
CBEPXCKOPOCTHOTO 3aTaYMBaHMsI UMEET MEePCIEKTH-
BBl U TIO3BOJISIET TIOJTy4aTh pabOTOCIIOCOOHOE JIe3-
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BHE€ TBEP/AOCIUIABHOTO WHCTPYMEHTA, 4TOOBI 00e-
CIIEYHTHh TPEOYEMYIO OCTPOTY JIe3BUA (CM. pHC. 2 U
Ta0nuIry).

Nsmepennss octporel CTII BeImonHAIMCH Ha
ycranoBke MikroCad Premium, mnpousBoaguTens
GF Messtechnik GmbH, nmporpamma ans uzmepe-
Huit ODSCAD B OO0 «ITPOMTEX» (r. CaHkT-
[TetepOypr).

[Tomumo KkadecTBa pexyliero KiuHa padoTo-
CIIOCOOHOCTh ~ METAJUIOPEKYIIEr0  HMHCTPyMEHTa
3aBHCUT €Il OT BHJIAa YNPOYHSIOIIETO MOKPBITHUSI.
Haubonee pacnpocTpaHeHHbIE MOKPHITUS Ha JlaH-
HBI MOMEHT — 3TO MOKphITUs Ha ocHOBe TiN (To-
muHa 6...12 MKM), HO OHU CTTIOCOOHBI BBIIEPKUBATH
TepMudecKyro Harpysky ao 700 °C, npu nossblie-
HUU TEMIIepaTypbl 3T MOKPBITHS OTCIAUBAIOTCS OT
MOBEPXHOCTH U CTAHOBATCS HEPAOOTOCTIOCOOHBIMHU.
HanocTpykTypupoBaHHbIE YIPOUYHSIOMIME MOKPHI-
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Puc. 2. Pe3ynasrarel n3MepeHHs OCTPOTHI JIe3BUsl CMEHHOH TBepaociutaBHoi miactuabl (CTI)
nociie cBepxckopoctHoro 3araunBanus (V= 300...400 m/c)

Fig. 2. The results of measurement of the sharpness of the blade replaceable carbide inset (RCI)
after ultra-high-speed grinding (¥ = 300 ... 400 m/s)

Pe3yabTaThl H3MepeHHsT OCTPOTHI JIe3BHSI CMEeHHOI TBepaocmiiaBsHoii mactunsl (CTII) mocie
cBepxckopocTHoOro 3araunsanust (V= 300...400 m/c)

The results of measuring the sharpness of the blade replaceable carbide inset (RCI) after ultra-high-speed
grinding (V' = 300...400 m/s)

Tun 3HaueHus / Cpennee / MunumansHoe / MakcumainsHoe / [MorpemrHocTs /
Value type Medium Minimum Maximum Measure of inaccuracy
Pannyc / Radius 4.4 3,7 5,1 0,4
CkanbiBanue / Shear 0,8 0,0 3,2 -
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st Ha ocHOBe Si—Ti—-N, AI-Si—N u Si—-B—C-N co-
XpaHsT padotocnocodHocts A0 1500 °C [19, 20],
IIPU ATOM OTpabOTaHHAsl TEXHOJIOTHUS X HAHECEHUS
MO3BOJISIET ObOecrneynBarb TONIMUHY 2...2,5 MKM,
YTO SIBJISIETCS KPUTHYHBIM IPH HAHECEHUH Ha TIO-
BEPXHOCTH BBICOKOKAYECTBEHHOI'O PEKYILEro KIIH-
Ha. B naHHON paboTe MPUMEHSUIOCH MOKPHITHE
Al-Si-N, wumMeroniee MHKPOTBEPAOCTh TMOPSIKA
24...27 I'Tla.

Pe3ynbrarhl U HX 00CYyKICHUE

PaGoTrocnocoOHOCTh TBEPIOCILIABHOTO HHCTPY-
MEHTa, KaK MpPaBUIIO, OLIEHUBAETCS M0 apaMeTpam
CTOMKOCTH U 0€30TKa3HOCTH, HO AJsi (PUHHUIIHOTO
MHCTPYMEHTA Ba)KHBIM TAKKE SBISICTCSI MUHUMAJIb-
HBII MPUIYCK, IPH KOTOPOM MPOUCXOIUT HOPMaJIb-
HOe (opMHUpOBaHHE CTPYXKKU. JlaHHBIN TapaMmerp
OLICHUBAJICS TpU OOpabOTKE TUTAHOBBIX CIIJIABOB
BT3-1 u X18HI9T. O6paboTrka nmeraneld Thma Baj
MpOU3BOAMIACE Ha TOKapHbIX LeHTpax OKUMA
Eco Seris ES-L u OKUMA GENOS L300-M.
Pexymimii HHCTpYMEHT ¢ BBICOKOKa4eCTBEHHBIM JIe3-
BHEM, IMEIOILIIUM OCTPOTY 3,7...5,1 MKM ¥ IOKpPBITHE
Al-Si-N, peanu3zoBan Ha 0a3e TBEpIOCILIIABHOM I1a-
ctuabl DNMG150604-MF1 890 (SECO). Pexumbl
00paboTKu: ckOpoCTh pe3anus V = 40 m/MuH, nmoxa-
ga S = 0,01 mm/06, mmyOuna pesanus ¢t = 1, 2, 3, 6
1 9 MKM.

OBRABOTKA METALLOV %

ITo MPOBCACHHBIM HCCICAOBAHUAM I1O0JTYYCHBI
3aBUCHMOCTH CTOMKOCTH TOKApPHBIX INIACTHH IIpU
Pa3IMYHBIX FJ'IY6I/IHaX pe3aHusd, AJid THUTAHOBOI'O
crutaBa BT3-1 (puc. 3) u A sxaporpovyHoro crjiaBa
X18HIT (puc. 4).

BoiBoabI

1. OmpIT 3KCIUTyaTaluu  MOJYyYEHHOTO TBEp-
JOCIJIABHOTO WHCTPYMEHTa TOKa3ajl, 4YTO 3Haue-
HUE MUHUMAJIBbHON TONIIMHBI HECPE3aeMOro CIOS
h, npu obpabotke TuTaHoBoro cryiasa BT3-1 u
X18HIT umeert 3nauenue 0,22...0,25. [Ipu 3Ha4ye-
HUU MHUHHMAJIbHOM TONIIMHBI HECPE3aeMOr0 CIIOsS
menee 0,22...0,25 otcyTrcTByeT GdopMupoBaHue
CTPYKKH, TIPH STUX YCIOBUSAX PE3aHUS TPOUCXOTUT
LapanaHuve 1 BIaBiInuBaHue o0pabaThiBaéMOro Mare-
puana.

2. Ha ocHOBaHMU MPOBEIEHHBIX HCCIEAOBAHUN
YCTaHOBJICHO, YTO JJIsl BBIIIOJIHEHUS YCIOBHIA (op-
MHUPOBaHUS CTPYXKH HEOOXOAMMO oOecreueHue
HAaUMEHBIIIETO YCIOBHOTO BIIMCAHHOTO paanyca
OKpYIJICHHUS JIe3BUS, T. €. MAKCUMAIbHON OCTPOTHI,
a TaKke OTCYTCTBHE MUKPOCKOJOB U TPEUIUH, MPH
3TOM C MUHUMAJIbHBIM OKHCJIEHHEM 00paboTaHHBIX
MOBEPXHOCTEH.

3. BenenctBue cnoxxHocTH mporecca GopMupo-
BaHUS CTPYKKHU, KOTOPBIA 3aBUCUT OT HECKOJIBKUX
MapaMeTpoB, TPYAHO OMPEAETUTH TOUHOE 3HAUCHUE

h,, MEM 10

'~

—— JInHus
CTOMKOCTH

— f, MKM |

—— {, MKM 2

Y — tmkm3

_

= f, MKM 6

S = D W kA N9 0O

A=

0 20 40

T, mun

e {, MKM 9

60 80

Puc. 3. 3aBUCEMOCTB CTOMKOCTH TBEPAOCIUIABHOI MJIACTUHBI ITPH 00paboTKe
TUTaHoBoro criasa BT3-1

Fig. 3. The dependence of the resistance of the carbide plate in the processing
of titanium alloy VT3-1
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Puc. 4. 3aBUCUMOCTB CTOHKOCTH TBEPAOCIUIABHON IJIACTHHBI IPH 00paboTKe
#apornpouHoro criaBa X18HOT

Fig. 4. The dependence of the resistance of carbide inserts when machining
high-temperature alloy Cr18Ni9Ti

OTHOILIEHUSI paJnyca OKPYIVIEHHs JIe3BUS K TOJI-
[IMHE CPE3aeMOoro closi. 3HaYeHUE MUHUMAJIbHOU
TOJILIMHBI HECPE3AEMOTO CJI0SA /1, TIPH Pa3HBIX COYe-
TaHUsIX 00pabaTbIBa€MOr0 Marepualia U pexyIero
MHCTPYMEHTA MOXKET OBITh ONPEAEIEHO ITyTEM IIPO-
BEJICHUSI SKCIIEPUMEHTOB 10 PE3aHUI0 HA OOJBIINX
(MMHMMaJIBHBIX ) [TyOMHAX pe3aHusl.
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