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M3roTOBJIEHUE CITOXXHOMPO®UIbHbIX
ANEKTPOAOB-MHCTPYMEHTOB C NPUMEHEHUEM
TEXHONOI'MU bbICTPOIO NPOTOTUINMNPOBAHUA

OCHOBHbIM U3 COEPXUBAIOLWMX (HaKTOPOB MPUMEHEHUSI KOMUMPOBAnbHO-MPOLUMBHBIX 3MEKTPO-
9PO3VOHHBIX CTaHKOB SIBMSIETCSI OFPAHWYEHHOCTb TEXHOMOrMYEeCKUX BO3MOXHOCTEN W3roTOBMEHUS
CMNOXHOMPOMUIBbHBIX 3NEKTPOAOB-MHCTPYMeHToB (3U). MNpy TpagMUMOHHOM WM3rOTOBMEHWMWU CIIOXHOMO
3reKTpoAa-MHCTPYMeHTa ero Mofesb pa3brBaeTcsi Ha aNeMeHTapHble y4acTKu, KaXabl y4acTok U3ro-
TaBnMBaeTCs MO OTAENbHOCTM, @ B AarnbHenweM OHW cobmparoTcs B OAWMH MHCTPYMEHT. [onyyeHHble
COCTaBHble 3MeKTpoAbl He NO3BONSAT 0bpabaTtbiBaTe AeTany C BbICOKON TOYHOCTbID. CTOMMOCTb M3ro-
TOBJIEHUSI COCTABHOIO 3MEKTPOAA 3aBWUCUT OT CMOXHOCTU paboyero npoduns, u 3avacTylo cosgaHue
NepcrnekTVBHbBIX AeTarnen TakuMm 3NeKTpoAoM CTaHOBUTCH 3KOHOMUYECKN He BbiroAHbIM. Lienb paboTbl —
nccrnefoBaHne BO3MOXHOCTM MPUMEHEHUS TeXHONornm ObICTporo NpOTOTUNMPOBAHUS MPU CO34aHWK
CNOXHONPOMUIBbHBIX  ANEKTPOAOB-MHCTPYMEHTOB. [poBedeH 9KCMEPUMEHT MO CO3A4aHMI0 CIOXHOMPO-
hunbHOro anekTpoda-MHCTpyMeHTa B hopMe naHenu MobunbHoro TenedoHa ¢ NPUMEHEHNEM TEXHOIO-
rmin SLA ans nuTba no BeinnaenseMbim modenam. [ins cosganna 3D-mogenu nenonb3oBaH NpUHLMN 06-
paTHOrO UHXWHUPUHIa C NPUMEHEHNEM KOOPAMHATHOWM M3MepuTenbHol mMawurHbl Contura Carl Zeiss G2.
BblpalwimBaHne mactep-Mogeny aneKkTpoaa npoBOAWMMOCH Ha YCTaHOBKE MacovHoro Tuna Envisiontec
Perfactory XEDE. Ha ocHoBe mony4yeHHOW mMacTep-mofeny copMMpoBaH MOAEMbHbBIN KOMMNEKT Ans
peanusauum TeXHOMOMMM NMTbA Mo Bbinnasnsemon moagenn. OTKNoHeHVe pa3mepos obpaboTaHHoOW Ae-
Tanu ot paamepos AN He npesbicuo 20 %. Mpouecc 0bpaboTkm conpoBoXxaancsa crabunbHbIM UCKPO-
obpasoBaHneM 06e3 BO3HVMKHOBEHWS 3amblkaHus. [pu yBenuueHun rnybuHbl obpaboTku, B CBA3U C
yXyALeHNeM YCroBuii BbIMbIBaHUSI NMPOAYKTOB 3p0O3vK (LLam), MPOu3BOAUTENBHOCTL npouecca 330
CHu3unack. Hanbonbluas KOHLeHTpauus wnama Habnoganacb Ha BOrHYThIX MOBEPXHOCTSAX 3neKTpoaa.
AHanm3 3KOHOMUYeCKOW 3PPEKTUBHOCTM NPUMEHEHNS TEXHOMNOIUI ObICTPOro NPOTOTUNMPOBAHNSA U NN~
TbSl NO BbINMaBNSEMbIM MOAENSAM NPY CO3AAHWMN ANEKTPOAA-MHCTPYMEHTA BblIOpaHHON AeTanu nokasan
CHWXEHNe 3KOHOMUYecknx 3aTpaT Ha 35 %. CHukeHue 3aTpaT 4OCTUraeTcs 3a CYeT OTCYTCTBUSA B Npo-
Liecce M3roTOBIEHUsI AMNeKTpoAa-MHCTPYMEHTa [OPOroCTOALWEro MenkopasmepHoro ne3BUAHOrO MHCT-
PyMEHTa U TEXHONMOrMYeCcKon OCHACTKU. [prMeHeHne TexHonornin obpaTHOrO MHXUHUPUHIA COBMECTHO
C BbICTPbIM MPOTOTUMUPOBAHMEM U NIUTLEM MO BbINMABMASAEMbIM MOAENSAM MO3BOMSET COKPaTUTL BpeMms
Ha NoAroTOBKY TEXHONOIMM 3NEKTPO3PO3MOHHON 06paboTku.

KntoueBble cnoBa: GbiCTpoe NPOTOTUNMPOBaHWE, aaAUTUBHbIE TEXHOMOTUN, SMEKTPOIPO3UOH-
Hasi o6paboTka, TEXHOMOorms NMUTENHOro MPOU3BOACTBA, TOYHOCTb, INEKTPOA-MHCTPYMEHT, CIOXHbIN
npodusib, KONMPOBaNbHO-MNPOLUMBHAS SNEKTPO3PO3NOHHAA o6paboTka, MacTep-MoAenb, U3roToBreHne
3NeKTPOAOB-UHCTPYMEHTOB.
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INFLUENCE OF VOLTAGE AND WIRE SPEED
ON FORMING THE MACHINED SURFACE ROUGHNESS DURING
WIRE ELECTRICAL DISCHARGE MACHINING

Abstract: The main constraints of the application of copy-piercing EDM machines is the limited
technological capabilities of manufacturing complex-electrode-tool (ET). In traditional manufacturing of
complex electrode-tool, its model is divided into elementary sections and each section is manufactured
separately and subsequently assembled to form a tool. The resulting composite electrodes do not allow
processing parts with high precision. The cost of manufacturing the composite electrode depends on the
complexity of the work profile and often the creation of advanced components such electrode becomes
economically advantageous. Purpose - to investigate the possibility of the use of rapid prototyping tech-
nology to create complex electrodes. An experiment to create complex-tool-electrode in the form of mo-
bile phone panel with the use of SLA technology for investment casting. To create a 3D model used re-
verse engineering principle with the use of a coordinate Contura Carl Zeiss G2 measuring machine.
Growing master electrode model was conducted on the mask Installation type Envisiontec Perfactory
XEDE. On the basis of the master model formed by the model kit for the implementation of the technol-
ogy of casting, investment casting. Deviation from the workpiece dimensions of ET dimensions not ex-
ceeding 20%. The treatment process was accompanied by stable without causing sparking circuit. By
increasing the depth of processing, due to the deteriorating conditions washout erosion products
(sludge), the performance of EDM process decreased. The highest concentration of the slurry was ob-
served on the concave surface of the electrode. Analysis of economic efficiency of application of rapid
prototyping and casting techniques, investment casting to create an electrode-tool selected items
showed a decline in the economic costs of 35%. Cost reduction is achieved by the absence in the
manufacturing process of the electrode-tool blade expensive small-sized tools and tooling. The use of
reverse engineering techniques, together with the rapid prototyping and casting, investment casting can
reduce the time to prepare EDM technology.

Keywords: rapid prototyping, additive technology, electrical discharge machining, casting tech-
nology, accuracy, electrode-tool, complex profile, die sinking EDM, master model, production of elec-
trode-tool.

N3roroBnenue aeranerd CIoKHOTO Mpoduis U3 TpyaHOoOOpabaThiBae-
MBIX MAaTE€pUaJIOB C BBICOKOM TOYHOCTBHIO HEBO3MOXXHO 0€3 NMPUMEHEHUS
3JIEKTPO3PO3UOHHOM 00padoTku (330) [1].

OCHOBHBIM U3 CAEPKHUBAIOIINX (PAKTOPOB MPUMEHEHHUS KOIMHUPOBAIIb-
HO-TIPOLIMBHBIX AJIEKTPOIPO3UOHHBIX CTAHKOB SIBIISIETCS OTPAHUYEHHOCTH
TEXHOJOTMUECKUX BO3MOXKHOCTEH M3TOTOBIICHUS  CIOKHOMPO(UIBHBIX
3N1eKTpoJoB-UHCTpYyMeHTOB (OU) [2]. 13 obuiero BpeMeHH TEXHOJIOIMYe-
CKOr0 Impoliecca Uu3rotopiieHus nerainei merogom 920 ot 25 no 40 % npu-
XOJIUTCS HAa U3roToBieHue JU.

[Tpu TpagAUIIMOHHOM M3TOTOBJICHUU CIOKHOTO DU ero monens pa3ou-
BAETCsl Ha AJIEMEHTApHbIE YYaCTKU U KaXKJbli y4aCTOK M3rOTABIIMBAETCS MO
oTnenbHOCTU. OTAENbHBIE AIEMEHTHI AIEKTPO/ia B AaJbHEMIIEM COOUpParoT-
csl B OJUH MHCTpyMEHT. [lomydeHHbIe COCTaBHBIE 3JIEKTPO]Ibl HE TIO3BOJISIOT

161



T.P. Abnsaz, A.A. Llymxos

oOpabaThIBaTh AETaIM C BBHICOKOW TOYHOCTHIO. CTOMMOCTH H3rOTOBIICHUS
COCTaBHOTO DJICKTPOJIa 3aBUCHT OT CIIOXKHOCTH pabouero mpodus, 1 3a4ac-
TYIO CO3/IaHHE€ TEPCIEKTUBHBIX JIeTajJell TaKUM DSJIEKTPOAOM CTAHOBHUTCS
SKOHOMMYECCKH HEBLITOAHBIM [2, 3].

[lens paboThl — HCClIeIOBAaHWE BO3MOXHOCTH MPUMEHEHUSI TEXHOJO-
Ui OBICTPOTO MPOTOTHITMPOBAHWS TIPH CO3JIaHUU CIIOKHOMPOQPHIBHBIX
AIEKTPOJIOB-UHCTPYMEHOB.

[Ipumenenue agautuBHbIX TexHonorui (AT) ana msrotonenus DU
o0ecreuynBaeT COKpAIIEHUE CPOKOB TOJITOTOBKU IMPOU3BOJCTBA, a TaKKe
CIIOCOOCTBYET COKPAIICHHUIO ITOTEPh W OTXOJOB. BBIIEISAIOT TpsIMOe M KOC-
BeHHOE Tpoun3BoicTBO DU ¢ npumenennem AT [4-T7].

[Tpu mpsimom mpousBocTBe DU BhIpallieHHas MOJIENb 0€3 MOoCIenyIo-
IMX TEXHOJOTMYECKUX OINEepaluid HCIONb3YeTCs B KayeCTBE JIIEKTPOJA.
OnuH 13 NpUMEpPOB MPSMOTo MPOU3BOJACTBA — co3aanue DU MeTo oM cenek-
TuBHOTrO JiazepHoro crmasienusa (CJIC) mopomkoBeix MarepuanoB. Hemoc-
TaTKOM JJAHHOTO METO/Ia BISieTCA rpy0asi IepoXoBaTOCTh MOTYYEHHBIX MPO-
TOTHUIIOB, Tpedyromias nocienyromei 1opadboTku. C 3KOHOMHYECKONW TOYKH
3pernst npumenenue texunosorun CJIC mis cozmanms DU 1ienmecoodpasHo
MIPY U3TOTOBJICHUH IITYYHBIX JIEKTPOIOB CIOKHON (hOpMHI [8].

[Ipn xocBeHHOM HcHONb30BaHUU AT BbIpallleHHass MOJAEINb SIBJISETCS
MIPOMEKYTOUYHBIM 3TAllOM B TEXHOJIOTMUECKOW 1IeMoYKe U3roroBieHus JU.
OpHMM W3 MEePCICKTUBHBIX HAIMPABJICHUN M3TOTOBIICHUS CIIOKHOMPOQPUITH-
HOro DV KOCBEHHBIM METOJIOM SIBISIETCSI COUETAaHUE TEXHOJIOTHI OBICTPOro
MPOTOTUITUPOBAHUS U JIUTEHHOTO MPOU3BOCTBA.

[[lupokoe mpuMeHEHHE B M3TOTOBIEHUU MACTEP-MOJEIECH CII0XKHO-
npounbHEIX DU U3 XKUIKKUX (HOTOMOJMMEPHBIX MAaTEPUAIOB TOTydYHIIa
texnosiorus crepeonutorpadpun (SLA). OcHoBoli SLA-TEXHOJIOTHU SBIIS-
eTcsl u3MeHeHue (Ha30BOro COCTOSHUS MaTepuala, Mepexoa U3 KUAKOTO CO-
cTtostHust B TBepaoe. CyllecTByeT JiB€ pa3HOBUAHOCTU SLA-TEXHOJIOTUH:
nazepHas u macouHas. OCHOBHOE OTJIMYME 3aKJIOYaeTCS B CIOCOOE WHU-
[IMAPOBAHUS PEAKIMK TOJMMEPHU3AIMKM HCIOJIb3yeMoro marepuana. B ma-
3epHOI cTepeonuTorpaduu JUisi TeHEPUPOBAHUS PEAKIUU MOTMMEpPU3aLUN
ucnonsiytorcss He—Cd wnm Ar-uoHHBIN Ja3epsl, paboTaromue B o0JacTu
Y®-u3nydyenus. JIazepHbli Jyd MOCIEA0BATENBHO WITPUXYET CEYEHUE IIPO-
TOTHUIIA Ha MOBEPXHOCTH KHUAKOTO MaTepuasia cHOKYCHPOBAHHBIM ITYYKOM
Y®-nyyeit. OCHOBHBIM HEIOCTATKOM METOJA SBIISIETCS JUIMTEIIBHOE BPEMs
MOCTPOCHHUS, HEOOXOJUMOCTh TPOBEICHHS JTOTIOJHUTEIHLHOTO OTBEPKIe-
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Husl. CyllecTBEHHBIMU MPEUMYIIECTBaMH 00J1aflaeT MacOYHasi CTEPEOJIUTO-
rpadus. Peakuust oTBep)KIE€HUS MPOUCXOIUT 3a CUET co3haHusi H300pa-
JKEHUs ceueHuss mojenu ¢ YD-uznyueHueM. B co3ganum takoro pona 3a-
CBETKH JEXHUT npuHImn mudpoBoit obpadorku cerom (Digital Light
Processing — DLP). OcHOBHBIE IpeuMyIecTBa CTEPEOIUTOrpaduu, OCHO-
BaHHO Ha DLP-meTone, sSBISIOTCS CKOPOCTh MOCTPOCHHUS U PaBHOMEPHOE
OTBEpXKJICHUE BCEH 30HBI 3aCBEUMBAEMOro ceueHus. Pabounmu matepuana-
MU nipu SLA-TEXHOJOTHSX SBJISIIOTCS CBETOUYBCTBUTEJbHBIE aKPHUIJIOBBHIE
U 3MOKCHAHBIE CMOJIBI [9—15].

B pabote npoBeseH SKCIEPUMEHT 10 CO3/IaHUI0 CII0KHOMPOPUILHOTO
ANEKTPOAA-UHCTPYMEHTA B popMe maHeIn MOOHILHOTO TenedoHa ¢ mpume-
HeHueM TexHoJoru SLA u IuThs 1Mo BhIILIABIsseMbIM MojaesiM. Ha puc. 1
npejcTaBIeHa OJIOK-CXeMa CO3IaHMsI CIOKHONIPOPHIEHOTO AIIEKTPOA.

Llenesas Cosnanne 3D-Momenn Co3nanve BoipamuBanue
JeTamb > Jeranu > 3D-moaenun OU > macTep-monenn DU
lommas OmmiBka 3aiuBKa [Monyuenue
<= | 990 3arotoBku|<G— <= <= .
AeTajnb n posoaxa OU (hopmBbI BBITIIABIISAEMOT
mozaesn DU

Puc. 1. Oransl co3manug DU

Jns coznanus 3D-Mozenn UCIoIb30BaH MPUHIMI OOPATHOTO MHKH-
HUPUHTA C IPUMEHEHUEM KOOPAWHATHOW u3MepuTeabHoi MamuHbl Contura
Carl Zeiss G2. C ueneBoil Mojenu CHUMaeTCsS OOJAKO TOYEK, KOTOPOe
B JajibHEHIIEM Mpeodpa3yercsi B TPEXMEPHYIO KOMIIBIOTEPHYIO MOJEIb
B Qopmare STL. Ilocmemyromas oOpaboTka KoMmbloTepHOW Moxenn DU
B STL-dopmate npoBoaunacs mporpammoit Magics12 ¢upmber Materialize.
O06paboTka MOJIETH COCTOHUT U3 CIEAYIOUINX 3TAIOB: yAaJeHUE apTe(aKToB,
00pa30BaBIINXCS B MpoIecce CO3MaHMsI OOBEMHON MOJIENH, MO3UIIMOHHPO-
BaHME B paboueii o6actu SLM-MaHbl, MPOSKTUPOBAHUE TTOIJIEPIKEK.

BripanuBanue Mactep-MoeNu 3JeKTpo/ia MPOBOINUIOCH Ha YCTaHOB-
ke MacouHoro tumna Envisiontec Perfactory XEDE.

CripoekTupoBaHHasE MOJENIb MO3MLIMOHUpPYETCsl B paboueil obmactu
IIOCTPOEHHUSI U PACCEKAETCs] Ha CJIOM C 33/JaHHBIM IIaroM IOCTPOEHUS IO
ocu z. B mponecce mocTpoeHuss MOAEIN Ha Ka)XJAOM IMOCIEAYIOIEM CJI0e
dopmupyeTcst Macka H300paKEeHUsI CEUEHUS] MOJICITH, U CJIOW 3aCBEYMBACTCS
C OIpEeeIEHHBIM UHTEPBAJIIOM BpeMEHH. PeXuM MOCTpOeHUsI MpeICTaBICH
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Huxke. [Tnardopma mocne 3acBeTkH Cl0Os OMYyCKAETCs HA 3aJJaHHYIO TOJIIH-
Hy crenymomero ciod. [Ipouecc nmoctpoeHust NOBTOpsiETCA 10 MOJIHOTO 3a-
BEpILIEHUS 3aCBETKU BceX cjoeB Mojenu. CKOpOCTh MOCTPOCHHUS MPOTOTH-
noB npu Tomamune cnos B 0,05 MM coctapinsier 10 mm/4. TouyHOCTH pazMepoB
npu mare noctpoenus 0,05 mm coctasisiet 0,1 MM, 1IEpOXOBATOCTH MPOTO-
tumoB Ra =0,1.

Pexumbl mocTpoeHus:

Tonummma TommuHa Bricora Bpewms 3acBeTkn Bpewms 3acBeTkn
H MOJIEPIKEK, | TOJAEPKEK, | CEUEHUH MTPOTOTHIIA, MOJIIEPIKEK,
CJ0s, MM
MM MM MC MC
0,050 0,280 3 10 000 10 000

Bripamennas mactep-monens DU npeacrasieHa Ha puc. 2.

Ha ocHoBe momyueHHo# MacTtep-moaenu (HOpMUPYETCS MOACIbHBIN
KOMIUIEKT JJIsl peau3aliy TEXHOJOTHH JIUThS MO BBIILIABISIEMON MOJIEIH.
C M3roTOBJIEHHOTO MPOTOTUIIA CHUMAETCSl CHIIMKOHOBAsl popma JjIsl 3aJIB-
KH{ BOCKOBOM BEIIIJIABIIEMON MOECIIH.

Puc. 2. Beipamennast Mmactep-MoaeIb Puc. 3. DnekTpoa-uHCTPYMEHT

[ToydyeHHass BOCKOBasi MOJIETb SIBJISIETCS YaCThIO COOPHOTO MOIEIb-
HOTO BOCKOBOTO KOMIUIEKTAa. B TIONTOTOBJIICHHBIM METAJLTHYECKUI KOpOO
YCTAHABJIMBAETCSA BOCKOBOM KOMILUIEKT, COCTOSIIIMN W3 BBIIUIABISIEMON Mac-
TEP-MOJIENIA C JIUTHUKOBOM CHCTEMOM, W 3aTuBaeTcs (OPMOBOUHBIA MaTe-
puan. Ilocne 3aTBepaeBanusi popMoBOYHOrO MaTepuana (popMa MOAroTaB-
JIMBAaeTCA K 3aJIUBKe (CM. puc. 1).

OtnuBka nonydeHHoro DU npencrasieHa Ha puc. 3. Marepuan DU —
natynb JIL40C no 'OCT 17711-93.
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Otpabotka TexHonoruu 230 MpoBOAUIACH HA KOITUPOBAIHHO-TIPOIIINB-
HOoM ctanke SmartCNC. Pexumbr 00paboTKH mpeacTaBieHbl HIbke. B kade-
CTBE pabouel )KUIKOCTH UCIIOIb30BaHO MHAyCTpruaibHoe Macio 1-20A.
Pexxumbl 06paboTKU:

IIporpamMMHBIH KO [TonspHOCTB
PEKUMHBIX TaOJIHIY Cuna toka I,, A | Hanpsokenue U, B CTEIl)HKa
cranka (E-xox)
1 1 50 IIpsamas

B kadecTtBe oOpabaThiBaeMOro MaTepuaia HCIIOJIb30BaHA KOHCTPYK-
LIMOHHAas JeruposanHas ctanb Mapku 40XH2MA no I'OCT 1133-71.

[Tnomane o6paboTku cocraBiser Oonee 30 cm’. Cxema mporecca
290 mpexacrapiieHa Ha puc. 4.

VYuacrok 4

I'pyOast mepoxoBaTocTh

CrnoxuonpopuibHbii DU
IMomaua DU i

Inam Q_\_\&\X\_ \@‘/Honaqa PXK

Jletanb

KonnenTpanus nutama (y4actox 4) e ;
Jledextsr popMbI

Puc. 4. Cxema 00paboTKu

[Ipomecc 06pabOTKH COMPOBOXKAAICS CTaOMIBHBIM HCKPOOOpPa30-
BaHHMEM 0e3 BO3HMKHOBEHMs 3aMbIKaHUs. [Ipu yBenmuueHuu riyOuHBI 00-
paboTKH, B CBSA3U C YXYALICHUEM YCJIOBUH BBIMBIBAHUS MPOILYKTOB 3PO3UH
(mmam), TPOM3BOAUTENBHOCTh Tporecca D20 mnoHm3minack. HanbGoib-
I1as KOHIIEHTpalys IjaMa HaOMoJanach Ha BOTHYTBIX ITOBEPXHOCTSX
JIEKTpOJA.

MaxkcumanbHasi KOHLIEHTpalus 1uiaMa Ha o0paboTaHHOM MOBEpXHO-
cTH HabmoaeTcs Ha yyactke 4 (cM. puc. 4).

[lepoxoBarocTh 00paOOTaHHONW NOBEPXHOCTH B 30HE CKOIUICHUS
nuama (yuactok 4) Ra = 3,0 MM (cM. puc. 4). Cpeassisi 11epoxoBaTOCTh
00paboTaHHBIX MOBEpXHOCTEW Ra = 1,6 MKM, YTO COOTBETCTBYET BHIOpaH-
HOMY PEKUMY COTJIACHO MPOTPAaMMHOMY KOJTy.
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[Tokazano, yTo Ha 0OpaOOTAaHHOMW JETAN JACTAIM3UPOBAHBI BCE JJIe-
MeHThl nipodminst DU. OTkioHeHue pasMepoB 00pabOTaHHON JeTanu OT
pa3zmepos DU He npessicuio 20 %.

AHanmM3 3KOHOMUYECKOW 3((HEKTHBHOCTH TPUMEHEHUS TEXHOJIOTUN
OBICTPOTO MPOTOTUIIUPOBAHUS U JIUTHS MO BBIILIABISAEMBIM MOJEISIM TIPH
co3ganuu DU BBIOpaHHOW AeTalld MOKa3aJl CHIKCHHE YKOHOMHYECKHX 3a-
TpaT Ha 35 %. CHUXKEHue 3aTpar JAOCTUTAETCS 3a CYET OTCYTCTBHUS B IPO-
1ecce m3roToBiieHUss DU JOPOroCTOSIIEr0o MEITKOPa3MEpHOTO JIC3BHUITHOTO
WHCTPYMEHTA U TEXHOJIOTHYECKOH OCHACTKH.

[IpuMeHeHne TeXHOIOTHI 00paTHOTO WHKWUHUPUHTA COBMECTHO C OBI-
CTPBIM IPOTOTUIIMPOBAHUEM U JIUTHEM IO BBIMIABISEMBIM MOJIENSIM TIO3BO-
JSIET COKPATUTh BPEeMs Ha TOJTOTOBKY TEXHOJOTHH 3JIEKTPOIPO3HOHHOM
00paboTKH.

Paboma evinonnena npu noooepocke epanma llpezuoenma P® no 2o-
Cy0apCcmeeHHol N000ePIHCKe MON0ObIX POCCULCKUX VUEHbIX — KAHOUOAmos
Hayk Ne MK-5310.2016.8.
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