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Effective designs of hardmetall microdrills for deep drilling
of the package of printed-circuit boards

Efektywne konstrukcje mikrowiertet z weglikow spiekanych
do gltebokiego wiercenia pakietow plytek drukowanych

Raul TURMANIDZE, Vasili BACHANADZE, Giorgi POPKHADZE

P e 310 me: B npeacrasneHHoi pa60Te Aal0TCA pe3ynbraTbl UCCNea0oBaHNA CUNOBbIX XapaKTepUCTuk npouecca rny60|<oro cBepreHns

naketa neyartHbIX NAaT AN MUKPO3NEKTPOHHOI annapaTtypbl, B TOM YiCNe ANS U3rOTOBMNEHUS OTAENMbHbIX Y308 ynpaBneHus
MeXaTPOHHbIX CUCTEM TBEPAOCMMaBHbIMU MUKPOCBEpPNaMuW B 3aBUCUMOCTU OT rnyOUHbI CBEPMIEHUs, PEXMMOB pe3aHus
1 TeOMeTpuUMn cBepra. B 4acTHOCTU n3ydyeHbl XxapakTep W3MEHEeHUs nokasaTenieil 0CEBOro yCUNUA 1 KpyTALEero MOMeHTMa
B 3aBMCUMOCTM OT rNyGuHbI CBEpreHNst As CBEPS C pa3HbIMU YriamMu HakoHa CnmpanbHoii kKaHaBK1 C MOMOLLbIO cneunansHo
CKOHCTPYMPOBaHHbIX BbICOKOYYBCTBUTESbHBIX NPMOOPOB, AatOLMX BO3MOXHOCTL U3MEpPeHUst npsamMbiM MeTogom. Ha ocHose
aHanu3a pesynsTaToB UCCMEef0BaHNs BHECEHbI U3MEHEHUS B TEOMETPUN CYLLECTBYIOLLNX CTaHAapTHbLIX cBepn. MpeanokeHa
HOBasi KOHCTPYKLUUA MUKPOCBEPN C NEPEMEHHbLIM YrIOM HAKMOHAa CnupanbHO kKaHaBKu, Takum o6pasom, YTO BenuuvuHa
yrna UMeeT MakcumarnbHOe 3HAYEHWe Yy BepLUMHbI CBEpna U PaBHOMEPHO YMEHbLUAETCS B CTOPOHY KOHUA pabouyeil 4acTu.
M3roToBneHbl cBEpna Takoi KOHCTPYKLMM C pasHbIMW yriamu HakiioHa crnupanbHoi kaHaBku. Ha ocHoBe akCnepumeHTOB
13 HUX BbiGpaH Gonee GMNU3KOCTOSALYMIA MO CBOMMM CUMOBbLIMU MoKa3aTensMu K CTaHAapTHOMY CBEPMY U MPOBELEHO ero
CpaBHUTESIbHOE UCMbITAHWE CO CTaHAAPTHLIM CBEPSIOM, 4OBOAS UX 4O MOMOMKW, Gnarogapsi Yero 4oka3aHo NpPenmyLLecTBo
CBEPN HOBOMN KOHCTPYKLMU. YUnTbIBas pe3ynbTaTbl 9KCNepUMEHTOB NPeaoXeHbl CBEPSa YANUHEHHON KOHCTPYKLMKN C Lienbo
MOBbILLIEHUS TPOU3BOAUTENBHOCTY 06paGOTKN NyTEM yBENNYEHUS rMyOMHbBI CBEPSIEHS 1 COOTBETCTBEHHO KOIMYECTBa NNacTuH
B 06pabaTbiBaEMOM NaKeTe NeYaTHbIX Mnnart.

Kniwouyesue cnosa: lNeyaTtHaa nnara, rnybokoe ceeprieHne, CBepno, NepeMeHHbI Yron HakmnoHa.

Summary: In this work are given the results of the study of power characteristics of the process of deep drilling printed circuit

boards package for microelectronic devices, including for the production of individual control units mechanistic systems carbide
micro drills depending on the depth of drilling, cutting conditions and the geometry of the drill. In particular, we studied the
behavior of the indicators of axial force and torque, depending on the drilling depth for drill bits with different angles of
inclination of the spiral groove with the help of specially designed high-sensitivity instrumentation, enabling the direct method of
measurement. Based on the analysis results of the study changes in the geometry of the existing standard drills. A new design
micro drills variable angle of the spiral groove, so that the angle has a maximum value at the tip of the drill, and decreases
uniformly towards the end of the working part. Drill bits made this design with different angles of inclination of the spiral
grooves. On the basis of these experiments is selected over near standing on their athletic performance to a standard drill and
held it a comparative test with a standard drill, bringing them to failure, because of what proved drills Advantages of the new
design. Considering the results of the experiments proposed drills elongated structures to improve processing performance by
increasing the drilling depth and number of plates, respectively, in the processed packet of printed circuit boards.

Keywords: Printed circuit board, deep drilling, drill, variable angle of inclination

Streszczenie: W niniejszej pracy przedstawiono wyniki badan charakterystyk sitowych procesu gtebokiego wiercenia pakietow

ptytek drukowanych do aparatury mikroelektronicznej, w tym réwniez dla wykonywania odrebnych zespotéw sterowania
systemami mechatronicznymi spiekanymi mikrowierttami w zaleznosci od gtebokosci wiercenia warunkéw skrawania i geometrii
wiertta. W szczegoélnosci zbadano charakter zmian wskaznikow sity osiowej i momentu skretnego w zaleznosci od gtebokosci
wiercenia dla wiertet o roznych katach nachylenia rowka spiralnego, za pomocga specjalnie skonstruowanych wysokoczutych
przyrzadoéw, umozliwiajgcych pomiary bezposrednie. Na podstawie analizy wynikéw badan wprowadzono zmiany w geometrii
istniejgcych standardowych wiertet. Zaproponowano nowg konstrukcje mikrowiertet ze zmiennym katem pochylenia rowka
spiralnego w taki sposéb, ze wielko$¢ kata ma maksymalng warto$¢ przy wierzchotku wiertta i rbwnomiernie zmniejsza sie
w strone konca czesci roboczej. Wiertta wykonano o takiej konstrukcji z roznymi katami nachylenia spiralnego rowka. Na
podstawie badan wybrano wariant najblizszy pod wzgledem wytrzymato$ciowym do wiertet standardowych i przeprowadzono
procentowe badania porébwnawcze ze standardowym wierttem, doprowadzajgc do ich zniszczenia (ztamania), co wykazato
przewage nowej konstrukcji. Uwzgledniajgc wyniki badan zaproponowano wiertto o wydtuzonej konstrukcji w celu zwiekszenia
wydajnosci obrobki przez zwiekszenie gtebokosci wiercenia i odpowiednio liczby ptytek w obrabianym pakiecie ptytek
drukowanych.

Stowa kluczowe: ptytka drukowana, gtebokie wiercenie, wiertto, zmienny kat nachylenia (rowka specjalnego)

40

TECHNOLOGIA | AUTOMATYZACJA MONTAZU nr 3/2016



BeeneHue u noctaHoBKa 3agayuu

CoBpeMeHHy TEXHUKY, HaunHasi OT ObITOBON U 3a-
KaH4YnBasi KOCMWYECKOW annapaTtypor, HEBO3MOXHO
npeactaBuTb 6e3 anMeKkTPOHHbIX y3noB. [1pons3BoacTBO
0a30BbIX AeTarnei anekTPOHHOW annapaTtypbl — nevat-
HbIX NNaT, CBA3aHO C MPOLECCOM CBEPIEHUS OrPOMHOIO
KOnu4ecTBa OTBEPCTUI Manoro aAnametpa (okono 1 mMm
1 MeHblle). CBeprieHre OCyLLEeCTBNSAT pasHbIMU METO-
JaMu, HO cambiM 3(PEKTUBHBIM SIBISIETCS CBEPrEHNE
MUKPOCBEpNamu 13 TBEPAOro crnraea, reoMeTpuyeckme
napamMmeTpbl KOTOPOro YCTaHOBMEHbI MCCneaoBaTensamm
pasHbIX CTPaH Ha OCHOBE MHOFOKPATHbIX 3KCMEPUMEHTOB
B COOTBETCTBYHWOLUMX rabopatopusax v npeanpuaTusx.
B yacTHOCTV yCTaHOBMEHO, YTO ONTUMAarnbHbIV NEPeaHMUN
Yyron n COOTBETCTBEHHO YroN HakMmoHa CnuparnbHON Ka-
HaBku cocTasnsAeT npumepHo 30°, a 3agHuin yron 18°. Ux
nepetaumBatoT Yepes kaxgoe 1000 oTBepcTne 1 paccuum-
TaHbl Ha 3—4 NepeTouKy.

[Mpon3BOACTBO MeyaTHbIX NfaT 3TO MacCcoBOE Mpo-
M3BOACTBO, e C Lenbio yBENMYEeHNs NPON3BOANTENBHO-
CTN OCYLLECTBMSIETCA CBEPIIEHNE NaKeTa, COCTaBNEHHON
M3 HECKOmbKO MMacTuH, TO eCTb UMEET MecTo rnybokoe
cBepreHue, rae rmybrHa cBepreHns nNpeBbIlLaeT pasme-
pa anametpa 8+10 pas.

B nponsBoacTBe nevaTHbIX nnaTt NpocTon AOpPOro-
CTOSILLLEErO TEXHONOMMYECKOro obopyoBaHUsl CBsi3aH He
TONBKO C NPeAyCMOTPEHHON 3aMEHOIN MHCTPYMEHTA C Lie-
NbIO MX NEPETOYKM, HO 1 C HENPEAYCMOTPEHHOW, BbI3BaH-
HOW XPYMNKUM paspyLUeHNEM Aaxe 40 NepBO NEPETOUKY,
YTO CBSI3aHbl CO 3HAYMTENbHBIMU 3KOHOMUYECKUMW MOTE-
psiMu. BeposiTHOCTb XPYNKOro pa3pyLueHUsi 3HaYUTENbHO
pacTteT npu rnyboKoM CBEpriEHUM NakeTa NeYaTHbIX Mrar.
lMpn aTom 30Ha paspyLUeHUs HaxoAMTCA B NobnmusocTtu
KOHLIa cnpanbHON KaHaBKW.

Y4unTbiBas MaccoBOCTb MNPOW3BOACTBEHHbIX MpO-
LIeCCOB WM3roTOBIEHUSA NeYaTHbIX MnaT, MOXHO cKasaTb,
4YTO XOTA Obl HE3HAYMTENbHOE MOBLILEHNE CTOMKOCTW

N XPYMNKOW MPOYHOCTU MUKPOCBEPST U COOTBETCTBEHHO
NPOU3BOANTENBHOCTM MPOLIECCOB CBEPSIEHUSI, MOXET
0aTb CyLLEeCTBEHHbIN 3KOHOMUYECKNIA apeKT.

MeTopuka u pe3ynbTaTbl UCCIIEA0BAHUMU

MccnepoBaTenbckne paboThbl C LIEMb MOBbILEHUS
CTOMKOCTW TBEPAOCMABHbLIX MWKPOCBEPST UM MPOU3BO-
OUTEenbHOCTK npouecca rmybokoro cCBeprneHvs naketa
nevaTHbIX nNnat Obinv npoBefeHbl B nabopartopuu npe-
LIM3NOHHBIX MUKPOMHCTPYMEHTOB AenapTtameHTa «[1po-
M3BOACTBEHHbIE TEXHOMOTMA WHXEHEepUn MeXaHUKn»
Ipy3VHCKOro TEXHWYECKOro YHUBEpPCUTETA B TECHOM CO-
TpygHu4ecTBe co cneumanucramm Margebyprckoro Tex-
Huyeckoro yHusepcuteta um. OtTo PoH MNypuke (Mepma-
HUS) B paMKax COBMECTHOIO MEXAyHapOAHOro NpoekTa.

WccnepoBaHusa Obiny HavaTbl U3yYeHem xapakrepa
M3MEHEHUS CUMOBLIX MOKa3aTenemn — KpyTsLLero MOMeHTa
1 OCEBOr0 YCUITUS B 3aBMCMMOCTM OT rMyBOrHbI 1 PEXNMOB
pesaHns CBEprieHUsl naketa rnevaTtHbIX nnaT U3 CTekno-
Tekcronura.

[nsa namepeHus oceBoro ycunus 6bin M3roToBMeEH
npnbop Ha OCHOBE W3BECTHbIX METOAOB U CYLLECTBY-
IOLLIMX aHaroroB, M3MEPSIIOLWMM 3N1EMEHTOM, KOTOPOro
SIBMSIETCS CUCTEMa TEH304aTYMKOB, CMOHTMPOBaHHasi Ha
ynpyrom kopnyce (cMm. dour. 1).

UTto kacaeTcsi U3MepEeHUs KpyTsLLero MOMeHTa, TO
B HaLLEM Crny4ae CyLIeCTBYIOLLME pa3HUEe METOAbI, B TOM
YKcne N KOCBEHHbIN METOA NP KOTOPOM U3MEPEHKE OCy-
LLIECTBISIOT C NOMOLLbI0 M3MEPEHMST MOLLHOCTM NpoLec-
Ca pesaHnss HeEMpUrogeH, Tak Kak Aerno MMeem C OYeHb
HU3KUMMW BeNuYMHammn nokasartenen. o3ToMy HyXHO
MCNonb30BaTb TakoW METOA, KOTOPbIA A4ACT BO3MOXHOCTb
M3MEPUTb HEMOCPEACTBEHHO KPYTALLMIA MOMEHT, MPY 3TOM
C BbICOKOV TOYHOCTbI0. C 3TOW Lienbio Hamu Gbin crpoek-
TUPOBaH M WU3TOTOBMEH creuunanbHbIn npubop (cMm. dur.
2), B KOTOPOM CTOS1 3arO0TOBOK /1151 CBEPIEHMS] OCHALLEH
BpaLLaIOLLMM BbICOKOTOYHBLIM 1 BbICOKOYYBCTBUTEMbBHbLIM

dur. 1. Mpubop ANA N3MEPEHNA OCEBOrO yCUNUs
Fig. 1. Instrument for measuring axial efforts
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dur. 2. Mpubop ANA NIMEPEHNS KPYTALLEro MOMEHTa
Fig. 2. The device for measurement of torque
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pbl4aXHbIM MexaHu3MoM. B kadyecTBe nameputensHoro
aremMeHTa 34eCb TOXEe MPUMEHSETCA YNpyrui anemMeHT
C CUCTEMOW TEH304ATYMKOB, TONbKO Oonee BLICOKOW TOY-
HocTio usmepenus (0,12 rpamm).

OKCnepuMeHTLI MPOBOAUITUCH CBEPramMu U3 TBEPAO-
ro crnnaea mapku BK6OM guametpom ¢ 0,9 MM ANMHHON
cnuparnbHol kaHasku / = 10 mm. MNepegHuin yron n cooT-
BETCTBEHHO Yrofl HaKroHa crnvparnbHoi kaHaeku o = 30°,
3aaHuUn yron coctasnan 18°.

OcyLlecTBnANOCHL CBEPEHNE NAKeTa NevaTHbIX nnat
M3 CTEKNOTEKCTONUTA TOMNLMHON 1,6 MM COCTaBneHHON
13 5 nnactuH ¢ obLen TonLWnHON 8 MMm.

CBepreHune 3aroToBOK OCYLLECTBISANIOCH MPU PasHbIX
pexvmax pesaHus rmybrHon 4o 7 MM 1 Yepes Kaxabin
1MM rnyOuHbl hukcpoBanuck nokasaHust U3MepuTesb-
HbIX NpubopoB. [ns nonyyeHus Kaxaoro nokasaTens
3KCMEPUMEHTbI MOBTOPSANUCL 8 pa3. YcpedHEHHble pe-
3ynbTaTbl 9KCNEPUMEHTOB NokasaHbl Ha cur. 3 u 4.
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M3 aTnx pesynsTaToB SIBHO BUAHO, YTO, Kak U OXuaa-
1N0Cb, CUMOBbIE Harpysky C yBenuyeHvuem rrnyObuHbl npo-
rpeccuBHo pacTyT. [1pu 3TOM ecnu oceBoe ycunve pac-
TeT npubnuauteneHo 1,5 pasa, TO BeNuYMHa KpyTSLLEro
MOMEHTa yBenmumBaeTcsa 3+4 pasa.

CTaBuTCsl BONPOC, YeM BbI3BaH TaKOW POCT CUMOBbIX
nokasarernen? YcnoBus pesaHus y pexyLuei KPOMKIM CBep-
na c ysenuyeHmem rnybuHbl He MeHsieTcs. EanHcTBEH-
HOW NMPUYUHON 3TOTO MOXET ObITb YBENUYEHWE Nrowaam
KOHTaKTa abpasnBHOW CTPYXKKU C NOBEPXHOCTbLIO 0bpabo-
TaHHOrO OTBEPCTUSI Y BO3HUKLLETO OT HEro CUM TPEHUS.

Hy>XHO OTMETUT, YTO pe3koe nafeHne OCeBOro yCcu-
nmsa Ha yyactkax rmybuHel 2-3 n 5-6 (cm. dwur. 4) oby-
CMNOBMEHO OTCYTCTBMEM Ha 3TUX yyacTkax obpabaTbiBae-
MOV 3aroTOBKWM MEHOro Crosi.

MaBHbIM (haKTOPOM NOBbLILLEHUSI BEPOSITHOCTM Xpyn-
KOrO paspyLUEHNs PEXYLLEro MHCTPYMEHTa 13 aTUX ABYyX
CUMNOBbLIX MOKa3aTenen MOXEeT CTaTb He POCT OCEBOro
ycunusi, a 6onee nNporpeccuBHOE yBENMYEHMNE KPyTSALLEe-
ro MOMEHTa, TaK Kak NPOYHOCTHbIE MoKasaTenu TBepao-
CMraBHbIX MaTepuarnoB Ha CxaTne 3Ha4YMTENbHO NpPeBbl-
LLIaloT NnokasaTenemn Ha KpyyeHue.

YnyJlleHne npouecca CTPY>XKOyAaneHus U3 30Hbl
pesaHums cnocobcTBoBano Gbl YMEHbLLEHMIO CUIT TPEHUS
1N COOTBETCTBEHHO MOBbLILIEHWNIO HAAEXHOCTM npoLecca
ceeprieHns. NMpobnemy yganeHuss CTPyXKuW Mpu cBep-
neHun rnyboKMX OTBEPCTUM B PasHbIX Criydasx peLuarot
pasHbiMU NyTaMU. Hanpumep, npu cBeprieHnn ceepnamm
KPYMHBIX pa3MepoB 3TO OCYLLECTBMSAT METOAOM BbIMbl-
BaHWS C MOMOLLbIO CMa30YHO-OXNaXaaloLwen XnaKocTu,
KOTOpbLIV NOAAETCA B OTBEPCTME Yepe3 KaHanbl, BbInor-
HEHHOW B camom Tene ceepra. B apyrux cnyvasix, korga
pa3mepbl CBepr He AalT BO3MOXHOCTb Mogayn oxnax-
OaloLLen XUAKOCTY BblLLeyKka3aHHbIM MEeTOA0M, C Lienbio
yoaneHusi CTPYXKU MPUMEHSIIOT MPEPUBUCTLIA METOZ,
CBeprieHus, nNpy KOTOPOM Mocre NpocBeprieHns onpeae-
TNEHHON rMyOuHbI NEPUOANYECKN OCYLLECTBISETCS OTBOA
cBepna n3 oTBepCTusi ObICTPBIM XOA0M.

lMpyMmeHeHne 3TUX METOAO0B B HALUEM CrlydYae HeBo-
KMOXHO T.K. BO NEPBLIX AEN0 UMEEM C MUKPOCBEpPIamu,
BO BTOPbIX NMPUMEHEHNE CMa304yHO-OXNaXaaroLen Xua-
KOCTV B NMPOMW3BOACTBE MEYaTHbIX Nnat He AO0MyCTUMO.
HeuenecoobpaseH 1 MeTog NpepbIBUCTOrO CBEPrEHUs,
TaK Kak 9T0 NpuBeno Obl CUNbHOMY MaAEHUI0 NPOU3BOAM-
TenbHOCTM npouecca. MNpu obpaboTke rnybokux oTBep-
CTUN MUKPOCBEPIaMy yCKOPSOLLIMM (hakTOPOM yaaneHns
CTPYXXKU MOXET CTaTb YBEMWYEHME Luara cnuparnbHON
KaHaBKM, TO €CTb YMEHbLUEHME Yyrna HakrnoHa, HO 3TO
npvBeno Obl K yXyALWEHNIO YCIOBUI pe3aHunsi, Tak — Kak
YMEHbLUMTCS NEpPeaHWIA yron ceepna.

Ecnn KOHCTpyKUMIO CBepna BbIMOMNHATL Takum obpa-
30M, YTO Y BEPLUMHbI COXPaHUTb HYXXHbIA NepeaHniA yronm,
a B HanpaeneHny KoHLUA cnupanbHo KaHaBKy NOCTENeH-
HO YMEHbLUWUTL €ro Yrorn HakroHa, TO eCTb CnuparibHyio
KaHaBKy HapesaTb C MepeMEHHbIM YrTiOM U MOCTENEHHO
YBEMUYMTb €ro Luar, 3T0 NpuBeno Obl K YCKOPEHMIO Mpo-
Liecca cTpyxkoyaaneHusi u obnerunno bl ycrnosus ceep-
nexns [1, 2, 3, 4].
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Fig. 5. Drill scheme with vari-angle spiral grooves,

| — The useful mechanical section of the drill, Il — Face section
of the groove,

Il — Useful normal section of the drill, IV — Normal section of
the groove.

Ha cur. 5 nokaszaHa cxema cBepna ¢ NepeMeEHHbIM
YrroOM HakfoHa CrnupanbHOW KaHaBKuW, r4e yron Hakno-
Ha KaHaBKW Yy BEPLUMHbI CBEpra w,, a B KOHLUe paboyen
Yyact w,. lnpuHa kaHaBkn B HOpMmaribHOM ceveHun B
no Bcel AJIMHE HE MEHSIETCH, HO MEHSIETCs1 B TOPLIEBOM

B
CEeYeHUN 1 y BEPLUNHBI COCTaBNSAET: B, =—"—,
€OS ,
~ Bn
a B KoHUe paboueit yactm — B, = —"—.
cos @,

MeHsieTcs 1 nonesHoe TopLEeBOe CeveHue ceepna.

d*> 28,
MonesHoe ceyeHne y BepLmMHbl — S, = -
4  cosw,
y nd* 28,
a B KOHLe pabouent yactn — S, = - ,
4  cosw,

rae B, — nnowaab KaHaBkM B HOPMaribHOM CEYEeHUU,
d — gmameTtp ceepna.

Ecnn yutém, uTO0 w, > ;, TO NOMNy4YaeTcs, 4To
B HanpaBneHuu KoHLa paboyern yacTu nonesHoe ceve-
HUe cBepna yBenu4yMBaeTcs. To ecTb Takue cBepna no
CPaBHEHMIO C CTaHAAPTHbLIMU AOMKHbI BblAepKaTb NOBbI-
LLEHHbIE Harpys3Ku.

Hamu b1y CKOHCTPYMPOBaHbI U N3rOTOBMEHbI OMNbIT-
Hble obpa3upl CBepn C MEepeMEHHbIM YIIOM HakroHa
w=30-17% & =35-20° @ =40-22°n o = 43 — 23°.

Ha Bcex atux cBépnax Obinyv NpoBefeHbl Takue
)Ke 3KCnepuMeHTbl, KaK Ha CTaHAapTHbIX cBépnax. M3
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Fig. 6. The chart of change of a torque for drills @ = 30 — 17°
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Fig. 7. The chart of changes of axial efforts for drills @ = 30 — 17°

HUX caMble fydwWwWe pesynbTaThl Nokasanu ceépna
® =30—-17°(cm. cour. 6-7).

Ananus pesynesraos

AHanuM3 3Tux rpadukoB MOKasblBAET 4YTO: ANSA
cBépn w = 30 — 17° nokasartenu OCEBOro yCcunus mou-
TW He OTNMYalTCA OT cTaHAapTHoro ceepna @ = 300,
4YTO TaKk U OXMAANOCb, TaK Kak y 3TUX CBepn oAuHa-
KOBbIN NepenHbli Yron N COOTBETCTBEHHO, YCMOBUSA
pesaHus y pexyllen KpoMmku. YTo kacaeTcs nokasarte-
nen KpyTSILLEro MOMeHTa, OHU Ha ceepre w = 30 — 17°
B 3aBMCMMOCTWN OT PEXWMOB PE3aHUs 3aHWXEeHbl Ha
12—-16%-o08.

C uenblo cpaBHEHUs1 CTaHAApPTHLIX ceépn w = 30°
N CBEPN C MepeMeHHbIM YIfIOM HakfoHa cnupanbHon
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kaHaBku o = 30 — 17° sKCnepuMeHTbl NPOAOIKanuUch 40
MX MOSTOMKW.

CrtaTuctuka nokasana, 4To MofioMka CTaHAApPTHbIX
cBépn o = 30° npoucxoauT B AvanasoHe ot 1150 go 1300
OTBEPCTUIA, a CBEPS C NepemMeHHbIM yriom = 30 — 17°
oT — 1400 pgo — 1600.

BbiBogbl

1. TeeppocnnaBHble MUKpOCBEpia C MNEPEMEHHbIM
YrMOM HaknoHa cnuparnsbHoW KaHaeku npu rinybokom
CBeprieHny nakeTa nevyaTtHbix nnaTt obecnednBatoT
ynyudlleHne UHTEHCUBHOCTM NpoLecca CTpyXkoyaa-
nexHusa n3 obpabotaHHOro OTBEpPCTMS, CNocobCTByS
3TUM 3@HUXEHUIO CUNT TPEHUS U COOTBETCTBEHHO
KPYTSILLEFO MOMEHTa Ha OcK cBepna.

2. BbinonHeHue cnuparnbHbIX KAHABOK C MOCTEMNEeHHbIM
3aHWKEHMEM Yria HaknoHa w — OT BEPLUUHbI CBepra
B CTOPOHY KOHLia paboyeri yactu, obecrneynsaer yBe-
NNYEHNE NONE3HOr0 CEYEHUsI CBEPNA, 3aHuKas 3TUM
BEPOSATHOCTb XPYNKOrO paspyLUEeHUst.

3. Wcxoas ns Bbilwecka3aHHOro, MOSIBMSETCH BO3MOX-
HOCTb WM3roTOBUTbL CBepria C yANWHEHHOWN pabouyeit
yacTblo Ha 2-2,5 MM 1 B obGpabaTbiBaeMoM nakeTe
nevyaTHbIX nNnaT Ao0aBuTb elle OfHY NNacTUHY, YTO
0acCT BO3MOXHOCTb YBENMYNTbL KONMYECTBO OAHOBpE-
MeHHO obpabaTbiBaeMbix MnaT U COOTBETCTBEHHO
KOMMYECTBO MPOCBEPIIEHHbIX OTBEPCTUIA MeXay ne-
peTodkamu Ha 20%-0B.
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