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AnHomayus. Ilpouiecc BUHTOBOH NMPOIIMBKH 3arOTOBKH — 3TO HPOLECC CO CIOKHBIM IUKJINYHBIM XapaKTepPOM TEYEHHUs MeTajula B odare jaedop-
Mmanuu. Hactpoiika nHCTpyMeHTa edopManny 1 ero kaandpoBKa, a TAKKe TOYHOCTh MOJa4 3ar0TOBKH M BbIIAYM THIIb3bI U3 ovara Jedopmannu
OKa3bIBAIOT CYIIECTBEHHOE BIMSHHME Ha Ka4€CTBO T'MIIb3BlI: TOYHOCTH Pa3MEpPOB M HaNW4ue Ae(EeKTOB Ha BHYTPCHHEH M HAPY>KHOI ITOBEPXHOCTH
ruwib3bl. B paboTe npeanokeHo TEXHUYEeCKOe pelieHne MOBBIISHNS CTaOMIbHOCTH BEJCHHs POLiecca MPOLINBKH HENPEPhIBHOIMTOMH 3ar0TOBKH
Ha CTaHaX BHHTOBOHW IpOKaTKHU. Peanm3amus uae mpeanonaraeT NpUMEHEHNE yCOBEPIICHCTBOBAHHON KaIMOPOBKM MHCTPYMEHTA IPOLINBHOTO
crana. J{ys obecrieueHust HIeHTPOBKYU 3arOTOBKH M CTAOMIIBHOM €€ T0JauH 110 OCH HPOKATKH IIPOLIMBHOTO CTAHA MPEATI0KEHO 100aBUTh Ha BXOHOM
KOHYCE BaJIKa ClIeLMaIbHOE ero yToleHue (rpedeHs), a Ha JIMHEei ke U3MEHNTh KalnuOpOBKY BXOJHOTO €€ yuacTKa ¢ Lelblo OoJiee paHHel BcTpeun
3ar0TOBKM C BaJKaMM — JIO TIEPBUYHOrO 3aXBara BaJKAMH 3arOTOBKH, T. €. 10 Hayana Ae(dOopMalMy BaJIKaMH MeTajula HEeNPephIBHOJIMTOM 3aro-
TOBKH. J[JIs1 IPOBEPKU M KOPPEKTHPOBKH IPEUIaracMoro penieH st ObUIM MOCTABICHBI M PELIEHBI 331a4l KOHEYHO-3JIEMEHTHOTO MOJICITMPOBAHUS
rpoliecca BUHTOBOW MPOIIMBKH C H3MEHEHHOH KOHCTPYKIIHEil [pHOOBUIHOTO BaJKa M JIMHEHKH. PelieHue 3a/1a4 0CyIIeCTBISIIOCh B IPOrPAMMHOM
rxommiekce QForm 3D. Pe3ynbrarsl KOHEYHO-JIEMEHTHOTO MOJEIMPOBAHUS IOKA3AJIM, YTO IPHMEHEHUE YCOBEpPIICHCTBOBAHHON KaIMOPOBKH
HMHCTPYMEHTA TO3BOJISIET YIyUIIUTh IIEHTPOBKY 3arOTOBKH M 00ECIEUUTh CTAOMIIbHYIO €€ Mojiady 110 OCH MPOKATKH MPOLIMBHOIO CTaHa. 3a cueT
9TOTO YJaeTCsl CHU3UTh OMEHME 3aroTOBKH B odare JedopMalyy ¥ TeM CaMbIM CHHU3HUThH YCHJIME Ha Bajikax ¢ 8§ 1o 5 MH. Pesynbrarsl 3amepoB
reOMETPUUYECKUX MapaMeTPOB I'Mib3, HMOIYYEHHBIE NPHU MOMOIIM KOHEUHO-3JIEMEHTHOIO MOJCIMPOBAHMS, TOKA3aJINd HE3HAYUTENIbHbIE OTHOCHU-
TEJbHBIE OTKJIOHEHUS, KOTOPBIC YKJIAIBIBAIOTCSI B HOPMATHBHBIE IIPE/ICIIbI.

Kalouesvle cs108a: BUHTOBAsI MPOLIKMBKA, TOYHOCTh PAa3MEPOB I'MIIb3, SJHEPTOCHIIOBBIC TApaMETPhI MPOLIECCa, KOMIBIOTEPHOE MOJCIMPOBAHHE, TBEP/IO-
TeNbHAs MOJIEITb, CTAOMIIBHOCTH mporiecca mpoimeku, MKD-moznenuposanue
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Abstract. Screw piercing of a workpiece is a process with complex cyclical nature of metal flow in deformation center. Setting up the deformation tool and
its calibration, as well as the accuracy of the workpiece feed and release of the hollow billet from deformation zone, have a significant impact on the
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quality of the hollow billet: dimensional accuracy and presence of defects on its inner and outer surface. In the paper, a technical solution was proposed
to increase the stability of piercing a continuously cast workpiece on screw rolling mills. Implementation of the idea involves the use of an improved
calibration of the piercing mill tool. For both in order to achieve the workpiece alignment and its stable feeding along rolling axis of the piercing mill,
it was proposed to add a special thickening (hump) on the roll input cone and to change calibration of its input section on the ruler in order to meet the
workpiece with the rolls earlier: before the initial capture of the workpiece by the rolls, that is, before deformation of metal of the continuously cast
workpiece by the rolls. To check and correct the proposed solution, the tasks of FEM-modeling of screw piercing process with a modified design of
the tapered roll and ruler were set and solved using the QForm 3D software package. Results of the finite element modeling (FEM) showed that the
use of improved tool calibration makes it possible to improve the alignment of the workpiece and ensure its stable position along the rolling axis of
the piercing mill, thereby reducing the runout of the workpiece in the deformation center and thereby reducing the force on the rolls from 8 to 5 MN.
The results of measurements of the hollow billets’ geometric parameters obtained by FEM showed insignificant relative deviations that fit within the

regulatory limits.

Keywords: screw piercing, size accuracy of hollow billet, process power parameters, computer modeling, solid-state model, piercing stability, FEM
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) BBEAEHME

[Ipn mpomsBoncTBe ropstueneGopMUpOBaHHBIX Oec-
OIOBHBIX TpyO omepanus (OPMOM3MEHEHHUS CIUIOLIHOM
B MCXOJHOM COCTOSIHUW 3arOTOBKH B ITOJIYHO THIIB3Y SIBIISI-
etTcst 0co0o oTBercTBeHHOMU [1 — 3]. Haubonee ¢ pexTus-
HBIM, KaK C TOYKU 3pEHHS TPOM3BOAMTEIBHOCTH, TaK M C
TOYKH 3PEHHS TOYHOCTH I'€OMETPHU T'HIIB3BI, SIBIISICTCS CIIO-
co0 BHHTOBOH IMPOIIMBKH HENPEPHIBHOIUTHIX 3ar0TOBOK
(HJI3) na xocoBaikoBbIX craHax [4 — 6]. IIpouecc BuHTO-
BOW MPOKATKH SBJIIETCS COBPEMEHHBIM U TIEPCIICKTHBHBIM,
HO U OTHOBPEMEHHO — 9TO OYCHb CIIOXKHEIH Tporecc [7; 8].
CHOXHOCTh 00yCIIaBIMBaeTCS OCOOCHHOCTBIO TECUCHHS
Meramia B ouare aedopmaruu [9; 10]. Tlpu BuHTOBOM
IPOKATKE OJHOBPEMEHHO MPOMCXOAAT BpAICHHUE U Tepe-
MEIIEHHE 3arOTOBKH B OCCBOM HAIPaBICHUM, a TaKKe
paauanbHOE oOxkarue ee Bankami [2]. [loaTomy cuutaercs,
YTO MPOLIECC BUHTOBOM MPOKATKU — ITO IMPOIECcC ¢ HEOo-
npe/IeICHHPIMI TPAHUYHBIMU YCJIOBUSMH W [UKIUYHBIM
xapakrepom nedopmanuu [5]. Hactpolika nHCTpyMeHTa
nedopMaIn 1 ero KammOpoBKa, a TAKXKEe TOYHOCTH MOJIa4l
3arOTOBKH WM BBINAYM THIIB3BI M3 odara ae(opManun oka-
3BIBAIOT CYIIECCTBEHHOE BIMSHHE Ha €€ KadecTBO, T. €. Ha
TOYHOCTH Pa3MEpOB M HAIWYME NE(PEKTOB HA BHYTPCHHEH
U HapyKHOH MOBEPXHOCTAX I'Mib3bl [11 — 14].

] OCOBEHHOCTbL NOAAYM 3ATOTOBKM B MPOLLMBHOM
CTAH U EE BNIUAHUE HA KAYECTBO FM/Ib3bl

OOmIen3BecTHO, YTO IS CTa0HIBHOTO BEACHUS IIPO-
1ecca MpOIIMBKU Ha KOCOBAJIKOBBIX CTaHaX JOCTATOYHBIM
SIBISICTCSI BBITOJTHEHUE YCIIOBHI IEPBUYHOTO M BTOPUYHOTO
3axBara, a TAKKE yCIOBUS HA/ICKHOTO OKOHYAHHS ITpoIecca
TPOIIMBKY TP BbIJa4Ye THIIB3BI U3 BAJIKOB craHa [1 — 3].
OjHaKko Ha MPAKTHUKE 3aXBaT OCYIIECTBISCTCS ¢ OOJBIINM
TpynoM. B pabore [3] mokazaHo, 4TO A oOecreueHUs
MOCTYMATENILHOTO ¥ BPAIATEIbHOTO JBWKEHUS 3arOTOBKH
[P TEPBHYHOM €€ 3aXBare BaJKaMU HEOOXOIMMO JIeH-
CTBHE BHEIIHETO OCEBOTO YCHIIUS, MPUIOKEHHOTO K 3a/l-
HEMY TOpILy 3aroTOBKH. [Ipy 3TOM BTaJIKWBAIOIIEE YCIITHE
JIOJDKHO BO3JICHCTBOBATh HA 3arOTOBKY, ITOKA €€ OKpPY)KHAs

CKOPOCTH HE JOCTHTAaeT CBOETO KPHUTHUYCCKOTO 3HAYCHUS,
pU KOTOPOM HACTYIaeT OCEBOE BTATHBAaHUE MeTaja
B BAJIKW, a CKOPOCTh M YCHIIME BTAIKWBATENS 3aTOTOBKH
B BAJIKH JIOJDKHBI OBITh MUHUMAJIbHBIMU [3].

B Toxe Bpems, 3aroTOBKa IPH ITEPBUYHOM 3aXBaTe €€
BaJIKaMH TIPOLIMBHOIO CTaHAa MMEET 3HAYMTEIbHYIO CTe-
MICHb CBOOOIBI, TaK KaK BXOJHAS MIPOBOAKA M3TOTOBISETCS
C YCTaHOBIICHHBIM JIOITYCKOM 10 BHYTPEHHEMY JAUAMETPY
Y UMeeT U3HOC paboyeil MOBEPXHOCTH, MO0 KOTOPOW Tiepe-
MeriaeTcs 3arotoBka (puc. 1). B koHeuHOM UTOTE BBIIICO-
MUCAaHHBIC MOMEHTHI TIPUBOMIAT K YBEIHMUYCHUIO Pa3HOCTEH-
HOCTH W OBaJlbHOCTH TIEPEJHEro KOoHIa ruib3bl [14 — 16].
[IpencraBnenHoe Ha puc. | SBICHHE OTKIOHEHUS 3aro-
TOBKHM OT OCH MPOKATKH MOXKET OBITH OOJbIIIE, eCT HUMe-
ercsi kpuBu3Ha camor HJI3, HambiB wim «Oopoia» Ha ee
MepeHEM TOpIIE.

Takum 00pa3oM, CTaOMIILHOCTD MPOIIMBKKM HA HEyCTa-
HOBHBILICHCS CTaJMHU TpoIiecca CBsA3aHa, C OHOW CTOPOHBI,
¢ HapyuieHHeM TpeOyeMoro peKMMa ITOJav9d 3aroTOBKH,
a C Ipyroi — ¢ HECOBEPIICHCTBOM CYIIECTBYIOIINX MO0~
LIUX YCTPONCTB.

Jns obecriedyeHHs IEHTPOBKH 3arOTOBKH M CTaOWIIb-
HOW ee IoJaYdM 10 OCH MPOKAaTKH IPOUIMBHOTO CTaHa
¢upmsr 93TM, B nexe TIIL[-1 AO «CeBepckuii TpyOHBIH
3apo» (CT3) OBLIO MPEIOKEHO JTOOABUTh HAa BXOJIHOM

l
I)}UpZ
|
A

a 7]

Puc. 1. OTkI0HEHUE 3aTOTOBKH OT OCH MPOKATKH
IIPU EPBUYHOM 3aXBaTe:
9KCIIEHTPUCUTET OCE 3arOTOBKHU U TIPOKATKH (a);
yToJI HaKJIOHA 3arOTOBKH (0)

Fig. 1. Misalignment of the workpiece
from rolling axis during the primary capture:
eccentricity of axes of the workpiece and rolling (@);
angle of the workpiece inclination (6)
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KOHyCe BaJIKa CIICLMAIbHOE €ro yTojileHue (rpeOeHsb),
a Ha JIMHEHKe M3MEHUTh KAJTUOPOBKY BXOJHOTO €€ yJacTKa
C LeJbi0 0oJiee paHHEH BCTpEYM 3arOTOBKU C BaJlKaMHU —
JI0 TIEPBUYHOTO 3aXBaTa BaJIKaMH 3ar'OTOBKH, T. €. JIO HavYasa
nedopmanuu Bankamu Metaina HII3.

Jlnst 5TOrO0 Ha BXOJIHOM KOHYCE BajKa BBITIOJIHICTCS
JIOTIOJTHUTENIbHBIM KOHYCHBIM y4acTOK JJIMHOM OT Topua
BaJIKa JIO TOYKH ITEPBHUYHOIO 3aXBaTa BaJKaMH CTaHA 3aro-
TOBKH, KOTOPBIH MapasuieNieH 0CH MPOKaTKH (IIpU pa3BopoTe
BaJIKOB Ha TpeOyeMbIii yrojl pacKaTKH U MOJa4yr) U CIIYKUT
JUTSL yAepKaHUs 3arOTOBKH MO IEHTPY ovara JedopManiu
nporBHOTO cTana D3TM c 1elbro 00ecreYeHus CTa0 IThb-
HOCTH MIEPBUYHOTO 3aXBaTa 3arOTOBKH BaJIKaMH (puc. 2).

- MPOBEPKA TEXHUYECKOIO PELUEHUA NOBbILUEHUA
CTAEWUJIbHOCTU NPOLLECCA BUHTOBOIA NPOLUUBKMU
B CTAHE C TPUBOBUAHbIMU BAJTIKAMU

Jl1s MpOBEpKU U KOPPEKTUPOBKU MIPEAIAraeMoro pelie-
HUsl OBUIM TIOCTABIICHBI W perieHsl 3anaun MKD-monenu-
pOBaHMs NpolLecca BUHTOBOM IMPOIIMBKU B KOCOBAJIKOM
CTaHe ¢ U3MECHEHHOW KOHCTPYKIHEH TprOOBUIHOTO BajKa
U IUHelKy. PellieHue 3aa4 oCcyecTBIAIOCh B IPOrpaMM-
HoM komIulekce QForm 3D. IlpumeHeHHe cOBpEeMEHHbIX
IPOrpaMMHBIX KoMILIekcoB Q-Form mo3BossieT BBISIBUTH
3aKOHOMEPHOCTH (POPMOM3MEHEHHs 3arOTOBKH B oOdare
nedopmau P BUHTOBOW MPOIIMBKE W OLEHUTH TOY-
HOCTb pa3MepoB I'miib3bl [17].

JUis  mocraHOBKM 3ajau  OblIa  CcO34aHa  TBEPHO-
TelbHas MOJEIb IPOLIMBHOIO CTaHa B IporpaMme
CAD-mopenmupoBanus — KOMITAC-3D. TIloctpoenue
TBEPIOTENIbHBIX MOJEIEH BAJIKOB, IMHEEK U ONPaBKU IIPO-

Banox

I'pebenn
Bajika Omnpaska
3aroToBka Och
TPOLIUBHOTO
CTaHa
Konychocth
Y Jluneiika

ITepBuuHbIit
3axBar

JIMHEHKU

Puc. 2. Ouar nedopManyu 1mpu MpoIInBKe 3ar0TOBKU
B BaJIKax ¢ TpeOHEM Ha BXOIHOM y4acTKe

Fig. 2. Center of deformation during piercing
of the workpiece in rolls with a hump on the input section

muBHOTO craHa ¢upmel I3TM, Taxke HACTpOHKa TEXHO-
JOTHYECKOTO HMHCTPYMEHTa COOTBETCTBOBAIM TEXHOJO-
ruueckoi uHCTpYyKIMu AO «CT3». [ns MoaenupoBaHUs
OBLT UCTIOJIH30BAH THIT 3aTOTOBOK JIUAMETPOM al3 =290 MM.
[lo3unmoHNpoBaHHEe WHCTPYMEHTA MPOBOIAUIOCH, HCXOAS
13 TPUHATHIX HA TPOM3BOJCTBE TEXHOJIOTMYECKHX Iapa-
METPOB HACTPOHKH MPOIIMBHOIO CTaHa (CM. TAOHILY).
Ilpm mocraHoBKe 3amad OBUIM BBEIEHBI CIEAYIOIIHE

JOMyIIEHH.
* Jlmnaa 3arotoBku — 1000 mMwm.
* Marepuan 3aroToBKM — CIIJIOIIHOM, HM30TPOIIHBIN,

HeCc)KUMaeMbIi, ctanb Mapku AIST 1045 (ananor cramm 45),
OTIPEICTISIIONINE COOTHOLICHUSI ISt KOTOPOM MMEIOTCS
B 0a3e naHHbBIX iporpammbl QForm 3D.

* Temneparypa 3aroTOBKH B COOTBETCTBHMU C TEXHHU-
yeckumu ycoioBusimu 1200 °C, Temmeparypa padouero
unctpymenta 50 °C.

* Ha moBepXHOCTSX KOHTaKTa 3aTOTOBKH C HHCTPYMEH-
TOM 3a/1aH 3aKOH TPEHUS 110 3UOENIO: T = YT, T1€ T — Hanps-
xkenue tpennst, MIla; y — mokasarens TpeHus; T — COIpo-
TUBJICHHUE Aedopmaruy Marepuana Ha casur. [lokasarens
TPEeHHUs] Ha KOHTAKTHOW ITOBEPXHOCTH C BaJKAMHU IMPUHST
paBHbIM 0,8, ¢ onpaBkoii u nuHekoi — 0,4 [5].

JaHHbple OOMyIIEHWS HEOOXOAWMBI Ul YCKOPCHHUS
pacueTa, OHU HE OKa3bIBAKOT 3HAYMMOI'O BJIMAHUS HA LCIIb
WccrenoBaHus. TBepAoTenbHas MOIENb Ipolecca IMpo-
IIMBKY 3arOTOBKH M HavajbHAs CTaIusl Ipolecca B Mpo-
rpamme QForm 3D npencrasiens Ha puc. 3.

Pesynbratel pemenus 3agad B nporpamme QForm 3D
MTO3BOJIMJIA  YCTAHOBUTH  CICAYIOIIUE ITOJOKUTEIHHEIC
MOMEHTBl TNPHMEHEHHUSI YCOBEPIIEHCTBOBAHHON Kajauo-
POBKH HHCTPYMEHTA:

—obecrneyeH yCTOWYMBBIA MEPBUYHBIN 3aXBaT 3aro-
TOBKH BaJIKAMH CTaHA;

— 3HAYUTENbHOE O0XKaThe 3aroTOBKM B odare aedop-
MaIlid He NPUBOAUT K PAHHEMY BCKPBITHIO BHYTPCHHEH
nonoct HJI3;

— obecrieunBaeTcs CTAOWJIBHBIA BTOPHYHBIA 3axBar
C OTCYTCTBHEM OMEHMS 3aTOTOBKU B ouare aeopMaliuu.

B xome pa3paboTku KaJIMOpOBKH MPOU3BEICH pac-
YCT ONTHUMAJIbHBIX MapaMETPOB BXOAHOT'O KOHYCa BaJIKOB
W JinHeeK (puc. 4).

[IpaBunbHOCTH BEIOPAHHOI KaTHOPOBKY MOATBEPIKIAAET
rpadyK yCHIIUS Ha BAJIKH MTPOIIMBHOTO cTaHa (puc. 5).

[IpumeHeHnEe  yCOBEPUICHCTBOBAHHOM — KaJIMOPOBKU
WHCTPYMEHTA TIO3BOJSIET CBECTH K MHUHHMYMY OWEHHS
3aroTOBKU IO OCHU MPOUINBKHU, YTO IMOATBECPIKAACTCS 3HATU -
TEJNBHBIM CHHKEHUEM YCHIIMS TIpOImBKH (puc. 5). Ha rpa-

ITapameTpbl HACTPOIKH NPOINMBHOIO CTAHA

Settings of the piercing mill

Paccrosnue mexay BriaBukenue onpasku Vrou, rpaz Yacrota BparieHus
BaJIKaMU, MM | JJUHEWKaMH, MM | 32 IICPSKHUM BAJIKOB, MM | [jofjaydl | pacKaTKu BAJIKOB, 00/MUH
253 286 100 9,5 12 30
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a 7]

Puc. 3. TBepaotenbHast MOJEIb TIPOIIECCa MPOIIMBKHU 3aTOTOBKH (@) U JIEMOHCTpAIUsI CTAa0MIBHOCTH TIEPBUYHOTO 3aXBaTa
¥ HaKOIUICHHMs ie()OopMallvH IIPHU MPOIINBKE B Balikax ¢ rpedHeM (6) B mporpamme QForm 3D

Fig. 3. Solid-state model of the workpiece piercing (a) and the initial stage of piercing process in rolls with a hump (6) in QForm 3D program

) —
//’ Banox ITapameTpsr JIunelixa
A 8 BricoTta konycHOCTH, MM 200
75 Paanyc ckpyrienus, Mmm 400
40 Paccrosnue ot Topua, MM 0
1 O O A I o

Hampasnenne npokarku

6300 4+

30°

‘\77

2945

R400

203
184

%moo

8

Puc. 4. TTapamerpbl rpeOHs Ha BaJIKe U JTMHEUKHU:
YepTex BalKa ¢ rpeOHeM (¢); OCHOBHBIE ITAPAaMETPEI (0); 4ePTExk JIMHEHKH ¢ KOHYCHOCTEIO (8)

Fig. 4. Parameters of the hump on the roll and ruler:
drawing of the roll with a hump (a); main parameters (6); drawing of the ruler with a taper (6)
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Puc. 5. Tpaduku ycumus Ha BaJKH IPOLIMBHOTO CTaHa IPH KOMITBIOTEPHOM MOJICTHPOBAHHUH:
6a3oBast MOJIETIb (@); MOJICNIb C H3MEHEHHOM KanOpoBKOH (6)

Fig. 5. Graphs of force on the piercing mill rolls during computer modeling:
basic model (a); model with modified calibration (6)
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(uKax BHHO, YTO MPOIIMBKA 3aTOTOBKU C YCOBEPIICHCT-
BOBaHHOM KaJIMOPOBKOH MHCTPYMEHTa JaeT BO3MOKHOCTb
CHHU3MThH yCHJINE Ha Bajkax ¢ 8 1o 5 MH.

Pesynbrarel 3aMepoB TIE€OMETPUUYECKUX HapaMeTpoB
TWIb3, MNOJYUYCHHBIC IMPU MOMOIINW KOHCYHO-3JICMCHTHOT'O
MOJEJIMPOBaHMsl, OKa3aJld HE3HAYUTEIbHbIE OTHOCUTENb-
HbIC OTKJIOHCHHUS:

— 0 CpeHEMY Hapy)KHOMY IUaMETpy HE NpeBbILIAeT
0,8 % (mpu HOpMaTuBHOM Aomycke =1 %);

— II0 TOJIILMHE CTeHKH He npesbimaet 1,4 % (mpu HOp-
MaTHBHOM JI0TTycKe 5 %).

3aroToBKM € YCOBEPIICHCTBOBAHHON KaJIMOPOBKOMH
BajiKa U JUHCUKH NIpoluIn YCHEIIHOC UCTIbITAHUE Ha IPO-
mBHOM cTane Gpupmbl D3TM U Ha JaHHBIA MOMEHT TIpH-
MEHSIOTCS TSt TonyueHust Tiiib3 B 1exe Ne 1 AO «CT3».

[ BoiBoab!

B pabote mpemnokeHO TEXHHYECKOE pEIICHHE TOBBI-
LIeHHUs CTa0WIBHOCTH BEIEHUs Mpolecca MPOLIMBKH
HJI3 Ha cranax BUHTOBOW mpokatku. Jlns oOecrieueHws
[ICHTPOBKM 3arOTOBKM M CTAOWIBHOW ee MoJayd MO OCH
MIPOKATKH TIPOIIMBHOTO CTaHA MPEIIOKEHO T00aBHTH Ha
BXOJTHOM KOHYCE BaJIKa CIIEIIHAILHOE €ro yTOJIICHHE (Tpe-
OcHB), a Ha JTMHEWKEe M3MECHUTHh KATHOPOBKY BXOIHOTO €¢
ydacTKa ¢ IeJIbio 0oJiee paHHeH BCTPEur 3arOTOBKHU C Bal-
KaMH — /10 TIIEPBUYHOIO 3aXBaTa BaJKAMHU 3arOTOBKH, T. €.
JI0 Hayana aeopmanun Baakamu Metania HJI3.

s npoBepku ¥ KOPPEKTUPOBKH IMPEIaraeMoro perie-
HUsI OBUIM MOCTAaBIICHBI M pemieHsl 3anaun MKD-monenu-
pOBaHUS Tpollecca BUHTOBOM MPOLIMBKM B KOCOBAJIKOM
CTaHe ¢ U3MEHEHHOW KOHCTPYKIMel IpuOOBUAHOTO BajKa
1 JTMHEWKH.

Pesyneraret MKD-MopenvupoBanus mokasaid, 4To IpH-
MCHEHHE YCOBEPIICHCTBOBAHHOW KaJIHMOPOBKH HHCTPY-
MCHTAa MO3BOJISICT CBECTU K MUHUMYMY OMeHHe 3aroTOBKH
B ouare aedopManuy, 3a CUeT 4ero ynaeTcs CHU3UTh YCH-
nue Ha Bajkax ¢ 8 1o 5 MH. Pe3synbrarsl 3aMepoB reoMer-
PUHYECKUX MMapaMEeTpPOB TUJIb3, MOJYYCHHBIC MPHU MMOMOIIN
KOHEUHO-3JIEMEHTHOTO MOJEIUPOBAHUS, TOKA3aJId HE3Ha-
YUTEJIbHbIE OTHOCUTENbHbIE OTKJIOHEHHS, KOTOpbIE YKJia-
JIBIBAIOTCSL B HOPMATHBHBIE MTPEEIIbI.
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