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Abstract

The differential-morphological method has been applied for analysis and synthesis of methods for finishing machining of holes by bur-
nishing. According on the specific kinematics Spherical Mandrelling Process is selected whereby achieving complete raising of the parame-
ters of the surface layer: roughness, dimensional accuracy and shape of the hole, microhardness and residual stresses.

Keywords: burnishing; differential-morphological method, spherical motion burnishing

1. BBBEJIEHUE

O6paboTBaHeTO Ype3 NOBBPXHOCTHO IIACTHIHO Aehop-
mupane (I1I1]]) Hamupa Bce MO-IUPOKO pa3mpoCcTpaHECHUE
OT METOJHTE 3a JOBBPIIBAIIO 0O0paboTBaHE Ha METaJHTe
ype3 psizaHe (uuiMdoBaHe, XOHUHTOBaHe u 1p.). [Ipu Hero
ce HaOJrO1aBa MOOOPsIBaHEe Ha peiicdha U HaMaJsIBaHE rpa-
NaBOCTTa Ha OBbPXHUHHUTE; ITOCTHTA C€ MO0-100pa TOYHOCT
Ha ¢opMaTa W IMapamMeTpuUTe Ha BBIHOOOPA3HOCTTA; YSK-
YaBaHe KaKTO Ha IMOBBPXHOCTTA, TaKa U B IbIOOYHHA; BHU-
COKa ITPOU3BOJUTEIHOCT M T.H. YSKYaBaHETO HA IOBBPX-
HOCTHHSAT CJIOH Ha TOJIyYeHHAT JeTaii BOJH 10 MOBUIABA-
HE Ha HeroBaTa M3HOCO- M Kopo3oycroiunsoct. Eto 3amio,
B npakTukaTta Meroaute 3a 111 yecto ce mpumarat 3a mo-
BUIIaBaHE JBITOTPAHHOCTTa U CUTYPHOCTTA IIPU EKCIUIoa-
TamUs Ha JeTainure, paboTely NpH IPOMEHINBO HATO-
BapBaHe [1].

3a KauecTBOTO Ha MOJIYyUYEHHTE OTBOPH cliesl 00padoTBa-
HE ce ChJU 10 CTPOeKa U CTPYKTypara Ha HOBbPXHOCTHUSIT
CJIOH, KOMTO ce XapakTepu3Hnpa ¢ KOMIUIEKC OT XapaKTepH-
CTHKH M3BECTEH B JINTEpaTypara 1oj 000OLICHOTO HauMe-
HoBaHMe “surface integrity” (SI).

[NoBunieHnTe M3UCKBaHKS KbM 00pabOTBAHUTE ACTANIH
B MPaKTHKaTa BOJH JI0 Ch3JajaTa ce HeOOXOJUMOCT OT Ha-
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MHpaHe Ha HOBU TBOPYECKU PEIICHHS MPU METOIHUTE 38 J0-
BBpIIBaIIo 00paboTBaHe Ha 0TBOpH ocpeacTsom [T/
OcCHOBHA Yel Ha HACMOoAWAma CIMAMUs € NPULALAHENO
Ha OughepeHyuanno- MoppOI0UYHUAIM MemOoO 34 CUHMe3U-
pame u aHanu3 HA CHUWECMEYeauume Memoou U 6b3MONC-
HOCM 34 Cb30a8ane Wil YCbEbPUECHCMEARE HA MAKA6d, No-
Kpusauwja usUCK6AHUsAMA Ha Cb8PEeMEHHOMO MAUWUHOCIPOEHE.

2. OIMCATEJIHA MOP®OJIOT'HYHA MATPUILIA

B crporBercTBHE C nudepeHIaTHO- MOP(OIOTHIHUST
Metoa (JIMM) e HeoOXoauMO Ch3aBaHE Ha OIMUCATEITHA
Mopdosormuna matpuna (OMM). Heitrata o0600mmena
CTPYKTypa ce m3rpaxaa Ha 6a3a Ha MOP(OJIOTUYHM TPH3-
HalU ¥ TEXHUAT W300p € Hali- BAXKHUAT €IEMEHT IPH IMpH-
Jarane Ha MeToja [2].

MopdonoruyHuTe IPU3HAL MOTAT Ja Ce pasziesiT Ha
MOJNPHU3HAIM, XapaKTepU3UpaI[ OCOOCHOCTUTE Ha KOH-
KpPETHHUST OCHOBEH Mop¢ooruueH npusHak. Taka BCSKO
HepapXWYHO HHMBO BHACs JONBJIHHUTENHA XapaKTepHCTHKA
o omnpeseneH npusHak. [Ipu ToBa Bcekn 0OeKT B u3rpaje-
HUSI MacuB MOXKE Jla ce 0003Hauu ¢ nu(ppoB Wi OYKBEHO-
UQPOB KOJI, KaTo 10 TO3H HAUYMH CE ONPEAENS MSICTOTO My
B Hepapxusarta. OT eqHa cTpaHa MoJ0OEKTUTE MOraTr aa ce
CTPYKTYpHpAT B 00I11a [SUIOCT, a OT APyTra CTpaHa KOJupa-
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HETO Pa3KpHBa BB3MOXKHOCTH 3a CHHTE3 HAa METOJM CleJ
BB3MOXXHUTEC KOMOHWHAITMH OT €JICMEHTH B Pa3jMYHUTE ie-
papXyW4YHU HHUBA, KaKTO U JIOMbJIBaHE C HOBH [2].

B OMM, ce usbupar ciepHure MOp(HOIOTHIHU

TIpHU3HAKa:

e  KWHEMATHKa Ha Tporieca (MaKpOABIDKeHNs) —Kinematics,

®  XapaKTEepPHCTHKH Ha B3aMMOJCHCTBUATA MEXKAY Aedop-
MHpAIIus eIeMeHT (eleMeHTH) U 3arotoBka— Charac-
teristics of interactions;

® OCHOBHM XapaKTePHUCTUKH Ha paboOTHHA IMpolec —
Process;

e Buja Ha meroaure 3a [II1/] c ornen BbpXy Kou napame-
Tpu Ha “‘surface integrity” (SI) ce axueHTHpa—
Properties;

*  IBMION3BaHOTO oOopyaBaHe- Equipment.

OMM (Tabmn. 1) e usrpageHa Ha 6a3a Ha BapHaHTHTE

Ha TOANPHU3HAIUTE HAa TOPHUTE OCHOBHH MOP(OIOTHIHU

TIPU3HALH.

Tst maBa BB3MOXKHOCT Ja C€ Ch3IaJaT MAaTpPHUIIMTE,
O3HAYEHHSTA HA EIEMEHTHTE, KOUTO ChOTBETCTBAT HA O3HA-
YEeHUSITa Ha BApUAHTHUTE B Tabnuia 1:

e Marpuia Ha KuHemamuxama (MaKpOJBHKEHHSTA)HA
mporeca (Kinematics):

M = 1.1 1.2 1.3 14 15 1.6 1.7 1.8 1.9 1.10 1.1]1 1.12
kin=\271 22 23 24 25 26 2.7 2.8 2.9 210 0 0

° MaTpulla Ha xapakmepucmuxkume Ha 63aUMOOeUCMBUAMA

Mexy nedopmuparnus (te) enemeHt (u) (Characteris-
tics of interactions):

31323334 0 0 0 0 00200
4142 0 0 0 0 0 0 0000
Mio=|31323354 0 0 0 0 0000
mt=\61 62 63 64 65 66 67 680000
7172 0 0 0 0 0 0 00O0O0
81828384 0 0 0 0 00200

e Marpuila Ha OCHOBHUTE XapaKTEPUCTUKU HA pabOTHHS
nporiec (Process):

91 92 93 94 00000000
M. =101 102 103 0 00000000
Preijrr 112 11.3 0 00000000
12,1 122 123 124 0 0 0 0 0 0 0 0

e wMmartpulla Ha BuAa Ha metonute 3a [II1]] ¢ ornen BbpXy
kxou mapameTpu Ha S/ ce akueHTupa (Properties):
M proroperties =|13.1 13.2 13.3 134 0 0 0 0 0 0 0 0]

e Marpuua Ha obopyosanemo (Equipment):
M equipment =[14.1 142 0 .0 0.0 0 0 0 0 0 0]

Onucamenna mopgonozuuna mampuya Taonuya. 1
Enem. Kinematics
(Makpooesuoicenus 6 cucmemama oegpopmupauy eiemMennm- 3a20MmoeKa)
I | | i3
Tpan- | Ilpocma| Poma- |Pomayuu | Poma- Tpanc. Tpanc. Tpanc. u| Tpanc. u| Bubpa- Ilo He-
L cnayus nd pomayus|  yuu 0KOJI0 yuu u u po- | pomayuu| pomayuu| yuonno, cny- noo-
Tool ocma Ha oxkono | npec. ce okono | npocma | ma-yuu 0KOTI0 oxono lyuxauuno | uaen 6u-
(decp. enem.) omeopa u yen. ocu | nood wewvn | kpvem. | poma- 0KOTIO npec. ce | kpwvem. |c yimpa- | 3axon | owcen
’ | nanpeund ocu ocu yust yen. ocu ocu 38VK
Ha He2o ocu
EREE ZARERREREZRE
2. Tpan- IIpocma| Poma- |Pomayuu [Pomayuu | Tpawuc. u| Tpanc. u| Tpanc.u | Tpanc. u | Heno-
Workpiece crayus | pomayus| yuu oko-| oxono 0KOJI0 npocma| pomayuu] pomayuu| pomayuu | O08UICHA
(3azomosxa) a0 yen. | npec. ce | kpvem. pomayus|  oKoio 0KOJI0 0KO0J10
ocu ocu ocu yen. ocu| npec. ce | Kpvem.
ocu ocu
Enem. Characteristics of interactions
(Xapaxmepucmuku na 83aumodeticmeusima)
; =
T'eomempusn Touka Jlunus Tosvp- | Obemen
HAa KOH- XHUHA
maxkma
7
Konmaxm ¢ IIpe- | Henpe-
HanpeuHo KbCcHam | KbvcHam
ceyeHue
-
Bzaumo- Ilpu Ilpu | Ilpu mwp{ Ilpu
deiicmene |1PPRAANE nivseane| Ka-une yoap
nab32and
6. 6.8
D-ma na Coepuund Hunun- | Komycua| bwvueo- | Topou- | Ilnocka | Hucxosu| /pyea
oeqp. ene- opuuna obpasua | oanna D-ma ¢-ma
MEHm
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A 7.1 7.2)
Bpoii oe- Eoun |Ioseue on|
dopm. ene- | oegpopm.| eoun deg.

MeHmu ejemenm| ejiemeHm

:
Dopma na | uuuno- | Kouycna| Komycno| Jpyea
omeopa puuHa yununop.| p-ma

Enem Process
) (OcHosHu xapakmepucmuxku Ha npoyeca)
9. Upes Ypes |Kombuna- Ilo
Memoo na Konupand o06xoxc- | yus om | cayuaen
dopmo- dane | Konupawe | 3aKOH
obpaszyseane u 06x004c-
oa-He
101 | 109 | |10.3
10. Hepas- Yenos- | Pasme-
Cxema na Mepen HO- pen
pasmepo- npoyec | pasme- | npoyec
oopasyeane pen
npoyec
1L l11.4 l11.4 l11.3
Hauun na Ypes Ypes Upes
npunazane enac- pazme- yoap
muuHa | pood-
Ha dechopm.
cucmema| pasysaua
cuna npubaska
12. l22.1 l12.4 2.3 | [12.4]
Buo na Vexanuuno Kombunu-{ Kombunu-|\Kombunu-
dechopmupa- paro paro parno
womo MeXaHuy-| mexanuy- | Mexanuy-
eb30elicmene HO c nazey|  Ho ¢ HO ¢
\yimpaseyx| meuna
cpeda
Enen. Properties

‘Buo na memoou 3a III1]] ¢ oeneo svpxy kou napamempu na SI ce akyenmupa)

3.4 | l3.2 | [13.3] | |13.4
Tosuwend Ilosuwendllosuwenal Kom-
13. epana— MUKPO- | MOYHOCM | NJ1EKCHO
eocm m@'prOCW 6 pasme- nosu-

Komnonen- uocma- | pumeu | wasane
e muunu | popmamalna ecuuxu
Hanpeice- nokasa-
HUsL menu
Enem. Equipment
(Obopyosane)
14.1) | |14

14. Bovpxy | Coc cne-
H3nonzeana | xonsenyu| yuanna
MAWUHA OHAJNIHA | MauluHa

mautuHa

[Tpu koMOMHMpaHe Ha BCEKU pell M KOJIOHA OT MaTpH-
LUTE CE MOJydYaBaT Pa3jIMYHM METOJIH 3a MOBBPXHOCTHO
nedopmupane Ha OTBOPH, HO HE BCHUKH OT TSIX Ca peajiHo
W3IBIHAMHE. HSIKOM OT BB3MOXHHUTE CHLIECTBYBAIM M
MIPUJIaraHy B MPaKTHKATa METOJIH, ca JlaJJeHH B Taluuma 2.

Kunemarnkata Ha Ja€HHAT METOJ B KOMOHHALUS C
(dopmara, reomerpusita U Opos Ha Heopmupantus (Te)
eJIeMeHT (TH) IPSAKO OMPEACIAT CISTHUTE MOP(OIOTHIHA
MpHU3HALK: MeToN Ha (opmooOpa3yBaHe, cxemMa Ha pas-
MepooOpa3yBaHe, KOHTAKT B HAIlPEYHO CEYEHHE U B3aHMO-
JeliCTBHE Ha MHCTPYMEHTa W 3aroroBkara. Tesu mopdo-
JIOTUYHY MPHU3HAIM UMAT ONPEAEIANIO 3HAYCHUE 32 XapaK-

TEPUCTHUKUTE Ha Ka4eCTBOTO HA IOBBPXHOCTHHSAT CIIOH
npu 00paboTBaHUTE OTBOPH B acleKT Ha I'paraBoCT, MHU-
KPOTBBPJIOCT, T0JIE HA OCTATHYHHUTE HANPAKCHUS B TAX U
TOYHOCT Ha Pa3MepHuTe.

3.METOIN 3A OBPABOTBAHE HA OTBOPH
YPE3 HI1J1- CHUHTE3 U AHAJIN3

B MammHOCTpOEHETO M IIO-TOYHO IIPU METOAUTE 3a
IIII/1, ce ouepraBar Tpu OCHOBHU TECHJECHLUY 3a Pa3BUTHUE.
Te ca HacoueHU KbM MOJAEpPHU3ALUS HA IIPOU3BOJICTBOTO,
BHEJ[psSBaHE Ha BUCOKOCHEPTUIHN TEXHOJIOTHUU B JIpeOHO-
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CEpHITHOTO TPOM3BOJICTBO U HaMaJlsIBaHE pa3Xxo/a Ha Mare-
pHaT U eHEeproeMKocT npu o0paboTBaHe Ha JAETalInTe,
KOHMTO HEIMpPSKO OKa3BaT BIHSHUE BbPXY TSIXHATA UKOHO-
MHUYHOCT U KOHKYPEHTHOCIIOCOOHOCT.

B uHxeHepHAaTa MPAaKTUKA ChINECTBYBAT JIBE TPYIH Me-
TOIN 32 00paboTBaHE Ha OTBOPH MOCPEICTBOM IIACTUIHO
nepopmupane (tadi. 2):

e Mero/u, HENsIIH MOBHUIIABaHEe HA KAauyeCTBOTO CaMoO
Ha MOBBPXHOCTHHS CJIOW: 3ariaxkmaHe c¢sC chepu (ball
burnishing), 3arnaxnane ¢ pojiku (roller burnishing)
(m03.1,1a0:71.2), 1BI60KO posikyBaHe (deep rolling), enmas-
HO 3arnaxnaane (diamond burnishing) (no3. 6, Tabm. 2) u
Jp. CpIIHOCTTa HA TE3W METOAN CE ChCTOH B IIOBBPXHOCT-
HO MEXaHWYHO BB3ACHCTBUE MOCPEICTBOM jAehOopMHUpaIIn
enemenTH. LlenTa e 1a ce MOCTUTHE MHHUMAJHA Tparia-
BOCT, MOBHIIICHA MUKPOTBHPJOCT M T€HEPHpaHE HA OCTa-
ThYHHM HANPEKEHUS HA HATUCK B MOBBPXHOCTHHS CIOH C
OTJIe/l TOBMIIIABAHE HA CPOKA HA SKCILIOATAIMS W CUTYp-
HOCTTa Ha ChOTBETHOTO M3ZeiHe. 3a TEe3U METOJH € HaJH-
1Ie JIOKAJICH, U CIIEIOBATEITHO, MPEKbCHAT B HAIPEYHO Ce-
YeHHe KOHTaKT MEeXIy o0paboTBaHaTa MOBBPXHHUHA U Jie-
(dbopMupamus eJeMeHT, KOeTo peduieKTHpa B IOBHILIEHO
Ka4ecTBO Ha 00pabOTEeHHTE MOBHPXHUHH CaMO B TIOBBPX-
HOCTHHTE CJI0€Be, HO HE U B Abja0ounHa [3- 7];

e Meronu, 0a3upaHd BBPXY CTYACHO IUIACTHYHO Je-
(dbopMupaHe Ha MaTepHaia HEIOCPEACTBEHO OKOJIO OTBOPA.

Memoou 3a noayuasane na omeopu upes INI1J[

OCHOBHO ITPEJMMCTBO Ha Ta3W TEXHOJIOTHUS € Ch3JaBaHe Ha
OJIaroNpusATHA OCTaTHYHM HAIPEKEHUS] Ha HATUCK HA OT-
HOCHTEITHO rojisiMa anibounna [8-20]. [To TakbB HaYUH ce
aKIIEHTHPa BBPXY BB3MIPEIATCTBAHE BH3HUKBAHETO U Pa3-
BHUTHETO Ha IIyKHATHHH OT yMopa. HemocTaThk Ha MeTOAH-
Te, peaNM3HpamIdl Ta3u TeXHouorus (split sleeve, split
mandrel, symmetric cold expansion), e 4e ¢puHanHaTa OTIe-
pamms e paiibepoBaHe Ha OTBOpPA, T. €. MOBBPXHOCTTA Ha
OTBOpA € JuIIeHa oT OiaronpusaTHUsS edekt Ha TTT1/].

ChlliecTBYBaT M METOJIH, KaTO HAIIp. VIMPA36yKo8o 00-
pabomeane (Ultrasonic machining) (1o3. 8, Tabin. 2) u su-
b6payuonna yoapra obpabomxa (Shot peening) (mos. 9,
TabJ1. 2), KOUTO U3MOJI3BAT YECTOTHH UMITYJICH HJTH yJIapHO
BB3/ICHCTBUE C MaJKK cepu 3a ysKYaBaHE HA MOBBPX-
HOCTHUSAT CJIOH M MOBHIIaBaHE Ha N3HOCO- K KOPO30YCTOH-
yuBoctTa [ 21, 22].

W nBere rpymm mMeronu ca eeKTHBHU mpu 0OpadoTBa-
HE Ha MHPOK KJIAC MAIIHHOCTPOHUTEIHN MaTepHalld— K-
JIaBO- TUTACTHYHHUTE MaTepHaii. TakuBa ca HACKO- U Cpel-
HO-BBITICPOJHN CTOMAaHH M I[BETHH CIUIaBH (aJyMHUHHEBH
CIUTaBH, OPOH3, MECHHT), IINPOKO 3aCTHIICHU B cepaTa Ha
TOYHOTO MAaIIMHOCTPOCHE, METAITHUTE KOHCTPYKIMH H JIp.

MetonsT “chepuuno mopuoBane” (CJ) (mo3. 7,
Tabi. 2) chueTaBa NMpeJUMCTBaTa Ha MIOCOUCHHUTE JIBE IPy-
T METO/Y, KaTo ChIIEBPEMEHHO EJIMMUHNPA HIKOU TEXHU
HenocTaThIM [23-26].

Tabauuya 2

KoMOunamus na
HanmenoBanme Ha
Ne €JIEMCHTHUTE Ha

MEeTona
MaTpHIATa

IIpunnunHa cxema

1.7 2,10 3.2
4.1 5.3 6.2
7.2 81 9.2
103 11.2 121

13.2  14.1
Oomuvpkaneane c pon-

Ku

(Roller burnishing),
[27,28]

1.6 2,10 3.2

4.1 52 6.7

7.1 82 9.3

10.2  11.1 121

13.1  14.1

Xuopocmamuuno cee- 1.6 210 3.2

PUUHO 3az1axcoane 4.1 52 6.2
2 (Hydrostatic roller 71 81 9.1
burnishing), 103 11.2 121

[27] 132 141
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1.1 210 3.1
Ilosvpxnocmuo 4.2 52 6.2
JopHosane, 7.1 81 9.1 T T
[29] 103 11.2 121
13.2 14.1
1.6 210 3.1
3aznaofc0¢;:le cue cghe- 4] 53 61
L 71 81 93
(Ball bg;]”h’”g)’ 102 112 121
13.2  14.1
19 212 32 3
. . 41 52 6.1 }
(Eccentric [Z;Ljrmshmg), 71 81 92
102 11.1 121 ;
13.2  14.1 }
i
—
/\\/
a 1.1 22 3.1
”"M"”’;’:’fj""‘”"""" 41 52 61
. o 72 81 91 , i ,,,,,,, )
(Dzamond[lgﬁtrmshzng), 101 111 121 < | & 7
132 141 % 2
o
3aznaxycoane upes 1.8 210 3.2
chepuuno osuricenue 4.2 5.2 6.1
(Spherical motion 71 81 93
burnishing), 103 11.2 121
[23-26] 134 14.1
.10 22 3.1
I c yrmpaszeyk 4.1 54 6.1
(Ultrasonic machining), 72 81 92
[21] 10.2 113 123
13.2 142
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L1l 210 3.1
Buépayuonna yoapna 4] 54 61
9 obpadomia 72 81 92
(Shot peening), 101 113 121
[22] 132 142
12 210 3.1 v ii 7
41 54 61 N/ \ /
10 (Water jet peening), 72 81 94 ‘ ] ’
[30] 101 113 124 V'I'v
132 14.2 Y

4. COEPUYHO JOPHOBAHE - AJITEPHATUBEH
METO/ 3A OBPABOTBAHE HA OTBOPU YPE3
I
CeiHocTTa Ha Metona cepuuno nopuosane (CJI) ce
M3pa3sBa B IUNIACTUYHO Je(OpPMHUpAHE HA MOBHPXHOCTHUTE
cioeBe Ha 00paboTBaHUST OTBOp. [IpM HEmOIBMKHO 3a-
KperieHa 3aroTOBKa, MHCTPYMEHTHT H3BBPIIBA BBPTCHUS
OKOJIO COOCTBEHATA CH OC M Ta3H Ha OTBOpA, KOUTO CE Ipe-
CHMYAT TOJ] BI'BJT OT 2° W TPAHCIAIHS M0 JBIKAHATA Ha OT-
Bopa. Ilo To3M HaYMH ce OCHIIECTBSIBAa HENPEKbCHAT KOH-
TaKT MEXIy HHCTPYMEHT- 3aroToBKa [23].
B crenctBre Ha Tasm crienugpuYHa KHHEMATHKA, € Bb3-
MOKHO TpWJIaraHe Ha 3HAYMTENIHO MO-Mallka 0CcoBa CHJIA
(mBa ¥ moOBeuYe IBTH), PECI. CHEPro-CHIIOBH IapaMeTpH.
ToBa mo3BonsiBa J1a ce peanu3npa KakTo BbPXY KOHBEH-
LUOHAJIHA METaJIOPEeXKEeI MAaIllMHU, Taka ¥ BbPXY TaKHWBa
c LTV, 6e3 na ca HeoOXoAMMH TroysiMa TbPBOHAYAIHA HH-
BECTHIMS M TEXHOJIOTUYHO BpeMe 3a BHeApsiBaHe [4].
AHaNMM3bT Ha OCHOBHHTE MOP(OJIOTHYHU TPU3HAIHM U
Ha TMyOJMKyBaHHUTE JO MOMEHTA HM3CICIBaHUS BBPXY CTO-
MaHEHHU 3aroToBkH [23-26] maBa ocHoBanue MetoasT CJ]
Jla ce OMpeIeTN KaTo METOM, ChUeTaBall MpeIruMCTBaTa Ha
TII1/] TexHOMOTMATA C TE3W HA METOJNUTE 3a IJIACTUYHO JIe-
(dbopMupaHe Ha MaTepralia HEMOCPEICTBEHO OKOJIO OTBOPA:
e  MuHUMAaJHA TPANaBOCT, aKO CE U3MOJI3BA MAXKEIO Be-
mecTBo. 1o To3u HauKMH ce ch3IaBar yclIoBHUS 32 Bb3-
HUKBAHE Ha €CTCCTBCH XUAPOJUHAMHUYCH KJIIMH, KOCTO
MHUHHUMH3Hpa TPUEHETO U PUCKaA OT 3a/IUpaHe.

e (Cp3maBa ce 30Ha ¢ OJArONPHUSTHH OCTATHYHU HaIIpe-
JKEHUSI Ha HaTUCK, KOSATO € ChC 3HAYUTENHA TbI00UH-
Ha (HJKOJIKO MILUTUMETPA).

e Jlomyd4aBa ce 3HAUYUTEITHO YSAKYaBaHE HA TIOBBPXHOCT-
HUTE CJIOEBE Ha ABI00YMHA 10 lmm.

Ha 6a3a na metonga CJl, ca cHHTe3UpaHu METOIH 3a JI0-
BBpILBaIo 00paboTBaHe, 3amuTeHu ¢ [larentu 3a n3obpe-
tenue [31-33].

5. 3BAKJIIOYEHUE

e I3nomsBan e qudepeHnnanHo— MOp(HOJIOTHIYEHHS Me-
TOJI, KOWTO JaBa BB3MOXHOCT Jla C€ CHUHTE3UpaT Ipak-
TUYECKU PEaTn3yeMHU pPELIeHUs Ha METOAMUTE 3a J0-
BBpHIBaIIO 00paboTBaHe Ha oTBOpH upe3 [II1/I.

e  Orunraiiku ocobeHoctute Ha Metoga CJI, ca moctur-
HaTU NOBUHICHNW KaYCCTBCHH IOKA3aTCJIM Ha MOBBPX-
HOCTHHUST CJIOH.
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