BBEJEHUE

Ha mMamuHOCTpOUTENBHBIX NPEANPHUITUAX OOJbIIOS BHUMAHUE YACISIETCS BO-
MpocaM MHTEHCU(PHUKAINN TPOU3BOJACTBEHHBIX MMPOIECCOB, B TOM YHCIIE MOBBIIICHUIO
3¢ GEKTUBHOCTH MEXaHOOOpabaTHIBAIONINX IMPOU3BOJICTB. HecMOTps Ha MIMpoKoe
npuMeHeHue obopyaoBanus ¢ UITY, B ToM 4ucie ¥ MHOTOLIEJIIEBOTO, 33 MOCIETHIE
JecATUIICeTUS] HaOIronaeTcs YCTORYMBasl TEHACHIHS pOCTa TPYAOEMKOCTH MeXaHHYe-
ckoii 00padoTku. Tak, IUIst psijia U3/IeIuid aBUAllMOHHONW TEXHUKH 00EMBI CTAHOYHBIX
pabot npeBbickiin 30% oT 00IIel TPy I0EMKOCTH U3rOTOBIICHHUS TU1anepa [1, 2], npu-
gyeMm cBbie 70% oT o0IIel TPyIOEMKOCTA CTaHOUHBIX PabOT MPUXOIUTCS Ha (pese-
posanue. [Ipu 3TOM HMeeT MecTo cienyllee pacnpenencHne 00beMoB (ppe3epHbIX
pabot: 80...90% — koHIeBOE (Ppe3epoBaHUE, B TOM YUCJIC U MAJIKOBAHHBIMH (yTJIO-
BBIMH, XBOCTOBBIMH) (pe3amu, o 10% — ToproBoe, a ocTaibHOE MPHUXOIUTCS Ha
JIUCKOBBIC, TPUOKOBBIC U CIIEIUAIbHEIC (Ppe3bl.

Poct Tpymoemkoctn MexaHW4YecKod oOpaOOTKH SIBISETCS CICICTBHEM BCE
pacUIMpsIIONIErocsl MPUMEHEHHsI TPYAHOOOpabaThIBaeMbIX MaTEpHaliOB, TaKUX Kak
TUTAHOBBIE CIUIABHI U BBICOKONPOYHBIE CTANM, a TaKKe KPYHMHOTa0apUTHBIX KOH-
CTpYKIHMU Kpblia u Qro3ensbka (maHenei umHoW 1o 27...30 M), B TOM 4YHCIE U U3
BBICOKOTIPOYHBIX MaTEepPHUaoB.

OO0BeMBbl IPUMEHEHUS! KOHCTPYKIIMOHHBIX MaTepUANIOB B TIPOLIEHTaxX OT 00mien
Macchl IJTaHepa 1o AaHHbIM [3, 4] npuBeneHs! B Tabnuie 1.

Tabnuna 1
O0beMbl NPUMeHeHNsI KOHCTPYKIMOHHBIX MAaTEPHAJIOB B IJIaHepe

Ob0vembl npumeHeHUA Mamepuanoe 8 % om maccel nianepa
ATIOMUHHNEBBIC [Ipoune marepua-
M3nenue | TuranoBble
CIITABLL CILTaBEI Cranu JIBI, B TOM YHCIIE
I[IKM
nJige6 14 54 15 17
B747 4,25 68 10 17,75
F14 24,4 39 17 19,6
F15 26,7 35,5 3,3 34,5
F18 11,7 47,7 15 25,6
Bl 22,5 41,3 18,5 21,7
B787 16 20 10 54
F22 24 35 ) 36
Mur25 8 11 80 -
Mur31 16 33 50 1
B1B 17,6 42,5 7 23




I[I/IHaMI/IKa M3MEHEHUsI 00BEMOB MPUMCHCHUA TUTAHOBLIX CIUIAaBOB U BBICOKO-
IMPOYHBIX CTaJied B 3aBUCUMOCTH OT roga pa3pa60T1<M H3L[eﬂPII>i OpUBCACHA HA PUCYHKE 1.
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1964 1975 1990

Puc. 1. Odvempbl npumenenus mumanogvlx CniA808 U 6bICOKONPOUHBIX
cmaineii 8 KOHCMPYKUUAX U30ETUIL 8 3A6UCUMOCIU 0N 2004 UX PA3PAOOMKU
na npumepe Mul-25 (1964), MuI-31 (1975) u F22 (1990)

TakoB ke XapakTep U3MEHEHHs] 00bEMOB IPUMEHEHUS! TUTAHOBBIX CIUIABOB M
JUTSL U3JIENTUH TPaXKAaHCKOTO MMPUMEHEHHUs, TaK, B KOHCTPYKIIMH IIJIaHepa HPOKO(IO-
3eJsDKHOTO camostera paspabotku 1960 rr. (B747) mpumeneHo 4,25% THUTaHOBBIX
CIUTaBOB, a B OoJsiee Mo3MHUX pa3paboTkax, Hanpumep MJI86 u B787, cooTBeTCTBEH-
HO 14 u 16%.

B Hacrosiiiee BpeMst TeMIl pocta 00beMOB IPUMEHEHHUS AITFOMUHUEBBIX CILIABOB
Y BBICOKOIPOYHBIX CTajel HECKOJIbKO CHU3WICSA M3-3a PpaCIIUPSIONIErocs MpuMeHe-
HUsI KOMITO3UIIMOHHBIX MaTEPHANIOB, HO CIIEAYeT OKUIATh NAILHEHIIErO YBEINICHHS
00bEMOB TIPUMEHEHHSI TUTAHOBBIX CIUIABOB M3-32 CKJIOHHOCTH K KOPPO3WH CIUIABOB
ATIOMUHHUS [IPU UX HETIOCPEJCTBEHHOM KOHTAKTE B KOMIIO3UIIMOHHBIMU MaTeprallaMH
Ha OCHOBE yIJiepojia. 3aciIy>KUBaeT BHUMAaHUS TOT (DAKT, UTO B MPOLIECCE UCTIBITAHUN U
JIOBOJKHM ITOCTAHOBOYHOM mapTuil F22 mpou3onuio 3HaYMTENbHOE W3MEHEHHE IIpo-
HEHTHOTO COOTHOLICHHS MTPUMEHSIEMBIX MaTepHaioB [3] B CTOPOHY yBEIMYCHUS 00be-
MOB IIPUMEHEHUS TPYJIHOOOpadaThIBAEMbIX MaTEepUaIoB (CM. pHC. 2).
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Puc. 2. H3menenue 06vem06 npumeHenus 6 KOHCMpPYKyuu nianepa Mamepuanos
npu nepexooe om OnvIMHO20 00 CEPUTIHO20 U30ENUIL.
1 — antomunuesule cniagwl, 2 — mumarnogvie CHAAsbl, 3 — KOMROZUYUOHHBIE MAMEPUATBL.
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OT0 00BIICHAETCSI HEAOCTATOYHON KCIUTYaTallMOHHON HaJeKHOCTHIO BBICOKO-
Harpy»XKeHHBIX, KpynHoradapuTabeix aetaneil uz [IKM. Tak, no ganueM [3], nomxke-
pousl kpbiiia u3 [IKM B miporiecce T0BOAKH U3eNns ObLTH 3aMEHEHBI Ha THTAHOBBIE.

PazButne MexaHoo0pabaTHIBAIOLINX MPOU3BOJICTB U B IIEPBYIO OUEpEb CaMO-
JIETOCTPOUTENBHBIX 3aBOIOB HJIET M0 MyTH AajbHEUIIEr0 yBeTMUEHHS MTapKa CTAHKOB
¢ UITY, B ToMm uucne u MHOTOKOoOpArHATHBIX. Eme B 1960-1970 rr. Ha 3aBojax co-
31aBaiuCh 1exa crankoB ¢ UITY npeumymiecTBeHHO (pe3epHBIX rpynm. Tak, TOJIBKO
OJTHUM OTpPACIEBBIM CTaHKOCTPOUTENBHBIM 3aBOJIOM OBUIO BHIMyHIEHO 10 1990 T.
ceeime 35 000 enunun obopymosanus ¢ UITY, B Tom uncne u tuna obpadarkiBaro-
mmi nentp [5]. Ha npeanpustusax npyrux otpaciieii o00beMbl IPUMEHEHHs CTAHKOB C
UYIlY HecomocTaBUMBI C aBHALIMOHHOW MPOMBIIIJICHHOCTHIO, HO MX HpPUMEHEHHE,
HECOMHEHHO, OyAeT YBEIWYMBATHCS IUIsl 00ecreueHHs MPOM3BOJACTBA KOHKYPEHTO-
CIOCOOHOHM MPOAYKLUMHU HE TOJIBKO MO KauecTBY, HO U 1o cebectonmoctu. Lllupokoe
npuMeHeHue crankoB ¢ UIIY, a B nanpHelem co3nanue Ha ux 0aze aBTOMaTH3HPO-
BaHHBIX LIEXOB U MPOMU3BOJCTB BBIABUIAIOT HOBBIE TPeOOBAaHUS K MX MHCTPYMEHTO-
o0ecredeHuio.

Bricokass ctoumocTh 4aca pabOTBl COBPEMEHHBIX MHOTOLENIEBBIX CTaHKOB C
YIlY pukTyeT HE0OXOIMMOCTH OOECTeYeHHUs] BBICOKOW MHTEHCHUBHOCTH CheMa Me-
tania. UaTeHcuukanms pes;kuMoB 00padOTKU MO CPaBHEHUIO ¢ paboOTOl Ha yHHUBED-
CaJIbHOM O0OpYJOBaHWM MOXET OBITh OOecredeHa MPUMEHEHHEM SKOHOMHUYECKHX
NEPUOJOB CTOWKOCTH JIi COBPEMEHHBIX MHCTPYMEHTAIbHBIX MaTepuanoB. C ¢uzu-
YEeCKOM TOYKH 3peHHus! Leneco00pa3sHOCTh MPUMEHEHHsS KOHOMHUYECKUX TEePHOAOB
CTOMKOCTH BBITEKAeT U3 OCHOBHOTO YPaBHEHUS TCOPUH PE3AHUS METAJIIOB:

"V, = T,*V, = const,

rae T — nmporpaMMHupyeMble IEPHOBI CTOMKOCTH;
V — pacueTHbIe CKOPOCTH pe3aHus;
M — oKa3aTeslb OTHOCUTEIbHOW CTOWKOCTH.

U3 ypaBHEeHHA cieayeT, yTo Ui yIaleHUsl OJHOTO U TOTO ke 00beMa MeTaja
HEOOXOIUMBI pa3Hble IPOMEXYTKH BpeMeHH. ECTeCTBEHHO, YTO MPH MEHBIIUX Bpe-
MEHHBIX 3aTpaTax TEXHOJIOTHYecKas cebecTromMocTh OyaeT Hmxe. C y4yeToMm TOro,
YTO B MHCTPYMEHTAJIFHOM MarasvHe MOXHO YCTaHOBHUTH HEOOXOIMMOE KOJIUYECTBO
IyOJIepoB MHCTPYMEHTA, BpeMsl Ha UX CMeHY OyJeT MUHUMAJIbHBIM, JOMOJHUTEIBHO
CIeAyeT y4ecTb, YTO BECh MHCTPYMEHT HAaCTPOEH Ha pa3Mep ¢ HeoOXOAUMOU TOYHO-
CTBbIO. DTO HCKIIOYAET HEOOXOIUMOCTh BMEIIATENbCTBA ONEpaTopa A KOPPEKTH-
POBKHM TOJIOKEHUSI MHCTPYMEHTA B HAJIaJOYHOM peXKHME. ENMHCTBEHHBIM MpETIST-
CTBUEM JUISl HCIIOJIb30BAaHUS B KaUECTBE KPUTEPHsI SKOHOMUYECKOW CTOMKOCTH SIBIIA-
€TCsl OTCYTCTBHE 3aBHCHMOCTEW, MO3BOJIAIOIIMX ONPECNINTh, HAXOAUTCS JIH CKO-
pPOCTb pe3aHusi, COOTBETCTBYIOIIAS NEPUOAY SKOHOMHUYECKOW CTOMKOCTH, Ha y4acTKe
HOPMAaJIbHOTO M3HOCA, WM IPU BBICOKOH CKOPOCTH PE3aHusl HACTYIUT KaTtacTpodu-
YeCKUH HM3HOC. DTO yCcyryOmsercsl TeM, YTO B KaTajorax Ha MMIIOPTHBIN pexyIui
MHCTPYMEHT NMPUBOJUTCS PEKOMEHYEMBbII IHala30H CKOPOCTEN pe3aHus Uil ycpen-
HEHHBIX YCJIOBHH palbOThI, a Uil OTEYECTBEHHOTO WHCTPYMEHTa JJIsl TPYAHOO0Opada-
THIBAEMBIX MaTEpUAJIOB CTOWKOCTHBIE 3aBUCHUMOCTH AJsi obopyaoBanusa ¢ UIIY ne
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CHCTEMaTH3UPOBaHbl U MPHUBEICHBI, KaK MPaBWIIO, B HOPMAaTHUBHBIX MaTepHaliaxX OT-
pacieBbIX TEXHOJOTHYECKHMX MHCTUTYTOB. HeoOXoanMo OTMETHTB, YTO AJSl HOBBIX
KOHCTPYKLMOHHBIX MaTepHajiOB PEKOMEHJAINHU 110 BEIOOPY WHCTPYMEHTAIbHBIX Ma-
TEpUANOB W Ha3HAUCHHIO PEKHMOB PE3aHUs NMPAKTUUYECKH OTCYTCTBYIOT. B cBs3H C
STHM BOMPOCH! Pa3pabOTKH HOPMATHBHBIX MAaTEPUANIOB MO BHIOOPY HMHCTPYMEHTAIIb-
HBIX MaTepHajoB, KOHCTPYKLUMH PEXYIIMX W BCIIOMOTaTENbHBIX HHCTPYMEHTOB, a
TaKXe Ha3HAUYCHHIO PAllMOHATIBHBIX PEXKUMOB PE3aHHUS SBISIOTCS aKTYaIbHBIMU.

JononHuTenbHO HEOOXOIUMO OTMETUTh, YTO Ha MPEANPHUATUSIX CHOPMHUPOBa-
Ha CMEUIaHHAsl CTPYKTypa MHCTPYMEHTOOOEcIeueHUsl. DTO BhIpakaeTcsa B TOM, UTO
Ut obecnieueHust paboOThl MPEANPHUATHS IPUMEHSIETCS KaK MOKYIMHOH, TaK U UHCTPY-
MEHT COOCTBEHHOT'O U3TOTOBJICHUSI.

Bech npumeHsieMblii pexXyIINi HHCTPYMEHT MOAPa3AeisIeTcs Ha:

e 00ImIETO MPUMECHCHHS;
® CIeLUATN3UPOBAHHBIH;
e CIelUAILHBIN.

WUnctpymeHT oOmiero mpuMEeHEHHs! BBITYCKAeTCs MHCTPYMEHTAIBHBIMU 3aBO-
namu (¢pupmamu) no crangapram Poccuiickoit ®enepaunn (I'OCT), EBponeiickoro
coro3a (DIN), mupoBem (ISO), a Takxke TEXHUUECKUM yCIOBUSAM npennpusataid. Ero
NPUMEHSIEMOCTh HE 3aBUCHT OT BBITYCKaeMBbIX u3fenuil. OH MpuBs3aH TOJBKO K 00-
pabaTbIBaeMBIM MaTepualiaM 00LIero MPUMEHEHUSI.

Crienanu3upOBaHHBIH WHCTPYMEHT MOJKET M3TOTABIMBATHCSA KaK Ha CIelHa-
JU3UPOBAHHBIX MPEINPUATHAX, TaK U B II€XaX MOATOTOBKH MPOM3BOJACTBA IO OTpac-
JIEBBIM CTaHAApTaM, CTaHIapTaM MPEeINpUATHH U KOHCTPYKTOPCKOH JAOKYyMEHTalUH.
OH npumensercs Aasi 00pabOTKU TUHOBBIX Ui JAHHOM OTPaciyd MaTepHalioB M KOH-
CTPYKTHBHBIX 3JIEMEHTOB JETaNCH.

CrienaibHBIM HHCTPYMEHT NpeAHa3HavyeH Uit GopMooOpa3oBaHusl KOHCTPYK-
TUBHBIX IIOBEPXHOCTEH Ha HECKOIBKHUX AETAISAX MU TOJIBKO HA OfHOU. Ero m3roros-
JIeHHWE, KaK IPaBWUJIO, BBIIOJHACTCS B I€XaX MOATOTOBKU MPOU3BOACTBA MO KOH-
CTPYKTOpPCKO# JokyMmeHTanuu. OOOCHOBaHHOE NPUMEHEHHE CIEHHAaTM3UPOBAHHOTO
U CIICLHAJIBHOI0 MHCTPYMEHTOB TO3BOJISICT 3HAYUTEIBHO MOBBICUTH 3(PPEKTUBHOCTH
TEXHOJIOTHUECKUX omepauuii. Bpems Ha cMeHy WHCTpYMEHTa Ha COBPEMEHHBIX TeX-
HOJIOTHYECKHX KOMIUIEKCaxX (MHOTOLENEBBIX CTAHKaX) HE MPEBBIIIAET HECKOJIBKUX
CEeKYH], a o0IIMe 3aTpaThl HA UHCTPYMEHT B TEXHOJIOTHUECKON c€0eCTOMMOCTH J1eTa-
Jiell HaxomuTes B mpeaenax 3...7% [6, 7].

To ke caMmoe MOXHO OTHECTH U K BCIIOMOTaTelIbHOMY HHCTpYMeHTY. [ Hero
XapakTepHO JeJICHMEe Ha BCIOMOTAaTEJIbHBIM MHCTPYMEHT OOILEro NPUMEHEHHs H
cniermanu3upoBanublil. [lupokoe npumenenne obopymoBanus ¢ UIIY HOBOTO MOKO-
JIeHUSl JUKTYyeT TpeOOBaHMS MEpPEecMOTpa TEXHUYECKOH HOKYMEHTAlMU KaK HHCTpPY-
MEHTa 00IIero IPUMEHEHHS, TaK U CHEHUANIBHOTO C YYEeTOM U3MEHEHUS TpeOOBaHUMA
M0 TOYHOCTH ¥ KOHCTPYKIMHU NPUCOEANHUTEIBHBIX MECT.

Heo6xonumo oTMeTUTh, 4TO 00BEMBI IPUMEHEHUS! HHCTPYMEHTa COOCTBEHHO-
IO U3TOTOBJICHUS JOCTATOYHO BEJMKH, YTO CBS3aHO C OOJIBILION HOMEHKJIATypOH crie-
MUATU3UPOBAHHOTO M CHELHAIBHOTO HHCTPYMEHTA U OTHOCHTEIBHO HEOOJIBIION 1MO-
TPeOHOCTBIO, YTO YCIOXKHSET pa3MELICHHE 3aKa30B Ha €ro M3rOTOBJICHUE Ha CIeluna-
JM3UPOBAHHBIX MPEIIPUATHIX.



s obecrniedeHusi BO3MOXHOCTH HM3TOTOBJICHHSI WHCTPYMEHTAa HEOOXOJAMMO
HAJIMYUE WHCTPYMEHTAIBHBIX IIEXOB C TOJHBIM IIMKJIOM TEXHOJIOTHYECKOTO 000py-
noBanusi. Kpome Toro, skenatenbHO NMpUOOpPETeHHEe HEOOXOIMMOro COPTaMEHTa Me-
TaJUTOMPOIYKIIUU U3 MHCTPYMEHTAIBHBIX MAaTEPHAJIOB JUIS €ro M3rOTOBIcHUS. Tak,
HaIpUMep, OTCUYCCTBEHHBIC METALTYPTUYCSCKUE 3aBOJBI TOCTABISIIOT HHCTPYMCH-
TaJIbHbIE MaTE€pHaNIbl B BUJIE IIPOKATA HOPMAJIbHOM, ITOBBIIIEHHON M BBICOKOM TOYHO-
ctu (cepeOpsHKY) cienyrommx (GopM: Kpyr, KBaapaT, NPSAMOYTOibHHK. [l cBepa
MPEeyCMOTPEH CIICNUaIbHBIN MPOKaT ¢ AByMs oTBepcTusaMu i noasona COX. 3a-
pyOex)HBIE METa/LTyprHuecKre 3aBOJIbI UMEIOT 0OJiee MIMPOKYH) HOMEHKIIATYPy TO-
CTaBJISIEMBIX MMOJTY(haOPUKATOB JIJIsl U3TOTORJICHUS MHCTPYMEHTA, 3 UMCHHO: JIUCTHI U3
OBICTPOPEIKYIIUX CTAICH U TEPMOOOPAOOTAHHBIC CTOJOMKH JIJIsl M3TOTOBICHUS (pe3
METOJIOM BHINUIH(OBKH MO IeioMy. Heo0XoauMo OTMETHUTh, YTO 3aTOTOBKH MOTYT
MOCTABJIATHCS TI0 33JJaHHBIM KBAJIUTETaM TOYHOCTH. [IpuMeHeHHMEe TepMooOpabora-
HBIX 3arOTOBOK 3HAYUTEIILHO CHIKACT MPOJIOJIKUTEILHOCTh MPOU3BOJICTBECHHOTO
[UKJIa WM3TOTOBJICHUS WHCTPYMEHTA, TaK KaK IIPOIECC TEPMHUYECKON 00paboTKu
OBICTPOPEIKYIIUX CTAICH BeChbMa MPOIOKUTEIICH.

TBepIOCIUIaBHBIC 3aTOTOBKY IMOCTABIISIOTCS B BHJIC HAllAWHBIX IJIACTHH, HETle-
peTaunBaEeMBbIX TUTACTUH U CTOJOWKOB TBEPABIX CILIABOB JUIS M3TOTOBJICHHUS OCEBBIX
KOHCTPYKIIUH MHCTpyMeHTa. CTONOMKH MOTYT OBITh Kak HUIM(OBaHHBIC, TaK U HE-
nunpoBanHble. Kpome Toro, oHM MoOryT mMeTh oTBepctus il nojasoaa COX kak
JUTSL HHCTPYMEHTOB C TIPSIMBIMH 3yObsSIMHU, TaK ¥ C BHHTOBBIMU.

JlomoTHUTENEHO HEOOXO0AMMO OOpaTUTh BHUMAHHE HA TO, YTO PSAAOM IPE-
MPUSITUN BBIMYCKAIOTCS 3arOTOBKH C OKOHYATEILHO 00pa0OTaHHBIMU XBOCTOBHKAMH
tunioB NC, MAS-BT, HSK, CAPTO, 4To 3HauYUTEIIEHO CHIKACT TPYJOEMKOCTh W3-
TOTOBJICHUS COOPHBIX KOHCTPYKIUHN (hpe3 OONBIIUX JTUaMETPOB.



T'JIABA 1

OBPABATBIBAEMBIE MATEPHAJIbBI

21.]'[51 ITPOU3BOACTBA JICTATCIILHBIX allllapaTOB HAXOAAT NPUMEHCHUC CIICAYIO-
UE I'pyNIIbl KOHCTPYKIMOHHBIX MaTCpHaJIOB.

1.

!\). e o6 o o o o o

BOONDUIe o o e

0.

AJIOMHHHEBEIE CIIABEI.

ATNIOMUHHUEBBIE CIUIaBHI, B CBOIO OU€pe/lb, OAPA3ACIAIOTCS Ha:
ATFOMIHHEBBIE CILIABHI, HE YIIPOYHSIEMBbIE TEPMOOOPaOOTKOM;
JUTEHHbIE aJJIOMUHUEBBIE CTIIABbI;

CIICUCHHBIC A TIOMUHUCBBIC CIIJIaBbI;

BBICOKOIIPOYHBIE aTFOMUHUEBBIE CIUIABHI;

ATFOMUHHEBbIE CILIABEI CPETHEH TIPOYHOCTH;
BhICOKOpecypcHbIe Al cruiaBsr;

AJIIOMHHHECBO-JIUTHCBBIC CIIJIABBI,

YKapOTIPOYHBIE aAFOMUHUEBHIE CILIABHI.

MarHueBbI€ CIUIaBBI.

CrnaBel Maraus MoApas3elssioTCs Ha:

negopMupyeMble MarHUEBbIC CILJIABbI;

JIMTEeHHbIe MarHUeBbIE CIIJIABhI.

bepunnesble ciaBbl.

CrutaBbl OepyILIHS TOAPA3IEIISIOTCS Ha!

nehopMUpyeMBbIe CILIABHI;

JIUTEHHBIE CIUIABEI.

THUTaHOBBIE CIUTABHI.

TutaHOBBIC CIUIABBI MOAPA3ICIISIOTCS HA CIEAYIOMINE TPYIIIIbL:
KOHCTPYKIIMOHHBLIC TUTAHOBBIC CILJIaBbI;

YKapOTPOYHbIE TUTAHOBHIE CIIJIABHL,

HHTEPMETAIUINIHbIE THTAHOBBIE CIJIABBI;

JIUTEUHBIE.

JlernpoBaHHBIE CTAIIH.

BricokonpoyHble cTany.

BricokonpoyHble HEepKaBerOIUE CTaIH.
JucriepcnoOHHO-TBEPACIOIINE CTAIIH.

JKaponpouHsle cIuTaBbl.

KomnosuoHHble MaTepralibl ¢ MOJIMMEPHON MaTpHUIIEH.
Kommno3ummonnsle MaTepHaibl ¢ TOJTUMEPHON MaTpUIlel JeNSITCS Ha:
YTIIETUIaCTUKY;



CTEKIIOTIJIACTUKHY;

OPraHOIIACTHKH;

0OpOILIaCTUKH;

e rUOpUIHEIE.

11. MeTtanmnocnoucTsie KOMIIO3ULIMOHHBIE MaTepHAIIbI.

12. KoMIO3UIIMOHHBIE MaTEPHAIIbl ¢ METAITIMYECKON MaTPHUIICH.

1.1. AnroMuHHeBbIE CIJIABLI

Anomunuegvle cnuaewl, He YIPOUHIEMbIe TEPMOOOPAOOTKOM, HAXOIAT TUPO-
KO€ MPUMCHCHHUEC IJIA U3TrOTOBJICHUSA I[eTaIICﬁ BHYTPCHHETO Ha60pa, HUMCIOT BBICOKYIO
IJIAaCTUYHOCTDH, XOPOIIO CBAPHMBAIOTCA, MIPOYHOCTL CBAPHBIX Cer[I/IHeHI/Iﬁ COCTaBJIACT
0,9...0,95 ot mpouHocTH OocHOBHOTO MaTepuaina. CIulaBbl, JJIETHPOBaHHBIE CKAHIHEM,
UMEIOT MPOYHOCTb, ONM3KYI0 K MpoYHOCTH cruiaBa J(164, u obnagaror 3ddexrom
ceepxiiactuyHoctd (0 = 500...1000%). ®Pusnko-MexaHU4YECKHE XapaKTCPUCTHKH

AJTFOMUHHEBBIX CIJIABOB, HE YIIPOUHSAEMBIX TEPMOOOPAOOTKOM, IPUBEICHBI B TAOJIUIIE
1.118...10].

Tabmuna 1.1
AJIIOMMHHEBBIE CILIABBI, He YIIPOYHsieMble TEPMO0OPAOOTKOM
Mapxka [Ipenen npounoctn | Moayns ynpyroctu [InotHOCTS,
MaTepuaia os, MIla E, MIla r/em®
AMr2 135 67 500 2,68
AMr3 190 66 700 2,67
AMrS5 255 69 600 2,64
AMr6 315 69 600 2,64

Jumeiinsle anomunuesvle cniagpl PeTHA3HAYCHBI IS H3TOTOBIICHUS JIETa-
nei, o0mamaronx HeOOIBIIION MacCO U BRICOKOW YENbHOW MPOYHOCTHIO, YTO T03-
BOJIIET B pANie CIydaeB MPUMEHSTh OTIMBKH B3aMeH ITOKOBOK M IITaMIioBOK. [Ipu
3TOM TMOBHIMAeTCs Kodpdumnument wucmonb3oBanus Meramia (KMM) u cHmkaercs
TPYJIOEMKOCTh M3TOTOBIIEHUS neTanel. Ou3nKo-MexaHnIeCKue XapaKTepUCTHKH JIN-
TEHHBIX ATIOMHHUEBBIX CIUTABOB MpHUBeaeHbI B Tabmuie 1.2 [8...10].

Tabmuna 1.2
JluTeiinble aTIOMHHUEBBIE CIJIABBI
Mapka IIpenen npounoctu | Monyns ynpyroctu IInoTHOCTS,

MaTepuana s, MIla E, MIla r/em®
AJIAMC 360...400 70 000 2,65
BAJI12 > 550 70 000 2,8
BAJI14 380...500 70 000 2,8
BAJI16 > 240 70 000 2,8
BAJI18 380...500 70 000 2,8
BAJI20 > 420 70 000 2,8




Cneuennwvie antomunueegvte cnnaevt CAIl npuMeHsIOTCS B OCHOBHOM IS M3-
TOTOBJICHUST MAaJIOHATPY)KCHHBIX JeTaliel, paboTalommx TMpu TeMIeparypax
10 500°C, a CAC — nns netaiieid, rae HE0OXOAMM MUHUMAIIbHBIN KO3 GUIIUSHT JTH-
HEHHOro pacIlUpeHHs MPHU SKCIUTyaTallMd B THUIIOBOM TEMIIEPATypPHOM JHMaIla3oHE.
OU3NKO-MEXaHUYECKUE XapaKTEPUCTUKU CIICUCHHBIX ATIOMUHHUEBBIX CIUIABOB IPH-

Beensl B Tabmuire 1.3 [8...10].

Tabmuua 1.3
CrneyeHHbIe AJTIOMHHUEBbIE CILIABBI
Mapxka [Ipenen npounoctu | Moaymns ynpyroctu [InotHOCTS,

MaTepuania o, MIla E, MIla r/em®
CAIIl 300 72 000 2,7
CAII2 350 77 000 2,7
CAII3 400 77 000 2,71
CAIl4 446 80 000 2,7
CITAK-4 450 72500 2,80
CAC1-400 260...280 80 000 2,73
CAC1-50 340...360 - 2,7
11B90 780 - 2,90
1419 380 - 2,78
1549 470...530 - -

Cmnael CAIl popMupYIOTCS CIIEKaHMEM ATIOMHUHHS C OKUCBHIO AJTFOMHUHHS

Al203 vemryityaroir popmbl. CoaepikaHue OKHCH B 3aBUCUMOCTH OT MapKH CILUIaBa
HaxoauTcs B mpeaenax ot 3 go 16%. Jlanubsie MaTepuaisl GopMaabHO MOXKHO pac-
CMaTpHUBaTh KaK KOMIO3HIMOHHBIC MaTEepUaNbl ¢ MEeTAIIMYeCKOl MaTpuleil. PasHo-
BuaHocthio CAlla siBnsercst criaB CITAK-4 (cuctemsr Al-Cu—Mg-Al»O3), B koTo-
POM yIpOYHEHHE ATIOMHUHHEBOM MaTpulbl BeIONHEHO okcuaamu (Al2O3) u uHTEp-
metamuaamu. Crutas CITAK4 mMoxeT mpuMeHSThCs )i paboTarimux Ha Gopcupo-
BaHHBIX PEXKUMAaX MOPIIHSX.

CmnaBel CAC crmekaroTcst u3 rpanyn amroMunus pasmepamu 400 u 50 Mk,
MPUMEHSIIOTCS. B TIPUOOPOCTPOCHHH.

Boicokonpounbvie antomunuegvle cnaagpl IPUMCHSIOTCS B OCHOBHOM B BHUJIE
KaTaHbIX, MPECCOBAHHBIX U MPECCOBAHO-IITAMIIOBOYHBIX MOJNYy()aOpUKATOB ITHHON
10 27...30 M 1 BEpXHUX OOUIHBOK KPbLIA U APYTUX CUIOBBIX DJIEMCHTOB TUIAHEpa.
DU3NKO-MEXaHUUYECKHE XAPAKTEPUCTHKH BBICOKOMPOUYHBIX ATIOMUHHUCBBIX CILIABOB
npuBezeHs! B Tabnuie 1.4 [8...10].

Tab6mnuua 1.4
BhicokonpoyHble aJJIOMUHHEBbBIE CIJIABbI
Mapxka marepuana | Ilpenen mpouno- | Moaynb ynpyroctu ILnoTHOCT®,
CTH G3, MIla E, MIla r/em®
B96113mu (1965-1) >615...645 70 600 2,89
B950u 500...540 70 600 2,75
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[Iponomxenue Tadn. 1.4

Mapka marepuana | Ilpenen npouno- | Moaynb ynpyroctu IInoTHOCTB,
cTH G5, MIla E, MIla r/em®

1933 450...520 69 600 2,83

B9611, B96111 670...700 70 600 2,89

B93 520 70900 2,84

1973 500...549 — 2,85

1963 500...560 72 000 2,78

B1977 650...680 — -

HaHHBIe mMarepuajibl UMCIOT CKJIOHHOCTH K KOpO6HeHI/IIO U YYBCTBUTCJIbHBI K
KOHIIEHTpATOpaM HaIpPsDKEHHH, C YI€TOM 3TOro WX 00paboTKy HEOOXOAWMO BBITION-
HATH B CTPOTOM COOTBeTCTBHU ¢ MHCTpyKimsamMu BUAM 1021 u HUAT mno obGecre-
YEHWUI0O MHHIMAJIBHBIX KOPOOJICHUIA U HEOOXOAMMOTO pecypca.

Antomunuegvle cniagvl cpedHell NPOUHOCMU TIPUMEHSIOTCSI B OCHOBHOM B BU-
JIe KaTaHbIX, MPECCOBAHHBIX M MPECCOBAHO-IITAMIIOBOYHBIX IMOTY(haOpHUKaTOB OOIIN-
BOK U APYTHUX CUJIOBBIX JJICMCHTOB ILJIaHEpA. Ddus3nKo-MexaHNYeCKHUe XapaKTEPUCTUKU
AIIFOMHHMEBBIX CIUIABOB CPeIHEN IPOYHOCTH IpHuBeaens! B Tadmie 1.5 [8...10].

Tabmuua 1.5
AJIIOMMHHEBBIE CILJIABBI CPeAHel NMPOYHOCTH

Mapka marepuana | IIpenen mpouno- | Moayibs ynpyroctu IInoTtHOCTS,

CTH Gy, MI1a E, MIla r/em®
JA16T 400...490 70 000 2,78
19T 480 69 000 2,76
B91-T3 450 - —
B1341 360 - -
B1579 339 - 2,662
B1370T1 420...450 70 000 -

Buicoxopecypenptii aniomunuesotit cniae 1163 [8...10] (Tepmudeckoe cocrosi-
nue T, T7) uMmeer BpeMeHHBIN Npeaen NPOYHOCTH ciaB 65 > 420...460 Mlla xapak-
TEPU3yeTCs BBICOKHMMH TPEIIMHOCTOMKOCTRIO M YCTAIIOCTHOM MPOYHOCTHIO. [LmoT-
HOCTH criaBa 2,78 r/cm®. B HacTosilee BpeMs SBJISETCS OCHOBHBIM MaTEPHAIOM JIJIst
0o0mMBOK (ro3emska U HU3a Kpblia. Belmyckaercsi ¢ TBepAOH perjaMeHTHpOBaHHON
IUIAaKUPOBKO# u3 crutaBa AJI35 Tommunoit 1,5-2,5% (0603uauenue 1163P/ITB) Bme-
cTo 2—6% B yucrax 6a3oBoro cmmaBa 1163AT. PexkoMeHnnoBaH K MPUMEHEHHIO B3a-
MeH crutaBa J[16.

Anomunueeo-1umuesvle CRAAGbl XAPAKTEPU3YIOTCS TOHIKEHHON TUIOTHOCTHIO
1 0oJiee BBICOKUM MOJTyJIEM YIPYTOCTH 10 CPaBHEHUIO C APYTHMU CIUIABAMH aJTFOMU-
Hus. WX mnpuMmeHeHHe o0ecneunmBaeT CHW)KEHHE Macchl uzfenuil. Pusuko-
MEXaHUYECKUE XapaKTePUCTUKH aIFOMHUHAEBO-JIIMTUEBBIX CIUIABOB MPUBEJEHBI B Ta0-
e 1.6 [8-10].
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AJIIOMMHHEBO-/IUTHEBBIE CILJIABBI

Tabnuua 1.6

Mapka IIpenen npounoctu | Monyns ynpyroctu IInoTtHOCTB,

Matepuana s, MIla E, MIla r/em®
1420-TT'1 420...450 78 000 2,47
1424-TT'1 430...450 80 000 2,54
1441-T1 410...430 80 000 2,6
1461-T1 550...600 79 500 2,63
1464 500...600 78 000...80 000 2,67
1468 500...600 78 000...80 000 2,67
1469 580...600 78 000...80 000 2,67

)Kaponpolmbte aliomuHuesovle cniaepl NPUMCHAKOTCA B BHU/JAC IUIAT, JIUCTOB,

IITAMITIOBOK B KOHCTPYKIHSIX JICTAJICH IUIAHEPOB COBPEMEHHBIX JICTAaTENBHBIX amrapa-
TOB, pabOTAIONMX TIPH MOBBIIIEHHBIX Temreparypax. PU3HKo-MeXaHHJeCKHe Xapak-
TEPUCTUKH >KapOIPOYHBIX AFOMUHHUEBBIX CILIaBOB MpuBeAeHbI B Tabmuue 1.7 [8...10].

Tabmwuma 1.7
7KaponpouHble aTlOMUHUEBbIE CILIABBI
Mapxka IIpenen npounoctu | Monyns ynpyroctu ILnoTHOCT®,

MaTepHaa o3, MIla E, MIla r/em®
AK6 420 72 000 2,75
AKS 480 72 000 2,80
AK4-1 430 72 000 2,80
AK4-2 400 72 000 2,8
20 350...400 72 000 2,84
B1213 450...500 72 000 —

1.2. MaramueBbie CILIABBI

MarnueBble CIUIaBBl TOAPA3IENAOTCS Ha AeGopMupyemble W JIMTEHHBIE.

K nedopmupyemMbiM MarHueBbIM CIIJIaBaM OTHOCSTCSL:

e cmiaBel cpeaneit mpounoctd MA20, MA20CIIL. Onu npeaHa3zHaYeHBI IS U3TO-
TOBJICHHS JICTANICH CII0)KHOW KOH(QUTYpAIMH, B TOM YHCJIE ¥ METOJIOM CBEpXILIa-
CTUYHOW nedopmanuy, TaKUX Kak MPUOOPHBIC MAHENHU, CIIMHKH U TTOUTOKOTHUKN
MACCaKUPCKUX Kpecen U T. 11.;

e BhICOKOIpOuHkIe ciiaBel MA14, MA1S5, MA22. X npuMEHSIOT 1Sl U3TOTOBIIE-
HUS Pa3JIMYHBIX JETajel CHCTEM yNpaBJIeHHUs THUIA KadyajloK, KPOHIUTEHHOB, PbI-
4yaros, 3JIEMEHTOB BHYTPEHHEI0 Ha0Opa U T. 1.;

e CIUIaBOB MOHMKEHHOH mIoTHOCTH MA 18, MA21;

e TpaHyJIHpOBaHHbIE MarHueBble cruiaBbl MA2-1tp, MAl4rp. DT crumaBbl peko-
MEHAYIOTCS ISl KOPIYCHBIX JIeTallel U3/eTNil MalllMHOCTPOSHHUS U TOBApOB IIH-
POKOTO MPUMEHEHUSI.

Ou3NKO-MeXaHHYECKHE CBOWCTBA JIeOPMHUPYEMBIX CIUIABOB TPHUBEICHBI B

tabmune 1.8, a rpanynupoBanubix — B Tabsuie 1.9 [8...10].
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Tab6muua 1.8

Du3NKo-MeXaHNYeCKUe XapaKTepPUCTUKH e opMHUpyeMbIX
MarHueBbIX CIUIABOB

Mapxka IIpenen npounoctu | Monyns ynpyroctu ILnoTHOCT®,
Marepuaia os, MIla E, MIla r/em®
MA20 170 41 000 1,78
MA20CII 270 41 000 1,78
MA14 275 41 000 1,8
MAIS 295 41 000 1,8
MA22 335 41 000 1,8
MAI18 167 47 000 1,5
MA21 225 47 000 1,6
Tabmuma 1.9

Du3UKO-MeXaHNYeCKHEe XaPAKTePUCTHKH I'PAHYTMPOBAHHBIX
MAarHUEBBIX CILIABOB

Mapxka [Ipenen npounoctu | Moayns ynpyroctu [InotHOCTS,
Marepuasa s, MIla E, MIla r/em®
MA2-1rp 304 42 100 1,78
MATl4rp 333 42 100 1,78

K nurTeiiHbIM MarHMEBBIM CILJIABAM OTHOCSTCS:

BBICOKOTIPOYHBIE cruiaBel BMJI20, BMJI24, oHM TIpUMEHSIOTCS TSI U3TOTOBJIE-
HUS Y3JIOB arperaToB CaMOJIETOB M JBUTaTelel (KOpIycOB HACOCOB, KapTEpOB,
PEIYKTOPOB, IMCKOB aBHAIMOHHBIX KOJIEC, KPOHIITEHHOB, (hepM, pam U Jip.);
KOPPO3UOHHO-CTOMKHUE cruiaBel Tunia BMJI18, pekoMeHayloTCsl AJid U3rOTOBIIE-
HUS JeTalell BHyTpeHHero HaOopa IulaHepa CaMoJIETOB M BEPTOJIETOB, MPUOOP-
HBIX paM, JeTajeil KaOuWH NMUIOTOB, CUCTEM YIPABJICHUS, TPAHCMHUCCUI B3aMeH
cimraBa MJIS;
JKapoIpOYHbIE JINTEHHbIE MarHueBble cIulaBbl. CIIIaBbl MpeIHA3HAYEHBl I U3-
TOTOBJICHUSI JI€Talieil caMOJIeTOB, BEPTOJIETOB, ABHUraTelei, mpuOOpoB, Macio-
arperaToB, PEIyKTOPOB W IPYTUX arperatoB, padOTAaromMX NPHU MOBBILIEHHON
(o 300°C) Temmeparype.

MexaHnuecKie CBOWCTBA JMTEHHBIX MAarHUEBHIX CIIABOB NPHUBENEHBI B Ta0-

mmmax 1.10, 1.11 [8...10].

Tabmuma 1.10
DU3NKO-MeXaHHYECKHE XapaAKTePUCTHKHU JUTEHHBIX MATHHEBBIX CIIABOB

Mapxka [Ipenen npounoctu | Moayns ynpyroctu [InotHOCTS,
Marepuasa s, MIla E, MIla r/em®
BMJI20 300 43000 1,8
BMIJI24 330 43000 1,8
BMJI18 245...250 42 000 1,85
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Tabnuma 1.11

PuU3NK0-MeXaHHYeCKHEe XaPAKTEePHUCTHKH CIUIABOB KAPOMPOYHbBIX
MarHMeBbIX CIIJIABOB

Mapka IIpenen npounoctu | Monyns ynpyroctu IInoTHOCTB,
Marepuaia os, MIla E, MIla r/em®
MJI9 230 43 000 1,78
MJI10 230 42 000 1,78
MJI19 220 43 000 1,78

1.3. BepuisiueBble CIJIABBI

CoueTaHue BEICOKOH TETIOEMKOCTH, BBICOKOM JKECTKOCTH, MAJION IJIOTHOCTH U
BBICOKasl pa3MepHas CTaOWJIBHOCTh TO3BOJISIOT MPUMEHSTh MX JIJIS M3TOTOBJICHUS
TETUIO3AIUTHBIX 3KPaHOB, TOPMO3HBIX JIUCKOB M paMOK ocTekieHus JIA, paborato-
IIMX B YCJIOBHUSAX BBICOKMX TEIUIOBBIX Harpy3ok. Kpome Toro, cruiaBbl OeprILIUs
HaxXxoJsIT NTPUMEHEHUE B NPUOOPOCTPOCHUU U aTOMHOW 3Hepretuke. Dusmko-
MEXaHUYECKUE XapaKTEPUCTHUKN OCPUILTUECBBIX CILIABOB MPUBEICHBI B Tabaumax 1.12,

1.13.
Tabmuua 1.12
Du3nKo-MeXaHUYecKHe XapaKTePUCTHKHU CILIABOB Je(opMUpyeMbIX
OepuIHeBBIX CILIABOB
Mapxka IIpenen npounoctu | Moayinb ynpyroctu IlnoTHOCTS,
Marepuana Gz, Mlla E, Mlla r/em®
AMB-1-1 420...460 135 000 2,35
AMB-1 430...500 135 000 2,35
AMB-2 420...520 115000 2,40
AMB-3 550...620 210 000 2,05
AMb-4 520...590 170 000 2,18
AMBI] 570...670 - 2,47
AMBIL* 570...610 - 2,51
AMBI[** 630...670 - 2,49

* — nodaska 2% Cu; ** — qo6asaeuno 0,1...0,7% Zru 0,4...0,6% Mn.

Tabmuma 1.13

DOu3MK0-MeXaHHUYECKHE XaPAKTEPUCTHKH JUTEHHBIX
OepuLIHEBBIX CILIABOB

Mapxka [Ipenen npounoctu | Moayib ynpyroctu IlnoTHOCTS,
Marepuana os, MIla E, MIla r/em®
JIBC-1 220...250 200 000 2,1
JIBC-2 250...320 200 000 2,1
JIBC-3 270...280 200 000 2,1
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1.4. TuTaHOBBIE CILIABLI

TuTaHOBBIE CIUTABBI TIOPA3AETAIOTCS HA CIEAYIONINE TPYTIIIbI:
KOHCTPYKITMOHHEIE C 0, § ¥ o + B CTpyKTypamu;

YKapOIIPOYHEIE;
JINTEHHEIE;
WHTEPMETAIUTUTHBIE.

Koncmpykyuonnvie mumanogvie cniagpl NPUMEHSIOTCS ISl U3TOTOBICHUS
KPYITHOTa0ApUTHBIX CHJIOBBIX KOHCTPYKIIUHU IJIaHepa, TAaKWX Kak IIMAHTOYyThI, OaKHy,
nosica u T. A. Beicokonpounsie crasel (BT22, BT23, BT32, BT35) HaxoasaT nomoin-
HUTEJIBHOE MPUMEHEHUE IJISl U3TOTOBJICHUS JETajei 1IacCH, B TOM YHUCIE U CTOEK.
DU3NKO-MEXaHUYECKHE XaPAKTEPUCTHKH KOHCTPYKIIMOHHBIX THUTAaHOBBIX CILIABOB
npuBezeHs! B Tabmuie 1.14 [8...10].

Tabnuna 1.14
DU3NKO-MeXaHNYeCKHEe XaAPAKTEPUCTUKH KOHCTPYKIMOHHBIX THTAHOBBIX

CILUIABOB
Mapxka [Ipenen npounoctn | Moayns ynpyroctu [InotHOCTS,

Marepuasa s, MIla E, MIla r/em®
BT6 900...1000 115 000 4,45
BT20 900...1100 118 000 4,5
BT22 1250 118 000 4,62
BT22M 1100 110 000 4,62
BT221 1150 110 000 4,62
BT23 1080 105 000 4,57
BT14 880...1080 — —
BTI16 1150...1180 103 000 4,68
BT18 960 120 000 4,54
BT32 1200 — 4,83
BT35 1260 112 000 4,88
BT37 1200 — —
BT38 970 120 000 —
BT43 1200...1300 —
BT44 710 — —
BT45 1080 — —
BT47 1210 — —

Kaponpounvie mumanoevie cniagvl 00aNaOT BBICOKUM YPOBHEM >Kapo-
MPOYHOCTH, TPEIIMHOCTONKOCTH, TEPMUIECKON CTAOMIBHOCTH NPH TEMIIEpaTypax A0
450...500°C 1 HU3KOW YyBCTBUTEIHHOCTHIO K KOHIICHTPATOpPAM HAMPSIKCHHH U pe-
KOMEHJIYIOTCSI JJIs1 BBICOKOPECYPCHBIX IBHUraTese rpakaaHckoi aBuanuu. CIriaBbl
BT25Y u BT18Y umeroT nHTEpBaIBI pab04YNX TEMIEPATYP COOTBETCTBEHHO 110 550 u
600°C. ®u3uKO-MEeXaHUYECKUE XapaKTEPUCTHKH KAPOIPOIHBIX THTAHOBBIX CIJIABOB
npuBenens! B Tabmmme 1.15 [8...10].
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Tabnuna 1.15

Du3uKko-MexaHuYecKue XAPAKTEePUCTUKHU KAPONPOYHBIX TUTAHOBLIX CIIJIAaBOB

Mapka IIpenen npounoctu | Monyns ynpyroctu IInoTtHOCTB,
MaTepuaa o3, MIla E, MIla r/em®
BT3-1 980...1180 113 000 4,5
BTS-1 980...1180 - 4,52
BT8M-1 980...1200 - 4,52
BT9 1010...1230 120 000 4.4
BT25Y 1080...1280 120 300 -
BT18Y 1150 120 000 -
BT36 1029 - —

I/IHmepmemaJmuOHble mumanoesvle cnjiaebl NMCIOT BBICOKYIO YACIBbHYIO Ka-

POIPOYHOCTh MpH pabounx Temieparypax 650...700°C, HO HEBBICOKYIO IIACTHY-
uocth [8...10]. IIpuMeHsIOTCS B OCHOBHOM ISl IPOM3BOJICTBA J€TallC JBUTATEICH.
Ddusnko-MexaHuYeCcKue XapaKTCPUCTUKU HHTCPMETAUIMAHBIX TUTAHOBBIX CIIJIAaBOB
npuBezeHs! B Tabmuie 1.16 [8...10].

Tabnuna 1.16

Du3nKo-MexaHHIeCKHe XaPAKTePUCTUKU UHTEPMETAJNJIUAHBIX TUTAHOBBIX

CIJIABOB
Mapxka [Ipenen npounoctn | Moayns ynpyroctu [InotHOCTS,
Marepuaa o3, MIla E, MIla r/em®
BTH-1 1050 120 000 4,6
BTU-2 1050 120 000 4,78
BTU-4 1150 130 000 5,15
BUT-1 1250 135 000 5,3

Jlumeitnvle mumanogvle CnaeGbl MIUPOKO HCIOJIB3YIOTCA IJIA U3rOTOBJICHUSA

BBICOKOHATPY)KCHHBIX JICTAllCHl OTBETCTBEHHOTO HA3HAYCHUS: JINTHIX KOPITYCOB JBH-
raresiel, TypOuH, KPbUTLYAaTOK U T. J. DU3UKO-MEXaHHMUECKHE XapaKTEPUCTHKH JIU-
TEHHBIX TUTAHOBBIX CIJIABOB MpuBeieHb! B Tabmuie 1.17 [8...10].

Tabnuma 1.17

Du3uK0-MeXaHuYeCcKue XAPaKTEPUCTUKHA JUTEHHbIX TATAHOBLIX CILJIABOB

Mapka IIpenen npounoctu | Monyns ynpyroctu IInoTHOCTS,
MaTepuaia os, MIla E, MIla r/em®
BTS5JI 686 118 000 4,41
BT6JI 834 115 000 4,43
BT9JI 930...1130 - -
BT20J1 932 108 000 4,47
BT40J1 > 1050 - —
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