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NMPEOUCIOBUE

CoBpeMeHHbIE 3HaHMS HayKH O MaTepHajax — 3TO pe3yibTaT Teo-
PETHUYECKUX M OKCIIEPUMEHTANBHBIX HCCIICOBAHNMN, MHKEHEPHBIX pa3-
paboTOK, H300peTeHHH W OTKPHITHH, HAKOIUICHHBIX IOKOJECHHAMHU
HaIllUX TPEeAlIeCTBEHHUKOB, KOTOphle OT AHTMYHOCTH 1O HAIlUX JHEH
BO3BOJWJIN 31aHNE COBPEMEHHOTO MAaTE€PHAJIOBEICHMSL.

Hayka o martepmanax ocHoBbIBaeTcsl Ha (yHIOaMeHTe (U3MKHU, XU-
MHUH, MEXaHUKH, a TAKKe MPHUKIATHBIX HAYK — METAJIOBEICHHS, Yep-
HOH, IBETHO! U IOPOILIKOBOW METAJLUIypruH, 3HAaHUM O KOMIIO3UTAX, I10-
KPBITUSAX, TJICHKAX, KEPaMUYECKUX MaTepHanax, CHHTETUYECKHMX MOHO-
KpUCTaJIJIaX, a TAaK)KE€ O TEXHOJOTHSAX MOJTYYEHHUS MaTEepHaIOB U U3[e-
JIUH U3 HUX.

JlocTaTOYHO BCNOMHMTH, YTO JpPEBHSS HCTOPHUS YEJIOBEYECTBA
HEPa3phIBHO CBsI3aHA C OTKPBITHEM, HCIOJIB30BAaHHUEM W TEXHOJIOTHAMHU
00paboTKM KaMHs, IepeBa, MEeTaula. JTO W OMPEICSIIIO Ha3BaHUE OT-
JEeNBHBIX 30X — KaMEHHBIH BeK, OpPOH30BBIH BEK.

B Cpennue Beka myumme yMbl EBpoIbl HaXOAMIIUCH MO BIUSHUEM
JIO’KHBIX MPEJCTaBICHUM, MOPOKICHHBIX anxuMueld. B 1o ke BpeMs Ha
Boctoke amoxa CpenHeBeKOBbs Obllla OTMEUEHa OTKphITHEM (apdopa B
Kurae (620), a uHIUIICKME W UPAHCKUE METALIYPrd pa3paboTand TeX-
HOJIOT'MHM TTOJTY4YEHUS! BBICOKOKAYE€CTBEHHON 1aMAaCcCKOM cTaiu.

B snoxy Bozpoxnenus (XV—XVII BB.) BHOBb BO3HHK HHTEpEC K I10-
JYYEHHUIO METAJUIOB U CIUIABOB. DTO BpEeMs MOPOJIWIO IUICATY BEITUKUX
YUEHBIX-€CTECTBOUCIIBITATENEM, KOTOPbIE OTPULIATN HIEH AIXHUMHKOB,
MPUCTYIUIN K CTPOUTENHCTBY Ha (PyHAaMEHTE JKCIIEpUMEHTa COBpe-
MEHHBIX HayYHBIX 3HAHUH B MaTepUaTIOBEACHNN.

Cpenu MHOrux HamOojiee 3HAYMMBIX JIMYHOCTEH 3TOHM SMOXH, BHEC-
mux 0OJBLION BKJIAJ B HAYKY O MaTepuajax, cJIeIyeT BCIIOMHUTb:

e BanHOY4O BUPHHTYYYO, HTANBIHCKOTO METAJLIypra-JTuTeHIINKa,
aBTopa 10-romHOrO counHeHus «IluporexHusy;

e Pobepra I'yka, aHrMHCKOrO MeXaHHMKa M €CTECTBOMCIIBITATENS,
OTKPBIBLIETO OJUH M3 (YHAaMEHTANbHBIX 3aKOHOB CONPOTHBIICHUS Ma-
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TEPUAIOB — 3aKOH IPOMOPLHUOHATBHOCTU MEXIy CHUIIOH, IPUIOKEHHON
K YOPyTrOMY Telly, U ero nehopMaluei;

e PobGepra boiurs, anrmuiickoro Gu3NKa W XUMHKAa U MHOTHX JIPY-
THX.

Pammonansaenii XVIII B. mpuHEec MHOXXECTBO OTKPHITHH B 00JaCTH
(GyHIaMeHTaNIbHBIX HAayK, B MEPBYIO O4yepelb MaTeMaTWK{, MEXaHUKH,
(GU3UKN, XUMUH U TEXHOJOTHUECKUX pa3padOTOK B METAIYPruH, Kepa-
MHUYECKOM TPOU3BOJICTBE, CTEKIIO IEIHN.

B o0nact mpakTH4ecKoro mareprajoBeleHHUs Oblja co37aHa Mpo-
MBIIUICHHAS TEXHOJIOTHS BBITUIABKM YyTyHa IyTeM 3aMEHBI IPeBECHOTO
YIS KaMEHHOYTONBHBIM KOKCOM, pa3pa0oOTaH ITyIJIMHTOBBIA IPOIECC
MOJTyYeHUsI JKenesa.

XIX B. — Bpems OypHOro pa3BUTHS HayKu U TexHosorui. Hauano u
KOHELl 3TOTO TEpPHOAa OTMEYEHBI BBINAIOIIMMUCS COOBITUSAMH, TECHO
CBSI3aHHBIMM C Hayko¥ o matepuainax. B 1802 r. IlerpoBeiM OBLTO OT-
KPBITO SIBIIEHHWE JJIEKTPUYECKOW JYTH, BO3ZHUKAIOMIEH MEXAY IBYMS
YTOJNBHBIMH 3JIEKTPOJAMH, BIIOCIEICTBHU IMOJyYHUBILEE PA3BUTHE B CO-
3IaHUM MCTOYHHKOB CBETA, SJEKTPOCBAPKU M JJIEKTPOMETAILTYPTHU.
A KOHeI[ BeKa 03HAMEHOBAJICS OTKPBITHEM paanoakthuBHOCTH (A. Bek-
kepenb, I1. u M. Kropu), koTopoe B HacTymaromeMm XX B. CTAI0 OCHOBOM
A0epHON (PU3MKH U HAYKH O PaIMOAKTUBHBIX MaTepuaax.

T. IOur, C.Ilyaccon, B. KupnudeB m apyrue 3a0KWIH OCHOBBI
TEOPUH YIIPYTOCTH U TUTACTUIHOCTH TBEPIBIX Tell.

B o6s1acTi TeopeTHuecKoil M MPUKJIATHOW XUMHMHU ObLTH C/IETaHBI
CJIEyIOINE OTKPBITHUA!

® [pEeANIoKEeHa MOJIEKYJISIpHAsl U aTOMUCTUUYECKAsh MOJENIN CTPOEHUS
BemectBa (A. ABorapo, /1. lanbTon);

e oTKphIT [lepuommdeckuii 3aKoH Xumuueckux snementos (1. . MeH-
JIETIEEB);

® co3aHa XUMHYECKas TEPMOAMHAMHKAa PaBHOBECHBIX MPOIIECCOB
(JTx. V. Tuo6c, I'. Teapmronsir, V. T. Tomcow, P. FO. Kinaysuyc, 5. X. Bant-
T'odd, B. Heprcr, H. H. Bekeros, A. JI. Jle [llarense);

e paspabotana Teopus xumuueckoit kunetrku (C. Appenuyc, B. HepHer,
B. OctBanbn);

® OTKpBITHI U NOJYYEHbl XMUMHUUYECKHE 3JICMEHTHI, HEU3BECTHBIE Pa-
Hee;



e co3nanbl MeTobl criektpanbHoro (P. B. Bynsen, I'. P. Kupxrog) u
xumudeckoro (I'. Po3e) snemMeHTHOTO aHamm3a,;

e paspaboranbl Teopernyeckue npuHimnbl Tepmoxumun (H. H. be-
ketoB, . U.T'ecc, I1.-0. beptio, X. Tomcen);

e CO31aHBI METOMbI BhICOKOTEMIepaTypHoil xumun (M. S1. Beprern-
yc, @. Benep, A. MyaccoH), O3BOJISIONINE CHHTE3UPOBATh TyTrOIIABKHE
COCIUHCHUS — OOPUIbI, HUTPU/BI, KapOWIbl, OKCHUJbI, CHIIUIUIBI, —
BIIOCJIEACTBUU CTaBIIME OCHOBOW KOHCTPYKLMOHHOH M (DyHKIHOHANb-
HOM KepaMUKH;

® OTKPBITHI TEOPETHUYECKHE OCHOBHI dnekTpoxumuu (M. Dapaneit,
P.Knaysuyc, ®. Konbpayii) U Ha X OCHOBE pa3pabOTaHbl MPOIECCHI
raJbBaHOIUIACTUKH, AJIEKTpodope3a U MOJYUCHUS TalbBaHMYECKHX IO-
KPBITHH, & TAK)K€ METOMbl U TEXHOJIOI'MH MTOJYUYEHUSI METAJIOB 3JIEKTPO-
JIM30M pacijiaBoB.

B o0acTu NpUKIaTHOrO MaTepualoBeAeHUs: ObUN CIeNaHbI clie-
JIyIOIle OTKPBITHUA!

® CO3/1aH COBPEMEHHBINf BapHaHT JOMEHHOTrO Ipolecca MPOU3BOJI-
crea uyryHa (9. A. Kaynep, M. K. Kypako, B. K. Muperkuii);

e pa3zpaboTaHbl OCHOBHBIE METAJUIyPIUYECKUE MPOLECCHl TPOU3BO/-
CTBa CTaJM IyTeM IIepelielia XKHUIKOro YyTyHa B PEreHEepaTHUBHBIX IedYax
(®. Cumenc, K. B. Cumenc, I1. Mapten) u kouBeprepax (I'. beccemep,
C. 1. Tomac, B. E. I'pym-I'pxxumaiino);

® CO3JaHbl METOIbl TEPMUUECKON U TEPMOXHUMUYECKOH 00paboTku ¢
LEJIBIO TTOJIyYCHHSI BBICOKOKAYECTBEHHBIX KOHCTPYKLUHMOHHBIX U UHCTPY-
MeHTalbHBIX yriiepomucTsix cranei (I1. I1. Axocos, C. W. banaes, 1. X. T'a-
menb, A. Kpynn, IT. M. O6yxos, K. I1. [ToneHos, K. IT. ITsToB);

e pa3zpa0oTaHbl HAyYHBIE OCHOBBI METAIJIOBEACHUS, BKIIIOYAsl IPEa-
CTaBJICHUS O (a30BBIX MPEBPAILEHHUSX B CTAJIX, II0O3BOJISIOIINE ONTHUMHU-
3MpPOBATh PEXUMBI TEPMHUUECKOH 00pabOTKM cTanel; MmocTpoeHa aua-
rpamma coctosHus «kene3o — yriepom» ([1. K. Uepnos, H. B. Kana-
Kyukuii, A. A. Pxxemorapckuii);

® IpeUIOKEHBI NepBble Mapku JerupoBaHHbIX craneir (P. A.T'an-
¢unpn, P. ©. Mromer),

® C037aHO 00OpYJOBaHUE U TEXHOJOTHUS MPOKATKU OECIIOBHBIX TPYO
(M. Mannecman, P. ManHecMmaH);



e pa3paboTaHbl METOIBI MOPOIIKOBOM METAUTYPTHH TS TTOTyUCHHS
koBko# iatunel (Y. X. Bomnacron, I1. I'. Cobonesckwii, B. B. JTrobap-
CKHIA);

® CO3/IaHbI DJICKTPOTEPMUYECKHE TEXHOJOTHH M 000pYyIOBaHHE —
aneKTpoILIaBka B Ayroeix medax (I1. Dpy, D. Craccano); aiaeKTpocBap-
Ka, pe3ka u Harmtaska MetayuioB (H. H. Benapaoc, H. I'. CiaBsHOB); meun
CONPOTHUBIICHUS. ¥ TEXHOJOTUH TOJYYEHHUs] HCKYCCTBEHHOTO rpadura u
Kapbuma kpeMuus (D. A4ecoH);

e pa3paboTaHbl TEXHOJIOTHH IMOJYYEHHsSI BBICOKOKAYECTBEHHOTO OII-
THYECKOTO U XUMHYECKH cToiKoro crekia (P. O. Ilorr).

Poccuiickue yueHble ChITpany BEAYLIYIO POJIb B Pa3BUTHH METAJLIO-
BeneHus U matepuanoBeAeHus. Onaum u3 Hux siisercs [1. I1. Anocos,
KOTOpbIt B 1831 r. BrepBhIe MPUMEHHI MHUKPOCKOIT B pa3pabOTKE METO-
UKW rccaenoBanusi ctpoerns crami. B 1868 1. 1. K. UepHoB oTKpEITHEM
KPUTHYECKUX TOYEK B CTAM YCTAaHOBWJ TMOJUIMHHO HAYYHYIO OCHOBY
M3MEHEeHHUs e€ CBOICTB MpH TEPMHUYECKOH 00paboOTKe, 32 YTO MOIYYI
MeXTyHapOTHOE TTPU3HAHNE.

B 1900 r. ma Bcemupnoii BeicTaBke B [laprke u3BecTHBIN (hpaHITy3-
ckuil Metamutypr ['. Monronsgbe ckazan: «C4HTal0 CBOMM JOJITOM OT-
KPBITO H ITyOJIMYHO 3asiBUTh B MPUCYTCTBUH CTOJIBKUX 3HATOKOB W CIIe-
[IHAIMCTOB, YTO HAIIM 3aBOJBI M BCE CTaJeNUTEHHOE AEN0 OO0s3aHBI
HACTOSIIIMM YCIIEXOM B 3HAYMUTENBHOM Mepe TpyJaM U HCCIEIOBAHUAM
pycckoro umxkenepa [l. K. UepHoBa, u mpuriaimaiw BCeX BBIPA3UTh €My
HaIly TPU3HATENBHOCTh W OJIar0JapHOCTh OT MMEHHU BCEH METauTypru-
4ecKoil mpombinuieHHOCTH». B 1903 r. BbIa KHUTAa aMEpUKAaHCKOTO
Metaiutypra Xoy co cieayromum nocssiienueM: «IIpodeccopy Amurpuio
KoncrantnHoBruy UepHOBY, OTIy METAJLTYPTHH JKEJIe3a».

B XIX B. Ob11M cZiemalbl HE TOJBKO OCHOBOITOJIATAIONTHE OTKPHBITHS,
3aJ0KMBIIME (YHAaMEHT COBPEMEHHOTO MaTE€pHaJOBEACHUs, HO M CO-
3/IaHBl HAyYHBIE IIKOJIBI, HAadalW W3[aBaThCs CIEIHATN3NPOBaHHBIC
Hay4JHBIE )KypHAJIBI, CIIOCOOCTBOBABIINE OOMEHY HIEIMHU M pe3ysibTaTa-
MU ucciiefoBannii. C y4eToM BaXXHOCTH Pe3yJIbTaTOB paboOT B 00jacTu
MaTepUANIOBEACHUS HAMETHIOCh JTHACPCTBO TaKUX CTpaH, kak Poccus,
BemukoOpuranus, ['epmanus, @pannus, [IBerms.

XX B. — 310Xa peBOJTIONHMOHHBIX OTKPLITHH B 001acTu QyHIa-
MEHTAJBbHBIX HayK U TexHojgoruii. Hagamo XX B. Ob10 03HAMEHO-
BAaHO IIOABJICHUEM HECKOJIBKHUX BBIJAIOMIUXCA TEOPECTUYCCKUX pa60T,
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M3MEHUBIINX MHPOBO33PEHUE U MOBIUSABLIMX Ha JaJbHEHIIee pa3BUTHE
Haykd. Pedb uzmeT B mepByro ouepeib O TEOPUH OTHOCHUTEIBLHOCTU H 3a-
KOHE B3aHMMOCBS3HM MAacChl M SHepruu A. DUHIITEIHA, OTKPBIBIINX MyTH
CO3/1aHUS SACPHBIX TEXHOIOTHUH.

K ocHoBomonararomym Hay4dHbIM HampaBieHusM XX B., ompenens-
IOIIM TIpOTpecc MaTepHanoBeneHus W B HacTynmBiiem XXI B., OTHO-
cATCH!

® KBAHTOBAsl TEOPHs TBEPAOTO Tesla, TEOPHs PEATbHBIX KPHUCTAIIIOB
1 ¢u3nka 1ePeKTOB B TBEPIOM TEIIE;

® TEOpUS U DKCIIEPUMEHTAJbHbIE NOCTHKEHHUS KBAaHTOBOH AIIEKTPO-
HUKH;

® TEOpUs CBEPXIPOBOAMMOCTH U CBEPXIIPOBOISAIINE MAaTEPHAIIBI;

® METAIyprusi TYTOIUIaBKHUX, JIETKHX, >KapONPOYHBIX, MPELHU3UOH-
HBIX 1 3JIEKTPOTEXHUYECKUX CIUIABOB;

® TIOpOIIKOBAs METAJLTYPTHS;

¢ (DMBUKOXMMHA U TEXHOJIOTHS PaAHOAKTUBHBIX MaTEPHAJIOB;

e MaTepuaJOBEeAeHUE IOTYyIPOBOJHUKOB, TUIIEKTPUKOB, MarHe-
THKOB;

e (U3UKOXMMHUS M TEXHOJIOTHS ONITHYECKIX MaTEPHAIIOB;

e MaTepUalOBEACHNE KOMIIO3UTOB,;

e XMMHA U MaTepHaJIOBe/IEHUE MTOJINMEPOB,;

® (U3UKOXMMHUS U TEXHOJIOTHS COCTUHEHUS Pa3HOPOJHBIX MaTepra-
JI0B (CcBapKa, CKIEUBaHHE U T. [1.);

® XUMUs TBEPHOrO Tela, XUMHUS U (U3UKA NOBEPXHOCTH, TEOPUS H
MPAaKTHKa TETEPOTeHHOT0 KaTaln3a;

e (OMBUKOXWMHS W TEXHOJIOTHS CBEPXYHCTHIX MaTepHaliOB, MOHO-
KPHCTAJUIOB, TOHKHX IJICHOK, aMOP(HBIX, aMOPPHO-KPUCTAIUIMICCKUX,
KBa3MKPUCTAIUIMIECKUX, TPAJUEHTHBIX M HANPABJICHHO KPUCTAIMYECKUX
MaTepHajIoB U MOKPBITHI;

® 3KCTPEMaJIbHbIE TEXHOJOTHU B MaTEPHAJOBEACHUH — BBICOKHE
JTABJICHUS, TIIyOOKHH BaKyyM, MMITyJIbCHBIE BO3/ICHCTBUS, BO3JCHCTBHE
MOII[HBIX SHEPreTHYECKUX MOTOKOB HAa MaTepuaibl — IUIa3Ma, Jla3ep-
HOE M3JIy4YCeHHE, IEKTPOHHBIH U IIa3MEHHO-IYTOBOW HarpeB U mepe-
rpeB, HOHHAS UMIUIaHTauus 1 1p.;

® HAHOTEXHOJIOTHH B MaTE€PUAIOBEICHUH,;

® KOMIIBIOTEPHOE MOJAEINPOBAaHUE B MaTEPUAJIOBEICHUH.



Peanuzanusi mpuBeOeHHBIX HampaBieHWH Oblla Obl HEBO3MOXKHOM
0e3 co3maHusl NPUHIMITHAIBEHO HOBBIX METOAOB M ammapaTypbl AT HC-
CIIEIOBaHMA M XapaKTepHu3aluy pa3pabaThiBa€MbIX MaTE€pPHAJIOB U IPO-
neccoB ux (GopmupoBanusi. beumn pazpaboTaHbl METOABI XUMHUYECKOTO,
PEHTI€HOCTPYKTYPHOT'O, PEHTT€HOCIIEKTPAIBHOIO U SIIEPHO-(DU3NIECKO-
r0 aHalii3a, PJIEKTPOHHOM MPOCBEUMBAIOIIEH, CKAHUPYIOIIEH U TyHHEIb-
HOW MHKpPOCKOIIMH, METOABI OINpEAeTIeHHS d3JEKTpOo- H Teroduinye-
CKUX, MEXaHUYECKUX U TPHOOJOTUIECKUX CBOWCTB MaTEpHAIIOB.

[lepeuncnenHble HampaBieHUs M AOCTHXXEHUS B OOJIACTH Marepua-
noBeneHus chopmupoBaiuck B XX B. O6iarogapsi HHTEpPHALMOHATIEHOMY
COJIPYXKECTBY 3aMeYaTeIbHBIX YUEHbIX, MHOTHE U3 KOTOPBIX ObUIN OTMe-
yeHsl HoOeneBckoi npemMueil ¥ ApYyruMy BBICOKMMH HarpaiamH.

CymecTBeHHbIH BKIaJ B Pa3BUTHE HAYKH O METAJUIMYECKUX MaTepH-
anax BHecnu H. C. Kypnakos, A. A. baiikoB, A. M. bousap, C. T. Kum-
kuH, C. C. Ulreiinbepr, I'. I1. Kypatomos, A. I1. ['ynseB n ux nmocnenosa-
Tenu. Cpenu U3BECTHBIX 3apyOeKHBIX YUEHBIX, 0€3 TPYAOB KOTOPHIX He-
MBICTIIMBI yCIIEXH Pa3BUTHUS METAJUIOBEIEeHH, cienyeT HazBath P. Oc-
MoHAa, ['. Tammana, 3. betina, M. Meiina, ['. Po3ebyma u ap.

AHanu3 pa3BUTHsI METAJUTyPIHU BBITUIABKU CTAJIH CBUIETEILCTBYET O
TOM, YTO €CIIM MHPOBOE MPOmM3BOJACTBO ctaimu B 1900 r. cocrammsuio
40 mna T B rox, To K 2015 1. ono mocturiio 1 muipa 650 MiH T B TOf,
a J10J151 IPOU3BOJICTBA OCTaJbHBIX METAIJIOB, BMECTE B3STHIX, COCTaB-
asieT auib 160 MIH T B roJl, HEMETAUIMYECKUX MaTepHaioB — IPUMEp-
HO 200 MmmH T B roa. IlosTOMy, ecmu CTpOro ClieZloBaTh €CTECTBEHHO-
MCTOPUYECKOM KlacCU(HUKAIINU, MBI )KUBEM B KEJIC3HOM BEKE, KOTOPOMY
Gonee 5 ThIC. JIET, U HUYTO HE CBUAETEILCTBYET O TOM, YTO B 0003pUMOM
OyIymieM MOABHUTCS KOHKYPEHT JKEJIe3y W €ro CIijlaBaM B KadecTBE OC-
HOBHOI'O MaTepuajla COBPEMEHHOM [IUBUIM3aLUU. MeTauryprust Y4epHbIX
METaJJIOB, HECOMHEHHO, OyA€T BBIIOIHATE POJIb 0a30BOW OTpACiIM MaTe-
puanpHON KynbTyphl 1aneTsl U B XXI B., HO ee pOpMBI IIpeTepmsT cy-
IIECTBEHHBIE U3MEHEHHUS.

BaxxHeHIIMMH KOHCTPYKUIMOHHBIMH MaTepuajamMu Oiwkaiiiero
Oyayliero craHyT HaHOMaTepualibl Ha OCHOBE CIUIaBOB THUTaHA, LUPKO-
HUsA, Oepriuns, HHoOWs, Bob(Ppama, JTUTHS, aMOp(HBIE, KEpaMHUIeCKIe
Y KOMITO3UIIUOHHBIC MaTepHallbl, CIUIABbI ¢ 3PPEKTOM NaMiITH (HOPMBI
u Jp.

B Hacrosiiee Bpemsi BO3POAWICS MHTEPEC K M3YUCHHUIO NTOBEICHUSA
METAJUUIOB IOJ BIMSHHEM JHEPTHHU B3pHIBA, IPUMEHEHHOTO B Hadale
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1960-x rr. mpu cBapke B3pBIBOM, KOTOpas YK€ HMCHOJb3yeTcs B MpO-
MBIIIJICHHOCTH. DTO MO3BOJMIO OOHAPYXKHUTh, YTO BBICOKHE IUIOTHOCTH
SHEPIHH OIPEENAIOT OBEACHHE METAJUIOB U CIJIaBOB B OOIIMPHOI 00-
nactd ($a3oBoil AUarpaMMel, 3aHUMast 00J1aCTh OT TBEPAOTO Tela U JKUA-
KOCTU 10 HEHTPAIBbHOIO Ta3a, MOKPhIBas (pa3oBble TPAHMIIBI TUIABICHUS
U KUICHHA, a TaKkKe 00JacTh mepexona «MeTalll — IUDJICKTPHUK.
[Ipobnema mepexoma «MeTalsm — AMSJICKTPUK» B HACTOSIIEE BpeMs
MOJTy4HyIa 3HAYUTEIFHOE PA3BUTHE MO YJApHO-BOJHOBOMY CIKATHIO AM-
JJIEKTPUKOB.

@®yHIaMeHTanbHble paboThl B 00JaCTH (PU3UKH IKCTPEMAIBHBIX CO-
CTOSTHUI JadyT HOBBII UMITYJIbC M B CO3JaHUU HOBBIX MaTE€pPHAajlOB, YTO
yOeauTeNbHO MOATBEPKACHO MPH MPOBEIECHUN OTIBITOB C UCIIOJIb30BaHH-
€M SZCPHBIX B3PHIBOB C IIEJIbI0 M3MEHEHUS CBOMCTB B AKCTPEMAIbHBIX
YCIIOBHUSX, T. €. IPH JAaBICHHUAX A0 COTEH MIUIMOHOB atMocep. Cozna-
HHUE U MOJyYCHHUE HOBBIX MATEPUAIOB C HOBBIMH CBOMCTBAMH IPUBENET
K CO3[IaHMIO ¥ IPUHLUIINAIBHO HOBBIX KOHCTPYKIHUH.

B XXI B. martepuanoBeneHne CTaHOBUTCS OJHON U3 TJIABEHCTBYIO-
mux (QyHIAMEHTANbHBIX M MPUKIATHBIX HAyK, Ha KOTOPBIE OMHPACTCS
TEXHUYECKUI Mporpecc W JanbHeiiee pa3BUTHE OOIIECTBA, TAE CPea-
CTBa KOMMYHHKAIINH, HAKOIUICHUSI U Tiepeadd HH(OopMaIuy U CBSI3aH-
HBIE C HIMHU TPOOJIEMBI CO3JIaHHsI BOOPY)KEHUSI M HOBOW TEXHUKH IPHU-
0o0peTaroT HOBOE 3HAYEHHE.



BBEOEHUE

Mamepuanosedenue — 3T0 TUCIUILIAHA, KOTOpas U3ydaeT CIIO-
cOOBI TIOJTyYeHHs MaTepHajIoB, HX CBOMCTBA M Pa3IMUHBIE CIIOCOOBI 00-
paboOTKH, TPUMEHSIEMBbIE IS TIPOU3BOJICTBA JIETANCH MAIIUH U Pa3InIHBIX
coopyxkeHui. MI3BecTHO, YTO pa3aMuHbIC MAIIUHBI, MEXaHU3MbI, CTAHKH,
TPAKTOPBI, TAHKH, CAMOJICThI, KOPaOau, OpyIus CAETaHbl W3 METalla,
T. €. OCHOBHBIM KOHCTPYKI[MOHHBIM MAaTEpHUATIOM B MAIIWHOCTPOCHUH,
CYJIOCTPOCHUHM U MHOTHX OTPACNIAX TEXHHKH sBJsieTCs MeTaiut. J{ns mo-
CTpPO#KHU TOJBKO 0jiHOTO Kpeicepa Tpedyercs 20 000-30 000 T metanna,
a s noasogHou monku — 8000-10 000 T. OcHoBOM MaTepuaioBe/e-
HUSI SIBIISICTCS] METAJIOBEICHHE.

Memannogedenue — Hayka, U3ydamollas CTPOGHHE U CBOMCTBa
METAJUIOB U YCTAHABJIMBAOLIAS CBSA3b MEXY UX COCTABOM, CTPOEHUEM U
cBoiicTBaMu. MeTautoBEIcHUE TO3BOJISICT BEIOMPATh TEXHUUCCKH IIeIie-
coo0pa3Hble U SKOHOMHYECKH BBITOJHBIC METAJUIBI M CIUIABBI JUISl KOH-
KPETHBIX YCIOBHH 3KCIUTyaTallly, pa3padaTelBaTh HOBBIEC CILIABbI, H3Me-
HATH B TPeOYEeMBIX HAIPaBJIECHHUIX CBOMCTBA y)K€ MCIIOJIb3YEMBIX METal-
JIOB ¥ CIUIaBOB, IPUMEHATH HanOoJIee paliOHaIbHbBIE PEXUMBI 1 METOIbI
TepMHYECKOH 00paboTku. B 3TOM 3akirouaercst HapsLy ¢ TEOPETHYECKON
Y TIpaKTUYeCKasi IEHHOCTh METAJUIOBEACHNS.

[Ipu BBIOOpE MaTepuana IJisi KOHCTPYKLHUI UCXOIAT U3 KOMILIEKCA
CBOICTB, KOTOPBIE NOAPA3ACIIAIOT HA MEXaHWYECKUe, (PU3NKO-XUMUYECKUE,
TEXHOJIOTHYECKHE U IKCILUTyaTallHOHHBIE.

K ¢dusnmueckumM cBoiicTBAM METAUIOB W CIUIABOB OTHOCSITCS
TeMIeparypa IUJIaBJIE€HHs, TUIOTHOCTh, TeMIeparypHble KO3()(UIHEeHTHI
JIMHEHHOTO0 U 00BEMHOT0 PACLIMPEHUS, HIEKTPOCOIPOTUBICHUE U 3JIEK-
TPOIIPOBOANMOCTD, & TaK)X€ CBOWCTBA, MPOSABISIONINECS TPHU B3aUMO-
JeHcTBUM MaTepuala ¢ (PU3NYECKUMH MOJSIMH (TPaBUTALIMOHHBIM, TEM-
NepaTypHBIM, 3IEKTPUYECKUM, MAarHUTHBIM U T. I1.). Pusnveckue cBOii-
CTBa CIUIaBOB 00YCJIOBJIEHBI UX COCTABOM U CTPYKTYPOH.
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K XMMHUUEeCKHM CBOWCTBAM CIUIABOB OTHOCSTCA CHOCOOHOCTD
X K XUMHYECKOMY B3aMMOJCHCTBHIO C arpeCCUBHBIMH CPEAaMH, a TaK-
K€ aHTUKOPPO3HOHHBIE CBOMCTBA.

CriocoOHOCTh MaTepHaia OABEPraThCsl Pa3IMYHBIM METOJIaM TOpsi-
4Yeil M XOJIOJHOW OOpabOTKM OMpEeAeNsIoT MO €ro TEXHOJOT U4 e-
CKHUM cBoHcTBaM. K TEXHONOTHYECKHM CBOMCTBAaM METAJIOB M CILIA-
BOB OTHOCSITCS JIUTEHHBIE CBOHCTBA, e(hOpMUPYyEMOCTh, CBAPHBAEMOCTh
1 00padaThiBa€MOCTh PEXKYLIMM HHCTPYMEHTOM. DTH CBOMCTBa MO3BO-
JSIFOT TPOU3BOANUTH (POPMOU3MEHSIONTYI0 00paboTKy M MOJy4aTh 3aro-
TOBKH U €TaJIM MaIllUH.

JluteliHBIe CBOWCTBA OMPEAETAIOTCS CIOCOOHOCTHIO pACILIAB-
JICHHOTO MEeTalljla WM CIUIaBa K 3allOJHEHUIO TUTeHHOH (QopMBI, cTerme-
HBIO XUMHYECKOH HEOJHOPOAHOCTH IO CEUYEHHIO MOJYyYCHHOW OTIMBKH,
a TaKXe BEJIMYMHOHN yCaIKh — COKpAalleHHEM pa3MEpOB IPU KPHUCTAJ-
JU3AIWU U JaJbHEHIIEM OXJIaXKICHHUH.

Ledopmupyemocms — 3TO CIIOCOOHOCTh MPUHUMATH HEOOXOIUMYIO
¢opMy mox BIMSHHEM BHEIIHEH HArpy3ku Oe3 pa3pyLIeHus U NpHU
HalMEHbILEM CONPOTUBIICHUH HAarpy3Ke.

Csapusaemocms — 3TO CIIOCOOHOCTh METAJUIOB M CILIAaBOB 00pa3o-
BBIBATh HEPAa3bEMHBIE COCTMHEHUS TPeOYeMOro KauecTBa.

Obpabamvieaemocmyvio Ha3bIBAIOT CBOMCTBAa MeETajlla IMOAJIABAThCS
o0Opabotke pe3anmeM. Kpurtepusmu oOpabaThHIBAEMOCTH SIBISIFOTCS pe-
’KHMBbI PE3aHUS U KaYeCTBO TIOBEPXHOCTHOTO CJIOSL.

TexHONOTHYeCKHe CBOWCTBA OIPEACNISIOT BHIOOp MaTepuana Juisi KOH-
cTpykuuu. Pa3pabaTeiBaeMble MaTepualibl MOTYT OBITH BHEJIPEHBI B MPO-
M3BOJICTBO TOJIBKO B TOM CIIydae, €ClIM MX TEXHOJOI'MYEeCKHEe CBOMCTBA
YIOBIIETBOPSIOT HEOOXOIUMEIM TPEOOBAHUSIM.

CoBpeMeHHOE aBTOMATH3UPOBaHHOE MTPOU3BOJICTBO, OCHAIIICHHOE THO-
KAMH CHUCTEMaMH YyNpaBlICHHS, HEPEIKO MPEIbABISET K TEXHOIOTHYE-
CKUM CBOMCTBaM MaTepHaja ocoOble TpeOOBaHUS, KOTOPBIE IOJIKHBI
MO3BOJIATH OCYIIECTBIATh KOMIDICKCHBIA TEXHOJIOTMYECKUHN Tpollecc Ha
BCEX CTaIUIX MOJYUYCHUS M3JENUS C 3alaHHBIM PUTMOM, HallpuMep Tpo-
BeJICHUE CBAPKU Ha OONBIINX CKOPOCTSIX, YCKOPCHHBIH TEMIT OXJaxae-
HHAS OTJIMBOK, 00paboTka pe3aHrMeM Ha 00pabaTHIBAIOIINX IIEHTpax
U T.10., IpU OOeclieYeHNH HEO0OXOIUMOTO YCIOBHUS — BBICOKOTO Kade-
CTBa MOJy4aeMOW MPOIYKIIHH.
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K skcnmayaTanMOHHBIM CBOWCTBAM B 3aBHCHMOCTH OT YCIO-
BUs pabOTHl MALIMHBI WIM KOHCTPYKUHH OTHOCAT HU3HOCOCTOHWKOCTH,
KOPPO3HOHHYIO CTOMKOCTH, XJIaAOCTOMKOCTH, >KapONPOYHOCTH, Kapo-
CTOMKOCTB, aHTH()PUKIIMOHHOCTH MaTepuaa u p.

H3nococmoiikocmbs — CHOCOOHOCTh MaTepuaia COMPOTHUBIATHCS
MOBEPXHOCTHOMY pa3pyILIEHHUIO MO AEHCTBUEM BHEIIHETO TPEHMUSL.

Kopposuonnaa cmoiikocms — CONPOTUBIICEHUE CIUIaBa JEWCTBUIO
arpeCCUBHBIX KHCIOTHBIX H MIETIOYHBIX CPEJ.

Xnaoocmoiikocms — cIOCOOHOCTD CIUTaBa COXPAHSATh TUIACTHYECKHE
cBolicTBa npu TeMneparypax Huwke 0°C.

JKaponpounocms — cniocoOHOCTH CIUIABA COXPAHATh MEXaHHYECKHE
CBOMCTBA IIPH BBICOKHUX TEMIIEPATYPax.

Kapocmotikocms — CIIOCOOHOCTH CILIaBa COMPOTUBIIATHCA OKUCIIE-
HUIO B Ta30BOM cpejie Mpu BBICOKUX TeMIepaTypax.

Aumugpuxyuonnocms — CHOCOOHOCTD CIIJIaBa IPUPAOATHIBATHCS K
JIpyroMy CIUIaBY.

OTH cBOICTBa OINpPENENsSIOTCS B 3aBUCUMOCTH OT YCIOBHS PaOOTHI
MAIIMH WIM KOHCTPYKIMH CHEeUaTIbHBIMU HCTIBITAHUAMHU.

[Ipu BRIOOpE MaTepuana IJisi CO3JaHUSl TEXHOJIOTHYHOW KOHCTPYK-
MM HEOOXOIUMO KOMIUIEKCHO YUYHUTHIBATh €r0 IIPOYHOCTHBIC, TEXHOJIO-
TUYECKHE M IKCIUTyaTaI[MOHHBIE XapaKTEPUCTUKH.

[porpecc B o6macTu co3aaHusl HOBOW TEXHUKH CBSI3aH C pabOTOM 110
psAy B3aMMOCBSI3aHHBIX HAIIPABJICHUI: COBEPIICHCTBOBAHHUE U CO3/IaHUE
KOHCTPYKIM MAallWH, anmnapaTtoB M IPYTHX H3JeNHui; pa3paboTka u
NpUMEHEHUE HOBBIX MaTepUalIOB IS JeTaield MalluH U IpUOOpPOB, st
00pabaThIBalOLIEr0 HHCTPYMEHTA,; pa3padOTKa M LIMPOKOE MPUMEHEHUE
HOBBIX TEXHOJIOTHYECKUX MTPOLECCOB.

B kopabnecTpoeHny 11 HAIBOAHBIX KOpabJie 1 MOIBOIHBIX JIOJIOK
TpeOyIOTCs CrienuagbHble MaTepuallbl BICOKOM MPOYHOCTH U yCTOWYH-
BbIE€ POTUB KOPPO3HH B MOPCKOI BOJE.

Paznuanbie yemoBust pabOTHI TOM WITM WHOW JETAIM MAITAH WIH KOH-
CTPYKIIMHU B 1IeJIOM TPeOYIOT MPUMEHEHHUS] MaTepHaja C BIOJIHE Ompeje-
JICHHBIMU CBOMCTBaMH, KOTOpBIE 00ECHEYMBAIOT HAACKHOCTH PaOOTHI
IIPH 33JaHHBIX YCIOBHUAX KCILUTyaTalllu.

BaxxHoe 3HaueHue Uil JaIbHEUIIEr0 TEXHUYECKOTO MPOTrpecca UMEET
pa3paboTKa 1 MpUMEHEHHE HOBBIX TEXHOJIOTHUECKHUX MpoLieccoB. Bee mmpe
BHEZIPSIFOTCS. HOBBIE METOBI CBapKH (TIJIa3MEHHasl, SIEKTPOHHO-TTy4YeBas,
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Ja3epHas | JIp.), HOBbIE METO/bl OJYUYEHHsI TOUHBIX OTIMBOK, IIpOrpec-
CHBHBIE METOZBI IITAMIIOBKH U MPOKATKH, MEXaHU3aLUsl U aBTOMAaTH3a-
U TEXHOJOTHYECKUX TporieccoB. lloMCTHHE pPEBOJIOIMOHHBIE BO3-
MOJKHOCTH OTKpBIBAIOT CO3/1aHUE M BHEAPEHHE MHMHHATIOPHBIX YIPaB-
JSIFOIMX MAIIWH, MPOMBIIUICHHBIX POOOTOB Ha OCHOBE HCIOJIb30BAHHS
HaHoOMaTepuasoB. HerpepbsIBHO yBean4nBaeTcs BBITyCK 00padaThIBAIOLINX
LEHTPOB MeTauIopexyux crankoB ¢ YIIY. VYcnemHo BHeApSrOTCS
rudkue npousBoacTBeHHbIe cucteMsl (I'TIC).

JnutenbHas 3KcIIyaTanus KOpaOelbHbIX MAIlIMH BbI3BIBAET U3HOC, &
CJIeI0BAaTEIbHO, MAIIMHBI M MEXaHU3MBI TPEOYIOT MEPHOIHMYECKOTO pe-
MOHTa. Tekymuil peMOHT KOpabeabHBIX MAaIIUH U MEXaHU3MOB BCELEIO
nexuT Ha crnienuanucrax bY-5. OTcroga NOHATHO, UTO AJISl BBITOJTHEHUS
Takux paboT HEOOXOAMMO 3HATh HE TOJBKO CBOHCTBA MAaTEpUANIOB, HO U
YMETh MPaBUJIBHO BHIOMpaTh HEOOXOAWMBIH MaTepHal U TEXHOJOrHYe-
CKUIl Tpouecc A W3TOTOBJIEHHUS WJIM BOCCTAHOBJIEHUS AETaylei, BBI-
meqmux u3 crpos. [1o3ToMy Lenblo OCBOEHHS AWUCLMIUIMHBI SIBIISETCS
MMOITOTOBKA CIEIUAIINCTA, CIIOCOOHOTO paboTarh B MPodeCcCHOHATBEHOM
o0acTl Ha OCHOBE OBJIQJICHHSI UM B Ipoliecce oOydeHHs Mpodeccro-
HaJIbHBIMM KOMIIETEHIMSIMH B COOTBETCTBUHM ¢ TpeboBanusimu PI'OC
BIIO 3-ro nokosieHus 1 KBUTU(UKAIIMOHHBIMU TPEOOBAHUSIMH.

3agaueil IUcHUIUTNHBI « TeXHOIO0THs KOHCTPYKIIMOHHBIX MaT€PHaIoB
aBJsieTcsl npodeccroHanbHas MOArOTOBKA KypCaHTOB IO BOIPOCaM, CBSI-
3aHHBIM C KOHCTPYKLMOHHBIMH MaTepHajaMd U TEXHOJIOTMYECKUMH IPO-
1eccaM B o0beMe, HeOOXOUMOM TS M3YYEHHUS CHEIHaTbHBIX JTHCIH-
IUIMH W pEUIeHHs MPaKTUUYECKUX 3a1ad NMpH U3TOTOBIEHMH U PEMOHTE
neraneil u oraensHbIX y3i108 [T u HK.

B y4eOHMKe M3/1araroTcsi OCHOBBI CTPOSHHSI M CBOWCTBA METAJUIOB H
CIUIaBOB, HEMETAIMUECKUX W KOMITO3UIIMOHHBIX MaTEpHajoB; UX Tep-
MHUYECKOH, Ja3epHOH U XUMHKO-TEPMHUUYECKOH 00paOOTKH; METOABI CO-
3/IaHUS W3/IETUHA M3 COBPEMEHHBIX MAaTEPHAaJIOB M B 3a/JaHHBIX yCIIOBHIX
3KCIULyaTalluy C ONOpPOM Ha HOBEHIIME JOCTHXKEHUS HAyKd U TEXHUKU
MPUMEHUTENBHO K CIEHUAIBHOCTAM BOEHHO-MOpPCKOTO MOJIMTEXHUYE-
ckoro uactutyta BYHI] BM® «BoeHHO-MOpCcKasi akageMus.

«TexHonorus KOHCTPYKIMOHHBIX MAaTE€pPHUaOB) SIBIAETCS OJHOH U3
0a30BbIX JUCLUUIUIMH JJIS U3YYEHHs CONMPOTHUBIICHUS MaTepHalioB, TEOPHH
MEXaHW3MOB U MalllMH, AeTajel MalluH, YCTpoiicTBa Kopabsi, Kopadeib-
HBIX aTOMHBIX, HAPOCWJIOBBIX M U3EJIBHBIX SHEPIEeTUIECKUX YCTAHOBOK,
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MapOBBIX U Ta30BBIX TypOWH, JBUraTelcii BHYTPEHHETO CrOPaHUs, BCIIO-
MOTaTeNbHBIX MEXaHU3MOB U CHCTEM.

OCHOBHBIMH MNpUHOUIIAMU TOATOTOBKU KYPCAHTOB IO JUCHHILIIMHE
SABJIAKOTCA q)yHI[aMeHTaJ'H)HOCTI) 1 BOCHHO-TIpUKJIaAHAA HAIIPABJICHHOCTD.
OyHAaMEHTATBHOCTh MOATOTOBKU JOCTUTACTCS H3YyUCHHEM TEOopeThde-
CKHX OCHOB MaTepHAIOBEIACHUS M 00pabOTKH MaTeprajoB; PU3HUSCKUX
Y METaJUIypru4ecKux INpOoLEecCOB CBApKH, NMAKU U OTHEBOM PE3KH Ipe-
UMYIIECTBEHHO MaTEPUasOB, HCIIOJIb3YEMBIX B KOPaOJIeCTPOCHHH, OTpa-
0OTKOU HaBBIKOB TEXHOJOTMYECKHUX OMepanuil, MpUMEHIEMbIX B KOpa-
OeNbHBIX YCIOBHUSX.

OCHOBOI TEOPETUUECKOM MOJATOTOBKH KYPCAHTOB SIBJSIOTCS JISKIIHH,
Ha kotopeie otBomuTcs 50% yueOHOro Bpemenu. [ naBHas 3aqada Jiek-
UOHHON YacTW IUCIHUIUIMHBI — PAaCKPBITHE (U3UUECKOW CYIIHOCTH
SIBJICHUH, MTPOUCXOMSINUX B MaTepuanax Ipu BO3JEHCTBHU HA HUX pas3-
JUYHBIX (AKTOPOB B YCIOBHUSX JKCIUTyaTalliM M PEMOHTA; WX BIIHSHHE
Ha CBOMCTBA MaTepUANIOB; PACKPHITHE B3aUMOCBSI3H MEXKIY COCTaBOM,
CTPOCHUEM U CBOMCTBAMH MaTepI/IaJIOB; N3YyUYCHHE CYHIHOCTHU pa3IMYHBIX
croco0oB 00pabOTKM MaTepHUaoB, 0OCCICUMBAIOIINX BHICOKYIO HAJICHK-
HOCTbh H JIOJITOBEYHOCTD JIETAJICH U Y3JI0B KopaOei.

JlaGopaTopHble 3aHATHS HMEIOT IEJIb — MPAKTHUYECKOS OCBOCHHE
Hay4YHO-TCOPETUYCCKUX MOJI0KEHH I JUCHUIIIIMHBI, OBJIAJICHHUC TEXHUKOMN
IKCIIEPUMEHTAIILHBIX UCCIIC0OBAHUN U aHAIIM3a IMOJIYYCHHBIX Pe3yJbTa-
TOB, TPUBUTHE HABBIKOB pabOThl ¢ 1abOpaTOpHBIM 00OPYIOBAHUEM,
KOHTPOJIbHO-U3MEPUTCIIBHBIMHA HpI/I60paMI/I U BBIYHUCIIUTEILHON TEXHU-
KOW.

[TpakTHuecKue 3aHATHS MPOBOJATCS B IESX BHIPAOOTKH MpaKTHIC-
CKUX yMeHI/Iﬁ u HpI/IO6peTCHI/ISI HAaBBIKOB ITPU BBIITOJIHEHUN KOHTPOJIBHBIX
UCIBITAHUM METAJUIOB M OCHOBHBIX TEXHOJIOTMYECKUX paboT Ha Jiabopa-
TOPHBIX 3aHATHSIX N0 METAUIOBEIACHHIO, HA MPAKTUYCCKUX 3aHATHUSIX IO
TEXHUYECKUM H3MEPEHUSIM, CBApKe, PE3KE U MalKe METaJIOB U CILIABOB,
00paboTKe METaIOB pe3aHUEM, CIIECApPHbIM paboTaM Ha OCHOBE WHJIM-
BUAyaJIbHBIX 33J[aHUH.

CamocTosTenbHas paboTa KypCaHTOB SIBISIETCS COCTABHOM YacThIO
y4eOHOTO IMpoIiecca U UMEeT NEeINbI0 3aKpeIICHue W yriTyOJeHUe ToITy-
YEHHBIX 3HAHUH U HaBBIKOB, a TaK)KC BBIIIOJITHCHHUC y‘Ie6HbIX 33I[3HI/II7[ u
MOJTOTOBKY K MPEACTOSAIINM 3aHSTHSM.

VY4eOHUK 0a3upyeTcs Ha MHOTOJIETHEM OIBITE MPEMOJaBaHUs JIHC-
uuind B BMIIN BYHIL BM® «BoenHo-Mopckasd akaaemusi». B Hem
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COXPAHSIOTCS OCHOBOIIOJIATAIOIINE TOJIOKEHHSI paHee U3AaHHBIX yueO-
HBIX ITOCOOMIA. B CBsI3U ¢ KOppeKTypoi y4eOHOW MporpaMMbl U HE0OX0-
JUMOCTBIO BBITIOJIHEHHS KBAJTU(HUKAIMOHHBIX TpeOOBaHUI K BOCHHO-
npodecCHOHANFHON MOATOTOBKE BBHITycKHWKOB BMIIM BmepBele 1o
9TOH NUCUMIUIMHE HamucaH y4yeOHHK, B KOTOPOM ClieJiaHa IOMbITKA W3-
JIOXKUTh C €IUHBIX METOJOJOTHYECKHUX MO3UINHA KOMILIEKC BOIPOCOB,
CBSI3BIBAIONTNH YUeOHBIN MaTepruana B €IMHYIO CUCTEMY. YUEOHHK TIpeIl-
Ha3HaueH Ui 00y4eHUsl, BOCIIUTAHUS, Pa3BUTHUS MMO3HABATEIbHONW aKTHB-
HOCTH MBICIUTEIbHOHN AEATENTbHOCTH KYPCAaHTOB; YAOBIETBOPSIET TpeOO-
BaHUSM TEJATOTUKH U TICHXOJIOTHH BBICIIEH MIKOJIBI, 00ecredrnBaeT HH-
TE€pPEC, KOHKPETHOCTh, JOCTYIHOCTb M JIOKA3aTEIBHOCTb H3JIAraeMoro
MaTepuana.

ABTOp BBIpaXKaeT NMPHU3HATEIBHOCTh KOJUIEKTUBY KadeIpbl XUMHUU U
MarepuanioBenenuss BMIIM 3a akTUBHYI0 NOMOIIb B TOJATOTOBKE H
odopMiIeHHH yueOHUKA.
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Paspen |. MATEPUANNOBEOEHUE

Maea 1. CTPOEHUE U CBOMCTBA METAIJIOB

1.1. CTpoeHue MeTannoB, TUMNbl KPUCTANNNYECKUX PELLETOK,
aHM30TpONUsA KpUCTanmnos

Memannamu Ha3bIBAIOTCA XUMUYECKUE 3JIEMEHTHI, XapaKTEePHBIMHU
MpPU3HAKAMHA KOTOPBIX SIBJSIFOTCS BBICOKAs TEIUIO- M AJIEKTPOIPOBOJI-
HOCTB; CIIOCOOHOCTH OTpa)KaTh 3JEKTPOMArHUTHBIE BOJHBI (B CBS3U C
OTHUM TIPOSBIIIETCS OJECK W HENMPO3PavYHOCTh); MOBBIMICHHAS CITOCO0-
HOCTb K IJTACTHYECKOMY JIe(pOPMUPOBAHUIO, T. €. CIIOCOOHOCTh U3MEHSTh
cBOIO (hopMy Oe3 HapyIICHHUs CIUIOIIHOCTH, TEPMOAJICKTPOHHAS IMHUC-
CHsl, T. €. CIIOCOOHOCTH HCITyCKaTbh 3JIEKTPOHBI NpH Harpese. Kak oTme-
ganx M. B. JIoMOHOCOB, «MeTaylbl — CBETJIbIE Tella, KOTOpbIE KOBaTh
MOXKHO». Bce MeTanibl U MeTanInyecKue CIUIaBbl B TBEPJIOM COCTOSIHUT
ABJSIFOTCS KPUCTAUIMYECKHMMH TeJaM{, B KOTOPBIX aTOMBI 3aHUMAIOT
CTPOTO OIIpee/ICHHbIE IPOCTPAHCTBEHHBIE ITOJIOKCHHUS.

[Mopsiiok pacroNoXKeHUsT aTOMOB XapaKTEpU3YeTCsl KpUCmaiiuye-
CKOll peutlemotl, T. €. B KPUCTAUTMICCKUX TeJIaX aTOMBI PACIIONIOKEHBI B
OIpEICJICHHOM 3aKOHOMEPHOCTH, 00pa3ysl NpaBUIbHbIE T€OMETPUIECKUE
¢urypsl. Ecnu n300pasuTh aTOMBI B BHJIE IIAPUKOB U COSJUHUTD UX JIU-
HUSIMH, TIOJYYUTCS peIleTKa, KOTopas AaeT MPeJCTaBICHUE O PacIoiio-
JKEHHH aTOMOB B KpHUCTajle MeTayula. B KpucTauMueckod perieTke
MOXHO BBIICJIUTh T'€OMETPHUYECKH NPaBUIbHBIA MeIbuallinii 00BbeM,
Ha3bIBaeMBIN dsemenmapHou Kpucmaniudeckou auetikou. Ilpumepom
3JIEMEHTApHON KPUCTAJUIMYECKOW SUEHKM MeTallla SIBISETCSI 00BEMHO-
neHTpupoBanHbiii Ky0 (OLIK), koTOpHIii cocTOUT U3 8 aTOMOB B BEpIITH-
Hax ¥ OJTHOTO aToma B 1ieHTpe (puc. 1.1a). DimemeHnTapHas siaeiika, Ha3bl-
BaeMast epareyenmpuposannvim kyoom (I'IK), coctoutr u3z 14 aToMoB,
13 KOTOPBIX § aTOMOB HaxoOJsTCs B BepIIMHax Kyba, a 6 — B LEHTpax
rpareit (puc. 1.16). ID'ekcaronampnyto saetiky (I'TI) cocTaBisioT
17 aTtomoB: 12 aToMOB 10 yriiaM, 2 — B OCHOBaHUSIX U 3 aTOMa — BHYT-
pH cpenHel MI0CKOCTH npu3Msl (puc. 1.18).
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