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PO3POBKA JTJABOPATOPHOI'O YCTATKYBAHHA AJ1s1 BUTTOTOBJIEHHSA
HNJIACKHUX TA HUJITHAPUYHUX 3PA3KIB 3 TOHKOJIUCTOBOI'O MATEPIAJTY
3 BAKOPUCTAHHAM TEXHOJIOTI'TI TA3BEPHOI'O 3BAPIOBAHHSA

Texnonozii 1azepHo20 36aprOGAHHs MOHKOMUCMOBUX MAMEPIANiE WUPOKO BUKOPUCMOBYIOMbCS Y 0A2amboxX 2any3sx
NPOMUCTIOBOCIT, MAKUX AK AMOMHA, A8MoMo0i1eby0igHa, KOCMIYHA, agiayitina, cyOHoOydiena ma iHwi. L2 pisnomarim-
HICIMb 6UKOPUCMAHHA MEXHONIO2TT 1a3ePHO20 36aPI06AHHA 8UMALAE CINAHOAPMU3AYIT N0 YAC 6U20TNOBTIeHHS KOHMPOTLHUX
36apHux 3'eonans. OOHAK pe3yIbmamu nposedeHux 00CIiodNceHb Oyice GIOPI3HAIOMbCA Ma He Ni00armucs cucmema-
musayii. Paniwe npudinsanoca mano ysazu 00 npobnemiu 8U20mosieHHs cneyianizo8aHo20 mexHoi02iuHo20 001a0HaAHHS
0151 CMBOPEHHSL KOHMPOAbHUX 36apHUX 3'cOnansy. 32iono i3 JICTY EN ISO 15614-11:2015 « Texuiuni ymosu i amecmayis
MexXHON02I1 36apO8aHHs Memanesux mamepianie. Bunpooysanus npoyecis 36aprosanus. Yacmuna 11. Enexmpornto-npo-
MeHege ma Jla3epHo-npomenese 36aploGantsy, neped amecmayicio mexHonozii 1a3epHo2o 36apiogants HeodXiono cmeo-
pumu KOHMpOAbHi 3pA3KU 36apHUX 3 €OHAHb 3a0aHux gopm ma pos3mipis. Lle cmasums neped namu UKIUK Y po3pooyi,
8U20MOGIEeHHI ma anpobayii HeobXiIOH020 MeXHON02IYH020 001a0HanHs. Memorw pobomu cmano cmeoperHs YHIQiKosa-
HO20 MEXHON02iUH020 00NAOHAHHSA 015 NI020MOBKU KOHMPOIbHUX 36APHUX 3 €0OHAHbL MOHKOIUCTOBUX MaAmepianie 0
nooanvuioi amecmayii mexnonoeii nazeproeo 36aprosanisi. Po3pobneno KoHcmpykmopcoky O0OKyMeHmayiio (eckizHuil
NPOEKM) 0151 YbO2O MEXHOIO02IUHO20 0ONAOHAHHS, CAPAMOBAHO20 HA 8U20MOGICHHS KOHMPOIbHUX 3pasKis. [Ipedcmagie-
Ha 6 yill cmammi cmpyoyuna pospoonena cneyiansHo 08 mo2o, wjob 36apiosamu 0emali 3 MOHKOAUCHOB020 Mamepiany
5K NAACKOL, Max i yuninopuunoi goopmu. Bona 3abesneuye cmabinbHuil menyiogiosio 610 30HU 36APIOGAHHSL 3AB0SKU GUKO-
PUCIAHHIO NPUMUCKHO20 MIOHO20 XOLOOUTbHUKA, WO 8 C8OI0 Yepey 3anodiede ymeopeHHIo 0edhekmie uied, makux K npo-
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pizuma nenpogapu. Taxkooie 3a605KU 8Y3bKOMY NA3Y 2A30N00aA4I HA NAAHYL MEN08i0800Y MONCIUBE MAKCUMATLHO ONU3bKe
PO3MAULYBAHHS NPUMUCKAYIE 00 KPOMOK JUCMA, W0 3a6e3neyye 1020 PIBHOMIPHE NPUMUCKAHHS HA 6CIIL O0BICUHL.

Knrouosi cnosa: nasepue 36aprogants, MOHKOIUCIOBL MAMepianu, amecmayis npoyedypu 1da3epHo20 36apr6aAtHs,
mexmnono2iune 00NaOHaAHHA.
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DEVELOPMENT OF LABORATORY EQUIPMENT FOR MANUFACTURE OF FLAT
AND CYLINDRICAL SAMPLES FROM THIN SHEET MATERIAL USING
LASER WELDING TECHNOLOGY

Laser welding technologies for thin-sheet materials are widely used in many industries, such as nuclear, automotive, space,
aviation, shipbuilding, and others. This diversity of laser welding applications requires standardization in the production of test
welds. However; the results of the studies conducted are very different and cannot be systematized. Previously, little attention was
paid to the problem of manufacturing specialized technological equipment for creating test welded joints. According to DSTU
EN ISO 15614-11:2015 "Technical specifications and certification of welding technology for metal materials. Testing of welding
processes. Part 11. Electron Beam and Laser Beam Welding", before the certification of laser welding technology, it is necessary to
create control samples of welded joints of specified shapes and sizes. This poses a challenge to us in the development, manufacture
and testing of the necessary technological equipment. The aim of the work was to create unified technological equipment for
the preparation of test welded joints of thin-sheet materials for further certification of laser welding technology. The design
documentation (preliminary design) for this technological equipment aimed at manufacturing test samples was developed. The
clamp presented in this article is designed specifically for welding parts made of thin sheet material, both flat and cylindrical. It
ensures stable heat removal from the welding zone due to the use of a pressure copper cooler, which in turn prevents the formation
of weld defects such as gaps and underwelds. Also, thanks to the narrow gas supply groove on the heat sink bar; it is possible to
position the clamps as close as possible to the edges of the sheet, which ensures its uniform pressing along the entire length.

Key words: laser welding, thin-sheet materials, certification of the laser welding procedure, technological equipment.
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IMocTanoBka npodeMn

Iepen BnpoBa/KEHHSIM TEXHOJIOTIT JIA36pPHOTO 3BAPIOBAHHS HEOOXITHO MPOWTH aTecTalliio 3TiHO 3 YMHHAM CTaHIapToOM
JCTY EN ISO 15607:2019 «Texniuni yMOBH Ta aTecTallisi TEXHOJIOTI1 3BapIOBAHHS METAJICBHX MaTepiaiB. 3araibHi PaBHIIa».
3a3HaueHUH CTaHapT Nepeadadac Kibka Crioco0iB arecTallii TeXHOJOTIT JIa3epHOTO 3BapIOBaHHS, 30KpEMa: aTecTallisi Ha OCHOBI
BHUIPOOYBaHHST TEXHOJIOTIT 3BAPIOBAHHS, aTecTallisi Ha OCHOBI JIOCBIiy y 3BaplOBaHHI, aTeCTallis HA OCHOBI CTaH/IAPTHOI TEXHO-
JIOT1i 3BapIOBaHHS Ta aTecTallis Ha OCHOBI 3BapIOBAILHOIO BUTIPOOYBAaHHS JI0 BUPOOHUITBA. Pesynbrary arecramnii (ikcyroTbes
y BIZTIOBIZTHOMY HIPOTOKOJTI, HA OCHOBI SIKOTO BUPOOHUK 200 EKCIIEPTHUH OpraH po3po0iste TEXHOJIOTTYHY IHCTPYKIIIIO JIA3EpHOTO
3BapIOBAHHS [T KOHKPETHOTO THITY TTPOJTYKIIii.

Haii6inp1 mommpeHuii MeTo arecTarlii TeXHOJIOTI JJa3epHOTro 3BaploBaHHs 0azyeThesl Ha BUIpoOyBanHi. Ctanmapt
JACTY EN ISO 15614-11:2015 «TexHiuHi yMOBM Ta arecTallisi TEXHOJOTil 3BaplOBaHHS METAJIEBUX Marepialib.
BunpoOyBannst nporieciB 3BaproBanHs. Yactuna 11. EjekTpoHHO-IpOMEHEBE Ta JIa3epHO-TIPOMEHEBE 3BapIOBAHHS)
BH3HAYa€ MpOIEAypy 1boro Tumy arecraiii. Crenudikarii BKIOYaoTh B ce0e BUMOTH JI0 KBaJTi(iKamiitHUX BUIIPOOY-
BaHb, (POPMH Ta PO3MIpiB KOHTPOJILHHUX 3BapHHX 3'€HAHb, OOCATIB Ta BHIIB KOHTPOJIO, a TAKOXK MICISI Ta PO3MIpIiB
JIOCITITHAX 3pa3KiB. 3T1THO 3 UM CTAaHIapPTOM, HEOOX1HO BUTOTOBIISITH 3pa3KH NEBHOT ()OPMH Ta 3 pO3MipaMH, 1110 BU3HA-
4eHi MiHiMambHAMH. Lle cTBOproe mpoGeMy /Uit po3pOOKH Ta BUTOTOBJICHHS HEOOXIAHOTO TEXHOIOTIYHOTO 00IaIHAHHS
Ta MiATOTOBKM KOHTPOJIBHUX 3BAPHUX 3'€/IHAHB Y MPOIIECi aTecTallii TeXHOIIOTIT JIJa3epHOTO 3BapIOBaHHSI.

AHaJi3 OCTaHHIX A0CHiIKeHb i myOJikanii

B exoHOMiKax HaHOLTBII PO3BMHEHUX KpaiH BAXIIMBOIO TEH/CHIIEI TEXHIYHOTO INPOTPECy € IIUPOKE BUKOPHC-
TaHHS Ta MOCTi{HE BIIOCKOHAJICHHS HOBUX IEPEIOBUX TEXHOJIOTIH. [lo IBbOTo CreKTpy iHHOBALii HaJeXaTh 1 Ja3epHi
MeTou 00pOoOKH TOHKOJIMCTOBMX MaTepialliB, 30KpeMa, TEXHOJIOTIT Ja3epHoro 3BapioBaHHs [1-2]. 3acrocyBaHHS Ja3ep-
HUX TEXHOJIOTIH y 3BaplOBaHHI Bijirpae KIIOYOBY POJb Y MiJBUINCHHI €(EKTUBHOCTI Ipalli Ta KOHKYPEHTOCIIPOMOXK-
HOCTI B PI3HHX TaJly3siX MPOMHCIOBOCTI [3—5]. 3acTocyBaHHs Ja3epiB y BUPOOHHUITBI BU3HAYAETHCSI BUCOKOIO SIKICTIO
MIPOIYKIIii, BUCOKOIO ITPOJYKTHBHICTIO MPOIECIB, PAlliOHATIBHUM BHKOPHCTAHHSM JIIOACHKUX 1 MarepialbHUX Pecypcis,
a TaKoX EeKOJIOTiYHa Oe3reka. 3acToCyBaHHs TEXHOJIOTIH JIa3epHOTO 3BapIOBaHHS TOHKOJIMCTOBUX MarepialliB € IIMPOKO
MOIIMPEHUM B aTOMHIN, aBTOMOO11e0y/1iBHIH, KOCMIYHIN, aBialiifHii, cyTHOOYIIBHIN Ta IHIINX rayry3siX MPOMHUCIOBOCTI.
Bukopucranns miei TexHonorii B TakuxX pi3HOMaHITHHX cepax BUPOOHMIITBA BUMArae CTaHAApTH3alii Ipu BUPOOHH-
LITBI KOHTPOJILHUX 3BAPHUX 3'€HaHb. Ha jkanb, pe3ynsraTy MpoBEACHHUX JOCIIDKEHb PI3HATHCS 1 HE MOXYTh OyTH y3a-
rajnbpHeHi. Panime npo6ieMi BUTOTOBIIEHHS CIICIiaTi30BaHOTO TEXHOJIOT1YHOTO 00IaHAHHS JUISl CTBOPEHHS KOHTPOJIBHUX
3BapHUX 3'€/IHAHb MPUALBUIOCS Malo yBaru. € mpoOieMn IpH 3BaplOBaHHI TOHKOJIMCTOBHX MaTepiajiB sKi ITOTpiOHO
BUPILINTH, a caMe: HEOOXiTHO 3a0e3MeYnTH JIOCTATHIHM ra30BUH 3aXWCT 3BApHOI BaHHM; TOYHA MIATOHKH CTHKY IEpes
JIa3epHUM 3BapIOBaHHSAM Ta Bi/IBEIICHHS TEIUIA BiJ 30HM 3BapioBaHHsA. [IpM HeJOCTaTHHOMY CTHKYBaHHIO 3BapIOBaHUX
TTOBEPXOHB MOYKJIUBE YTBOPEHHSI 3a30PiB, SIKI MOXKYTb CIYT'yBaTH YTBOPEHHIO HECIUIABIIEHD, 10 € HEAOIYCTUMHM JIe(eK-
TOM TIpH 3BapIOBaHHI TOHKOJIMCTOBHMX MarepiamiB. Takox BiJIBeICHHS TEIUIA BiJl 30HU 3BapIOBAHHS I'pa€ BEIMKY pOJb,
TOMY, IO TiJT 9ac JIA3ePHOTO 3BAPIOBAHHS TOHKOJIMCTOBHUX MarepiaiB, 3BaplOBaHNI MeTall MOXKe J1e(hOpMyBaTHCs depe3
IO Ha/UTMIIKOBOTO TETLIA.

ITocTanoBka 3aBIaHHSA

Jnst mpoBeieHHsT eKCIIEPUMEHTATBHUX JIOCHIPKeHb JIa36PHOTO 3BAPIOBAHHS TOHKOJIMCTOBHX CTaJeH 1 CIUIAaBiB aBTO-
paM poboTn Oyito HeoOXiTHO PO3pPOOUTH Ta BUTOTOBHUTH CIICIiali30BaHe TEXHOJIOTIYHE 00/IalHaHHS, sIKe TOBUHHO OyJI0
OyTH yHi(IKOBaHUM | BUKOPHUCTOBYBATHUMETbHCS IS MIATOTOBKHM KOHTPOJILHUX CTUKOBUX 3BApPHUX 3’€HAHb IIepeadade-
nux JICTY 3 MeToro mofasnbmioi arecTariii TeXHOJIOTI] Ja3epHOTO 3BapIOBAHHSL.

Bukian ocHOBHOTO MaTepiaiy JIOCTiHKSHHS

3a Bumoramu crangapty JCTY EN ISO 15614-11:2015 npo BHrOTOBICHHS KOHTPOJBHHUX 3BapHUX 3’€/IHAHb, OyiI0
PO3pO0IEHO eCKI3HUH TPOEKT J1adOpaTOPHOTO YCTATKYBaHHS JUIS BUTOTOBICHHS IIACKMX Ta IJIIHAPUYHHUX 3pasKiB
3 TOHKOJIUCTOBOTO MaTepiajly 3 BUKOPHCTAHHSM TEXHOJOTiH JlazepHoi 00poOku. Ha Puc. 1 mpeacrasneno 3D-monens
PO3pO0IEHOTO TEXHOJIOTIYHOTO yCTaTKyBaHHS.

BiamnoBifHO 0 €CKi3HOTO MPOEKTY OyJI0 BHTOTOBJIEHO CTPYOLMHY JUISi CTBOPEHHSI KOHTPOJBHUX 3BApHUX 3'€HAHB
3a JIOTIOMOT'0I0 MEXaHIYHOT 00pOOKH, Takol sIK (hpe3epyBaHHsI, NUTI(PYBaHHS, CBEPAJIIHHS, @ TAKOXK [IUIIXOM IPOBE/ICHHS
3BapIOBAILHUX POOIT.

CrpyOumnHa 1yt 3BapiOBaHHS IUIACKUX 1 HWJITHAPUYHNX 3pa3KiB CKIIQNAETHCS 3 JACKIJIBKOX YaCTHH Ta Ma€ radaputu
650x170%675 mm (puc. 2). Pama | npu3HadeHa Jist MOHTaXY Ha Hil eJeMEHTIB pUcTporo. Bona siBiste coboro 3BapHY
KOHCTPYKIIiIO 3 KBaJipaTHOi MpodiapHOI TpyOH 25%25. 3 1BOX CTOPIH MPOTHIICKHNX I'PaHEl MPUBapEHi MJIaCTHHA OCHOBH 7
Ta TUIACTMHA KPIIUICHHS TBHHTA 8 MPHUBOAY PyXOMOTO npuTHcKada 4. J[7s 3MEHIIEHHS BarW KOHCTPYKIIT pamu Oyna
BuOpana npodineHa TpyOa. [ImacTiHM OCHOBM Ta TIACTHHA KPITUICHHS TBUHTA 0OpOOJIEH] i MaloTh MapaJiesibHI IpaHi.
Po3mip pamu — 650x 170186 mm.
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Puc. 1. 3D-Moae1b cTPYOLMHHM /11 BUTOTOBJICHHS IIACKUX TA HUJIIHAPUYHHUX 3PA3KiB 3 TOHKOJIMCTOBOIO
Mmarepiaiy: 1 — pama; 2 — IPUTHCKHI IVIaHKW; 3 — NIPUTHCKAY BHYTPilIHiN (pyxomuii); 4 — npuBix pyxomoro
NPUTHCKA4YA; 5 — NPUCTPIil opieHTANIT 3BaPHOr0 CTHKY; 6 — ONIOPHI eJleMeHTH; 7 — INIACTHHA OCHOBH;

8 — macTuHa KpilvIeHHS TBUHTA

Pama 1 BcTaHOBITIOETHCS Ha IBOX OITOPHUX elleMeHTax 6 31 mBesepa Ne 16, siki KpiIusiThesl HA MOHTa)KHO-3BAPIOBAIIb-
HOMY cToii. /Iyt piIBHOMIpHOTO MpMIIATaHHs 3pa3ka Ta YHUKHEHHS Horo nedopMyBaHHS ITi]] 4ac 3BapIOBAHHS, BUKOPHUC-
TOBYIOTHCSI IPUTHUCKHI TUTAaHKH 2, BurotoBieHi 31 Craini 20 po3mipom 660x68x20 mm. Ha ruracTiHy OCHOBH BCTaHOB-
JIIOIOTHCS ZIB1 HEPYXOMI PUTHCKHI TUIAHKK 31 CKOCAMH B CTOPOHY 3BAPHOTO IIBA JUIs OE3MEPEIIKOHOTO MTPOXOHKEHHS
MIPUCTPOIO Ta30BOTO 3aXUCTY.

Puc. 2. CrpyOunna [uisi 3BaplOBaHHS IIACKHUX TA HUJIIHAPUYHHUX 3Pa3KiB 3 TOHKOJINCTOBOIO MaTepiary

Pyxomuii mpuTtHckad 3 siBIIsie COO0I0 MMITIHIAPUYHUH eIeMEHT BUTOTOBIICHNH 3 anmominieBoro crasy J{16T Ta 3 Huk-
HBOI CTOPOHH CTPYOIMHH (DIKCYETHCS 3a JOTIOMOTOI0 TBUHTA. J{iaMeTp KOpITycy MOXKE 3MiHIOBAaTHCS B 3QJICKHOCTI BiJl
JliamMeTpa 3BaproBaHOi 3ar0TOBKU. B Koprryci mpmknmy HasBHA CHCTEMa I'a30BOTO 3aXHMCTY 3BOPOTHOI YaCTHHU 3BAPHOTO
1I1Ba, IO SIBJISIE COOOT0 KaHAI 1oJjavi 3aXMCHOTO Ta3y Ta OXOJIOKYIOUHH eJIEMEHT 3BapHOTO 11Ba. BoHa 3abe3neuye Haii-
HUH 3aXHCT PIAKOTO Ta rapstdoro (3 temreparypoto nonan 500°C) merany Bij HaBKOIWIIHBOI armocdepu. [t BcTaBkn
TUTAHKH T'a30110/1a4i BUTOTOBJICHO 113 Ta KaHaJ Io/1adi 3aXUCHOTO ra3y. B miiaHIi ra3oBoi mogadi BUrotosieHo 49 oTBopiB
JiaMeTpoM 2 MM JUTS TPOXOKEHHS 3aXMCHHOTOO Ta3y 31 3BOPOTHHOI CTOPOHM 3BapHOTO MIBa. MapKu 3aXMCHOTO rasy
BHOMPAIOTHCS B 3AJICKHOCTI BiJl XIMIYHOTO CKJIa[ly 3BapiOBaHMX MarepiasiB. 3aXHCHUH ra3 MoJaeThesl Ha BHYTPIIIHIO
TTOBEPXHIO 3BapIOBAHMX 3pa3KiB Ta Ha IUIIMY BaHHHU PO3IUIABICHOTO METAJTy JIA3€pHOTO NMPOMEHS Ta Ha 3BapEeHHH OB
(momxuHa 3axucty mBa 10 90 mm). CucTema ra30Boi Mmojavi o0raqHaHa MITYIEPOM ITiJ] IUTaHT giameTpoM 10 M (depe3
SIKUH TIoaeThes ra3). Butpatu razy 4-30 i/xB, 3a tuckom 0,01-0,25 MITa. [I{o6 3MeHIATH OImip MpH 3HIMaHHI 3Bape-
HOI IWIITHAPUYHOT 3arOTOBK(JIeTai) 3 1BOX OOKIB KopIrycy 3poOiieHi Jucku. ['abapuTn KopIycy CKIIalatoTh B JOBKUHY
500 MM, miameTp 81 MM Ta Mae Bary 6 Kr.

B KOHCTPYKITiTO CTPYOIIMHN TaKOK BXOIATH JBi TNIAHKU OXOJOKCHHS, sIKi BATOTOBJICHI 3 MiJli Ta MArOTh 1a3 4X2 MM
JUISL TIOJ1adi Ta3y B KOPEHEBUH MIOB 3aroToBKH(eTani) gorxkuHo0 500 MM. OtBopr @1.5 MM U1l BUXO/Y 3aXHCHOTO ra3y
B IUTAHIII I'a30BOi MO/Iadi BUKOHAHI CITUIBHO 3 OTBOPAMH B IIAHKAX OXOJO/UKEHHS. [1manka razomnozadi Ta OXoJIomKyoda
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IUTaHKA 3’€THaHI MK CO00I0 B OHY [eTalb. B 3ameXHOCTI Bix mpodimto 3BaproBaHOl 3aroTOBKH(eTami) (Tiackol un
T HAPUYHOT) TUTAHKU 3MIHIOIOTBCS B KOPITYCi TPUTHUCKAYA.

[pucTpiif opieHTyBaHHS 3BApHOTO CTHKA MPH3HAYCHUH I TOTO, 100 BUCTABUTH TapaHTOBAHUN IIPOMIKOK MiXK CTH-
KOM KpaiOK 3aTOTOBKH (J€Taji) mepe OCTAaTOYHNM CTHCHEHHSM Ta OPIEHTYBAaHHS CTUKY KPaHOK B3IOBXK OCI CTPYOIIMHA
B CHCTeMi KOOpAWHAT MaHimynsTopa. [IpucTpiif opieHTYBaHHS BHCTABIAETHCS B Ma3 MK HEPYXOMHUMH HPUTHCKHUMU
IUTAaHKaMH 32 JOTTIOMOTOI0 MITHPiB BCTAHOBJICHUX Ha pami. MK OITOPHOO TUTAHKOIO 1 MPUTHCKHOIO PO3TAIIOBaHa JTiHIHKa
opieHTyBaHHS — cTanieBa cmyTra 27500 MM ToBImmHOMO 0.15-0.35 MM, BUTOTOBIIEHA 31 cTam 651 BoHa ¢dikcyeThes 3ycui-
JIIM CTUCHEHHS MK OTIOPHOIO 1 IPUTHCKHOIO TUTAHKAMH.

[Ipencrasnena B il cTarTi CTpyOIMHA PO3pOOICHA CIIEeHiaNBHO IS TOTO, 00 3BapIOBATH JAETali 3 TOHKOJIHUCTOBOTO
Marepiany SK IUIacKoi, Tak i HMITHAPUIHOI Gopmu. BoHa 3abe3mnedye cTaOiTbHUI TEIUTOBIABIN BiJ 30HN 3BapIOBAHHS
3aBIIKH BUKOPUCTAHHIO MPUTHCKHOTO MiTHOTO XOJOAMIBHUKA, III0 B CBOIO YEepry 3amodirae yrBOPEHHIO Ie(eKTiB IIBa,
TaKuX SIK [IPOPI3U Ta HETMPOBapH. TakoX 3aBASKM By3bKOMY Ia3y Tra3o0Iofadi Ha IUIAHIN TEIUIOBIABOLY MOXKIIMBE MaKCH-
MaJbHO ONM3BKE PO3TAITyBaHHS MPUTHUCKAYIB 10 KPOMOK JIMCTA, IO 3a0e3Medye HOoTo piBHOMIpHE MPUTHCKAaHHS Ha BCIl
JIOBKHHI.

BucnoBknu

CTBOpEHE TeXHOJOTIUHe 00/IaHAHHS Y BUIVISII CIIETiali30BaHO1 CTPYOIIMHH, SIKa T03BOJISIE OTPUMYBATH 3Pa3KH 3 TOH-
KOJIICTOBOTO MaTepiairy Imiackoi i mumiHapuyHoi hopmu, aki BiamosinatoTs Bumoram JICTY EN ISO 15614-11:2015, 31
cTaJyiell 1 CTIaBiB B IIMPOKOMY Jiana30Hi TEXHOJIOTIYHUX MapaMeTpiB, MO POOUTH HOT0 PeKOMEHIOBAHUM JJISI BUKOPHC-
TaHH MMiJ 9ac aTecTallii TeXHOIOTiH Ja3epHOro 3BapIOBAHHSA I PI3SHOMAHITHUX MaTepialliB y pi3HUX Tary3sX MPOMHIC-
noBocTi. CTpyOUMHY 17151 3BapIOBaHHS, 10 BUKOPHUCTOBYBAJIMCS HAMH paHillle, Yepe3 MUPOKHUii a3 Ta30moaadi He 3a0e3-
MeYyBaJi PIBHOMIPHOTO TPUTHCKAHHS JIUCTA Ta CTaOLIHHOTO TEIUIOBIABOMY BiX 30HH 3BapioBaHHs. Lle B cBOO uepry
TIPU3BOAMIIO IO YTBOPEHHS MPOPi3iB Ta HempoBapiB. ToMy I yCyHEHHS IHUX HEIOTIKIB Oyia po3pobieHa HOBa CTPyO-
LIMHA I 3BaPIOBAHHS TOHKOJIMCTOBOTO MaTepiay.
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