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Annomayusa. Pabota mocBsmieHa HCCIEA0BaHUIO0 (HOPMOOOPA3YIOMIMX OIepaIyii, MPUMEHIEMBIX
B Mpom3BOJICTBe TpyO Oombmroro auametpa (THJl) ¢ ucmonp30BaHMEM TPEXBAIKOBOM JIMCTOTHOOYHON MaIITy-
HEI (BanbIeB). B mporpammuaoM xominiekce Marc.Mentat pa3paboTaHBI KOHCUHO-3JIEMEHTHBIC MOJICIH TIPO-
[[ECCOB BaJIbLIEBOW (DOPMOBKH, TOTHOKH KPOMOK, COOpKH, CBapKH M IKCHAHAUPOBaHUA TPyObl. OOBEeKTOM
HccieoBaHus ABJsieTcst Tpyda quametpom 1420 MM ¢ ToNmuHON cTeHKH 21,6 MM U AnuHOM 12 M U3 cTanu
rpymmbl npouHoctd X70. B Mogenu TpyOsI ucmons30Banuch ToHKOCTeHHBIE (Shell) aeMeHTHI, 4To TI03BO-
JISUTO OTHOCHUTEIBHO OBICTPO OCYIIECTBIIATH MPOLIECC MOACTHPOBAHUS 0€3 CYIIECTBEHHONW MOTEPH TOUHOCTH
pacueToB. IIpoBeieHO KOMIUIEKCHOE KOHEUHO-3JIEMEHTHOE MOAETHPOBaHHE (GOPMOOOPa3yIOIIHX Oneparuii
nepeaena JUCT-Tpyda ¢ ydeToM AedopMalyii BEpXHETO BajKa JIUCTOTHOOYHON MAIIMHBI M CBapOYHBIX
nedopmanuii. YCTaHOBICHO, YTO MPH KAXKIOW TEXHOJIOTHYCCKON Omepanuy B TpyOe BO3HHKAET HEOIHO-
poaHoe HampsbkeHHO-aehopmupoBanHoe coctosiue (HJIC), koTopoe Oka3piBacT BIHSHHE Ha KOHCUHYIO
reomeTpuio Tpy0. [lokazaHo, uto Hambompiryro HeogHopomaHocts HIAC B TpyOy BHOCAT BaublieBas (op-
MOBKa W JOTHOKa KpOMOK. Pa3paboTaHHas KOMIUIEKCHAs KOHEYHO-IJIEMEHTHAs MOJEIb MOXET OBITh
HCIIOJIb30BaHa MCCIE0BATEIIMU U TEXHOJIOTaMU IS pacdeTa HaCTPOEK TEXHOJIOTHYECKOTO 000pyA0BaHHSA

¥ 9HEPTOCUIIOBBIX ITapaMeTpoB (popMooOpasyomuX oneparui.
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Abstract. The work is devoted to the study of forming operations used in the production of large dia-
meter pipes (LDPE) using a three-roll bending machine (rollers). The Marc.Mentat software package has
developed finite element models of the processes of roller forming, edge bending, assembly, welding and
pipe expansion. The object of the study is a pipe with a diameter of 1420 mm with a wall thickness of 21.6 mm
and a length of 12 m made of steel of strength group X70. Thin-walled (Shell) elements were used
in the pipe model, which made it possible to carry out the modeling process relatively quickly without sig-
nificant loss of calculation accuracy. A comprehensive finite element modeling of the forming operations
of the sheet-pipe conversion has been carried out, taking into account the deformation of the upper roll of
the bending machine and welding deformations. It is established that at each technological operation, an in-
homogeneous stress-strain state (VAT) occurs in the pipe, which affects the final geometry of the pipes. It is
shown that the greatest heterogeneity of VAT in the pipe is introduced by roll forming and edge bending.
The developed complex finite element model can be used by researchers and technologists to calculate

the settings of technological equipment and energy-strength parameters of forming operations.
Keywords: forming operations, large-diameter pipes, roller forming, edge bending, assembling, welding,

expansion, computer modeling
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MaructpanbHbie TpyOOIIPOBOAHBIE CHCTEMBI
UTParOT KJIIOYEBYIO POJIb B COBPEMEHHON HMH(pa-
CTPYKType, obecrieurBas TPaHCIOPTUPOBKY VI-
JIEBOIOPOZIOB Ha Oomnbinue paccTossHust. OaHUM
W3 KPUTHYECKH BaXKHBIX (DAKTOpOB, oOecredu-
BAIOIIMX 3KCIUTyaTallMOHHYI0 HAAEXKHOCTH TPY-
OONpPOBONIOB, SIBIAETCS BBICOKAs TOYHOCTH I'€O-
METPHUYECCKHUX TTapaMeTpPOB TPYO.

COBEpILICHCTBOBAHUE TEXHOJOTUU TPOH3-
BOJICTBA TPYO OOJBIIOTO AMaMerpa s TpaHC-
MOPTUPOBKU HE(TH U ra3a CTAHOBHUTCA BcE Oonee
aKTyaJIbHBIM B YCJIOBHSIX COBPEMEHHBIX BBI30BOB,
CBSI3aHHBIX C 0€30MaCHOCTHIO, YKOJIOTHYHOCTHIO
U OTIepaliOHHOH 3 (EKTUBHOCTHIO JJAHHBIX TPO-
neccos [1, 2].

DOpMOBKY OCHOBHOT'O IIEpUMETpa TpyO 00Jb-
LIOT0 JUaMeTpa OCYLIECTBISIIOT Ha mpeccax Juoo
B BasbIax [3-5].

B TexHomornueckux JIUHHUSX TPOU3BOJICTBA
TB/l ¢ npuMeHEHHEM BajlblIeBOM (hOPMOBKH JIJIst
MOJTY4eHHUs] TPYOHOH 3arOTOBKM IOJ] CBapKy JIUCT

BHauaje M3ruOaloT B TPEXBAIKOBHIX BAJbIAX JI0
3aJIaHHOTO PaJnyca, 3aTeM BBIMONHSIOT JIOTHOKY
IUIOCKMX YYaCTKOB B KJICTH JOTHOKH KPOMOK,
MOCJIC Yero BBIMOJHACTCS cOOpKa TpyObl U CBap-
Ka TEXHOJOTHYECKOTO IITBa, 3aT€M IPOU3BOIAT
CBapKy OCHOBHBIX IITBOB U TOIIIArOBOE SKCIAH/IN-
poBaHUe.

Ha ceropnsmnuii AeHb 1Uisl COBEPILIEHCTBO-
BaHUSl TEXHOJIOTHH MPOM3BOACTBA TPYO OOJIBIIO-
ro JMaMeTpa U OCBOCHHUS HOBBIX BHJIOB TPYOHOM
MPOAYKIIUU YCIICITHO TPUMEHSIOTCS CpENCTBa
KOHEYHO-3JIEMEHTHOT'O MOJICIUpoBaHus [6—14].

[To maHHBIM JTUTEPATYPHBIX UCTOYHHUKOB, KaK
MPaBUIO, HCCICAYETCS ONMH WU HECKOIBKO
(hopMOOOPa3yOIIUX IPOIECCOB.

[Tpu MonmenupoBaHUK TEXHOIOTUYECKUX TIPO-
[[ECCOB METOJOM KOHEUHBIX SJIIEMEHTOB IPHHU-
MAaloT CJICHYIOUTUE JOMYIICHUS: TEOMETPUICCKHE
U MEXaHWYECKHE CBOMCTBA 3arOTOBKU H3OTPOII-
HbI, J1e(hOPMHUPYIOIINNA HHCTPYMEHT a0CONIOTHO
JKECTKHIA, CBapOUYHBIC IedopManuyd HE YIUTHI-
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Inai 0
Time: 00008400

21730402
17erz
Lavterez
Bevor0l
prr

00008400

Mox: 4397402 @iode 2246 s0b1

3

i 0.0000400 @hods 27064 Ecuivalent Von Mises Stress Layer S

a)

Puc. 1. Pe3ynbrathl MogenupoBaHus npouecca BanbLeBas )opMoBKa: a — o6LMiA BUA pacH€THON Mopenu nocrne

MoAenupoBaHus npouecca popMoBKK; b — pacnpeaeneHne akBUBanNeHTHbIX HaNpsiXKeHUM No Terny BepxHero Banka

Fig. 1. Simulation results of the roller forming: a — general view of the computational model after modeling
the molding process; b — distribution of equivalent stresses over the upper roll body

BAIOTCS; UCTOPHS HAaNPsHKCHHO-IEe(HOpMUPOBaH-
HOT'O COCTOSIHUSI 3arOTOBKH, IOJY4Y€HHasl B pe-
3y/IbTATe BBIMOJIHEHUS MNPEAUIECTBYIOLUIUX OIle-
panuii, He YUYUTBIBAETCS.

B pamkax maHHOrO McciieoBaHus pa3zpado-
TaHa KOMIUJIEKCHAs KOHEYHO-3JIEMEHTHAas MO-
Jedb TIepenena IUCT-TpyOa C NpUMEHEHUEM
BalbI[eBOM (DOPMOBKU ¢ ydeToM nedopmammu
BEPXHETO BaJIka MAIIWHBI BaJIbIICBOH ()OPMOBKH,
CBapoOYHBIX JeopMalyii U y4eTa UCTOPUU Ha-
KOIJICHHUS HAIpPsDKEHHO-Ie(pOPMUPOBAHHOTO CO-
crossaus (HJIC) 3aroTtoBku OT orepamuu K oOre-
pauuu. Marepuan HCXOAHOM 3arOTOBKU H30-
TPOIHBIN.

MopnenupoBanue JieOpMaOHHBIX Olepa-
Uil nepenena JUCT-TpyOa M CBapKu MPOBOAMIHN B
CIICHUATU3UPOBAHHOM MPOTPAMMHOM KOMILIEKCE
MSC.Marc Mentat. MoaenupoBanue NPOBOAU-
JI0Ch s TpyObl muamerpoM 1420 MM ¢ TOJIIIH-
HOH creHku 21,6 MM U aiauHHOK 12 M U3 cTamu
rpynmnsl npouHocty X70.

[Ipy MonmenupoBaHHHM  TEXHOJOTUYECKHUX
onepauuii npuMeHsun ToHKocTeHHbIe (Shell 140)
000JI04eYHBIE AIEMEHTHI.

BaabueBas ¢popmoBka

MonenupoBanue mnpolecca BajbLeBod (op-
MOBKU TpPYOHOH 3aroTOBKM OCYILIECTBIISUIOCH B
TPH IIPOXOJIa BEPXHUM BajkoM auamerpom 900 Mm
TIPU PACCTOSHUM MEXIy HIDKHUMH Bankamu 600 MM
C Ha4YaJIbHOU MmupuHOHN mucta 4353 MM U TOJIITH-
Ho 21,6 MmMm. IIpn 3TOM BEpXHMH BaJIOK 3afaBal-
csl Kak ympyroe aedopmupyemMoe Tejo, HUKHHUE
BaJIKM 33/1aBaJIUCh KaK JKECTKHE Tena.

Ha puc. 1a npencrapieno pacnpeneneHue K-
BHBAJICHTHBIX HANPsDKCHUH MO 00beMy TpyOHOI

3arOTOBKM TIOCIIE BaJbIIoBOM (hopMOBKH. BumHo,
YTO TPyOHAasl 3arOTOBKA MMEET BEChbMa OOJBIIYIO
HEOIHOPOAHOCTH OCTATOYHBIX HANPSKEHUI.

VYyer nedopmariuu BepxHero Bajika (puc. 1b)
B KOHEYHO-3JIEMCHTHON MOJICNTH TO3BOJISIET Olle-
HUTH BIIMSIHUE OCTATOYHBIX HANPSHKEHUH, BO3HH-
KalOLIMX B TPYOHOI 3aroToBKe mocie (GOpMOBKH,
Ha pe3yabTaT AajbHEHIINX ONEepaluid, a TakKe
MPOU3BOAUTE MOAOOpP YCHJIHMS TPOTUBOM3rHOA
JUISL TIOJTydeHust TpeOyeMoi (hopMbl MEKKPOMOY-
HOT0 3a30pa nocie (popMoBKH.

Jdornoka kpomok

B omnuuue oT npeccoBOi TEXHOJIIOTHH IOJTY-
YeHUs1 TPYOHOW 3aroTOBKM TIOI CBapKy, IIpH
BaJIBIIEBOM TEXHOJOTMH KPOMKY MOJATHOAIOT II0-
ciie POPMOBKM OCHOBHOTO IIEPUMETPA 3arOTOBKH.
JoruOKy KpOMOK OCYIIECTBIISIIOT B JIBYXBaJIKO-
BOW KJIETH ¢ TPOQHIMPOBAHHBIMH BAaJIKAMH
(puc. 2a) B HECKOJIBKO TPOXOJIOB.

HepaBHOoMepHOCTh BBICOTBI TOATHOKH KpO-
MOK MOXKET OBITh CBsI3aHa KaK ¢ KpaeBbIM 3¢ ek-
TOM, TaK W C MOTEped YCTOWYMBOCTU KPOMKHU
BCIIEJICTBUE €€ ymInHeHus. [locneqnuii HeraTus-
HBIH 3dekr MokeT ObITh MUHUMH3UPOBAH IIy-
TEM MPaBWIBHOTO pacrpeneseHus aedopmanun
MEXIy IPOXOJaMH.

MopnenupoBanue JOrMOKH KPOMOK HPOH3BO-
WK B TpU 1poxofa [15] ¢ HuKHUM NPUBOIHBIM
1 BEPXHUM XOJIOCTHIM BaJIKAMH.

Pesynbrarel MozenvpoBaHus JOTHOKH Kpo-
MOK, IpEACTaBICHHbIE HA puc. 2b B BHIE MO
HaNnpsDKEHUH MOKa3bIBAIOT, YTO B Mpolecce J0-
TrHOKM BO3HHMKAIOT JOCTATOYHO OOJNBINUE TIPO-
JONBbHBIE AeopMalii KPOMKH, YTO COOTBETCT-
BYeT JINTEPATYPHBIM AaHHBIM [16, 17].
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Ine 20
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59700402
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P
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z

lax: 59708402 @hlode 26322 leaset

Kpomxka

Inc: 1000
Time: 2.000e+01

S.41eH0z
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44790402

3.9%0+02

35076402

30210402

2.5%0+02

20490402

1.563e+02

L7702

IIK

3K

c)

Puc. 2. Pesynbratbl MOgenupoBaHus npouecca AOrMGKM KPOMOK: a — pacnpeferieHne ocTaToOuHbIX NacTU4eCKUX
Aedopmaumii B NPUKPOMOYHOM 30He nocne Aornbku; b — coopma KpoMku nocne gorm6ku B 1-m npoxope; ¢ — chopma
KPOMKM nocne Aorubku Bo 2-M npoxopne
Fig. 2. Simulation results of the edge bending: a — distribution of residual plastic deformations in the edge zone
after bending; b — the shape of the edge after bending in the 1st pass; ¢ — the shape of the edge after bending
in the 2nd pass

Tarke CTOUT OTMETUTb HEPABHOMEPHYIO BbI-
COTY TIOATMOKHM KPOMOK TI0 JJIMHE TPYOBI (pHC. 2C).
Jns HammsigHocTH Macmta®  aeOopMHUPOBaHHON
KPOMKH ObUI yBenmdeH B 4 paza. 13 puc. 2¢ BuaHO,
YTO Ha TeperHeM KOHIle TPYOBI 3a cueT Oombliei
BBICOTHI TONTMOKH KPOMOK BEPTHKAIBHBINA JIHa-
MeTp OyaeT MeHbIIIe, YeM Ha 3a/{HEM KOHLIE.

e o Inc: 0
Tine: 0,0006+00 Time: 0.000e+00
PR 4.9%20402
As1ez 4410402
29908402 3.9%e402
3519042 3519402
MTez 3.047e402
25968402 25760402
2105eHz 2.105e402
LATIeHz 16330402
Ligeraz 1162402
303401 6.909+01

2186e+01 2.196e+01

Maz: 4.9308402 BMade 12 b1

M 21560401 griode 259 Equvsient ver Mses Stress Layer 1

a)

Max; 4.932e+02 @hode 12

Min: 2.196e+01 @Node 259

Coopka

COopky TpyOHOU 3arOTOBKH MOJICITHPOBAIU
¢ yuerom HakoruienHoro HJIC mocne npenpiny-
WX TeXHoJornueckux onepauuit. Ilpu monenu-
POBaHUHU TEIUJIOBBIM BO3JEHCTBUEM OT TEXHOJIO-
THYECKOro IIIBa IpeHeOperajid, Tak KaK ero
BiusiHue Ha HJC TpyObl He3HAYUTENBHO.

jobt

Equivalent Von Mises Stress Layer 1|

b)

Puc. 3. Pe3ynbraTbl MogenvpoBaHUA npouecca c60opku: a — (popma nonepevyHoro cevyeHUsi CBapeHHoW Tpyobl;
b — pacnpepeneHne aKBUBaNEHTHbIX OCTaTO4YHbIX HanpsikeHUM No Teny Tpyobl
Fig. 3. Simulation results of the assembling: a — the shape of the cross-section of the welded pipe; b — distribution
of equivalent residual stresses over the pipe body
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PonuxoBble Oanku pacronarand HOA YIJIOM
90, 30, u 0° OTHOCUTENBHO BEPTUKAIIH.

Ha puc. 3a npezacraeieH npoduiib TPyObl
nocyie cOopku, a Ha puc.3b — pacrpeneneHue
HaIpPsHKEHUM.

[IpoBeneHHOE MONENUPOBAHUE TTOKA3bIBAET,
YTO HaNpsHKEHHO-e()OPMHPOBAHHOE COCTOSIHUE
TpyOBl mocne cOopku HeomHOpoaHO. B obmactu
JEHCTBUSI BAJIKOB JOTMOKH KPOMOK B TpyOe co-
XpaHseTcss 00JacTh TOBBIIICHHBIX OCTATOYHBIX
HaIPsHKEHUI.

Caapka

[Iponecc cBapku TpyOHOH 3aroTOBKU MoOJe-
mupoBanu ¢ yderoMm HakorienHoro HJIC mocine
MPEABITYIINX TEXHOIOTHUecKux onepanuid. [Ipo-
LIECC CBapKH MOAEIMPOBAIU C YUETOM JIOKAJIBHO-
ro Harpesa TpyOsl 10 1500 °C aBHXKYIIHMCS HC-

It 1200
Tine: 12008402

3.360e402
30240402
2.6886-+02
2350402
2.016e+02
16808402
L34des0z
1.008e402
6.720e+01
33802401

0.000e+00

Max: 3.360e+02 @ode 6033 feasel

tounukoMm Teruia [18]. Ha puc. 4 mpencrasieHo
HZC tpyOs1 mocie cBapku.

B mporecce cBapku MPOWCXOAMIO yBEIHYE-
HUE BEPTHUKAJIHFHOTO U YMEHbIICHUE TOPU30HTAIb-
HOTO JMaMEeTpPOB, YTO COOTBETCTBYeT Halmromae-
MBIM HCK&)KEHHSIM TIOTIEPEYHOTO CEUCHHS TPYOBI
O[T IeHCTBUEM TEPMOITUKIIa cBapku [19, 20].

IKCnaHIupOBaHHe

MogenupoBanue mpouecca 3KCIaHIUpOBa-
Hus ocymiecTsisu ¢ yaetom HJC ot mpemrre-
cTByroInX (popmoodpaszyromux onepanuid. Ko-
3G PHUuMeHT SKCIanAupoBaHusa cocTasisil 1,2 %.
OKchaHJepHas ToNoBKa, cocTosmas u3 12 cer-
MEHTOB, IepeMenianach OT 3aJHero KoHIa K Ie-
penaHeMy ¢ EPEKphITHEM IIaroB 50 M.

Ha puc. 5 npencrasneHo pacnpeneneHue oc-
TaTOYHBIX SKBHBAJCHTHBIX HANPSDKEHUH B TpyOe

& | CsapHoii mos

-
¥

Puc. 4. O6wuin BMA pacyeTHOM MoAenu nocre MoaenupoBaHus NpoLecca CBapku
Fig. 4. General view of the calculation model after modeling the welding process

Inc 0
Time: 0.000e+00

4011402

36106402

3.208e+02

28078402

24060402

2.005e+02

16042402

12038402

8021401

+011e401

0.0002400

Max: 4.011e+02 @Node 11656 Job2

Min: 0,000e-+00 @Hods 27064

Equivalent Yon Mises Stress Layer 5

Puc. 5. Pesynstat mogenmpoBaHuA npouecca 3KcnaHaMpoBaHus
Fig. 5. The result of modeling the expansion process
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Pe3ynbTatbl U3aMepeHUil KOHEeYHO-3NeMEeHTHbIX Mofernel nocne sKCnNaHAUPOBaHUSA
Measurement results of finite element models after expansion

I'eomerpuyeckuit HHaM? ™ OBaILHOCTH, MM O6mas Konuesas
CpEeHUN, MM KpuBHM3HA Ha 1 M
napamerp TIK 3K K 3K KpUBH3HA, MM K 3K
«MneanpHas» TpyOa 1421,2 | 1420,5 0,7 0,8 1,3 —0,8 —0,4
ggga C HPGABICTOPHCH | 1450 7 | 14214 | 6,7 4,6 1,0 0,9 0,4
Ortknonenne, MM\% 1,5\0,1 | 0,9\0,1 6\89,6 | 3,8\82,6 0,3\23,1 0,1\11,1 0\0

nociue skcmanaupoBanusa. Kak BugHo u3 puc. 5,
SKCHAHAMPOBAaHUE CYIIECTBEHHO BBIPABHHUBAET
HaINpsHKEHHO-IEPOPMUPOBAHHOE COCTOSIHUE TPY-
ob1. Ilpu sTOM HaOmomaercs HE3HAUYNUTENbHAS
nonocyarocts HJIC, xortopast MoxeT OBITH yCT-
paHeHa HaCTPOMKOM 3KcIaHaepa.

C 1enpl0 YCTaHOBJCHHS KOJIMYECTBEHHOTO
BJIMSHUSL HEOTHOPOIHOCTH HaIpsKeHHO-Aedop-
MHPOBAaHHOTO COCTOSIHHS Ha TeOMETPUYECKHe
XapaKTePUCTUKH TPYOBI TIOCIE SKCIaHIUPOBaAHUSI
MPOBEICHO MOJCIUPOBAaHUE MpoLecca HKCIIAHAN-
POBaHUS «UICATBHOI» TPYOBI.

[on «uaeansHOM» TPyOOI MOHUMAETCS TPY-
0a 6e3 mpenpicTOpud (HOPMOM3MEHEHHS, MOIIe-
peyHoe ceueHHe KOTOPOHM MpEeACTaBIseT 3IUIMIIC,
noctpoeraslii B CAD-cucreme. Pasnuiia Mexmy
OO0JIBIION M MaJol OcsIMH 3JUTMIca ObUla paBHA
BEJIMYMHE OBAJIBHOCTH TPYOBI C NpeabICTOpUEH
HIAC — 15,5 mMm. Ilomepednoe ceueHHE BBITSATH-
BaJIOCh Ha JJIMHY 12 MeTpoM M pa3dMBaIOCh Ha
TOHKOCTEHHBIE 3J€MEHTHl. 3aJaHue IepeMerie-
HUH TOJIOBKU 3KCIIAaH/AEpa B BapHaHTE C HIeallb-
HOM TpyOO# aHAJIOTMYHO BapHaHTy TPYOBI C mpe-
neicropueit HJC.

I'eomerpuyeckue mapameTpsl AByX TpyO mo-
CJIe SKCTIaHIMPOBAHUs IPUBEICHBI B TAOIHIIE.

BriBOABI

1. [IpoBeneHO KOMIUIEKCHOE KOHEUHO-3JIe-
MEHTHOE MoOjeIupoBaHue (HopMOOOPa3yIOIINX
oTepaIyii mepesena JUCT-Tpyda, yIUTHIBAOIIEE
HACJIEZIOBAaHUE HAMPSIKEHHO-Ie(hOPMUPOBAHHOTO
COCTOSIHUS TPYOBI OT OIepaIiiy K OTICPaIlUH.

2. CpenHsis  BEJIUMYHMHA OBaJILHOCTH TPYO,
MPOU3BEICHHBIX M0 TexHonmoruu RB-forming,
coctapinseT 7-8 MM. MozenupoBaHue OTIEIbHOM
onepaly SKCIaHIUPOBaHHUS 0€3 HAKOIJICHHOMN
nedopMalii He JaeT TOYHOW OIIEHKH M3MEHEHUS
reoMeTpudeckux mapamerpos. [loaromy mns 6o-
Jiee TOYHOIO IPOTHO3UPOBAaHUSA HEOOXOIUMO
yuutbiBaTh HJIC 3a mpenpiayuiye nepeneisl B
00BEMHOH MTOCTAHOBKE.

3. PazpaboTanHas KOHEUHO-JIEMEHTHASI MO-
JIeIb MOXKET OBITh NMPUMEHEHA IS pacueTa Ha-
CTPOEK BaJbIIOBOYHON MAIIWHBI, YCTAHOBKH JO-
THOKH KPOMOK, COOPOYHO-CBAPOYHOH MAITHHBI
1 DKCIIaHzepa.
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