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HasHayeHue numHuKoegol cucmemol

- mpaHcnopm pacrnsaasea om
conna TIA K gpopmyrowiel
rnos0cmu AumMosesol hopmel

- 30M0/HUMb PACI/AA80M
gopmyrowyro rnosaocms

- obecrieyumeo 8bI0epPHCKY

noo odaeneHuem («noonumeka»)
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TpeboBaHMA K IMTHUKOBOU CUCTEME

da3a BNpPbICKA pacnaasa:

- MUHUMQ/IbHbIe nomepu 0asseHUa U memMmrnepamypsi

- 6as1GHCUPOBKA NooaYu pacraasa 8 2Hé30a:
OAHOBPEMEHHOE N OAHOPOAHOE 3aMo/IHEHUE BCEX
bopmyoLLMX NONOCTEN

- CKOpOCM®b B8r1PbLICKA pacriaasa
da3a BblAEPKKN NOA AaBAEHNEM:

- KOMneHcayusa ycaoku
- 8ec U ceomempus uzoenus
- omeepx0eHUe 80 B81YCKHbIX AUMHUKAX OO0/IHCHO

ocyuwecmeniimoca 00HO8PEMEHHO



cneabl Ha U3OENNM:

- o0om sJIUMHUKOS8

- om nocmobpabomku rpu yoasneHuu AUMHUKO8

3aTpaTbl HA NOCTOOPaABOTKY OTANBKMN:

- OI’T)OEIIEHUE, XpaHeHuUe, emMopu4YHaA nepepa6omKa JIUMHUKOB

pr,EI,OéMKOCTb N3rotosaeHnNA N peMOHTONMPUTOOHOCTDb

ycunune 3anunpaHuna TIHA

Bpemsa LIMKAa



Tunbl AnTHUKosbIX cuctem: XK, NKC, rmbpuna

Types of Hot Runner Systems

Figure 1.5 Gating system variants in 8-cavity mould
a- CR; b, c-HR-CR;d-HR
(Reproduced with permission from Helldin A.B.)



XonoaAHOKaHa/NbHaA IMTHUKOBAA CUCTEMA

JINTHMKKN OXN1aXK[aloTCA BMeCTe CO BCcen
OT/INBKOWU U U3B/IEKAIOTCA U3 INTbeBOU HOopMmbl

KaXXAblN LUKN NINTDbSA;
OTAENAIOTCA OT U3AE/NIUN;
YTUIU3UPYIOTCA;




CTpyKTypa

LleHTpanbHbIK NUTHUK
PassoaAallme NUTHUKA
BnyCKHOW NUTHUK

«J10BYLLKM XO/104HOWU

Kanjam»




LleHTpanbHbIN ANTHUK

[ } * Do - anametp Ha BXxoae
* L-AannHa "UTHUKA

@ * O—Yyron KOHyCHoOCTH

R

Figure 8.2 Single cavity mold with a direct
sprue feed



JloByLWKa X0104HOM Kann

LleHTpanbHbI AMTHUKOBLIW KaHan, puc. 5.15
KpaH I n ap. «1000 npumepoB KOHCTPYKUUI Ana nnTba nog, AasneHnem», CMo.: LOMN «Mpodeccua», 2011, ctp. 152



Conno TMNA un
JINTHUKOBAaA BTY/NIKA
D1 =Do-(0.5-1,0)

coepaR = R1 + (0.5-1.0) ' =
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LleHTpanbHbI AMTHUKOBLIW KaHan, puc. 5.15

_
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KpaH I n ap. «1000 npumepoB KOHCTPYKUUI Ana nnTba nog, AasneHnem», CMo.: LOMN «Mpodeccua», 2011, ctp. 152



Do2S max+ 1

MeHrec I. n gp. Kak agenatb anTbeBble
dopmbl. CM6., «Mpod.», cTp. 223
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LleHTpanbHbI AMTHUKOBLIW KaHan, puc. 5.15
KpaH I n ap. «1000 npumepoB KOHCTPYKUUI Ana nnTba nog, AasneHnem», CMo.: LOMN «Mpodeccua», 2011, ctp. 152



JIuTHUKoBasn BTynKa / conno TNA

If the nozzle and sprue bushing
are not radiused a misalignment
can cause an undercut.

If the Sprue “O” diameter is tOO
small an undercut is created.

Correct Nozzle Radius and Oirifice

i i mEles Aol B IET R Diameter Provide for Proper Ejection

the radius of the sprue bushing
an undercut is creafed. Figure 8.3 Effects of nozzle positioning,
radius and orifice size on ejection of the

sprue in a cold runner mold
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LleHTpanbHbI AMTHUKOBLIW KaHan, puc. 5.15
KpaH I n ap. «1000 npumepoB KOHCTPYKUUI Ana nnTba nog, AasneHnem», CMo.: LOMN «Mpodeccua», 2011, ctp. 152



Bnycbele INTHUKOBbLIE KaHa/ibl

7 CoeduHsaom pazsooaujue
KaHas16l € popmyrowumu
nos10cMAmu

Obecneyusaem meyeHue
pacnaasa

TouKa BnycKa

KonnyecTtso ToueK

Tnnbl BNYCKHbIX IMTHUKOB
OMKpPbIMbIl/MyHHenbHbIl




OTKpbITbIA BNYCKHOU IMTHUK

ToawuHa: (0,6-0,8) om monwuHsel usdenus (!)
He meHee 2,5 MM — 07189 CMEK/0HANOAHEHHbIX
Mamepuasos

BoioepxcKa noo oassneHuem rnpoooaraemcs rnoKa He
nepecmein 8nyckHol aumHuk (1) = 2 t?

OnwvHa: 0o 1,5 mm (makcumym, !)
Mpobnembl oTAENEHUNA OT U3[ENUA:
- MexaHuyYecKu (Kycayku, oboepesaemblie KycayKu,
nHesmamuyecKue Kycayku,...)
- pe3eposamse
- omopsame pyKamu
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Einbauanleitung (TPE)

L*

Zentrierzapfen
Centering Cone

L (mm)

i
!
e

* L= (vom Auswerfer bis zum Anspritzpunkt)
L= (from ejector up to gate point)

Installation instruction (TPE)

Thermoplastische Elastomere (TPE)

M Kleine Shoreharte = geringeres Abstandsmal L
® Fihrungszapfen verwenden

W Shoreharte max. 100 Shore A.

Thermoplastic elastomers (TPE)

M Low Shore hardness = shorter distance L
W Use centring cone

B Max. hardness max. |00 Shore A,

| ion instruction for

«Kewbro»

niun
«baHaH»

ontour machining




NMponusaemoctb/ ANAMHA 3aTeKaHUA pacnnasa
v’ Tun nonumepHo20 mamepuad

v TonwuHa cmeHKu u3denus

v Temnepamypa pacrnaasa

v Temnepamypa numeesoli hopmbl

v’ JlasneHue 8rnpbicKa

[Tpnmep

* /JlnuHa 3ameKaHuA pacnaaesa (nposnusaemocms), L

TonwuHa, hl 1,0mm 2,0mm 3,0 Mm
PP L1 200 mm 500 mm 1200 mm
PPS, [2 80mm 150mm 220 mm

OnpedeneHue Koau4yecmaea 8rnyCcKHbuIX AUMHUKO8 U
KOHu2ypayua nUumHUKosol cucmemeol



PasBoasalime NMTHUKOBbIE KaHabl

% [lonepeyHoe ceyeHuUe
Tnn pa3soaAallero KaHana
«XonoaHaAa Kanna»




mapasnnyeckun anametp: D =4S : P

D, — eudpasauyeckul ouamemp KaHana, [cm];
S — naow,adb nonepevyHo20 ceveHus, [cm2];
P —nepumemp nonepeyHozo ceyeHus, [cm];

a) Kpyrnoe nonepeuyHoe cevyeHue
D, = [4(nD?/4)] : (nD) =D

O




A) Kpyrnoe nonepe4yHoe ceyenme (100%)
B 0benx nonydpopmax
CoocHocTtb £ 0,01 mm

B) TpaneunesmnaHoe non. cedeHue (78,5%)
B oaHoOM nonydopme

B) KpyrnoyronbHaa tpaneumna (87,9%)

Q B oagHOW nonydpopme
g~




mapasnuyecknn anametp: D =4S : P

D, — eudpasauyeckuli duamemp KaHana, [cm];
S — naowaos rnonepe4yHo20 ce4yeHus, [cm2];
P — nepumemp nonepe4yHo2o ceyeHus, [cM];

6) Monykpyrnoe nonepe4yHoe cevyeHue (61,2%)
D., =[4 (nD?/8)] : (2,57D) =0,61D \Q
S =(nD?%/ 4):2 =nD?/8
A\
/

P =m(D/2)+D = 2,57D

B) MpAmoyronbHoe nonepeyHoe ceyeHu e Y
D.;=[4 (AxB)] : [2 (A+B)] =0,57D \
A=D

B=0,4D



Cxembl pacnonoXXeHua IMTHUKOBbDIX KaHaNoB, pUc. 5.8

KpaH I. n ap. «1000 npumepoB KOHCTPYKLMI ANa 1nTbAa noa, gasneHnem», CN6.: LOM «Mpodeccuar, 2011, ctp. 146



* [op./xon.
PaccnoeHue R T

NMNOTOKOB

Low Sheared Region “B”

Figure 6.7 Development and distribution
of high sheared material in a branching

J. P. Beaumont runner

Runner and gating Design
Handbook

Tools for Successful
Injection Molding

Hanser, 2004

Figure 6.8 Development and distribution
of high and low sheared material in an
8-cavity mold and the resultant melt and
filling imbalance



[opAYeKaHaNbHbIE IMTHUKOBbIE CUCTEMDI
NNTbeBbIX dopm

HasHauyeHue NKC antbesbix popm

TpaHcnopT pacnnaea oT TT1A B opMYOLLYIO NMOMOCTb
NUTLEBOU POPMbI C MUHUMANbHbLIMU NOTEPAMMU
TemMnepaTtypbl U AaBNeHUs pacnnasa

YMeHbLUEeHMe NoTepu gaBneHnuda n tTemneparypbl
YMeHbLUEeHMe pacxoga martepuana Ha nsgenue



Conditions for use of Hot Runners

Bpema umkna: 30 cek

Temn paboTbl:

3 CMeHbI Mo 7 4acoB B CYTKM,
22 pab. AHA B mecal,
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Figure 2.2 Comparison of waste arisings in mould

a - cold runner - 25 cm? (approximately 17 t/y); b - HR system ending in cold
runner - 5 cm? (approximately 3.5 t/y); ¢ - HR system - 0 cm?®
o - diameter



3amMeHa UeHTPaNnbHOro IMTHUKaA
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LleHTpaJbHBIN JUTHUK: MACCA M Toxa.

Macca nuTtHuKa, rp.
L,mm V,em3 PP  ABS PC

3.5 36 057 0,52 0,60 0,68

e 66 147 1,35 157 1,78

i 76 1,88 1,73 2,01 2,33

96 289 2,66 3,09 3,50

3" 116 417 3,84 4,46 5,05

= oD 156 773 711 827 9,35
| Bpemsa oxnaxaeHus, Cek.

0o dbi tmm D,mm PP ABS PC

I < 1 7 10 73 17 28 23

» 15 7,36 40 60 50

20 7,39 6,5 12,0 9,0

3,0 7,44 15,0 26,0 20,0

L=76mMMm, t =1,0mMm
7.3 80,0 140,0 112,0




LleHTpanbHbIN

TINTHUK

CTeHka
n3nenua

" 4

[NpaBunbHbIE NpPONOPUMK

Cnuwkom '
bonbwown
pagnyc YcapnoyHele
KPVBW3HbI nonocTu
% L
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yTOI'II.I.I,EHMFI B 30HE UEeHTPA/IbHOINO TIMTHUKA:. YTAXKKU, MOPUNCTOCTD,

Bpems Uuuknaa, noctobpabotka, aedopmaums



Tunbl conen ana NKC

Hot Runners in Injection Moulds

Figure 4.3 Basic types of nozzle and sprue

a - open nozzle - point (conical) sprue, broken away; b - open nozzle - rod sprue, broken
away; ¢ - tip nozzle - annular sprue, broken away, ‘cosmetic’ type; d - tip nozzle -
annular sprue, ‘technical’ type; e - side gating nozzle - point sprue, sheared off;

f - shut-off nozzle - no sprue

a) MpamomoyHoe

8) lp. + AUMHUK

— KTEXHNYECKNIN BNYCK»

c-d) C pacceKatenem («topneno»)
— KKOCMETUYECKUN» BNYCK

e) BoKoBOM BNyCK

f) C 3anopHou nrnou

- «C Bblr/MaxKNBaHNEM»



ROHCTPYKLUMA cona
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KonbLuo cmeHbl
uBeTa

[lepexoaHaA BTY/IKa

]
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" oal
acCizioE ey
HRAC 50 - 52

REGISTENZA 24 WOLT
RESISTANCE 24 VOLT



HarpeBaTtenu u Tepmonapbl consa

* HarpesaTtenb . - _
. w&m51w

dnaHua (baHpax) ], ST = @ 5

* HarpesaTtenu tena:y - OT .

H=4&5

sumou 5 |

-LunuHopuyecKozo

+ e B RESISTENZA 24 YOLT
13 RESISTANCE 24 VOLT

Al "

-fTubkasa naacmuHa (namyHs) co 8CMpPOEHHbIM Haz2pesamesem

-[IpAmMoy20s16HO20

ce4yeHUA UHMe2pasnbHoOU

HasusKu

 Tepmonapbl FeCo (tmnn J) c 3a3emneHnem



bepunnnesaa 6poHsa: PS, PP, PE,
ABS, POM
Teépabin cnnas: PA+GF, PPS, PEEK
Hep»asetowaa ctanb: PC, PVC, PTFE

[NMpamoTto4Hoe conno: TEP, + GF; B "UTHUK;
He BMAOBaA NOBEPXHOCTb




[TonoxkeHne HakoHeuyHuKa NKC B Nn.9.

Structure of a Hot Runner Systen

. D Pressure loss, MPa
Material .
gate diameter, mm nozzle a nozzle b
1.0 18.3 326
PC (Makrolon 2800) 13 63 g7
. 1.0 2.6 4.1
PE (Lupolen 1810) 13 13 17

Figure 4.34 Pressure losses in the annular gate [14]

(Reproduced with permission from Plastverarbeiter, 1988, 39, 9, 157, Figures 3 and -

© 1988, Hiithig Verlag)

Figure 11.7 Effect of thermal expansion on
gate tip heater positioning

Improved Therrmal Comductivity

B

Figure 11.8 Dimples often used in direct
gating from hot drops to position gate
vestige below the part surface. Thickening
the wall at the gate dimple reduces effects
of high shear stress



Tepmoperynatop gna KC

- «MArkum ctapm»
- Tun Tepmonapbl FKC n HacTponKa B npmnbope
- TOK Ha 30HY 10 Aunn 16 A, E> 2,2 KBT nnu 3,5 kKBT/ 30Ha

- - KHonMKa «SP» - «be3onacHaa» TemnepaTypa 414 pacn/iasa

- KHoMKu «ALL» n «PRESS» - Temnepatypa pacnnasa | T
- pacnanka Kabensa TP n anekTpopasbeéma n1ntbeson Gpopmbl




Bbibop TMNopa3smepa conna

TonwmHa OTAMBKU B 30He
BMNpbICKa

[nameTp BNYyCKHOrO
NINTHUKa conna —

MaTepuran OTANBKMU

TN HAKOHeYHUKa conna

Tunopasmep conna



Okynaemoctb NKC

N="Trkc: [ma g+ Ttna - (t xk — FKC)];

Hanpumep.

I'tkc =310 meic. pyb. - conno, 3n.pazbém, mepmope2yanamop
ms -g =0,0016 Ke x 220 py6./ke = 0,35 pyb. - skoHomus

mamepuana (nUMHUK) 3a YUKA AUmoes

Ttna = 30 pyb./MUH. — cmoumocmb pabomer TT1A

(t xx — t rkc) = 20 ceK. — skoHoMuA 8peMeHU YuKAa

N = 310.000 py6. : [0,35py6.+(30 pyb./MuH.: 60) x 20ceK.] =
=29.952 yukan.



LleHTpanbHbit AnTHUK: TKC unmn XK

*JKOHOMMA MmaTepunan
*CoKpallueHne BpemeHun UnKna

*CoKpalleHne TPya0EMKOCTH
NocTobpaboTKM

*[ToBbILLEeHNE KayecTBa OT/INBKU
(nedopmauma, nopbl, cneq oT
JIMTHUKA

*YMeHbLeHNA 06 bEMA OTXO408B
N 3aTPaT Ha BTOPUYHYIO

nepepaboTKy

3.5

-




NMonHaa amtTHukosaa cucrema NKC

 Obozpesaemvlli
| KosnsneKmop ¢

SAUMHUKOB0U emysnKou
3| u pacrniopHoi waiiboii

7 1
T | * Obozpesaemsle conna

S

* 7. pa3vém

S1

- ¢ Tepmopeaynamop

EDL_J

- * Tennou3onAayuoHHbIe

|
|
|
4 ||
=
[
|
!

{ naumeoli
A= (S145+52) + [(S1+5+52) x tx k] - 0.05



Kon-Bo conen
Me»ocesble
PACCTOAHUA
TonwmHa
Tepmonapbl

Konnekropa:
CraHpapTHble: 1, 2,4, 6 n 8 conen
SS — Ha Nobyo KoHbUrypauuto m

YMCNO conen




JInTHMKOBas BTynKa:

be3 oborpesa:

BbicoTa o0 40 mm
pacnnae PE, PP, PS

c oborpeBom

CMEHHas: Ha pe3bbe nnm
Ha 6onTax

JINTHUKOBAA BTY/NKa KONNEKTOopa, puc. 3.31

YHrep . «TexHONOrNA ropAYeKaHanbHoOro antba», CMN6.: LLON
«Mpodeccuar», 2017, ctp. 67



JINTHUKOBAA BTY/NIKa Koanektopa un conao TI1A

Structure of a Hot Runner System

a bl

= RK;=(05-51+RK,
B ;
- > l __-_{’_ _ g =]
Z W
O [RKp
AN AN

Figure 4.85 Matching of injection machine nozzle and sprue bushing of manifold

a - standard nozzle and bushing with narrowed channel; b - nozzle with enlarged
channel (recommended for HR) (Reproduced with permission from Husky Injection
Moulding Systems Limited)



HarpesaTtenu:
3anpeccoBbIBAOTCA

npu t 2 250°C — cBepxy
3anpeccoBblBaeTCA NJaCTMHA

Konnektop NKC, puc. 6.42
Menrec . «kKak genatb nutbeBble hopmbl», Cl16.: MNMpodeccua, 2007, cTp. 251

-
1)y TNNAK
TNTH + HTHE
NN

i |

) i

PacnopHas waitba, puc. 3.38

YHrep M. «TexHONOrna ropsyekaHanbHoro AnTba», CMN6.: LOM «Mpodeccua», 2017, ctp. 72



«MepTBble 30HbI» — AeCTPYKUMA pacniaBa

MecTta noBopoTa pacnsiaBa B KaHane, puc. 6.43

MeHrec I. «Kak genatb nutbeBble OOpPMbI»,
CrI16.: Npodeccus, 2007, ctp. 251



Conno 6e3 nepexogHoM BTYAKU, puc. 3.27 Conno c oxnaxaaemom NnepexoaHomn BTYNKOM,
puc. 3.28

YHrep M. «TexHonormna ropsavekaHanbHoro antba», CM6.: LLOM «MNpodeccuar», 2017, cTp. 66



* N30nAumMoHHaA NanTa
* TO/NLWMHA 6-8 MM

* CTEKNOTEKCTONUT




Tepmoperynatopbl
KON-BO 30H

MAFKUN CTapT
Tepmonapbl

MOLLHOCTb HarpesaTena
PaBHOMEPHOCTb Harpesa

MOHUTOPUHT NpoueccCa

THERNM:PLAY

TH-M6 Temperature Controller

sreEes
CEER RS
ssmEss
ssnmes

225225225225225225

*rR0 .

#

225225225225225225




«Ynpasnaembln» BNPbICK

Timer for
vaive gate = 5
Valve Time([s] | POLYMER
1 0 ‘ I | ENTRANCE
2 0,2
3 0,2 I
% 777 HOT RUNNER /é
X 3 X1 X 2 VALVE
Aelt front at
02s

2 0.3
3 0.5 %

Timer for
valve gate
Valver 3 Time [s] POLYMER
1 0 ENTRANCE

% HOT R%&R 77 é

X 3 VALVE
WM/
\— Amction fine Melt front
\\ at05s
\\

__ Melt front



YnpaBasgembln BMpbICK

L=5m S _
0
—. E J ﬁ-';_@.t mE R
G)OQ ]l WEZEl==]) CTNNATU R T [
- 1 - | 2
| r 3
1

[s[=]=]a[=s]u]a]
Do000ao

ooooooo

of of of
off of Of

= e '
\ ]
= = &=,
Touch screen interface unit Sequential controller /

DIGITAL INPUT . Lo & o
(start cycle) N.O. g \

35m

L

Power pack

Thermoregulation controller

THERMOPLAY
o

380 vall 3N

Hydraulic controller




TepmopaecTpyKuma pacnaasa:

Tmax., Tmin. (no matepuanam pupmobl MILACRON)

Verweilzeitbereich (VZB)

1 2 3 4 5 6 7 8 9 10 11 12 13 min
IABS
IPE
PA

PBT; PET

PC

PC/ABS

PMMA

POM

PP
PPO

PS

PVC-h

PVC-w
SAN
TPU

I Empfohlener VZB

b Grenz-VZB

LpiuR Problematischer VZB



MpepoTBpalleHMe TepMmoaecTPYKLUU pacnsiaBa

Bpems npebbiBaHUA pacnaasa npuv
Temnepatype antbAa: TMNA + TKC

OctaHoBKa B pabote NUTbEBON  (POPMbI

BbI3bIBAET MeperpeB pacnjiaBa —> OTKAIOUYeHue
'KC nnn nepeBog Ha «AeXKYpPHbIN pexxum» («SP»)

3anyck AnTbeBon PpOPMbl NOCNE OCTAHOBKU —
nosbilleHUe TemnepaTtypbl Harpesatenen [KC
(«npobku»/ «HUTU») N BO3BpPAT K HOpMe



KoadhhunumeHT TennoBoro pacwimpeHus
- «Mépmehble 30HbI» (COOCHOCMb KaHasos)
- 2epMemuY4YHOCMb CMbIKa «KOJ1/IeKMOpP-COrMJIo»
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TennoBoe pacwmpeHue B [KC, puc. 2.25 n 2.26:
1 - nnuTa Kpennenus; 2 - obonma matpu; 3 - obonma KonnekTopa;
4 - konnektop NKC; 5 - oborpeBaemoe consno; 6 - pacnopHasa wanba.
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YHrep 1. «TexHonorusi ropssyekaHanbHoro nutbs», Cnob.: Npodeccus, 2009, ctp.39.



4 FOY0U5 3.0 Lruppo resisfenza tascia HB4x40 650W 1
3 EO7033_S40.03 Tc capillare $.5X60 tipo “J” cavo 2000 mm 1
2 [(E09082.01 Boccola iniezione R=40 ¢=10 H=40 1
1 SS1122477-100.00 Comp. canale caldo 1
Pos Codice Descrizione Qta

| componenti non forniti da Thermoplay

(non presenti

in distintfa base) sono puramente indicafivi.

The components not supplied by Thermoplay
(nol present in material bill) are purely indicative

Evitare il contatto fra i cavi e
la piastra di distribuzione
Avord contact belween the
wires and the hot manifold

Parametri di progetto [Polimero: HDPE
Project parameters| Plastic:
Temperatura stampo: o Temperatura canale-ugelli: o ) o
Mold temperature: 40 C Hol runner system temperaiture: 230 C AT 190 C
MATERIALE IN CAMERA, inclusi boccola ed ugelli: 23
MATERIAL IN MANIFOLD, bushing and nozzles included: g
Tolleranze generali dove non indicalo Fori D1 Alberi d1 Altre +/-0.1 Angoli +/-20"
General tolerances where nof specified Holes D11 Shafts d1 Others +0.1 Angles =20’ ‘QE.'V' Sign. R
Firma Rev.
Rev. note nur Rev. Date
Nota Rev. Data Rev. -
TEEENMOEILAYY | 2 g | el 3
| RSl siereyy (Data 040/ Descrizioe (omp. Canale caldo =
Sign.
S.p.a. Firma Gonsol foproved
IST0
Pont St. Martin (Aosta) N. it Customer Order Ref.
N_Deezm; 1| Cliente == Rif.ordine 232499 Hate
Foglic 1 i i Trattamento ~ Thermal treatment s
ateria cale i
Codice/Code 88112247_000 Rev OO Materiale —— - Scala /1




YuéT tennosoro pacwmpeHusn (KTP) B 3oHe
Konnekrop/conno

i

S2

7‘% : : y
"{]4‘ | :-h[]d<
|

S1
e

T‘
-

;

|

|
bt

|

i

|

|

A= (S1+5+82) + [(S1+5+52) XA t x K] - 0.05




PacueT TonwunHbl, A, 060MMbI KONneKkTopa




Conna c pe3bboBbIM KpenaeHUem «+» paspe3Homn
kKonnektop (b. THERMOPLAY, NTtanuns)
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‘.‘




NMpeunmyuwectea NKC

3KOHOMUA Mmamepuana
«c80600a» 8bibopa () sarnipsbicka
«yrnpasaaembll» 8rpsbICK («KackadHoe» aumoé)

ysesiuyeHuUe epemMeHU 8blI0epHCKU Moo
o0assneHuUemM U CHUXeHuUe aumoesol ycaoKu

COKpaweHue spemMeHuU YuKaa u nosbieHue
rnpou3sooumesnbHocmu ..

yMeHbweHue obvéma omxooos TITM



Mpobnembi NKC

OKynaemocms NKC

TepmodecmpyKyusa pacnaasa

KoaghgpuyueHm mennosozo pacwupeHus, KTP
TepmocmamuposaHue numbesol hopmeol
CmeHa ysema unu mamepuana
Keanugukayusa nepcoHana (K6, 1 u /i)

XKC vnum TKC?
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