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TECHNICAL ASSIGNMENT

for development, manufacture and supplying
of an injection mould for production of
Adjustable Irrigation Dripper Sprinkler

«YTBepikKaaiw»
IIpeacenarens 3xcnepTHO-
TeXHHYECKOH KOMHCCHHI
u.o.llepBolii 3amecTuTE D
reHepajbHOro JHPeKTOpa-
rJIaBHBIH HHKeHEp

O. Mypra3aes
2T 277 2019 r.

TEXHHUYECKOE 3A/TAHUE

Ha pa3pabOoTKy U3rOTOBJICHHE U ITOCTABKY IIpeCC-
(opMBI U1 TPOU3BOJACTBA PETyYITHPYEMBIX
KareJIbHUI

1. Hasnauenne u neian/ Designation and purpose

1.1 The given Technical Assignment is prepared to
receive proposals from potential participants for
supplying of an injection mould for production of
Adjustable Irrigation Dripper Sprinkler, from
polyethylene, by injection molding manufacturing
process.

' 1.2 Place of operation — “Karshithermoplast” shop,
“Shurtan Gas Chemical Complex” LLC.

1.3 Plant schedule: Two working shifts, 12 hours a
day, 8000 hours a year.

1.4An injection mould is designed for uninterrupted
production of Dripper Sprinkler intended for watering
by means of drip irrigation system.

a1 Hacrosiuime  Texuuueckue — TpeGoBaHHs
pa3paboTaHbl B LENSX [OIYUCHHUS IPEUIOKEHHN OT
NOTCHIMATBHBIX YYaCTHHKOB Ha MOCTaBKY IIpecC-
(GopMBI O  TPOU3BOACTBY  pEryJUpPYyEeMBIX
KaleJIbHHIl M3 IOJIUOTHIIEHA METOAOM JIUThS IIOL
JIABJICHUEM.

1.2 Mecto OKCIUTyaTaluu - ex
«Kapmmrepmorutact», OOO “Ilypranckui I'XK”

I3 Pexxum paGoTsl npemnpustus: JIBe cMeHbI
1o 12 yacos B geHb, 8000 yacoB B roj.

1.4 Ilpecc-popma IIpeIHa3HaueHa JIs
OecniepeboitHOTO MIPOU3BOCTBAKAIIEIbHHUII
IpeIHa3HAYeHHBIX UL IOJIHBA  METOJIOM
KaIeJbHOr0 OPOLICHHUS.

II.OBBLEM ITOCTABKH 3AKA3YUKA /SCOPEOFCUSTOMER’SSYPPLY
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Shurian

2.1Raw material specification

2.1.1 HDPE, LLDPE grade of “Shurtan GCC”
polyethylene will be used as a raw material.
(Appendix Nel).

2.1.2As an additional raw material, the appropriate
grades of carbon black concentrate will be used.
Carbon black concentrate (master-batch) has
content of carbon black in polyethylene in the range
of 20-40%.

2.2 Requirements for finished goods

Appearance and characteristics of the Dripper
Sprinkler should comply with the following
requirements and design specified in Appendix Ne2.

2.2.1 The Dripper Sprinkler should all have 8
openings on the head.

2.2.2 It should be adjustable as a sprinkler

| 2.2.3 Design should be removable and washable.

2.2.4 Threaded connection - 1/4 inch

2.2.5 . Operating hydraulic pressure - 1.0-4.0 bar.

2.2.6 Water flow rate from one Dripper Sprinkler -
0.5-701/h

2.3 Requirements for the equipment

2.3.1 Requirements for the equipment:
As equipment, the existing

injection. machine  ZF-1600

automatic

manufactured by

2.1Cnenudukanus CoIpbs

2.1.1 B xauectBe CBIpbS OyAeT HCIOJIL30BATLCS
nomustuiaen lypranckoro I'XK wmapku HDPE,
LLDPE (ITpunoxenue Nel).

2.1.2 B kadecTBe JOIOJIHUTEILHOIO CHIPHEBOTO
Marepuayia OyayT UCHOIb30BaHbl COOTBETCTBYIOIINE
MapKH Ca)keBOIO KOHIIEHTpaTa. Ca)xeBblif
KOHIIEHTpaT — masterbatch ¢ coxepxanuemM caxu B
noaustuiere B npenenax 20-40%

2.2 TpeboBaHus K IPOAYKLIHH

BHelHui B U XapaKTePUCTHKA KalleJIbHUIIBI
JIOJKHBI COOTBETCTBOBATH HUIKEYKa3aHHBIM
TpeOOBAHUAM U 3CKHU3aM, YKa3aHHBIM B IIPUJIOKCHHH
Ne2

2.2.1 KanenpHuna J0/DKHA UIMETH 8 OTBEPCTHH Ha
rOJIOBKE

2.2.2 JIo;okHA peryaupoBaThCs B BHJIE CIIPHHKIIEpA

2.2.3 KoHCTpyKIUs A0KHA OBITH CHEMHOH U
MOIOIICHCS.
2.2.4 Pe3nbOoBoe coenuHeHue - 1/4 monmMa

2.2.5 PaGouee rujapasiuyeckoe nasienue - 1,0-4,0
Oap.

2.2.6Pacxo/1 Bo/bI ¢ OHOM KaneabHHIbI - 0,5-7011/49

2.3TpeboBanust K 000pyI0OBaHHIO

2.3.1 TpeGoBanusi K 000PyIOBAHHUIO:

B Ka4ecTBe o0opyaoBaHus HCII0JIB3YETCs
CYIIECTBYIOIIUH TEPMOIIIACT aBTOMarta MapKu
ZF-1600 npoussoxctBa kommanun «TANGSHAN

Pedakyus 1
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TANGSHAN ZHIFU (Chine) is used

Technical characteristics of automatic molding
i machine (AMM):

% Type of equipment- ZF-1600

Screw diameter mm -45

Theoretical injectivity Cm3 -318

Theoretical weight moulded _per shot, g -290
Injection Pressure Mpa -177

Plasticity rate g / s-20.5

Injection Speed g/ s-126

Screw speed - 175

Max. pump pressure Mpa -16

Clamping Force KN-1680

Gap between two connecting rods mm 460 440
Permitted thickness of molding mm -200-500

Crank stroke mm -430

Ejector power KN -38

Hydraulic ejector stroke mm - 150

2.3.2 Requirements for the injection mould:

2.3.2.1 Use of high-quality steel should guarantee a
cycle of closures at least 1,000,000 times.

2.3.2.2 Material hardness of the injection mould
should be 45-55HRC.

2.3.2.3 Clearances should provide parts
manufacture without breaks.

1 2.3.2.4 Running channels should all have smooth
' transitions

2.3.2.5 The cooling system should be leakproof and
withstand the liquid pressure of 0.6 MPa.

2.3.2.6 There should not be a sign of corrosion,
cracks or other mechanical damage on the surface.

ZHIFU». Kuraii.

Texnuueckue xapaxkmepucmuxu TIIA:
Tun o6opynosanus- ZF-1600

JlnameTtp BUHTa MM-45

Teopernueckas npuémucrocts Cm3-318
Teoperuueckuii Bec Bripricka r-290
JlaBnenue BrnpeickuBaHus Mpa-177
CkopocTh I1acTHYHOCTh g/s-20.5
CKOpOCTb BIIPBHICKUBAHUS g/s-126
CxopocTts BUHTA -175

Makc. naBnenue Hacoca Mpa-16

Cuna 3axuma KN-1680

[TpoMex)yTOK MEXIY ABYMS COEAUHUTEIBHBIMU
crepkHaMU mm-460 440

Pasperiennas TonmuHa GopMoBaHUsS mm-
200-500

Xon kpuBotnna mm-430

Cuua sexropa KN-38

XO0J1 THIPaBINYECKOTO KeKkTopa mm-150

2.3.2TpeboBanus k npecc-hopmam:
2.3.2.1 IlpumeHeHHE BBICOKOKAYECTBEHHOH CTaJH
JIOJIKHO TapaHTHpPOBATh IIMKJI CMBIKAHUS HE MEHee

1 000 000 pas.

2.3.2.2 Marepuan mnpecc-GopMbel HOJKEH OBITh
TBepaocThIO 45-55SHRC.

2.3.2.33a30pBl JO/KHBI  00ECIEunBaTh MOIyUEHHE |
neraneit 6e3 oboma.

2.3.2.4 JIUTHHUKOBBIE KaHAJIBI JIOJDKHBEI  HUMETh
TJIaBHBIE MTEPEXOIbI.

2.3.2.5CucreMa  OXJIQXXIEHMWS  JODKHA  OBITH
repMETHUYHOM U BBIEPXKUBATh  JIaBJICHUE

xunkoctu 0,6 Mlla.

2,3.2.6 Ha moBePXHOCTH [OIIKHDBL QTCYTCTBOBATH
CJI€JIbI KOPPO3HH, TPEIIUH U APYITHUX MEXaHUUYECKUX
IIOBPEKIACHUMN.

Pedakyus 1
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2.3.2.7 The surface roughness should be 0.20 pm.

2.3.2.8 The surface of the injection mould parts
must be subjected to one of types of galvanic,
chemical or chemical-thermal treatment.

| 2.3.2.9 Displacement of the mould surfaces relative
' to each other should be no more than 0.05 mm.

2.3.2.10 Operatin% conditions - operating
‘temperature: 5-45°C.

2.3.2.11 Special hardening (increasing of strength)
of the contour edges, in order to avoid damage

- caused by plastic residues.

2.3.2.12 Special surface coating for guaranteed
closing cycle (at least 1,000,000 times), corrosion
resistance and reduction of non-molding.

2.3.2.13 Availability of a special system to reduce
shrinkage cavities, cavitation and improve
dimensional accuracy (ovality).

2.3.2.14 Optimal cooling down to avoid hot spots.
- 2.3.2.15 Distribution of pressure during filling up,

for high-quality filling and reduction of
underfilling.

2.3.2.16 Optimization of wall thickness at points
with increased stress.

2.3.2.7 lllepoxoBarocTh moBepxHocTu 0,20MKM

2.3.2.8 [loBepxHOCTD AeTasneit mpecc-Gpopm 10JKHA
OBITh IIOJIBEPTHYTa OJIHOMY U3 BHJIOB
raJlbBAHUYECKOH, XUMHUUYECKOU UJIU XUMHUKO-
TepMuyeckoit oOpaborke

2.3.2.9 CwMeleHue KOHTYPOB (opMOOOpas3yroIux

IIOBEPXHOCTEH OTHOCHUTEIBHO IpyT apyra
nomkHa ObITh He 6otee 0,05MMm.

2.3.2.10 YcnoBust SKCILTyaTaluu pabouas
TeMIiepaTypa: 5-45°C

23211 CnenuanbHoe 3aTBEPACBAHHE

(YyBeIMYEHHE TIPOYHOCTH) KOHTYPHBIX KpaeB, BO
H30eKaHHe IOBPEXKICHHUM, BBI3BAHHBIX OCTATKAMHU
TIACTMACCHI.

2.3.2.12 CrienuaibHOE MOKPBITHE TOBEPXHOCTH JIS
rapaHTUPOBAHHOTO IMKJa CMBIKaHHs (HE MEHee |
1 000 000), KOppO3WUMHOrO  CONMPOTHBJICHHUS U |
YMEHBIIEHHUS HE (POPMOBKH.

2.3.2.13 Hanuuue croenuadbHON CHCTEMBI, IS
CHM)KEHHS YCAJOYHBIX pAKOBHUH, KaBUTALUU U
YIYUIIeHUS] pa3MepHOH TOYHOCTH (OBAILHOCTD).

2.3.2.14 OnrtuManbHOE OXJIAXKIEHHUE g U30eraHus
TOPSTYUX YIaCTKOB.

2.3.2.15 Pacnpenenenue JaBJICHUS
3arOJIHEHUS, JUISI  KAQ4eCTBEHHOM
YMEHBIIIEHHE HE JIOJTUBKH.

BO  BpeMms
3aTUBKH |

2.3.2.16 Omtumusaius TOJIIIUHLI CTEHKH B TOYKAX C
[TIOBBIIEHHBIM HaIpsHKEHUEM.

III.OBBEMIIOCTABKH /SCOPE OF SUPPLIER’S SUPPLY

3.1. The supply project of the injection mould should
| be in accordance with customer requirements with

3.11IpoexkT mocTaBKU IIpecc-POpMBbI COTIACHO
TpeOOBAHUSM 3aKa3uuKa C yKa3aHHEM JaHHbIX
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indication of data according to 2.2, 2.3, 3.2,3.3,3.4
and in accordance with modern requirements for such
equipment not taken into account by customer.

3.1.1 The documentation should contain general
technical characteristics of the injection mould.
3.2The injection mould

3.2.1. The complete set should consist of the
following list of equipment required for production
* of cast parts:

3.2.1.1 The injection mould should be supplied
complete with the equipment for
final finishing of a product (a sprue cutter ).

3.2.1.2 Accessories and equipments for replacement
of the injection moulds

3.2.1.3 Software on electronic media.

3.3 Services Supplier will provide:

3.3.1. Control,
commissioning of the injection mould at customer’s

installation supervision,
site

3.3.2 Carrying out of test run of the equipment in
order to confirm at least 72 hours of:

a) serviceability of the equipment;

b) guaranteed capacity of the equipment;

¢) guaranteed quality of products;

3.3.3 Testing, maintenance and support during
production on site.

3.3.4 Training of SGCC personnel at Customer’s

coracHo 2.2, 2.3, 3.2, 3.3, 3.4 1 B COOTBETCTBUH C
COBPEMEHHBIMHU TPeOOBAaHMUSIMHU K I10100HOMY
000pyIOBaHHUIO HE YYTEHHBIMH CO CTOPOHEI
3aKa3yHKa.

Jil.l
TEXHUYECKHE

JlokyMeHTaIisi JI0JDKHA COJIepKaTh 00ume
XapaKTEepPUCTUKHU Tpecc-(QOopMBbl.

3.2[1pecc- popma

3.2.1KoMIuexT JIOJIKEH COCTOSITh U3
HUIKECJIECIYIOLIET O IepeyHs o0opyI0BaHusl
TpeOyeMOro AJsi IPOU3BOACTBA JIMTHEBBIX ACTaICH

3.2.1.1 Ilpecc GpopMBI B KOMIUIEKTE C
MPUCTIOCOOTICHUSMH Il OKOHYATEILHON T0BOJIKA
rOTOBOM MPOIYKIUH (IIPHUCIIOCOOIEHHS [UISl PE3KH
U CHSTHSUTUTHUKOB).

3.2.1.2 [Ipucnoco6yienus u 000py10BaHHE 3aMEHbI
npecc-hopm.

3.2.1.3 [IporpammHOe oOecrieyeHue Ha
SNIEKTPOHHBIX HOCHUTEJISX.

3.3 Ycmyrn,

3.3.1 TIlocTaBIIMK OCYIIECTBISIET KOHTPOJIb, Med
MOHTaX U IIyCKO-HaJIaIKy mpecc-(hopMbl Ha
IUTOINA/KE 3aKa34yHKa.

3.3.2 Ucneitanue  000pyIOBaHHUsS  TECTOBBIM
npoGeroM ¢ IeJIbl0 MOATBEP)KIACHHsS HE MeHee 72
YacoB:

a) PaGoTocnocobnoctr 000py10BaHus;
6)["apaHTHPOBAaHHON MOIIHOCTH 000PYI0BAHUS;

B) ['‘apaHTHPOBAHHOIO KayecTBa IPOU3BOJAUMON |
MPOJIyKIIHH;

3.3.3 lcneiTanue, oOCIy)KUBaHUE U IOLIAEPIKKA BO
BpeMsI IIPOU3BO/ICTBA, Ha IIOLIAJIKE.

3.3.4 OGyuenune mnepconana [III'XK na mromanxe
3akazuuka.

Pedakyus 1
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site.

3.3.5. Warranty for operation time (at least 1 000 000
closing cycles)

3.4 Documentation

' 3.4.1 All documentation should be in Russian and
- English, in paper and electronic versions. Number of
documents - 1 copy in English and 1 copy in Russian

3.4.1.1 Minimal and maximal dimensions-mm:;

3.4.1.2 Dimensions of connecting plates (with
detailed drawings) - mm;

3.4.1.3 Distances between guides;

3.4.1.4 Nominal locking force of the injection mould
(kN or tons);

3.4.1.5 Overall dimensions of the injection mould,
mm (LxWxH);

3.4.1.6 Opening stroke of the injection mould, mm;

3.4.1.7 Availability of pneumatic circuits (if so, how
many);

3.4.1.8 Availability of cooling channels, pes .;

3.4.1.9 Availability of additional forming and
demolding modules (hydraulic cores, unscrewing
assemblies, etc.) - if so, exactly what is it and how
much;

3.4.1.10 Availability of hot channel circuits
controlled by automatic molding machine (not by the
stand-alone controller supplied with the injection
mould);

3.4.1.11 The injection mould weight, kg;

3.4.1.12 Dosing volume, cm3;

3.4.1.13 Casting weight (number of sockets plus

3.3.5 ['apanTus Ha BpeMs SKCIUIyaTalMy (HE MeHee
1 000 000 MK CMBIKAHUS).

3.4 JloxymeHTanus

3.4.1 Best okyMeHTanus A0JKHA OBITE Ha PYCCKOM

U aHTJIMHCKOM $I3BIKaX, B OyMaKHOM U
9JIEKTPOHHOM BapuaHTax. KomndyecTBo
JOKYMEHTAIM# 1 9K3. Ha aHIVIMHCKOM U 19K3. Ha
PYCCKOM SI3BIKE.

3.4.1.1 MuHUMAaJIBHBIX U MaKCUMaJIbHBIX
pa3MepoB-MM;

3.4.1.2 Pa3zmepsl NpUCOCTUHUTEIBHBIX IUTHT
(c meTaTIbHBIMH YEPTEXKaMH)- MM;

3.4.1.3 PaccrosiHusI MEXKIY HAIPaBIISIOLUIUMH,

3.4.1.4 HomuHanbHOE ycuIMe 3allupaHus IIpecc-
dbopmbi(kH nmu TOHHBL);

MM

3.4.1.5 'abGaputHbIe (bopMbl,

(JxILxB);

pa3mepbl

3.4.1.6 Xoxa packpbITHS mpecc-(hOpMbl, MM;

3.4.1.7 Hanuuue mNHEBMOKOHTYPOB (€CiaM Ja, TO
CKOJIBKO);

3.4.1.8 Hannune xaHAJIOB OXJIQXKACHUS, IIT.;
3.4.1.9 Hamuuwme nom. popmMooOpa3yromux 1
MmojyJielt pacopmoBaHusl  (THApaBIMYECKHE
CEepACYHUKH, y3JIbI BBIBUHYMBAHUS U T.J.)- €CIIH
€CTh, TO, YTO HIMEHHO U CKOJIBKO;

3.4.1.10 Hanunuune ropsiuee KaHaJIbHBIX KOHTYPOB,
yrpasiisieMbIx ¢ TITA (He yepe3 aBTOHOMHBIH
KOHTPOJIIIEP, TIOCTABISEMBIH C rpecc-popMoil);

3.4.1.11 Bec npecc-(popMBl, KT;
3.4.1.12 O6bem 103UpOBaHUS, CM3;
3.4.1.13 Bec oTIMBKH ( KOJTMYECTBO FHE3] IIIOC

Pedakyusi 1
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gate);

3.4.1.14 Injection pressure, kPa;

3.4.1.15 Injection rate, cm3 / s;

3.4.1.16 Cooling time, sec.

3.4.2 Operation manual and detailed specifications
for related equipment:

3.4.2.1 Accessories for shear and remove gates (a
sprue cutter ).

3.4.2.2 Accessories and equipment for replacing of
the injection moulds.

Railway DAP - railroad station Kengsoy
'| wagon (station code - 732602),

shipping: "Uzbekistan TemirYollari"

Truck DAP - Uzbekistan,

Delivery: Kashkadarya, Guzar district,
Shurtan, 180300.

Container DAP - railroad station Karshi

Shipping: (station code - 733104),
"Uzbekistan TemirYollari".

JIUTHHK);

3.4.1.14 ]JlaBneHwue Bpeicka, klla;

3.4.1.15 CkopocTh BIpBICKa, CM3/ceI<;

3.4.1.16 Bpewms oxaxXaeHus, CeK.

3.4.2 PyKOBOACTBO IO SKCILIyaTalld¥ M JIETAIbHAs
XapaKTEepUCTHUKA JUIs COIYTCTBYIOLIETO
o0opy1oBaHUS:

3.4.2.1 IIpucriocobaeHust sk PE3KU U CHATHS
JIuTHUKOB

3.4.2.2 [Ipucnocobnenus u 060pyaOBaHUE ISl
3aMeHBbI Ipecc-(hopm.

DAP - x/n. cr. Kenrcoii
(xox cranuuu — 732602),
['AXKK «Y36exkucTon
Temup Wysmtapmy

Baronuasmocragka:

Tpancnopr- DAP - Pecniybinka
HasIOCTaBKa: V3bekucran,
Kamxkanapsunckas 001acTh,
['y3apckuii paiioH, 1.
Hlypran, 180300
Konteitnep- DAP - x/n. ctKenrcoit (ko
HasTIOCTaBKa: crtaHiuu — 732602)),

['AXKK «VY30ekucron

Temup Wymtapiy.

FMaBHbLIK TexHonor

MmaBHbIA MeTponor

(MaBHLIN MexaHUK

MaBHbIA 3HEepreTUK

HavyanbHuK cnyx0bl pa3BuTus
Beaywwun nHxenep CMK

HayanbHuk uexa Kapwurtepmonnact

TexHonor uexa Kapwurepmonnact

Pedakyus 1
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MonuaTuneH HU3KOM NIOTHOCTHU

TexHu4eckne XxapakTepmucTMku mapok M3

MpunoxeHue Nl

HanmeHoBaHue F-Y720 F-Y920 F-0120 F-0220 F-0320 1-0525 1-1625
nokasaTenew BbiCWKit| 1-copT | Bbicwuid | 1-copT | BbiCWwMiA | 1-copT | Bbicwuii | 1-copT | Bbicwuid | 1-copT | Bbicwwmit | 1-copT |Bbicwumii | 1-copT
3 0,918 —-| 0,918 - 0,918 - 0,918 - 0,918 - 0,918- 0,918- 0,918- 0,918- 0,918- 0,923- 0,920- | 0,922- | 0,920-
MnoTHOCTL, g/cm
0,922 0,925 0,922 0,925 0,922 0,925 0,922 0,925 0,922 0,925 0,927 0,935 0,928 0,930
MNokasatenb
Tekyyectupacnnasga (MTP), 0,6-0,8 | 0,6-1,2 0,8-1,0 0,6-1,2 1,0-1,5 0,8-1,8 1,5-2,5 1,83,0 | 2,5-3,5 3,0-4,0 4,0-6,0 | 3,0-7,0 | 12-20 | 10,8-22
g/10 min
Pas3bpoc MNTP B npegenax
6 +10 +6 +#10 6 +10 +6 +10 +6 +10 +10 +15 +10 15
naptuu, % He bonee
MaccoBas fona neTyumnx
0,05 0,05 0,05 0,05 0,05 0,05 0,05
BewecTs, % He bonee
Mpepen Tekyyectu npu
acTaxkeHun, MPa, He meHee A0 240 10 38 1020 %42 89 i 6/7 5/5,5 10 9 10 9
; v i o |BIOP=| (@re)** |-(7/8)** |(6.5/7.57* (@/8)** |(65(75/**| @/8)** |(6;5/71)** '
NPOAONbHbIN/NoNepeYHbIA
OTHOoCUTeNbHOE yaNuHeHue 800/900| 720/810 | 750/850 | 675/720 | 750/800 | 675/720 | 700/850 | 630/760 | 650/700 | 600/650
npu paspoise, %, He MeHee (600 (550 (550 (500 (550 (500 (550 (450 (500 (450 700* 630* 650* 580*
npo‘qoanHﬁ/nonepequM 750)**| 700)** 700)** 650)** 700)** 650)** 650)** 600)** 650)** 600)**

*

** 3HaueHua onpeaeneHbl ANa NIEHKK, U3TOTOBNEHHOW Ha SKCTPYAepe C NIOCKOLLENEBOM FON0BKOM

Mpu CKOPOCTH pa3aBUNKeHUs 3aXKMMOB 50 mm/min, ocTanbHble MapKu NPU CKOPOCTU pasaBuKeHusa 3axknmos 150-300 mm/min

Pedakuus 1 lMpouedypa ynpasnerusi dokymeHmayuel u 3anucsamu
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Monn3TUNEH BbICOKOM NIIOTHOCTH

HanmeHoBaHue F-Y346 1-0754 1-0760 1-1561 P-Y242 P-Y342 P-Y456
MokasaTtenen BbiclwMM | 1-copT | Bbicwmit | 1-copT | BbiCWMI | 1-copT | Bbicwwmi | 1-copT | BbicwMit | 1-copT | BbiCWKIA | 1-cOpT | BbICWMIA | 1-copT
3 0,942- 0,944- 0,952- 0,950- 0,958- bonee - 0,958- |bonee-| 0,940- 0,938- 0,940- 0,938- | 0,952- | 0,950-
MnaoTHOCTL, g/cm
0,948 0,950 0,956 0,958 0,962 0,956 0,962 0,956 0,944 0,946 0,944 0,946 0,958 0,960
[TokasaTtesnb
14, 7- 0,21- 0,28-
Tekyyectupacnnasa (MTP), 0,19-0,31|0,19-0,34| 5,0-8,0 4,5-8,8 5,5-8,5 4,99,3 13-18 198 0,24-0,30 (0,20-0,33| 0,30-0,36 0.4 0,31-0,51 0.57
g/10 min i ; 5
Pa3bpoc MTP B
npeaenaxnaptuu, % He +8 £12 +10 15 +10 15 =10 +15 +8 +18 +8 +18 +8 +18
bonee
MaccoBasa f0A NeTy4nx
0,05 0,05 0,05 0,05 0,05 0,05 0,05
Bewlects, % He bonee
[Mpegen TekyyecTu
npupactaxexun, MPa, He 18/18 | 16,2/16,2
L 27 24 28 25 26 22 16 14,4 16 14,4 31 25
MeHeenpoaoabHblIi/nonepe (18/19)** | (16/17)**
YHbIN
OTHOCUTENIbHOE YA/IMHEHUEe
0, He
NPy paspelBe, %, HE MEHEE | 354\550 | 310/225 | 1200% | 1000* | 1200% | 1000 | s00* | 400* | 800 500* 750* | 500* 50 o
H >
NPO/A0/ibHbIN/NONepeYHbIN

Pedakuyusi 1

Mpouedypa ynpaeneHus dokymeHmayued u 3anucamu

Cmparuya 9 uz 10
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Pedakuyusi 1 lMpouedypa ynpasneHusi okymeHmauyuel u 3anucsimu

MpunoxeHue Ne2

Cmparuya 10 us 10



