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JOCIIJXKEHHSA BILIUBY TEOMETPIT IHCTPYMEHTY TA PEXKUMIB PI3AHHA
HA TOYHICTbH OBPOBJIEHHA JETAJIEM OTPUMAHUX FDM JIPYKOM

Memoto ybozo docaidiiceHHs € 8UBHAYEHHS HAUOIAbW ONMUMA/IbHUX Napamempis pizasibHo20 iHcCmpyMeHmy ma
pescumis pizaHHs (yacmoma obepmaHHs wWnuHdess, weudkicms nodadi, eAubuHa pizaHHs, diamemp KiHyeeoi ¢pesu
2eoMempuyHi napamempu pixcyyoi Kpomku) 04 MexXaHiyHo2o0 06pobeHHs1 demaseli ompumanux FDM dpykom 3 CoPET
(PETg) naacmuky 3 Memotoo ompumMaHHs 3a0aHux napamempie mo4Hocmi ma wopcmkocmi no8epxHi.

Y cmammi euksaadeHo docaidxiceHHs po6omu kiHyesux I mopyesux ¢pe3, wo eidpizHsaOMbCS Mamepianom
pixcyvoi yacmuHu, zeomempicero, Kiabkicmio pizaabHux 3y6yie, nokpummsim. B sikocmi 3a2o0mo8ku 06paHo npsiMOKymHy
naacmuHky HadpykoeaHy 3 CoPET naacmuky, 6e3 éHympiwHix nycmom, 3anogHeHHst — 100%. 06po6aeHHs1 npo8odu/10Cch Ha
sepmukaibHo-ppesepysaavHomy eepcmami MIKRON WF-2. [laa kiHyesux ¢ppe3 docsidxiceHo npoyec pi3aHHsi npu 080X
pi3HuUx cmpameeisx: ¢pesepyeaHHs 8i0kpumozo nazy Ha 6ct pobouy wupuHy @pesu; dpesepysaHHs eidkpumozo nasy
6iuHOI0 nosepxHero pe3u; pezepysarHs naowuHu. OyiHeHo npudamuicmb 0451 eheKmueHo20 06PO6AEHHS KONCHUM
munom IHcmpymenmy.

Karuosi caosa: 3D dpyk, eceomempisi pixcy1ozo iHcmpymenmy, ppesepysarus, eepcmamu 3 YIIK, 06po6seHHs
CoPET naacmuky.
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STUDY OF THE INFLUENCE OF TOOL GEOMETRY AND CUTTING MODES ON THE ACCURACY OF
PROCESSING PARTS OBTAINED BY FDM PRINTING

FDM printing (rapid prototyping) is a production process during which you can quickly obtain parts with high geometric
complexity, given dimensions and with low energy consumption. From the early stages, 3D printing was identified as a method of rapid
prototyping of parts that have a high level of complexity and their manufacture by traditional methods (for example, mechanical processing
on CNC machines) is impossible.

Despite the advantages that additive manufacturing offers, it has not yet been incorporated into industrial mass production lines
as an alternative to traditional technologies, due to the long manufacturing time of parts and the lack of repeatability. In some cases this
may not be a serious problem, but in some industrial applications where high precision parts are required, there are limitations due to the
surface roughness of the outer layer and the accuracy requirements. To eliminate these shortcomings, an additional processing process is
required.

The purpose of this study is to determine the most optimal parameters of the cutting tool and cutting modes (spindle rotation
frequency, feed rate, depth of cut, diameter of the end mill, geometric parameters of the cutting edge) for mechanical processing of parts
obtained by FDM printing from CoPET (PETg) plastic in order to obtain the specified parameters accuracy and surface roughness.

The article describes the study of the work of four types of end mills, which differ in the material of the cutting part, geometry,
number of cutting teeth, coating. A rectangular prism printed from CoPET plastic, without internal voids, 100% filling, was selected as a
blank. Processing was carried out on a MIKRON WF-2 vertical milling machine. For end mills, the cutting process was investigated with two
different strategies: milling of a closed groove over the entire working width of the mill; milling of an open groove with the side surface of the
cutter. The suitability for effective processing of each type of tool is evaluated.

Results were recorded and evaluated using an optical electron microscope.

Keywords: 3D printing, cutting tool geometry, milling, CNC machines, CoPET plastic processing.

ITocTaHoBKa MpodaeMu

VY Ham vac MamuHOOY/iBHA MPOIYKIliS CTa€ BCE OUIBIN CKJIAJHOI Ta BHMAara€ BUKOHAHHS OibIIOq
KIJTbKOCTI 3aBJlaHh Ha €Tamax MPOEKTYBAaHHS Ta BUTOTOBJICHHS. 30KpeMa, T€OMETPHYHO CKIIaJHI KOHCTPYKIii
ICHYIOTP Yy PpI3HMX MallMHaX Ta MeXaHi3MaxX, TakuX SK BepcTaroOyayBaHHSA, apiaOyayBaHHS Ta
aBToMoOineOynyBanus [1,2]. Hanpukian, KOMIIOHEHTH TPAHCIOPTHHUX 3aCO0IB YAOCKOHATIOIOTHECS, i TOMY OyIo
BiIMiUY€HO 0arato TPYAHOIIIB Y BUPOOHUIITBI CKIATHHUX IETaJlleH, SKi € )KUTTEBO BAXKJIMBHMHU B IPOMHUCIOBOCTI.
IBuake npototuityBaHHs (rapid prototyping - RP), sike mie Ha3uBaroTh aANTUBHUM BUPOOHHIITBOM, € OCHOBOIO JJIS
BEJIMKOi KUIBKOCTI BHPOOHMYMX METOMIB, SIKI IependadaioTh momiapoBe 3’e€qHaHHA MatepianiB. Kpim Toro,
CKOPOYEHHS MaTepialbHUX BiAXOMIB, 4acy, BAPTOCTI Ta IOMUJIOK € OJHUMH 3 TOJIOBHUX nepeBar RP, 3aBisku qomy
MO>XHA BUTOTOBJISITH CKJIAJIHI JeTalli 3a JIOIIOMOI0I0 Takux TexHouorii [3]. 3a ocraHHI KinbKa poKiB Oysn 3pobieHi
mamHu FDM, siki MOXXyTh BUTOTOBJISITH BUPOOM 3 BHUCOKOIO TOYHICTIO Ta MEHIIOI noxuOkoro [4]. Hampuknan,
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po3pobka 4-x i 5-ocroBux 3D-npunTepiB FDM a6o 3miHa poOOTH 3 IeKapTOBUMH KOOPIMHATAMH HA JIENbTa-poOoTa
nae Oiple cBOOOM Ta )KOpPCTKi qomycku [S]. Li 3MiHM MOXYTh 3MEHIIUTH MOXUOKH PO3MIpiB, AedeKTH TOIIo, ane
HE MOXYTh IX BHUKIIOYMTH ITIOBHICTIO Ta 3a0E3MEYUTH TOYHICTH 1 SKICTb, SIKI MOXKe 3a0e3MeYuTH MeXaHiuHe
00pOOIICHHS.

e ocobmmBo BaxauBO Ui (YHKLIIOHANIBHMX J€Taliel, sKi BUMaralTh JOJATKOBUX oOIepariit
moctoOpobneHHs, Takux sk ¢ppesepyBanus. CoPET e oquuM i3 Hali0inbIn nommpeHnx Matepianis y 3D-apyii yepe3
CBOIO HU3BKY BapTiCTh, IPOCTOTY JAPYKY Ta CTIHKICTh 0 Oarathox arpecuBHuX 4nHHUKIB. OqHak CoPET mae ripury
MOBEPXHIO (MPUCYTHI PO3TATHYTI 3alMIIKK (DiTAMEHTY) MOPIBHSHO 3 iHIIUMHU IHXKEHEPHHMH IUIACTMAacaMH, IO
MOJKe TIPU3BOIUTH 0 TOTipIIEHHS 30BHIITHROTO BUTIISY, a TAKOX TPYAHOILIB y MpoIiecax MocToOpoOIeHHS.

Jns momonaHHA mpoOiieM i3 3a0e3redeHHsIM BHCOKOI SKOCTI IMOBEPXHI Ta TOYHOCTI PO3MIpiB IeTaiei,
orpumanux FDM papykom, MpOMOHYETHCS 3aCTOCOBYBaTH MeXaHi4He MOcToOpoOieHHs. KirouoBe 3HAaYCHHS Mae
BHOIp pKydJoro iHCTpyMEHTY Ta mapaMeTpiB pi3aHHs npu QpesepyBanHi netaneit 3 CoPET. Bubip iHcTpyMeHTy Ta
HaJIAIITYBaHHS IapaMeTpiB MO)KE€ CYTTE€BO BIUIMBATH Ha MPOJXYKTUBHICTb, €(EKTHBHICTb OOpPOOKM 1 SIKICTh
KiHIIeBOr0 BUpoOy. Xo4a iCHYIOTh Pi3HI THITH PiXKy4UX iIHCTPYMEHTIB Ta HaJalTyBaHHSI, sKi MOJKHA 3aCTOCOBYBATH
it ppesepyBaHHs JeTaniel, IX eeKTUBHICTh Kpallle OIIHIOBAaTH Yepe3 ekcrepuMeHTr. O1xe, BUOIp BiANOBIAHOTO
PI3aJIHOTO 1HCTPYMEHTY Ta HapaMeTpiB Pi3aHHs € BUPIMIAIGHUM JUIS TOCSTHEHHS SIKICHOTO 0OpoOJIeHHs TOBEpXHi
Ta TOYHOCTI po3MipiB (ppe3epoBanux neraneii 3 CoPET.

Mertoto poOoTH OyJI0 MOCHIJPKEHHS BIUIMBY TE€OMETpil pi3ajbHOrO IHCTPYMEHTY, THUILy MOKPHUTTS Ta
PEXUMIB pi3aHHS Ha TOYHICTH 1 MIOPCTKICTH OOPOOICHNX MOBEPXOHB JeTanel orpuMaHnx FDM apykowm.

BukJiag ocHOBHOro MaTepiany

O6pobmnenns neraneit 3 CoPET, Bumarae ocoOnmBHX yMOB dYepe3 HH3BbKY TEpPMidHY CTaOUTBHICTH
Marepiaiy, IO MOKe IPHU3BECTH 10 IUIaBICHH, nedopmalii Ta moranoro o06poGIeHHs NoBepxHi. s MOZoIaHHs
X BHUKJIUKIB, BAYKIMBAM € BHOIp BiAIMOBIIHOTO pPi3ajbHOTO IHCTPYMEHTY Ta MapaMeTpiB pi3aHHI, IS JOCSITHEHHS
SIKICHOTO 0OpOOJICHHSI TTOBEPXHI Ta TOYHOCTI PO3MipiB (ppe3epoBanux Aeraneir. Bubip pizanpHOro iHCTpyMEHTY Ta
napaMmeTpiB pi3aHHS MOX€ 3HaYHO BIUIMBATH Ha MPOJIYKTUBHICTh Ta €(DEKTHBHICTH OOPOOJICHHS, a TaKOX SIKICTh
KIiHIIEBOTO NPOAYKTY. Byno mpoBeneHo cepito eKCHEpUMEHTIB 3 BUKOPUCTAHHSM PI3HHX PKYYHX IHCTPYMEHTIB,
1100 OIIHUTH iX eeKTUBHICTH U 00pobOaeHH] neraneit i3 CoPET.

Jnst mpoBeNeHHS eKCIepUMEHTIB Oyjao oOpaHO YOTUPW BHIM KiHIEBUX (Qpe3, IO BiAPI3HIIOTHCS
MarepialoM piXKy4ol YaCTHHH, T€OMETPIEI0, KUIBKICTIO Pi3aJbHUX 3yOLIiB, TOKPUTTAMH. TakoK TpHU BUIU ITACTUHOK
TS TOPIIEBOT (ppe3u.

B nocmimkeHHI BUKOPHCTAHO YOTHPH BUAM KiHIEBUX (pe3 miamerpom 8mm. (Puc.1).

Nel Ne2 Ne3 N4
Puc. 1 Kinuesi ¢pe3n

Jlist 0OpoOIeHHs TUIOIIMH BUKOPHUCTAHO TOpIeBy ¢pesy i3 kopmycom PE01.11B32.100.10 Ta mmacTuHKH
tury APMT 1135 tprox Buzis (Puc.2).

Nel Ne2 Ne3
Puc. 2 3MiHHI IVIACTHHKH 17151 BCTAHOBJIEHHs1 Yy Kopnyci Topuesoi ¢ppesn PE01.11B32.100.10

[TapameTpu pixkydnx iHCTPYMEHTIB Ta 3MiHHUX IJIACTHH HaBeJeHO B Tabmuisx 1 Ta 2.

VY SKOCTI 3arOTOBKM OOpaHO HAAPYKOBaHO NMpAMOKYTHy ItacTuky 3 CoPET 6e3 BHyTpimmHix mycrot. s ii
BUroToBJIeHHs BHKopuctaHo FDM mpunrep Artillery sidewinder x1, miamerp comma — 0,4mMm. Pexxumu apyky:
Temmneparypa comia — 245°C; temneparypa crony - 90°C; Bucota mapy — 0,25MM; IBHIKICTE JAPYKY — 75MM/C; KUTbKICTh
30BHIIIHIX ImapiB — 2. Tur 3anosHeHns — Rectilinear 100 % (1uapyu HakIaganuch 3 nepexpentysansmM B 90°).
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Tabmmms 1
IapameTpu pisky4ux iHCTPYMEHTIB Ta 3MiHHUX ILIACTHH
I
d S _\\_ L} . |D
N
L
de i D- L- 1- o — KyT z—
— giamerp | miameTp - L
Ne . | OBXWHa | IOBXHMHA | mimiiomMy | KUIBKICTB .
. XBOCTOBHKA, | po0OoUoi . . Marepian/oKpuTTS
IHCTpyMeHTa 3arajbHa, | poboda, | FBHHTOBOI | PIKYyYHX
MM YaCTHHH, o .
MM MM JiHil, Tpaxg | 3yOuiB
MM
1 8 8 60 25 40 3 Toepamit
CIJIaB/TIOJIIPOBaHMM
2 8 8 62 20 35 4 HSS/TiAIN
TBepanii
3 8 8 65 22 45 6 crtan/BAC
4 3 3 45 13 35 3 Trepauii crar/0e3
MOKPHUTTSI
Tabmus 2
XapakTepucTHKHU 3MiHHHX IUIACTHHOK
Kyt L4- 85°
P~ KyrL3-11°
LlI=11mMm
)] L2=6,35mMMm
L3 Fl1=1.5mm
S1 / S1=3.5mm
Re =0.8 MM
Ne nnacTuHKH MapkyBaHHS 3aHill KyT, rpan Paniyc pi3anbpHOi KPOMKH, MM Marepian
1 APMT113508PDER 11 0,8 BL2060
2 APMTI1135PDER 11 1 P6320
3 APKT1135PDFR-MA 11 0 K01

OO0poOIieHHST IPOBOJUIIOCH HAa BepTHKAIbHO-(Ppe3epyBanbHoMy Bepctati MIKRON WF-2. Jlo ocHOBHHX
XapaKTEePUCTHK BIMHOCATHCS: 30HA 00podaenHs 400 [Mm] mo oci X; 4000 [mMm] mo oci Y; 400 [mm] mo oci Z.
MaxkcumanbHa 4yactoTa oOepTaHHs minuHAeas cTaHoBHTh 2240 [006/xB]. OCHOBHE 3aCTOCYBaHHS BepcraTta - JJis
BHUPOOHHUIITBA JIETAJIeH CEPEIHBOT Ta BUCOKOI TOYHOCTI 3 orryckoM a0 0,01 [mMMm]. 3aramom oXomomKyodi pitnHu He
noTpiOHI st 00pOOIICHHS OLTBIIOCTI TEPMOILIACTUYHUX MaTepialiB.

[epmm etanom gociimpkeHs OyiIo 0OpoOJIeHHS KiHIEBUMH (pe3aMH JBOX PI3HUX €JIEMEHTIB MOBEPXHi:
(hpesepyBaHHS BIOKPUTOrO IMA3y Ha BCIO poOOYy MHPHUHY (pes3n; (pe3epyBaHHA BiKPUTOTO Ma3zy OiYHOIO
HOBepXHeIo (pesn.

MexaHiuHe 0OpOOJIEHHSI TPOBOAMTHCS Ha BepTHKaIbHO-(pesepyBabHOMy Bepctati MIKRON WEF-2,
3akpimieHHs ppe3u — nanrosuil matpod ER32; 3akpiruieHHs 3ar0TOBKM — B JICIIATax; TIHOWHA pisaHHs — SmM. s
OLIIHKH Mpoliecy 00paHo cepe/Hi 3HaueHHs pexxuMiB: O06eptu st pesu P8mm — 112506/x8.; Tlogaya — 250 Mm/XB.
Bukonano ¢pe3epyBaHHS KOKHIM iHCTPYMEHTOM BiIKPUTOTO TIa3y Ta yCTYITy, pe3yIbTaTH 3aHECEHi 10 Tabmuip 3,4.

Bun 06pobenns: Binkputnii ma3; mepekputts — 100%; rmmbuHa pisaHHS — SMM.

28 28

—

Puc. 1. Cxema o00podJieHHs - BiTKpuTHii a3 Puc. 2. Cxema 00podJieHHs - YTy
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Taomuus 3
PesynbTaT 06po0/IeHHS BIAKPUTOrO nasy
30BHINIHIN Otpumanuit 30BHILIHIN OTtpumanuii
IHcTpy™meHT . IHCcTpy™MeHT .
BUTJIS]T pO3Mip, MM BUTJIISI pO3Mip, MM
7
Nel Ne2
==y R —— 2
Ne4
8,00 8,01
o

Haiikpammii pezymprar 00poOieHHs Oyno MOCSITHYTO NMpPH BUKOPHCTaHHI ()pe3u 3 TBEPAOTO CIUIABY 3
MOJIIPOBAHOIO MMOBEPXHEIO, YAaCTKOBO MPUIATHUM TAKOXK BHSABHBCSA IHCTPYMEHT 3 MIBHAKOpi3ambHOI cram HSS.
®pe3a 3 HaflKpalUM pe3yIbTaTOM JOCIiIIKYBajlach MPH Pi3HUX oOepTax i mogadax A BU3HAYCHHS ONTUMAIBHIX
PEXXUMIB pi3aHHS.

HactynauM KpokoM 0ys1i0 00po0IeHHS YCTyITy: epeKpuTTsa — 50%; rmuOuHa pizaHHS — SMM.

Ta6muus 4
Pe3ysibTaTH 06p00JICHHA YCTYIY
[HCTpYMEHT 30BHILIHIN BUIIIS IHCTpYyMEHT 30BHILIHIH BUIIIS
7L v
Nel No2

N4

Haiikpamii pe3yabTaTé 3a TaKMMH IapaMeTpaMH SK: YUCTOTA IIOBEPXHi, BIACYTHICTh HAJIUMAHHS CTPY>KKH
Ha IHCTPYMEHT Ta 3aroTOBKY, OTPUMaHMI pO3Mip, NOCATHYTO IIpH BUKOpHCTaHHI ¢pe3u Nel. [lnsd yTOUHEHHS
ONTUMAJIbHUX OOEPTIB IIMUHAEIS 1 [0a4i, BAKOHAHO CEPIif0 JOCIIIIB 3 BUKOPUCTAHHSIM TaKHX pekumiB: Obeptu
nmmuHgess, 00/xs -400, 800, 1600, 2240; IToxaua, mm/xB — 125, 250, 400. Pe3ynbraT HaBeaeHi B TaOIHII 5.

Haii6inpury TouHICT po3MipiB HpH 0OpoOJIEHHI Ta SKICTh MOBEPXHI OYJIO JOCSATHYTO BHKOPHCTOBYIOUH
¢pe3y 3 TBEpIOro CIUIaBy i3 INOJIPOBAaHOIO MOBEPXHEIO. 3a pe3ysbTaTaMH JOCIIJUKEHb BCTAHOBJIEHO HaWKparii
pexxuMu pizaHHs Uit qaHoi Gpesu @8 mm: obeptu et — 2240 06/xB; nogada - 400 Mmm/xB.

Hacrynaum eranom Oyio nocitipkeHHsT 00poOIeHHs IUIOMMHK 30ipHOIO (hpe30to i3 3MIHHUMH IIACTHHKaMHU
MexaHiuyHe 00poOJIeHHSI POBOMIIOCH HAa BepTHKAIBHO-(ppe3epyBaibHOMy Bepcrati MIKRON WF-2, Bukopucrano
TopueBy ¢pesy D63MmM, i3 4-Ma IIIACTHHKAMHU, 3aKpilUIeHHs (pe3n — onpaBka D22MM, 3aKpilUICHHS 3arOTOBKU — Y
netarax. Jlyist omiHKK mporecy o0paHo cepeliHi 3HaueHHs pexkuMiB: 00eptu dpesn D63mm — 80006/xB.; nogaua — 250
MM/XB. BukoHano ¢pe3epyBaHHs KOXKHUM BHJIOM IUIACTHHOK, PE3yJIbTaTH 3aHeCeHi 10 Taduuiii 6.
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Tabmuus 5
PesynbTaT 06p00JIeHHA YCTYILY
[Nonaua, ObeptH, 00/xB
MM/XB
125

250

Tabmuus 6
Pe3yabTaTu fociaigkenns (ppesepyBaHHs IVIOLIUHU TOPIEBOI0 (hpe30olo i3 3SMiHHUMH MJIACTHHKAMM
[Tnactunka S0BHILIHIA BATIIS

Nel

No2

Hatfikpamii pe3ynpTaTi 3a TAKIMHA TTapaMeTpPaMH SIK: YACTOTA IMOBEPXHi, BIACYTHICTh HAJHUITAHHS CTPYKKH
Ha IHCTPYMEHT Ta 3aroToBKY, JOCATHYTO IpH BukopucranHi muactuHOK Ne3 (APKTI1135PDFR-MA). s
YTOUHEHHS ONTHMANbHUX OOEpTIB IIMUHJIENS 1 M0jadi, BUKOHAHO CEpil0 MOCIHi/iB 3 BHKOPUCTAHHSM TaKHX
pexumiB: O6eptu wnunAemst, 00/x8 -400, 800, 1600, 2240; Tonaya, mm/xB — 125, 250, 400. Pe3ynbraTu 3aHeceHo B
TabuuLro 7.

Tabmuus 7
PesysbTaT 00po0JaeHHs miIacTuHkaMu Ne3 (APKT1135PDFR-MA) Ha pi3HHX pexkHMAax.
Ionaua, O0epTtH, 06/xB
MM/XB 800 1600 2240
1
125
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Technical sciences ISSN 2307-5732

TIponoBxenns Tadu. 7
1 2 ‘ 3 4 5
250 T f ‘ ‘

400

BucnoBxku

AHani3 JiTepaTypHHX JKepel A03BOJIHMB BCTAHOBHUTH, 1[0 BXKKO OTPUMATH HU3bKY IIOPCTKICTH Ta BHCOKY
TOYHICTh po3MipiB mix 4ac mpouecy FDM-apyKky uepe3 BnacTuBi TEXHOJIOTIUHI oOMexeHHs. TakuM 4YMHOM, 1100
OTpHUMATH ITOBEPXHIO KPallol sIKOCTi, HEOOXITHO BUKOHATHU OJATKOBHH MPOIEC MEXaHIYHOTo 00pobIeHHs 1 e 0yio
OCHOBHOIO METOI0 JIAHOTO JOCIIJKCHHS, sike Oyae KOPHCHHM s KOopucTyBadiB 3D-mpuHTEpIiB, SIKMM TOTpiOHE
MeXaHI9He 00OpOOICHHS 3pa3KiB A MiJBUIICHHS SKOCTI TOBEPXHI AeTae.

[IpoanamninryBaBmu pe3yabTaTH IOCTIIKCHb — (ppe3epyBaHHS IIACTHKOBUX jAeTanedl otpuManux FDM-—
npykoM i3 matepiary CoPET Oyio BcTaHOBIIEHO, 1110 HAaHOIIbIIA TOYHICT Ta AKICTh OOPOOJICHUX TTOBEPXOHB (T1a3a
Ta YCTYIy) MOKHA JOCSTHYTH IPH BUKOPHCTaHHI ()pe3u 3 TBEPIOTO CILIABY 3 MOJIPOBAHOIO IMTOBEPXHEIO, YACTKOBO
MIPUIATHAM TaKOX BHUSIBHBCS IHCTPYMEHT i3 IIBUAKOpi3anbHOI ctami HSS. Takoxk BcTaHOBIEHO HaWKpaml pexuMu
pi3aHHs, sIKi BiANOBinawTh o0epram mnuHaens — 2240 06/xB; Ta nogaui - 400 MM/XB.

IIpu ¢pesepyBaHHI IUIONIMH JeTalei 30ipHOIO (pe3or0 P63MM HaWKpamuil pe3yyibTaT OTPHUMAHO MPH
BUKopHcTaHHI 3MiHHUX IU1acTHHOK APKT1135PDFR-MA, o6eptiB mmunaaens — 1600 06/xB Ta nogaui - 125 MM/XB.
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