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B craTbe paccMOTpeHbI MOAX0AbI K YHPAJBEHHIO KAYeCTBOM IpoueccoB (POPMOBAHHUS MJIACTHKOBBIX
3J1eMEeHTOB, MPUMEHsSIEMBIX B CHCTeMaxX BOA0o4YncTKU. [lokazaHo, 4TO cTAOMIBHOCTH TeMIEPATYPHBIX
PeXUMOB, IaBJIEHMSI M CKOPOCTH OXJIAXKIEHUsI OKa3blBaeT KJK4YeBOe BJMSIHHE HA MPOYHOCTb M
repMeTHYHOCTh u3geauid. IlpumMeHeHue craTucTruyeckoro ynpapiaenus npoueccamu (SPC), ananusa
aucnepcuii (ANOVA) u tuarpaMm napero mo3BoJisieT BbISBUTh KPUTHUYECKHE MApaMeTPbl H CHU3UTH
aoy0 Opaka Ha 25-30%. IlpenjiokeH KoOMIIeKC Mep MO COBEpPLIEHCTBOBAHUIO TEXHOJOIMYeCKOIo
KOHTPOJISI U METPOJIOTHYeCKOI0 obecreyeHusl.

KiroueBbie cnoBa: popMoBaHue MIIACTUKOB, BOJAOOYHCTKA, yIpaBieHue kadectBoM, SPC, ANOVA, nedexTsl.

QUALITY MANAGEMENT OF PLASTIC MOULDING PROCESSES IN THE PRODUCTION
OF WATER TREATMENT SYSTEM ELEMENTS

Kopyova M.A., PhD student, Department of Machine Tools and Tooling, Tyumen University of Industrial,
Tyumen

Ostapenko M.S., Associate Professor, PhD in Technical Sciences, Department of Machine Tools and Tooling,
Tyumen University of Industrial, Tyumen

The article presents an analysis of quality management approaches for the molding of plastic
components used in water treatment systems. It demonstrates that the stability of temperature profiles,
pressure, and cooling rates critically affects the strength and sealing performance of the products. The
study highlights the use of Statistical Process Control (SPC), Analysis of Variance (ANOVA), and Pareto
charts to identify key process parameters, leading to a reduction in defect rates by 25-30%. A
comprehensive set of measures is proposed to enhance technological monitoring and metrological
support, contributing to improved process reliability and product quality.

Keywords: plastic molding, water treatment, quality management, Statistical Process Control (SPC), Analysis
of Variance (ANOVA), defects.

CoBpeMeHHBIE CHCTEMBI BOJOOYHCTKH MPEIBSIBISIOT BBHICOKHE TPeOOBaHUS K KadeCTBY
TUTACTUKOBBIX KOMIIOHEHTOB — KOPITYCOB (DHIIBTPOB, 3JEKTPOKOATYIATOPOB M COECTUHHUTEIBHBIX
y3710B. X HageXHOCTh U F€pPMETHYHOCTh BO MHOTOM ONPEIENSAIOTCS CTa0MIBHOCTBIO MPOLIECCOB
(hopMOBaHUs, BKIIIOYAIOIINX HArPEB, BIPBICK U OXJIAXKICHHE MOJMMEPHOTO MaTepHaa.

JleekTbl, BOZHMKAIOIIME HA 3TUX 3Talax, — ycaaka, KOpoOJIEHHE, HENOJHOE 3aloJIHEHHE
(OpMBI — CTAaHOBSATCS MPUYUHON BBIX0a 000pyI0BaHUs U3 CTPOs. Il CHUKEHUS TAKHX PUCKOB BCE
qale IpUMEHSIOTCSI METOABI CTATUCTUYECKOTO yIpaBieHus npoueccamu (SPC) u ananuza BIusHUA
dakTopoB (ANOVA), mo3BoJsOmMUe HE TONBKO (DUKCHPOBATh OTKJIOHEHHUS, HO W BBISBISATH MX
MIPUYHHBI.
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]_IGJIB HaCTOHHlefI pa60T1>1 — aJaliITUpOBAaTh MCTOJAbI CTATUCTUYCCKOI'O aHAJIM3a, OIIMCAHHBIC B
Hay4YHbIX HCTOYHHKAX, K IIpoHecCcaM (bOpMOBaHI/IH IIJIACTUKOB, HCIIOJB3YEMBIX B CHCTEMAX
BOJOOYHNCTKH.

Henapb n 3a5aun uccae10BaHus

Ilenp wuccnenoBanust — pa3paboTaTh MOAXOJ K YIPABICHHUIO KauyeCTBOM IIPOLIECCOB
(hopMOBaHUS MJIACTUKOB HA OCHOBE aHAIN3a IUTEPATYPHBIX JaHHBIX M IPUHIUIIOB CTATHCTUYECKOTO
KOHTPOJIS, IPUMEHUMBIX K IIPOU3BO/ICTBY BOJOOYUCTHOIO 000PY10BaHHU.

JIist 1OCTHKEHUS e pellalich 3a1a4u:

1. IIpoananu3upoBatk (HaKTOPbl, BIUSIOIIME HA KAYECTBO U3/EIUI U3 NOJUIPOINIICHA.

2. CucteMaTu3upoBaTh JHUTEPATypHBbIC JaHHBIE O BIMSHUM TEMIEpATypbl, IaBICHUS U
CKOPOCTH OXJIQXKJICHHsI HA TE€OMETPUI0 U3JeNUH.

3. IlpoBecT CTAaTHCTUYECKYI0 WHTEPHPETAIMIO M OIPEICIUTh ONTUMAIIbHBIC THANa30HbI
TEXHOJIOTUYECKUX PEKUMOB.

4. ChopmynupoBaTh PpEKOMEHJAMK [0 MOBBIIIEHUIO CTa0WJIBHOCTH IPOLIECCOB U

CHIDKEHHIO JIe(EKTHOCTH U3JIEIINH.

MarepuaJjisbl 1 METOIbI

Jlnist aHanmM3a MCIIONIb30BaHbl JAHHBIE UCCIICAOBAHU, MOCBSIIEHHBIX ONTHMHU3ALUH JINThS IO
JaBJICHUEM TE€PMOILIACTOB, B TOM YHCIIE:

— Montgomery D.C., Introduction to Statistical Quality Control (2012);

— Moayyedian M. et al., Optimization of Injection-Molding Process for Thin-Walled Parts
(2021);

— Hiyane-Nashiro G. et al., Optimization of Shrinkage and Warpage Reduction by the
Taguchi Method (2022).

— Ha ocHOBaHMM 3THX MCTOYHUKOB OBUIM BBIOpaHBI THUIIOBbIE JMANa30HbI MapamMeTpOB
¢dbopmoBanus ans nonunponuiena (I111):

— Temneparypa Bupsicka: 180-220 °C;

— nasnenue Brpeicka: 40—60 MlIla;

—  CKOpPOCTh oxJaxaeHus: Bbicokas (10 2 °C/c) u auskas (g0 0,8 °C/c).

Jnsi ONEeHKW BIHMSHHUA (AKTOPOB HCIIOJIB30BaHbl YCPEAHEHHBIE 3HaueHus F-kpurepus
(OTHOIIEHNE MEX]Ty CpeIHEeN TUCcTiepcrel MeX Ay TPpyNIaMu U CpeiHel Jucnepcuei B rpymmnax) 1 p-
3Ha4eHUH (BEPOSTHOCTH TOTO, YTO HAOIIOIAEMBIH PE3yNIbTaT MOXXHO OOBSCHUTH CIy4ailHOCTBHIO),
MOJTyYEHHbIE B aHAJIOTHYHBIX SKCIIEPUMEHTAX U MIPUBEICHHBIE B YKA3aHHBIX MyOIMKaIHIX.

SPC (Statistical Process Control) — 310 Meron, KOTOpBI MO3BOJIIET KOHTPOJIHUPOBATH U
yAyd4IlaTh MPOU3BOJCTBEHHBIE MPOIECCHl C MOMOINBIO CTAaTUCTUKU. Ero memp — oOHapyxeHHe
BapHalliii B MPOIECCe U MPEIOTBpaIeHue 1eeKTOB 10 uxX mosBiaeHus [1].

ANOVA — 3T0 CTaTUCTHYECKUI METOJ, KOTOPBIN MO3BOJIIET CPAaBHUBATH CPEJAHUE 3HAUCHUS
JBYX WJIH 00JIee TPYII U ONIPEICIUTh, €CTh JIM MKy HUMH CTaTHCTHYSCKH 3HAYMMbIE pa3nuuus [2].

ANOVA no3Bosser:

—  ONpEeNeNuTh KpUTHIEeCKHe (PaKTOphI poIiecca M COCPEOTOUUTh YCHIINS Ha UX KOHTPOJIE;

—  ONTUMM3HMPOBATH MPOLIECC: HATIPUMED, MOAJEPKHUBATH TEMIEpaTypy B auamnazoHe 200—
210 °C u maBnenne ~60 Mlla;

—  CHM3MTH 3aTpaThl, HCKIIOYMB W3JIMIIHUNA KOHTPOJIb MAJIO3HAUYUMBIX IapaMeTpoB
(HampuMep, CKOPOCTH OXJIAKICHHS).

Pe3yabTarsl aHaau3a

Ha ocHOBaHMM JaHHBIX W3 JMUTEPATYPHBIX HMCTOYHUKOB aJalTUPOBAHHBIE PE3YJbTATh
0JIHO(AKTOPHOTO AMCIIEPCHOHHOTO aHanu3a A (popmoBanus xoprycoB u3 IIIl mpeacrasien B
taoute [3, 4]

213



CE0pHMK HAYYHbIX TPYAOB YHACTHMKOB I HAy4YHO-MPAKTUYECKOM KOHGepeHLn «CTAHAAPTUIALMEA: TPAEKTOPNS HAYKM»

PesyibTaTsl aHau3a

dakTop Auanazon Cpennuii F- BepositHoCTB HNuTepnperanus
napaMeTpoB KpuTepHii 3HAYHUMOCTH P

Temmneparypa 180-220 °C 6,5-7,0 <0,01 3HaunMOe BIIMAHUE

(hopMoBaHHS

Jarnenue Bopeicka = 40-60 MIla 4,2-4,6 <0,05 3HaYNMoOE BIUSIHHUE

CKOpoCTh 0,8-2,0 °C/c 1,0-1,3 >0,2 Hesnaunmoe

OXJIAXKICHUS BIIMSIHIE

Temneparypa (T) sBisercs Haubosee 3HAYUMBIM (DAKTOPOM, BIHSIIOIIMM HA CTaOMIBHOCTH
TOJIIHUHBI CTEHKH Kopityca. [Tpu Huzkoi remnepatype (180 °C) maTepuasl HEIOCTaTOYHO IJIACTHYEH,
YTO MPUBOJUT K HETMOJIHOMY 3aIOJIHEHUIO ()OPMBI U YMEHBIIEHUIO TOJIIIMHBI B OTJCIBHBIX 30HaX.
IIpu BeIcOKO# Temmeparype (220 °C) Bo3pacTaeT PHCK YPE3MEPHON yCaakd M JIOKaJIbHOIO
KOPOOJIEHHUS, YTO TAK)KE OTPAKAeTCsl HA HEPAaBHOMEPHOCTHU TONIUHBL. OnTuManbHbli quana3ox (200
°C) obecrieunBaeT OanaHc MEXAY TEKYUeCThIO PaciljiaBa U €ro OXJIaKICHHEM, YTO MOITBEPKIAETCs
MUHUMAaJIbHBIM pa30pocoM TOJIIMHBL. Temmeparypa OKa3blBaeT MPSIMOE U CUJIBHOE BIIMSHHUE Ha
TeOMETPHIO M3JICNIUS U J0JKHA CTPOTO KOHTPOJIUpPOBAThCs [5].

Hasnenue nuths (P) craTucTruecky 3Ha4MMO, HO €r0 BIMSHUE ycTymaer Temneparype. [Ipu
HuskoM Aasienuu (40 MIla) Bo3MOXXKHO HEMONIHOE 3amoJHEHHE (POPMBI, YTO YMEHBIIAET TOIIIUHY
netaneit. [Ipu moBeimennn nasienust 1o 60 Mlla kauecTBO 3amojHEHUs YIIY4IIAeTCs, TOJIIMHA
CTaHOBUTCS OoJiee cTaOuIIbHOM. OJHAKO CIMIIKOM BBICOKOE JIaBJICHUE MOKET BbI3BATh BHYTPEHHUE
HalpsDKEHUS W TOBBICUTH BEPOSITHOCTh OOpa30BaHMS MUKpOTpEeIMH. JlaBieHue OKa3bIBaeT
3aMeTHOE, HO BTOpOCTENEeHHOe BiusHUME. OHO KPUTHYHO AJIsi YCTpaHEHUs Opaka, CBSI3aHHOTO C
HEJIOJIMBOM, HO €r0 JHana30H ONTUMH3ALUH YKe, YeM y TeMrepatypsr [1].

Ckopoctb oxnaxaenus (C). B uccinenyemom nuanasoHe (pakTop He MoKa3al CTaTUCTHUECKH
3HAYUMOTO BIMSHUS. BbIcTpoe oxjakJeHHe MOBBIIIAET BEPOSTHOCTh OCTATOYHBIX HANPSDKEHUN U
nedopmaruii, HO B paMKax JaHHOTO SKCHEPUMEHTa 3TO HE OTPa3sWJIOCh CYLIECTBEHHO Ha CpeiHel
TonuHe. MeieHHOe  oxJlaxkaeHue —oOecreunBaeT 0ojiee  paBHOMEPHOE  paclipesielieHHe
KPUCTAJLIUTOB B CTPYKTYpPE MaTepuaya, OHAKO U OHO HE JAJIO 3HAYMMbIX OTJIMYMI IO TOJIIUHE.
CKOpoCTh OXJIa)KI€HUSI MOXKET BIIUATH Ha JIPYrHe XapaKTepUCTUKHU (YCTOWYUBOCTD K JiehopMaiusiMm,
yCaJIKy, IPOYHOCTb), HO Ha TOJIIHMHY CTEHKH B 3a/laHHBIX PEKUMaX OHA IIOYTH HE BIIMSET.

OTH BBIBOJIBI IOJTHOCTBIO COTJIACYIOTCSI C pe3ybTaTaMU SKCIIEPUMEHTOB, I/I€ BApbUPOBAHNE
temneparypsl Ha 40 °C npuBoamno K H3MEHEHHIO ycaaku 10 2,3%, M ¢ pe3yiabTaTaMy,
HOTBEPIKAAIOIINMHE JTMHEHHYIO 3aBUCHMOCTD JIe()OPMAIMK OT JaBJICHHs JUThs [3, 6].

CrarucTtudeckuii KOHTpPoJIb npoueccos (SPC)

Jlis OleHKH CTa0MIIBHOCTH TEXHOJIOTUYECKOTO Tpollecca PEKOMEHAYETCS HUCIOIb30BaTh
koHTpoJbHBIE KapThl [llyxapra [7]. KonTponbhas kapra Illyxapra mist KOHTPOJISI TONIIHHBI CTEHOK
W3JIeJIHi TpejicTaBiIeHa Ha puc. 1.

KoHTponbHas kapTa LLyxapTa ons ToNWMHbLI NNacTUKOBOro Kopnyca
___________________________________________________________ —0— N3MepenHbIe 3HaYeHUs .
5.2 === LlenTpansHan nuHns (4.99 Mm)
=== BepxHas rpaHmuua (5.22 MM)

=== HxHaS rpanuLa (4.76 Mm)

4.8
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Homep Bbibopku

Puc. 1. Koumponvuas kapma lllyxapma 0ns monwuHvl nIacCmuKo8020 KOpnyca
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Kontponpnast kapra Illyxapra moka3biBaeT CTaOMJIBHOCTH Ipolecca (OPMOBAHUS TI0
napameTpy «TOJILIMHA Kopryca». LlenTpanbHas auHusg — 4,99 MM, BEpXHsISI U HUKHSAS MPAHULIBI —
5,22 u 4,76 MM COOTBETCTBEHHO. Bce m3MepeHHbIe 3HAU€HUS HAXOJATCS BHYTPU ITHX T'PAaHMILI,
BBIOPOCOB HET. DTO YKa3bIBACT HA TO, YTO MPOLIECC YIpaBIIsieM, KOJICOaH!Us TOJIIINHBI HE TPEBBIIIAIOT
ecrecTBeHHbIe Bapuanuu. [Ipumenenne kaptel Lllyxapra mo3BosisieT BOBpeMs BBISBISATH OTKIOHEHHUS
U IpeA0TBPAIaTh NOsABICHNE 1e(DEeKTOB Ha paHHEH cTaauu.

CornacHo JaHHBIM M O0OOIIEHHON NPOMBINUIEHHONW TNpakTuke BHeapenue SPC-kapt
MO3BOJISIET CHU3UTh BEPOSATHOCTD 1e(DeKTOB B IIpOIECcCe JINThA 1Mo AaBieHueM Ha 15-30%, 3a cuer
CBOEBPEMEHHOI'O OOHAPYKEHHS OTKJIOHCHHUI TeMIlepaTyphl U naBiieHus [3].

B nccienyeMbIx ycloBHsX MPOU3BOICTBO IIACTUKOBBIX KOPIYCOB JJIsi CUCTEM BOJIOOYHUCTKU
XapaKTepU3yeTcsi aHAIOTUYHBIMH TTOKA3aTEeNISIMU: afanTalys 3TUX METOJOB IO3BOJSIET O0XXHIATh
CHWXeHUs 07u AedekToB Ha ypoBHE 18—20%.

JAunarpamma Ilapero u ananu3 npuynH Opaka

[lo nmurtepatypHbiM maHHbIM, 10 70-75% Bcex nedeKTOB MpH JWThE TOJ AABICHHEM
00YCIIOBJICHO TPEeMs OCHOBHBIMH IpuunHamu [3, 8]:

— HenpaBuibHbIN TEMIEPATYPHBINA PEXUM,

— HenocrarouHoe naBieHue BIpPbICKa,

— TI'eomerpuueckue OTKIOHEHUS.

IToctpoenne nuarpammsel [lapeto g omnpeaeneHus MNPUOPUTETHBIX MpPUYMH Opaka
MPEJCTAaBICHO Ha PHC. 2.
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Puc. 2. Jluacpamma Ilapemo

HakoruteHHas 107151 MOKa3bIBaeT, KAKYIO 4acTh BceX Ae(hEKTOB MOKPHIBAIOT MepBble N MPHYHH.
B Hamiem mnpumepe mnepBbie Tpu npudnHbl  («HempaBHIIBHBIA PEKUM  TEMIEpaTyph»,
«HemocrarouHoe jmaBieHue/IpoBap NMpU CBapke», «[ eoMeTpuyeckre OTKIOHEHHUS») AT OKOJIO
70% ot obmiero ymncia ciayvaeB, a mepsbie yeTsipe — yxxe ~80,7%.

[Mpumenenne npunimmna [Tapero (80/20) k qaHHBIM HOPMOBAHHS IITACTHKOBBIX JIEMEHTOB IS
BOJIOOYHCTHBIX CHCTEM IT03BOJISICT POTHO3UPOBATH aHAJIOTUYHOE PACHPEICNICHUE, YTO COTIacyeTcsl
C HaOJIFOICHUSMH Ha OTCYECTBEHHBIX MPeanpusTusx [9].

Oo6cy:xxaenune

Ananranus metonoB SPC u ANOVA k nporieccam (hopMOBaHHS ITACTUKOB B TIPOU3BOICTBE
BOJIOOYHCTHOTO OOOPYZOBaHMS MOATBEPKIACT UX YHHBEPCAIBHOCTh U BBICOKYIO IMPHKIAIHYIO
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LIEHHOCTh. VI c0/Ib30BaHNE JaHHBIX HHCTPYMEHTOB ITO3BOJISIET HE TOJIBKO BBISBIIATH CTATUCTHUECKU
3HaYUMBbI€ (PaKTOPBI, BIUSAIONINE Ha KAYECTBO U3JIEJINA, HO U KOJIMYECTBEHHO OLEHUBATh CTEIIEHb MX
BJIUSIHUS Ha KIIIOUEBBIE MapaMETpbl TEXHOJIOIMUYECKOTO IpoLecca — Ie€OMETPUUYECKYI0 TOYHOCTD,
Maccy, OJAHOPOTHOCTh CTPYKTYPhI M TOBEPXHOCTHBIE edekThi [10].

Ha ocHOBe nuTepaTypHbIX HCTOYHUKOB OBUIM OIpEENICHbl CTATUCTUYECKHE AUana3oHsl F- u
p-3HAa4YEHHI, COOTBETCTBYIOIIME PpA3JIMYHBIM YPOBHAM CTAOMJIBHOCTH IIPOLECCOB JIUThSA O]
napnenuem [11]. [NonyueHHbIC 3HAYEHUSI XOPOIIO COTIACYIOTCS C PE3YJIbTaTaMH IPOMBIIIICHHBIX
HaOJI0IEHUH, YTO MOATBEPIKIAET JOCTOBEPHOCTh U BOCIIPOU3BOIUMOCTD METOAMKHU. DTH IUANIa30HbI
MOTYT OBITh HCIIOJIB30BaHbI KaK peepeHCHBIE TOKA3aTEeIN MPU MPOSKTHPOBAHUN TEXHOIOTHYECKIX
KapT, pa3paboTKe MporpaMM yIpaBieHHUs KauyecTBOM M OOyUE€HUU MPOU3BOACTBEHHOIO NEpcoHalla
METOJIaM CTaTUCTUYECKOT0 KOHTpouis [12].

Oco0oe 3HaueHne B 00eCTIeYeHNH TOYHOCTH aHalIM3a UMEET METPOJIOTHUYECKOe 0OecredeHre
KoHTposist mapamerpoB. CornacHo tpeboBanusm ['OCT ISO 10012-2008, cucremaruueckas
KauOpOBKa CPEACTB M3MEPEHUI — TepMomnap, JIaTYMKOB JABJICHUS M TOJIIMHOMEPOB — SIBISIETCS
00s13aTeIbHBIM DJIEMEHTOM CHUCTEeMBI yrpapieHus kadectBoMm [13]. [IpoBeneHue meproanvecKux
MOBEPOK W  KOPpEeKTUpoBKa  Kod3(PuumeHtoB  mpeoOpa3oBaHUS  MO3BOJISAIOT  CHU3UTH
CUCTEMATUYECKYI0 OINOKY u3MepeHuit 10 +0,03 MM, 4TO CyIIECTBEHHO MOBBIIIAET JOCTOBEPHOCTh
JaHHBIX, UCIONB3yeMbIX B SPC-kaprax, 1 o0ecrnednBacT KOPPEKTHOCTh aHalu3a TeHaeHnui [14].
Kpome Toro, BHenpeHue mpoiieyp aBTOMAaTU3MPOBAHHON PETUCTPAIlMU U3MEPEHUM CIIOCOOCTBYET
MOBBILIECHUIO TPO3PAYHOCTH MPOU3BOACTBEHHOT'O KOHTPOJISI U YCKOPSIET BBISIBIICHHE OTKJIOHEHUI Ha
PaHHUX CTaJUSIX TEXHOJOTUYECKOTO LIUKIIA.

Taxum oOpazom, unrerparusi Meto0B SPC 1 ANOVA ¢ MeTpoioru4eckiuM o0ecrieueHueM 1
CHCTEMOU KalMOpOBKH 000pynoBaHUS (POPMHUPYET 3aMKHYTHIH KOHTYp YIPABJICHHUS KaueCTBOM,
o0ecreynBaOmUil  YCTOHYUBOCTh TEXHOJOTHYECKUX IPOLECCOB M CHU)KEHHE BEpPOSTHOCTH
BO3HHKHOBEHHS IEPEKTOB B TOTOBBIX M3aenusx [15].

3aki0ueHne

B xone uccnenoBanus OblIN MPOAHATM3UPOBAHBI KIIIOUEBbIE (DaKTOPBI, BIHMSIOIINE HAa KAYeCTBO
W3JIeIUH U3 MOJIUIPONUIIEHa, BKIIIOUask TeMIieparypy (popMoBaHHUsl, 1aBJI€HUE BIIPbICKA U CKOPOCTh
oxnaxaeHus. CucTeMaTu3anus JUTEPAaTypHBIX JAHHBIX MO3BOJIMJIA YCTAHOBUTH 3aKOHOMEPHOCTH
MEXy MapamMeTpaMu TEXHOJOTHYECKOTO IMpolecca U T€OMETPUUYECKOW CTaOUIbHOCTBIO M3JIEIHM.
IIpoBeneHHas cratucTUdecKass MHTEpIpPETAlus YKCIEPUMEHTANIbHBIX JAHHBIX Jajla BO3MOYKHOCTB
OTIpEECUTh ONTHUMAJbHbIE JMANA30Hbl PEXHMOB, 00eCreuMBarOIIMe MHUHHUMAJIbHbIE HCKAaXCHUS
(GOopMBI M CHUKEHUE YPOBHS BHYTPEHHHUX HAINPSDKEHHH.

Ha ocHoBaHuu 00OOIIEHHBIX JIMTEPATYPHBIX JAHHBIX OINpPEAENEHO, YTO OCHOBHBIMHU
(bakTopamu, BAMSIOIMMH Ha Ka4eCTBO IJIACTUKOBBIX U3/IENHi, ABISIOTCS TeMIepaTypa U JaBlieHUE
¢dbopMoBaHuSl.

3nauyenus kpurepues F u p, anantupoBanHbsie u3 padbor Montgomery (2012) u Moayyedian
(2021), moaTBEPKIAIOT UX CTATUCTHUECKYIO 3HAYMMOCTb IIPH YpOBHE 10BepHst 95%.

IIpumenenne MeronoB SPC u nuarpamm Ilapero mo3BossieT BBIABIATH 10 75% NpUUMH
NeeKTOB U CHIKATh Opak B cpeaHeM Ha 15-20%.

Pe3ynbrarel MOATBEPAKAAIOT BO3MOXKHOCTH HCIIOJIB30BAHMSI CTaTHCTUYECKUX METOJOB
KauecTBa JUIsl TpPOILECCOB (OPMOBAHMS IJIACTHKOB, MPHUMEHSEMBIX B OOOpPYIOBAHUU CHUCTEM
BOJOOYNCTKH.
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