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BILIVB 3MIHU KOMBIHAIIA TAPAMETPIB BUI'OTOBJIEHHS
3A TEXHOJIOI'IEIO CJII EJIEMEHTIB OCHOBHE TLJIO - HOCT-KOPIOH -
KOPJOH HA CYHIVIBHICTH TA INOPCTKICTD 3PA3KIB

OcmaHHIiM yacom 8upoOHUYMEO Memanesux aupodie cmano 6iibil a0ANMUSHUM I WEUOKUM 3A80AKU BUKOPUC-
mannto 3-D mexnonoziu, wo 6asyromvca Ha nowiaposomy guecomosienni. Axicmo 6upo6is, 6120MmMoeiIeHUX 3d
00nOM02010 cenekmusHo2o nazepro2o niagienns (CJI-mexnonozii) sanescumy 8i0 6a2ampox Gaxmopis, sKi
MOJICHA PO3OLIUMU HA OCHOBHI 2pynu. 001A0HAHHS, Mamepiau, npoyec, demanw, Qiniwna 0opobka. /[ 3abes-
NeUeHHs1 BUCOKOT AKOCI 6UpP0Di6 HeOOXIOHe GUKOPUCMAHHS CUCmeMH020 nioxoody. Ilpeomem docnioxncens. 3a-
KOHOMIPHOCMI 6RIUBY 3MIHU KOMOIHAYIT KOMINAEKCI8 OCHOBHUX NAPAMEMPI8 NPOYeCy 6Uu20mosaenis (cmpameeis
CKAHYBAHHSA, 8I0CMAHb MIXHC MpeKAMU, NUMOMA NOMYHCHICHL NPOYeCY, WBUOKICIb CKAHYBAHHA, NOMYHCHICMY)
DI3HUX eneMeHmi8 (OCHO8He Mino, KOPOOH, NOCM-KOPOOH) 8upo0bis, uzomosnenux 3a mexvonozicto CJII na ix
sKicmb (CyyinbHicms ma wopcmricmes nogepxui). Mema. Po3pobxa pekomeHOayiti ujo0o pesxicumie OpyKy Kop-
00HI8 Ma NOCM-KOPOOHig 015 Hepaicasitowoi cmani 316L 3 moswunoio wapy 30 mxm npu pizHux 610 CmMaHsIx Midic
mpexamu ma 3i 3MiHOI0 WEUOKOCmell CKAHY8AHHA Nla3epHo20 npomenio. Memoou. /[na npogedenHs 00caioxcey
oyau eueomosneni 3pasxu 10x10x5mm3a mexnonoeieio CJII1 3 nopowxy cmani aycmenimmozo knacy AISI 316L.
Ocnogne mino 00cnioHux 3paskié 0y10 8U20MOBIEHO NPU NOCMILHUX napamempax: mogwuna wapy 30 mxm,
nomysicuicmo 100 Bm, weuoxicmv cxanyeanns 1700 mm/c, sidcmans misc mpexamu 0,05 mm, pospaxosana
numoma winbnicmo enepeii cxnaoae 39,21 Joc/mm®, cyyinoricmo ~ 99,9 %. Jocnioui spasku epynu A, B ma C
giopisHAnUCL cmpamezicio ckanygeanusa (Out2In aboln2Out) ma éiocmanmio misre mpexamu KopooHie. [Jocnioni
spasku epynu D, E, F 6yiu eucomosieri 3 nocmiiinumu napamempamu nomydxciocmi 100Bm ma 6iocmantio
Midic mpekamu xkopoowuig 0,05 mm ma 30 3MIHHUMU naApaAMEmMpamu wWeuoKocmi ckamyeamus 0asa epynu D —
2,6...1,75m/c; ona epynu E — 2,6...1,55 m/c; ona epynu F — 3,0...1,55 m/c. [pyx 3paskie nposoousecsa na 3D
npunmepi Alfa-150 eupobnuymea komnanii TOB «AJIT Yrpainay. Tpaenenna cmpykmypu npogoousocsy pos-
yuni Kaaninea, ananiz mMikpocmpykmypu npo600uU8cs 3i 3aCmoCy8aHHAM ONMUYHO20 MIKpockony AxioVert
200MMat. Koumpons wopcmrocmi npoeoouecs3a 0onomo2oio BioBase 220R 3 nocmiiinoio 30H010 KOHMP OO
1,25 mm. Pesyarvmamu. Becmanosnerno, wjo kopooHu 3paskie epynu A ma C HaOpyKoeanux 6 0ianasoni Numomoi
winbHocmi enep2ii~27-33 [ic/mm® maromes mowky mejcy, wo He gucmynae ma e Mae euouMux gioxunens. Ko-
HMP 06 WOPCMKOCME NOKA3A8, ujo docnioni spasku A3, A4, C4, D5, El, E2, F6 maioms wiopcmkicmp 6 0ianasomi
9,7...11,2 mxm. Ilpu nopiensrHi OmMpuUMaHUX OAHUX 3 NAPAMEeMpaMu 8U20MOBIeHH MAd AHALI3Y MIKDOCMPYK-
mypu 6CMaHOBIEHO, WO 07151 00CAZHEHHS BUCOKOI CYYINbHOCMI 3 MIHIMAILHOI WOPCMKICMIO 8 20MOBUX 8UP0DaAx
HA NO8epXHi HeOOXIOHO 3aCMOCO8Y8aAMU NAPAMEMPYU MAKUM YUHOM, W00 napamempu 6u20mo8ieHHs NOC - KO-
HMYpy eHepeemuiHo KOIUBAIUCh 68 diana3oni + 4 ﬂ:}fc/MM3 610 NUMOMOT winbHoCmi eHep2ii 0CHOBHO20 MiJa.

Kniouoei cnosa: cenexmuene nazepue naasnenns; AlSI 316L; ocnosne mino,; nocm-kopoon, Kkopoou; uopcm-
Kicmb.

OOnamHaHHST BKIIOYAE Taki (DakTopu K Kamiopy-

Beryn

BaHHS, IEPIOJUYHICTS OOCIyTOBYBaHHS i pEMOHTIB, IT0-

HeoOXimHICTE CHCTEMHOTO MIAXOAy A0 YIPaBIiHHS
SIKICTIO TIPOYKILii BUTUIMBAE 3 PIBHOMAHITTS 1 B3a€EMO3B'-
SI3KY 30BHILIHIX 1 BHYTPIIHIX ()akTopiB, 110 BIUIMBAIOTH
Ha SKiCTb, 3 Oe3mepepBHOCTI il GopMyBaHHsTa 3a0e3me-
9eHHA. SIKICTh BHpPOOIB, BUTOTOBJICHHX 32 JOMOMOTOIO
CJIII-TexHomnorii 3ameuTh Bix 0aratbox (akTopiB, SAKi
MO’KHa PO3IUTMTH HAa OCHOBHI TPYIH: OOJIATHAHHS, Ma-
Tepial, Ipoiliec, neTaib, (idimmHa 06pooka [1].

TYXHICTh Jla3epa, TOUHICTh 1 MIBUAKOMIS CKaHYIOJOT CH-
CTEMH, CHCTEMa HAaHECCHHS MOPOIIKY, CUCTeMa Iojaui,
PO3MOATY 1 OUMIICHHS 3aXMCHOTO ra3y, cucteMa 3abes-
MeYeHHs] TepPMETUYHOCTI KaMepH, JOMOMDbKHE oOma-
HaHHA (YCTaHOBKA I IPOCIFOBaHHS BiOIPAaIbOBAHOTO
MIOPOIIKY Mepe]] TOBTOPHAM BHKOPHUCTAHHSAM ), TIO3HITIO-
HyBaHHS TUIAT)OPMH.
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Jetans — HEOOXITHO 3a/aBaTH MapaMeTpH IPYKy 3
ypaxyBaHHSIM 0cOOJMBOCTEH reoMeTpii BUpoOy — noBep-
XHi, 110 HABUCAIOTh, OTPEOYIOTh AOMOMDKHUX KOHCTPY-
KI[ilf — MiATPUMOK, B 3aJIe)KHOCTI BiJ KyTa HaXudy IIOBe-
pXHi i TOBIIMHHU CTIHKM MOXYTh BIIPI3HATHCS ONTHMA-
JBHI peXuMU Tporecy. [Ipu HasBHOCTI TOCTpHUX Kpais,
BHCTYIIB, OTBOPiB a00 BUPI3iB Majoro pajiycy HeoOXi-
JIHO KOPHTYBaTH TPAEKTOPII0 PyXy Jiazepa B 3aJIe)KHOCTI
Bil 3a7aHOT TOYHOCTI.

PosMmipu i hopma BaHHU pO3IIJIaBy 3aJie)KaTh Big Ha-
CTynmHUX (haKkTOpiB: XIMIYHMII Ta TpaHyJIOMETpUYIHHHA
CKJTa/l METAJICBOTO MOPOIIKY, TUTOMO1 €HEpTil Ja3epHOTO
BUIIPOMIHIOBAaHHS (CIIBBITHOIICHHS MOTYXHOCTI 1 IIBA-
KOCTI TEPEMIIICHHs JIa3epHOTO IPOMEHIO), TOBIIUHU
Iapy METaJeBOTrO NOPOLIKY, CTAHY ITOBEPXHI MiAKIAAKH,
PO3MOJiTy IHTCHCUBHOCTI BUIIPOMIHIOBAaHHSA 110 JiaMeTpy
JIa3€PHOTO IPOM €HIO, TEMIIEPaTy PH METaJIeBOTO TOPOLIKY
1 MOKIaaKy, BUAY BUKOPHCTOBYBAHOTO 3aXMCHOTO Tasy,
HOTO THCKY 1 IIBUAKOCTI PYXy HOTO MOTOKIB.

IlntomMa eHeprisi BH3HAYAE KUIBKICT TEIUIOTH, IO
MIIBOUTBCS 10 KOXKHOT TOUKHM JIa3€PHOTO TPEKY i, BiIO-
BiIHO MIMOWHY, IIMPHUHY MPOIUIABJICHHA 1 Yac iCHYyBaHHSA
MeTaly B pO3IUIaBlIeHOMY BUIVLI [2-6]. Takox 31 30iib-
HICHHSIM MHTOMOI €HEepTil MOCHIIOETHCS TiIPOANHAMIYHA
HECTaOUTbHICTh BaHHU PO3IUIABY.

ToBmuHA MmIapy MeETaJeBOTO MOPOINKY BH3HAYAE
o0csr MeTaneBoro IMOpoIIKy, SIKHH HEOOXiTHO po3Iia-
BUTH, a TaKOX MOJXIIMBICTb JOCTATHBOTO, I 3abese-
YEeHHs 33JI0BUILHOIO 3MOYYBaHHsS, PO3IUIABJICHOTO Me-
Tajy 1 MOBEpXHi, NPOIUIABICHHS Miaknaaku [4, 7).

CraH moBepxHi HiAKIAJKA BIUIMBA€ HA TCOMETPH-
9HI TMapaMeTpy BaHHM pO3IUIABY dYepe3 3abe3ledeHHs
3MOYYBaHHS PO3IUIABICHOTO MeTaly i moBepxHi [2, 8], a
TakoX 3a0e3redye Mojavy MOpPOLIKY B BAHHY PO3ILIaBy
[8-10]. Yum OGimbliie MIOPCTKICTh MOBEPXHI MiTKIAIKH,
TUM OilbIlle MOPOUIKY OyJe BTATYBATHCA B BaHHY PO3II-
JaBy.

Po3smoin iHTCHCUBHOCTI BHIPOMIHIOBAHHS TIO Jia-
MeTpy Ja3epHOTO NMPOMEHS BIUIMBAE HA TEOMETPUIHI Xa -
PaKTepUCTUKH BaHHU PO3IUIABY Uepe33MiHy TeMIlepary-
PHOTO NOJIA 32 00CSATOM BaHHM PO3IUIABY i SIK, HACIINOK,
3Mminy i rigpouaamiku [10].

TemmepaTypa METaJeBOro MOPOMIKY 1 MiKIaIKH
BIUIMBA€ HA TE€OMETPHUYHI XAPAKTCPUCTUKH BaHHU PO3IM-
JIaBy 4epes3 BIUIMB Ha HEOOXIIHY KUIBKICTh TEIIOTH, IO
MiABOJUTECS, |
xai [10, 11].

BIUIMBY Ha 3MO‘{yBaHiCTB MOBEP-

MeTta po6otu

Po3pobxa pexoMeHaaIid moa0 pexUMIB IPYKY 3a
CJITI-TexHOJIOTIEF0 KOPJOHIB Ta MOCT-KOPJOHIB LI He-
pxagitouoi ctam 316L 3 ToBmuHO0O mapy 30 MKM Npu
PI3HUX BIACTaHAX MDK TpeKaMu Ta 31 3MiHOIO MIBHIKOC -
Teil CKaHyBaHHS JIa3€pHOTO MIPOMEHIO.

Marepian i MeToaAHKA 1OCTIKEHb

Buxinnum matepianom OyB MeTalleBHil HOPOMIOK
HepikaBito4oi ctani 316L 3 po3mipom wacTuHOK Bif 10 10
45 mxM. Ximiyamid cxmax mopomky 316L, % Bar.:
Cr=17,79; Ni=12,63; Mo0=2,35; Mn=0,78; Si=0,64;
C=0,016. Buximuuii Matepian OyB JOCIIDKEHHA 3a J0-
IIOMOTOIO PACTPOBOTO EJIEKTPOHHOTO Mikpockona PEM-
106 (puc. 1, a) a1 Bu3HA4YeHHS (GOPMHU 1 PO3MIpIB Yac-
TMHOK. Ha puc. 1, 6 HaBeaeHO pe3ynpTaTd aHamzy. bymm
surotoBieHi 6 rpyn (A, B, C, D, E, F) 3paskis 3a texso -
norieto CJIIT 3 mopomiKy ctajii aycteHitHOTO Kiacy AlSI
316L, mo marTs GopMy mapaenernineny 3 ocHOBOo 10
MM, BucoToro 10 MM Ta ToBIMHOIO 5 MM. OcHOBHE TiIO
JMOCTITHUX 3paskiB OyJIO BUTOTOBJICHO MPHU MOCTIHHHX
nmapaMeTpax Mmpouecy: ToBmuHa mapy 30 MKM, HOTyX-
micts 100 Br, mBuakicte ckanyBanHs 1700 MM/c 3 Biac-
TaHHIO MDK Tpekamu 0,05 MM, po3paxoBaHa HHTOMa
miTbHiCTE eHeprii ckmagana 39,21 Jlx/Mm3, cyninbHICTh
~99,9% (puc. 2). Hocmimi 3pa3ku rpynu A, B ta C Biz-
PIBHSUTUCH CTpPATETi€l0 CKAaHYBaHHS Ta BIACTAHHIO MDK
TpeKaMH KOPJIOHiB, a came: rpyna A ta C ctpaTeris cka-
HyBaHHS OUt2In (KOpIOH — HOCT-KOPAOH — OCHOBHE
Ti10) Ta IN20Ut (OCHOBHE TUIO — MOCT-KOPJOH — KOPJIOH)
BIMOBIIHO Ta rpyma A Ta B — Bimctanb Mik Tpekamu
0,05 ta 0,06 MM BimnosigHo (puc. 3). 3MiHHI MapameTpu
KOPJIOHY Ta MOCT-KOPJOHY MpeacTaBieHi B TaOymimi 1.
Jpyxk 3pa3kiB npoBomBcs Ha 3D mpuntepi Alfa-150 Bu-
po6uutea kommnanii TOB «AJIT Ykpaina» [10].

TpaBiieHHS CTPYKTypH HPOBOIMIOCH Y PO3YHHI
Kamniara (100 ma xmopHa kucnoTa, 100 mua coupt, 20 T
XIOpHIy Mifi), aHaJl3 MIKpOCTPYKTYPH MPOBOAMBCS i3 3a-
CTOCYBaHHSIM ONTAYHOro Mikpockomy AxioVert 200MMat.
KoHTposb MIOPCTKOCTI MPOBOMBCS 3a A0MOMOTO0 Bi-
oBase 220R 3 nocTiiHO 30HO¥ KOHTP OO 1,25 MM.

30-35 m—

20-25
65-70
70-75

PO3Mip YaCTMHOK, MEM

Puc. 1. YactuHku BuxigHOTO MaTepiamy 316L
nipu 36impinenHi 200 (a) Ta pe3yabTaTH
TPaHyJIOMETPUIHOTO aHaT3y (0)
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Puc. 2. MikpOoCTpYKTypa OCHOBHOTO Tila JOCIIIHUX
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Puc. 3. T'eoMeTpis Ta cxeMa CKaHyBaHHS JOCIIIHUX
3paskiB rpynu A-C: 30BHIIIHI TPAEKTOPIl — KOPJIOH,
TpaeKTOPil MK 30BHIIIHIM Ta MIAXOBUM TOPSIKOM —

MOCT-KOPJIOH, TPAEKTOPii B IAXOBOMY MOPSIKY — OCHO-

BHe Tio, IN20ut, Out2In— HampaBieHHS CKaHyBaHHS

Tabmmms 1

3MiHHI MapaMeTpy BUTOTOBJICHHS JIOCIITHUX 3pa3KiB
rpymu A, B, C (St Ta S— BigcTanp MK TpekaMu
MOCT-KOPJOHIB Ta KOPJIOHIB, MM; V — IIBUJIKICTH

CKaHyBaHHS, M/C;)

I'py- Ne Crpareris
na A oxanypanms St \4 S \4
3Ka

1 2,0 2,6
2 1,85 24

A i In20ut 0,05 1i775 0,05 ;S
5 1,65 19
6 16 1,75
1 1,65 2,2
2 1,53 2,0

B j In20ut | 0,06 1:{‘25 0,06 11’685
5 1,37 1,55
6 1,33 1,45
1 2,0 2,6
2 1,85 24

C 2 Out2In 0,05 1]:775 0,05 3’(2)
5 1,65 19
6 16 1,75

Hocnigni 3pasku rpynu D, E, F Oyiau BurotosieHi
3 MOCTIHHMUMU TapameTpaMu notyxHocTi 100 BT Ta Bin-
CTaHHIO MK TpekaMu KopJoHiB 0,05 MM Ta 3i 3MiHHUMHU
mapaMeTpaMH UIBUAKOCTI CKaHyBaHHSA [UI1 T[PYIH
D - 26...1,75 wm/c; g tpynu E — 2,6...1,55 wm/c; ms
rpymu F — 3,0...1,55 w™/c. B pe3ynbraTi BCTAHOBICHHX
napameTpiB 0yJi0 OTPUMAHO 3aJISKHOCTI 3MIHM MUTOMOT
HITbHOCTI €HEepTil B OCHOBHOMY TiTi- MOCT-KOPJOHI Ta
KkopaoHi (puc. 4, a, 6 Ta B)

£x
o=

b lad lad Led ek
® SR &S
o

=

k2

S
=
H
g
z

b bd B3 BRI B
F™

=

:}l’,:lll:l!"lll' I:i.'ll:l [[I1|.'1- KO0 K‘I:I"i_'Ll:I:Ir

Eresicny

a

,.,
A
r
[
.
7y
¢

~d

IMarrosa npimancn
b B b e e,
= i

'.h

Moet- kopaomt Kopaon
Eaesenr

0

Ceaionne TUo

.
A

EFeY

o
™
= W WA W O

1

27.5

TTirroaas MIALEICTL CHERTE,

20
Ocronne TIA0 Hoct- kopaon
Enesent

B

Kopaon

Puc. 4. Cxema 3MiHM MUTOMOT MIUTBHOCTI €HEPTii AOCITi-
nmHuX 3paskiB rpynu D (a), E (6), F ()
(OCHOBHE TIIO — MOCT-KOPJOH — KOPJIOH)

3a pe3yibTaTaMH Bi3yaJbHO-ONTHYHOTO KOHTPOJIIO
(mami-BOK) BcTaHOBIEHO, IO BCi 3pas3ku B rpymi A 1-6
(In20ut) mpu nopisusHHI 3i 3paskamu rpymu C 1-6
(Out2In) ue maroTh BUaUMUX Bimxuiaensb. Cl 3a3HaunTH,
mo npu BOK o6nacti kopaoHIB, a came piBHOMIPHOCTI
JPYKY KOPAOHIB Ta MTOCT-KOPIOHIB (IIepepHBYACTICTb, CIIi-
KaHH$, IPUIMIIaHHS NOPOLIKY) 3pa3ku rpynu A ta C Ne 4
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HE MaroTh JaHuXx nedektie (puc. 5, a). Buxonsuu 3 otpu-
MaHHUX JAHUX, MOKHa 3pOOUTH BHCHOBOK, II0 KOPJOHHU
3paskiB rpynu A ta C, HaJpyKOBaHHX B Jijiana3oHi MUTO-
Moi 1minmbHOCTI eHeprii ~27-33 J[x/MM3 MarOTh TOHKY
MEXY, 110 HE BUCTYIIA€ Ta HE M€ BUIMMHUX BIIXHJICHb.

3 MIKpOCTPYKTYpHHX JOCHDKeHb (puc. 5, 0) 3pa-
3ky Ned4 rpynu C (Out2In) Oyso BHSBICHO po3LIapy-
BaHHS B 00J1aCTi IIOCT-KOPJIOH.

0

Puc. 5. BOK 1a MikpoCTpyKTypa JOCIIIHUX 3pa3KiB A
Ta C Ned B 001acTi KOpIOHIB

3pasku rpynu B 3 BiAcTaHHIO MDIX TpekaMu KOpJO-
HiB 0,06 MM MalOTe BUANMY BHCTyIal0uy YacTHHY B 00-
JIacTi KOPJOHIB, 1110 € HE3HAYHUM BiJIXWJICHHSIM BiJl BUXi-
o1 CAD-mozerni (puc. 6, a). 3 MIKpOCTPYKTYPHHX JIOC-
JDKeHb 3pasKiB rpynu B BcTaHOBIEHO, IO CTPYKTypa
00J1acTi HOCT-KOPAOHY Ma€ HECYLUILHOCTI, [0 BKa3ye Ha
HoJajnblle po3MlapyBaHHA KOPJAOHIB Bill OCHOBHOTO Tila
10 00JaCTi TOCT-KOPAOHIB.

Puc. 6. BOK ( a) Ta mikpoctpykrypa (0) mocmimHux 3pa-
3kiB rpynu B Ne3 ta Ned 3 BiACcTaHHIO MK TpeKaMHU KO-
proniB 0,06 MM

IIpr MIKPOCTPYKTYpHHUX IOCITIDKEHHIX 3pasKiB 3
rpyn D (puc. 7), E (puc. 8), F (puc. 9), a came 3pa3kiB 1110
BUTOTOBJIEHHI 3 Pi3HUMH KOMOIHAI[SIMH BUTOTOBJICHH S
MaroTh HECYIIIBHOCTI UM MMOOJUHOKI MOPH B 3aJIEXHOCTI
Bil MapaMeTpiB.

Puc. 7. O6nacte KOPAOHIB JOCHITHUX 3paskiB rpymu D

3 pe3yNbTaTiB AOCHDKeHHS 3paskiB rpynu D BcTa-
HOBJIEHO, 10 JeekTd B 00JacTi MOCT-KOPAOHIB € pe-
3yJIbTaTOM HEAOCTATHBOI MHUTOMOI IIUTBHOCTI EHEepTil
(3pasox D1 ta D3) B koMOiHaIii 3MiHK ITapaMeTpiB BUTO-
TOBJICHHS €JIEMEHTIB OCHOBHE TUIO - MOCT-KOPJAOH - KOP-
noH. TlokazaHo, mo 3pa3ok D5, 110 BUTOTOBJICHUH mpuU
koMOiHanii mutoMoi mimeHOCTI eneprii 39,21 — 350 —
38,0 JIxx/mm2 (puc. 4, a) BimmoBigHO GyJI0 TOCATHYTO Cy-
uineHicTe 96,2% Bim 3aragbHOTO 00’€MYy.

El B E5

Puc. 8. O6sacte KOPJOHIB HOCHITHUX 3paskiB rpynu E

3 pe3yNbTaTiB NOCHIPKeHHsS 3paskiB rpymnu E Bera-
HOBJICHO, 110 Ae(eKT, a caMe MOOAMHOKA IOopa 3aMKHY-
toro Ty [1] B 06JacTi MOCT-KOPAOHIB € Pe3yIbTATOM
BHCOKOT MATOMOI MIUTbHOCTI eHepTii (3pa3ok ES5) B kom-
OiHamii 3MiHM MapaMeTpiB BUTOTOBICHHS CJIEMEHTIB OC-
HOBHE TUIO - HOCT-KOPJOH - KopnoH. [Toka3aHo, mo 3pa-
30k El, 1mo BHroToBICHHMH mNpHU KOMOIHAI MHUTOMOT
minbHOCTI eHeprii 39,21 — 27,7 — 25,6 Tx/mMm? (puc. 4,
0) BiamoBigHO OyJy0 mocsrHyTo cyuinbHicts 99,6% Bin
3arajJbHOTO 00’€eMYy.

F1 F3 F6

Puc. 9. O6nacte KOPAOHIB TOCHIAHUX 3pa3kiB rpymu F

3 pe3yNbTaTiB NOCIIDKEHHS 3pasKiB rpymnu F BcTa-
HOBJICHO, 110 Je(eKT, a caMe HEeCYIUIbHICTh M0 00JacTi
KOPJIOHY € pe3yJIbTATOM HEJOCTATHbOI MUTOMOT MIUTBHO-
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cTi eneprii (3pasku F1 ta F3) B koMOiHalii 3MiHK mapa-
METpIiB BHTOTOBIICHHS E€JEMEHTIB OCHOBHE TUIO - MOCT-
KOpIOH - kopaoH. [Toka3aHo, 110 3pa3ok F6, 1o Buroto-
BJIGHUI TpH KOMOIHANil MHUTOMOI WINBHOCTI eHeprii
39,21 — 43,0 — 33,3 Ix/mm3 (puc. 4, B) BimmoBinHO 6yJ10
JNOCATHYTO CYyIUIbHOCTI 99,1% Bin 3aralbHOTO 00’€MY.
TakuM YUHOM B pPE3yJbTaTi IPOBEACHUX IOCIIHKEHD
OyJ0O BCTAHOBJCHO, IO CYLUIBHICTP B Jiarma3oHi
99,1...99,6% mo obnacTi moBepxHi 3pas3kiB Oyia mocAr-
HyTa Mpu KOMOiIHALsIX MapaMeTpiB BUTOTOBICHHS eJe-
MEHTIB OCHOBHOTO TiIa — OCT-KOPJIOH — KOPJOH 3a SIKUX
MUTOMA MIUTbHICTE eHepTil ckmamana: 39,21 —27,7...43,0
—25,6...33,3 Jlx/MM3 BianosigHO.

KoHTposb MIOPCTKOCTI TOKa3aB, MO JOCIiAHI 3pa-
3ku A3, A4, C4, D5, E1, E2, F6 MaroTh MIOPCTKICTh B
manazoHi 9,7...11,2 mxm (puc. 10 ). Cnin 3a3HauuTH, M0
3pasku rpymu B marote mopctkicts 11,3...18,2 MkM 3
MiHIMaIbHIM 3HAYEHHAM IIOPCTKOCTI 3paska B4. Ilpu
MOPIBHAHHI 3pa3KiB 3 MapaMeTpaMy BiACTaHI MDK Tpe-
kamu kopnoHiB 0,05 MM 1a 0,06 MM MarOTh pO30ODKHICTB
0 MIHIMaJbHIH mopcTKOCT (3pa3ok A4 — 9,7MkM Ta B4
- 11,3 mxm) ~ 14,1%. Lle cBiquuTR—IpoO TE, LIO 3pa3KH,
HaJPyKOBaHI 3 BIACTAHHIO MDK TpekaMmu kopmaoHiB 0,06
MM, MalOTh HECYIUILHOCTI B KOPAOHAX Ta MOCT-KOPIO-
HaX TaKMM YHHOM BCTAHOBJIEHO, IIIO MapaMeTp BiACTaHI
MDK TpeKaMH KOPJIOHIB Biflirpae poJb y IMOPCTKOCTI TO-
TOBOTO BHPOOY.
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N apaixa
Puc. 10. Pe3ynbratit mOPCTKOCTI AOCHIIHUX 3pa3KiB

Ilpu nocnipKeHHS MIOPCTKOCTI 3pasKiB, IO OyJH
BUTOTOBJIEHHI 31 3MIHOIO MapaMeTpiB CKaHyBaHHSI, a
came In20ut 3pazok A4 (9,7mkm) ta Out2In 3pasok C4
(11,2 MxMm) piBHUIS MiHIMaJbHUX 3HAYEHb CKJIagaia ~
13,5%. BimmosimHo 10 mocmimkenb [11] 1t po30bKHICTD
MO>€e BKa3yBaTd Ha BIUIMB BHYTPIIIHIX 3aJIMIIKOBUX Ha-
MIPYKEHB I10 Iepepi3y MOCIITHOTO 3pa3Ka.

IIpu mocmimkenni rpymu D, E, F BctanoBneHo, 1m0
MIOPCTKICTh Aocmimaux 3paskie D5, E1, E2, F6 ckmamae
11,1; 10,8; 11; 11,2 mxwm BimnosigHo. Ilpu mopiBHIHHI
OTPUMAaHUX JAHKX 3 MApaMeTpaMy BUTOTOBICHHS Ta aHa-
Ji3y MIKPOCTPYKTYPH BCTAHOBIICHO, IO IS JTOCSATHCHHS
BHCOKOT CYIUTBHOCTI 3 MIiHIMAJIbHOIO IHIOPCTKICTIO B IO-
TOBHX BHPO00ax Ha MOBEPXHI HEOOXIHO 3aCTOCOBYBATH

nmapaMeTpu TaKUM YHHOM, LMI00 HapaMeTpu BHUTOTOB-
JICHHS TIOCT- KOHTYPY CHEPTeTHYHO KOJMBAIIKCH B Jlara-
30Hi + 4J[/MM? Bil TUTOMOT IIITEHOCTI EHEpTii OCHOB-
HOTO Tina. TakoxX i 3a3HAYMTH, 110 TPH 3aCTOCYBaHHI
JTAHOT pEeKOMEH/Iallii eJleMEeHT KOPIOHIB TOTOBUX BUPOOiB
MTOBHHEH BUTOTOBIIITUCS IPH PIBHUX MapaMeTpax 9d HHU-
KY€ SHEPTeTHYHOTO PIBHS MUTOMOI IMUIEHOCTI €Heprii
OCHOBHOTO Tia Ha ~11%.

Bucnosxku

1. BcraHOBNEHO, IO 3pa3Kd BUTOTOBICHHI MPH I0-
CTIHHUX peXHUMax i3 3MIHOK IIBHIKOCTI PYXy Jiasepa Ta
CTpaTerii CKaHYBaHHS TpeKiB KOPAOHIB (in2out, out2in)
IIEHTHYHI, HE MaloTh BUIMMMX BIIXWIEHb, HE MalOTh
YPHUBYACTOCTI TPEKIB Ta BHUCTYIIB HaJ OCHOBHHM TUIOM.
IloxazaHo, IpyHTyt04uCh Ha pesynpTatax BOK, mo omn-
THMaJbHUM Jala30HOM JAPYKy TIpH IMX HapaMerpax €
s3pasku A4 1 C4 muroMa eHepris sAkuX ckiaiga 27-
33)Ix/cm3.

2. 3pa3ku rpynu B MarooTe TOHKY MexXy, IepepuB-
9acTICTh, 1 BENMKY BiICTaHb MDK TPEKaMH OCHOBHOTO
TiIa 1 TpeKaM¥1 BUTOTOBJICHHS KOPJOHY, B IaHIii 00JacTi,
MOXJIMBa BHCOKa HMOBIPHICTE yTBOPEHHS HOp depes
MaJly TUTOMY IIUIBHICTh €HEPTil 1 BEJIMKY BiICTAaHb MDK
TpeKaMH KOPJOHIB Ta TPEKaMHU OCHOBHOTO Tija.

3. Ilokazano, mo 3pasku D5, El, F6, mo Burotos-
neHi mpu KoMOiHanil muToMoi muTbHOCTI eHeprii 39,21 —
35,0 — 38,0 JIx/mm®,39,21 — 27,7 — 25,6 Jlx/mm?3, 39,21
— 430 - 33,3 Jx/MM3 GyJIO JOCATHYTO CYyHUIBHICT
96,2%, 99,6%, 99,1% BIiANOBIZHO Bij 3arajJiLHOIO
00’emy.

4. KoHTposb HIOPCTKOCTI IOKa3aB, L0 JOCHIIHI
3pazku A3, A4, C4, D5, El, E2, F6 matoTh mOpPCTKICTH B
manazoni 9,7...11,2 mxwm. [lpu nocnimkenHs rpymu D,
E, F BcraHOBJEHO, MO MIOPCTKICTh JOCIIIHUX 3pa3KiB
D5, El, E2, F6 cxnamae 11,1; 10,8; 11; 11,2 MxM Bimmo -
BiIHO.

5. BcTaHOBNEHO, 110 U JOCATHEHHSI BHUCOKOI Cy-
LUTBHOCTI 3 MiHIMaJbHOIO MIOPCTKICTIO B TOTOBUX BHUPO-
6ax Ha MOBEpXHI HEOOXAHO 3aCTOCOBYBATH HMapaMeTpu
TAKAM YUHOM, 00 MapaMeTpy BUTOTOBICHHS MOCT- KO-
HTypY €HEPTeTHYHO KOJHMBAIKCH B mianma3oi & 4J[x/mMm3
Bil MUTOMOT IUTbHOCTI €HEepTii OCHOBHOTO Tija.
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THE INFLUENCE OF CHANGING THE COMBINATIONS OF THE MANUFACTURING
PARAMETERS USING THE SLP TECHNOLOGY OF THE MAIN BODY -POST-BORDER - BORDER
ON THE CONTINUITY AND ROUGHNESS OF THE SAMPLES
Sergey Adjamskiy, Ganna Kononenko, Rostyslav Podolskyi,

Sergey Baduk

Recently, the production of metal products has become more adaptable and rapid because of the use of 3-D
technologies based on layer-by-layer manufacturing. The quality of products produced using selective laser melting
(SLP technology)depends on many factors, which can be divided into main groups:equipment, materials, processes,
details, and finishing. To ensure high-quality products, a systematic approach is necessary. Subject of research. Pat-
terns of influence of changes in combinations of the main parameters of the manufacturing process (scanning strategy,
distance between tracks, specific power of the process, scanning speed, power) of various elements (main body, bor-
der, post-border) of products manufactured using SLP technology on their quality (integrity and surface roughness).
Purpose. Development of recommendations for border and post-border printing modes for 316L stainless steel with
a layer thickness of 30 um at different distances between tracks and with varying laser beam scanning speeds. Meth-
0ds. For research purposes,samples of 10x10x5 mm were prepared using SLP technology from AISI 316L austenitic
steelpowder. The main body ofthe test samples was produced with constant parameters: layer thickness 30 um, power
100 W, scanning speed, 1700 mnvs; distance between tracks, 0.05 mm; calculated specific energy density is 39.21
Jimm?, continuity ~99, 9%. The test samples of groups A, B, and C differed according to the scanning strategy (Out2In
or In20ut) and the distance between the boundary tracks. Test samples of groups D, E, and F were made with constant
power parameters of 100 W and the distance between the border tracks of 0.05 mm and with variable scanning speed
parameters for group D 2.6...1.75 m/s; for group E 2.6...1.55 nvs; for group F 3.0...1.55 nvs. Samples were printed on
an Alfa-150 3D printer by ALT Ukraine LLC. Etching of the structure was carried out in Kalling’s solution, and
analysis of the microstructure was carried out using an AxioVert 200MMat optical microscope. Roughness control
was performed using BioBase 220R with a constant control zone of 1.25 mm. Results. It was established that the
borders of samples of groups A and C printed in therange of specific energy density ~27-33 J/mm3 have thin borders
thatdo not protrude and have no visible deviations. Roughness controlshowed that test samples A3, A4, C4, D5, E1,
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E2, and F6 had roughness values in the range of 9.7..11.2 microns. When comparing the obtained data with the
manufacturing parameters and microstructure analysis, it was established that to achieve high continuity with minimal
roughness in the finished products on the surface, it is necessary to apply the parameters in such a way that the post-
contourmanufacturing parameters energetically fluctuate in the range of + 4 J/mm?3 from the specific energy density
main body.

Keywords: selective laser melting; AISI 316L; main body; post-border; border; roughness.
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