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S Incmumym npuxnaonux cucmem ynpagninna HAH Yxpainu, Ykpaina

JOCJIIKEHHS BILTUBY TAPAMETPIB CTPATEI'TI CKAHYBAHHSI HA
CYUHUIIBHICTBb 'OTOBOI'O BUPOBY 3 )KAPOMIILIHOI'O CIIJIABY INCONEL 718

Bcmyn. Texnonozis cenekmugHo2o 1a3epHoeo NideieHHs, aKa A618€ cO000 npoyec adumueHo20 8UPOOHUYMEA,
BUKOPUCMOBYE NIAZEPHULL RPOMIHb OJisl CNILAGNEHHS MEMANEBUX YACMUHOK HA NOBEPXHI NOPOUIKOBO2O ULADY ULISL-
XOM CKAHYBAHHS 30 MPAEKMOPIEIO, KA 8I0N06I0ae MpusuMipHitl popmi, 3adanitl na ochosi CAD-mooeni,. Mema
pobomu: 00cHiodicenHsi BNAUBY NAPAMEMpie cmpamezii CKany8aHHs (Uaxoee CKAHYy8aHHs) HA CYYINbHICTb 20-
mogo2o supoby 3 scapomiyrnoeo cnaasy Inconel 718. 3asdanns docnioxncenn: pospoora CAD-modeneii ma euco-
moenennsi 0ocuionux 3paskie posmipamu 10x10X10 mm 3 napamempamu GU2SOMOGNEHHS: NOMYAICHICMb —
80...130 Bm 3 kpoxom 10 Bm, weuoxicme cxanyganus — 850 mm/c, moswuna wapy — 30 mxm, 31 3MiHHUMU
napamempamu cmpamezii ckanysanns (siocmans misic mpexamu 0,04...0,09 mm 3 kpoxom 0,01 mm); eusnauenms
CYYinbHOCMI OOCTIOHUX 3PA3KI6 MEMANoepapiuHuM MemoOoM O0CHiONHCEHb, HAOAHHS peKOMeHOayitl wodo na-
pamempie cmpamezii CKaHy8anHs O 3a0e3nedenHsi GUCOKOL WilbHOCMI 20mosux eupobie. Memoou 0ocii-
Oxicenns. Komn'tomepue modenosanns, 3/-opyx iz sacmocysannam npunmepa Alfa-150 iz euxopucmanmsm
nopowky skcapomiynoeo cnnagy Inconel 718, mixpockoniuni 0ocniodicens i3 3acmoCy8aHHIM ONMUYHO20 MIK-
pockony AxioVert 200M Mat. Haykosa nogusna. BcmaHo81eHO 3aNeHCHOCHI 6NIU8Y NApaAMempie 8U20mos-
JIeHHs, a came NOMYHCHOCMI ma I0CMAHI MidxC mpeKamu Ha CYYiibHicms 20mogozo eupoby. Ilpakmuuna 3na-
yumicms. Po3pobneno pexomendayii uyo0o napamempie CKaAHy8anHs NPU GU2OMOBIEHHT Oemaneti MemoooM ce-
JIEKMUBHO20 1A3ePHO20 NIAGNEHHSL 3 Jcapomiyrnozo cnaagy Inconel 718. Pezynomamu. Bcmanosneno, uwjo 3pasku
Maoms depexmu cmpykmypu (nopu). IpyHmyiowucs na ompumanux pesyibmamax po3paxykie numomoi wiino-
Hocmi eHepeil, 6CMaHOBGIeHO, WO YMEOPeHHs Yb020 0eheKnty nog'si3ane 3 UCOKOI0 NUMOMOIO eHep2iclo, 3a AKOT
nPOBOOUIOCH GU20MOoBIeHHs. Bcmanoesneno, wo deghexmu maioms nepioOuuHicms i n06 s13ami 3 NEPeKpummsm
MIJIC mpeKamu ma waxoeumu noasmu. 3a pe3yibmamamu eKCnepumennmy 3 00CHO0NCeHHsL 6NIUEY NAPAMEMPIE
8U20MOBIEHH 8 UAXOBOMY NOPAOKY 3 MosuuHoio wiapy 30 MKM 8CIAHOBIEHO, U0 OOCTIOHT 3pa3KU HAOPYKOBAHI
3 makumu napamempamu. weuokicmo (850mm/c), nomyscnicmo (80-130 Bm), ¢iocmans mioe mpexamu (0,04-
0,09 mm) — ne modicyms 8ionogioamu OYiHYi «3A008INLHOY, 4 PEICUMU He MOACYIb OYMU PEKOMEHOO8AHUMU 0151
NOOANILULO20 BUSOMOBIIEHHSL BUPODIS.

Knrouosi cnosa: cerexmusne nazepne niagienns; cmpameis ckanyeanns;, napamempu; Inconel 718; wino-
Hicmb enepeii.

BHKOPHCTOBYBAHI Ha €TaIi po3pOOKH BUPOOH, 1 BOHU HE
TIOBHHHI BIIIIOBiAaTH XapaKTEPUCTUKAM TOTOBUX BUPO-

Beryn

AIMTUBHI TEXHOJOTI] OCTaHHIM YacoM Ha0yBaroTh
Bce OLIBIIOro IMOUIMPEHHS y CYYacHOMY BHPOOHUIITBI,
OCKIJIBKH JO3BOJISIIOTH CTBOPIOBATH MIBUJIKO 1 SIKiCHO BU-
pobu 3 YHIKaJbHOIO TE€OMETPIEI0, Ky HEMOXKINBO abo
CKJIAJHO BHUTOTOBUTU IHIMNMH TPAAWIIHHUMHU CIIOCO-
6amu BupoOHHIITBA [1].

B nanwmit wac aguTHBHE BUPOOHUIITBO TIOMIISIOTH
HA JIBa BEIUKHAX HATIPAMKH [2]:

- mBuake npororunyBaHHsS (Rapid Prototyping),
sIKE O3HaYa€ BUPOOHHIITBO MIPOTOTHIIIB, 3ACO0IB Bi3yallb-

HOT'o TIPOCKTYBaHHA, CKJIIagaJIbHHUX YaCTHH,

OiB;

- mBuake BupoOHunTBO (Rapid Manufacturing), mo
03Ha4Ya€ BUPOOHUITBO (DYHKINOHAIEHUX BUPOOIB, PH3-
HAa4yeHHX JJIsI BUKOPHCTAHHS B SIKOCTI TOTOBHX HMPOAYK-
TiB, TOOTO Taki BUPOOHW IMOBHHHI BiATIOBiTaTH MIPOIOHO-
BaHMM JI0 HUX BUMOI'aM 1 MaTH 33/IaHi XapaKTePHUCTUKH.

Binbmiicts aBTOPiB KIIAaCH(DiKYIOTh A ANTUBHI TEXHO-
yorii mo ¢opmyBaHHIO mmapy; (ikcarii mapy; mMarepia-
JaM, 110 3aCTOCOBYIOTBCS; Ta BHIAM €HEprii, 0 BUKO-
puctoByeTbes [3, 4]. YV OimpIrocti BUNIANKIB MeETalleBi
BHPOOW, BHUTOTOBJICHI 3a aJUTUBHUMH TEXHOJIOTISIMH,
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KJIacuQikyloTh 3a JBOMa CHOCOOaMM «HENpPSIMHI» Ta
«mpsmMuity. [Ipu BUTOTOBJICHHI «HENPSIMUAMY CIIOCOOOM
BHUKOPHCTOBYETHCSl CIIONYYHA PEYOBMHA JUIS 3B’S3Y-
BaHHS YAaCTHHOK METally, YTBOPIOIOYHM TPUBHMIpHY Jie-
Tanb. 3a «IPSIMHM» CIIOCOOOM YacTHHKH (arjioMepaTi)
MeETaJTy MOBHICTIO PO3UMHSIOTHCS Y IPOIIeci, 00 oapa3y
chopmyBaTH netans [5].

TpuBanmii yac i TEXHOJOTIi CTOCOBHO METalliB Ta
CIUIaBiB HE 3HAXO/AWIN 3HAYHOT'O MOIIMPEHHS, OCKIJIBKH
HE BJIABAJIOCS JJOCSTTH 33IOBUTLHOT IKOCTI BUPOOIB MO0
iX CYIIJIBHOCTI, IIOPCTKOCTI Ta, K HACHIJOK, MEXaHI4-
HUX Ta EKCIUTyaTalliiHMX BJIACTHUBOCTEH. Y 3B’S3Ky 3
CYTTEBHUM IIiIBUIIICHHSIM SKOCTI METAJIOBUPOOIB, BUTOTO-
BJICHUX 3@ TEXHOJIOTI€I0 CENEKTUBHOTO JIa3epHOro IUIaB-
nennst (CJIIT) ocraHHIM YacoM, Il TEXHOJIOTIS CTa€ Bce
011 3aTPE0YBAHOIO CIIOKHBAYEM.

Texnomnorist CJIIT siBnse coboro mpoliec aauTHB-
HOT'O BUPOOHHWIITBA, KU BUKOPHCTOBYE JIa3€PHUI MPO-
MiHb JUIS CIUIABJICHHS METAJEBHX YAaCTHHOK IUISTXOM
CKaHyBaHHs, 32 TPAEKTOPIEIO BIAMOBIAHO 1O 3aJaHOi
TpuBUMIipHOI opmu Ha ocHoBi CAD-Moperni, Ha moBep-
XHI IOPOLIKOBOI'O IIapy.

[Tix yac gaHOrO MPOIECY METaNIEBUil MTOPOIIOK I0-
BHICTIO PO3IUIABJISIETHCS i1 BIUIMBOM IOTYXHOTO Jia3e-
PHOTO BUIIPOMIHIOBAaHHSI 3 YTBOPEHHSM METaJIeBOTO
mapy, sSKuil Maike He MICTUTb IOp 1 HE BUMarae rnoja-
JIBILOT OOPOOKH, IO JI03BOJISIE TOCSATATH PIBHS MEXaHi4-
HUX BJIACTUBOCTEH BUPOOY, piBHOro abo HaBITh Kpalle,
HIX BJIACTHBOCTI JIUTHX.

Takum unHom, Texnosorist CJII 3a pauioHanbHUX
rapameTpiB BUTOTOBJICHHS JI03BOJIsIE 3a0e3euyBaTH BU-
COKY SIKICTh BUPOOIB (TOUHICTH 1 YHIKQJIbHICTh T€OMETPIT,
BHCOKHUI KOMIUIEKC MEXaHIYHUX BJIACTUBOCTEH, BUCOKY
LIUTBHICTh, OJHOPIIHICTH MIKPOCTPYKTYPH 1 XIMIYHOTO
cknany). llupokuii criekTp BUKOPUCTOBYBAHUX Matepia-
JIB JTO3BOJISIE T 3HAMTH 3aCTOCYBAaHHS B TAKUX Tally3sX
SIK MEJJMYHA I CTOMATOJIOTIYHA, MAIIMHOOY/IIBHA, aBTO-
MOOIJIbHA 1 a8POKOCMIYHA.

IIpobsiema Ta ii 3B'5130K 3 HAYKOBMMH Ta NMpaK-
THYHUMH 3aBJaHHSAMHU. CelleKTUBHE Ja3epHe IUIaB-
nenns (CJIIT), mo3Bonste BurotoBist 3D-BrpoOu moma-
pogo [6]. IlinroToBKa A0 IPYKY HOYHHAETHCS 3 MOIEIIO-
BaHHs 00'exTa, nodoyaosanoro B CAD cucremi B opmarti
* STL, B pe3ynpTaTi OTPUMYEMO €IIEMEHT, pO3OUTHII Ha
BOKCENBHY CTPYKTYPY [7] 3 meBHIM HaOOpOM mapamMer-
piB, mpuaatHUX i ApyKy. Bokcens (Voxel) (00'emunit
TKCeITb) - IIe KyOig9Ha OJMHHUII, CKIIaJ0Ba TPHBUMIPHOTO
00'exty. Lle MiHiMaTbHA OMHUIIS TPUBUMIPHOI MATPHII,
0 00pOOIIAETHCS, 1 Tl MOYKHA PO3TIIAIATH SIK €KBIBAICHT
mikcens B qBoBuMipHOMY 00'ekTi. [Tpn nmdposiit 06po-
0111, MOZIENb PO3AUISETHCS HA IITAPH TOBIIMHOIO Bif 20 110
100 MikpoH i (HOPMYIOTBCS BEKTOPH PYXY Ja3epHOrO
mpomento (puc. 1).

[Tapu B 3a)I€KHOCTI BiJl TeOMETpii po3OUBAIOTHCS
Ha 30HM, KOKHifl 30HI NPHUCBOIOETHCS 1HIMBITyaNIbHIH

ineHTugikaTop, 3TiHO 3 SIKUM OYIYIOTbCS TPAa€EKTOpIii
PyXY 1 BCTAaHOBIIOIOTBCSI TUITH TPEKIB 3 CBOIMH HapameT-
paMU TIOTY)KHOCTi 1 IIBHIKOCTI PyXy Ja3epHOr0 Ipo-
MeHro. JlaHi imeHTH]IKaTOpH MOXXHA PO3HECTH HAa TPH
OCHOBHI rpynu: HkHIA map (down-skin), BHYTpilIHIH
map (in-skin), Bepxniii map (up-skin) (puc. 2).

Bl

Puc. 1. Cxema nociiloBHOCTI orepartii
3 MiJATOTOBKH 10 JPYKY

TToTyXHIiCTB=...
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Puc. 2. ®opmyBaHHS mIapiB B HAPSAMKY 3POCTaHHS
neradni (a), miarpymnu Tpekis (6) [10]

IIpu mpoMy B KOXKHiH TPYITi CTBOPIOIOTHCS CBOI IIi-
arpynu: 3anuBka (hatches), kontyp (border), mocTkoH-
typ (fill border). llITpuxyBanHs a3epoM abo cTpaTeris
PyXy IMPOMEHIO Jla3epa — Le TPAEKTOPIsA MPOXOHKEHHS
Ja3epHUM MIPOMEHEM I10 IOBEPXHi IIapy METaJIeBOro I0-
POIIKY TIpH 3aJUBIIi OCHOBHOTO TiJIa i KOHTYPiB BHPOOY
[8]. B mpomeci CJII TemnoBuii Tpami€eHT BUHUKAE BiJl
BEPXHBOIO IIapy 0 MONEePEAHHOrO MIAPY, IO IPH3BO-
JHTH JI0 TOTO, 1110 3epHA MAIOTh TEHACHIIIO 10 3pOCTaHHSA
B3JIOBJK HATIPSMKY TETIOBOT'O IIOTOKY, 1 € IPiOPUTETHHIA
HAIpsM 3pOCTaHHS 3epHA. TaKUM YMHOM, OAWH Harps-
MOK CTa€ OCHOBHHM HAINPSIMKOM PpOCTY 3€peH Micis
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3aTBepAiHHA mapy. ToMy cTparerisi J1a3epHOTO CKaHY-
BaHHS YMHUTH ICTOTHUH BIUIMB Ha TEKCTYPY BUTOTOBJIC-
Horo BupoOy 3a Texnomoriero CJIIT [9].

Hapasi nmuranss 3MiHK cTpaTeriii CkaHyBaHHS 3 Me-
TOIO TOCATHEHHSI HEOOX1JHUX ITapaMeTpiB IIILHOCTI ro-
TOBOT'O BUPOOY 31 30€pPEIKCHHAM HEOOXIHOTO PiBHS Me-
XaHIYHUX BIJIACTHBOCTEH € aKTyaJlbHUM NUTaHHsM [11-
13] Ha pucyHKy 3 npencraBieHO CXeMH CTpateriii cka-
HYBaHHS, 110 3aCTOCOBYBAIHU nociinHuku [11-16].

ABTOpHM jociiKeHb [15] 3MiHIOBaSM HANPsIMOK
CKaHyBaHH:I J1a3epa B KO)KHOMY HOBOMY IIapi Ha EBHUH
KYT II0JI0 ToniepeHporo mapy Ha 90°, 105°, 120°, 135°,
150°. Kpamii MexaHi4Hi BIACTUBOCTI Oynmu y OO'€KTiB,
OTpUMaHUX MpH KyTi oBopoTy 105°, Konu mapu 3 ofHa-
KOBHMM HalpsSIMKOM PYXY JIa3€pHOI'0 POMEHIO ITOBTOPIO-
BaJIMCS TUIBKHU uepe3 24 mapu. Y 3pa3ka, OTPHMaHOro
npu KyTi 90°, HaMEHIIW piBeHh MEXaHIYHUX BIIACTHU-
BOCTEH, OJIHAK PI3HMIS MiX BJIACTHBOCTAMH 3pa3KiB He
nepesunrye 10%. Kpim Toro, crpaterito ckaHyBaHHsI Ta-
KOXX PEKOMEHJYEThCS MIHATH IJIs HIDKHIX (017151 OCHOBH
iaTgopmu), cepeiHiX 1 BepXHiX MIapiB, OCKIIBKUA yMOBU
TEIIOBIJIBEJICHHSI BCIOAU OyIYTh PI3HUMHU.
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Puc. 3. Buau crparerii ckanyBanns [11]:
a — mapaenbHe CKaHyBaHH, O — CripanbHe
CKaHyBaHHsI, B — PI3HOHAIIPABJICHE [TAPaJIelIbHe
CKaHyBaHHsI, T —CKaHyYBaHHS y UIAXOBOMY IIOPSIIKY

B pesympraTi mMX OOCTIIKEHb aBTOpaMH OYyiI0
BCTaHOBJICHO, IO CTPATETisi CKAHYBAaHHS BiIirpae Bax-
JUBY pojib Y (POPMYBaHHI MEXaHIYHHX BJIACTUBOCTEH,
aJie MUTaHHIO BHYTPIIIHIX HATIPY>KEHb yBary MpUIiICHO
He Oymo.

B pamkax mocmimkens [ 14] momo BIDBY cTpaterii
CKaHyBaHHS OYIIO BCTAHOBIICHO, [0 3MEHIICHHS PO3MIipy
TOJIsl CKaHYBaHHA, 301JbIIEHHS TOBOPOTY oS a0 45
TpamyciB i 30iMbIIEHHS MPUKIAAEHOI €Heprii Ha onu-
HUITIO TOBXKUHU (TIOTYKHiCTh/IIBAIKICTD Ja3epa) J03BO-
JIMJIO IOCATTH IIiIbHOCTI 99,1...99,9%.

MeTta po6oTu

JocmikeHHs BIUTHBY MapaMeTpiB cTpaTerii cKkaHy-
BaHHA (IIaXOBE CKaHYBaHHS) Ha CYHLIbHICTH TOTOBOTO
BHPOOY 3 skapomirHoro criaBy Inconel 718.

3aBaHHs IOCIIKEHB!

1. Po3podkxa CAD- Moneneit JocmiAHuX 3pa3KiB po-
3mipamMu 10x10x10 MM 3 mapamerpaMy BUTOTOBJICHHS:
noTyxHicTh - 80...130 Bt 3 xpokom 10 BT, mBHIKICTH
ckaHyBaHHS - 850 MM/c, ToBIIMHA 1apy — 30 MKM.

2. BuroroBieHHs 3pa3kiB 3 mapameTpaMH cTparerii
CKaHyBaHHs: BifcraHb MiK Tpekamu 0,04...0,09 MM 3
kpokoMm 0,01 Mm.

3. Bu3HauyeHHS CyLIBHOCTI JOCHIIHUX 3pa3KiB
NIIAXOM METaJIorpadigHOro MeTomdy.

4. HapaHHs pekoMeHallii o0 napamMmeTpiB cTpa-
Terii CKaHyBaHHsI, BUXOJISIUM 3 aHaJi3y BIUIMBY PEKUMIB
Ha CyIUIbHICTh TOTOBUX BHPOOIB.

MarepiaJ i MeTogUKA T0C/i/IKEHD

O0’€KTOM [OCTIKCHHS € JKapOMIIHUH CIUIaB
Inconel 718, 3 sikoro 6ynu BurorosieHi 3a CJIII-Texuo-
JIOTi€10 3pa3Ky, 10 Oy AOCTIIPKEH] Y BUX1THOMY CTaHi
micns Apyky. MaTepianom Juis BUTOTOBJICHHS 3pa3KiB 3a
CJIIT -TexHOMOTi€I0 OYB TOPOIIOK KAPOMIITHOTO CILIaBY
Inconel 718 3 po3amipom uactuHok 45 + 15 um (puc. 4).

Juis BUKOHaHHS POOOTH 1 BUpIIIEHHS IMOCTaBJe-
HOT'O 3aBJaHHA BHUKOPHCTOBYBABCS ITOPOILIOK KAPOMILl-
Horo crutaBy Inconel 718 3 po3mipom uactunok 45 + 15
pm (puc. 4).
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Puc. 4. Yactuaku BuxinHoro Matepiamy Inconel 718
mpu 30inbieHHi 200 (a), pe3yapTaTti
TPaHYJIOMETPUYHOTO aHai3y (0)
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Ha monmepenHroMy eTarmi JTOCTIKEHb OYIIO Iiro-
TOBJICHO TTAPaMETPU BUTOTOBJICHHS JOCIIIHUAX 3pa3KiB,
0 TIpeIcTaBIeH] B Ta0mmi 1.

Tabmms 1

[TapaMeTpy BUTOTOBIICHHS 3pa3KiB

o IBua- .
Ne Tos- KicTh Biacranb Ul““‘"
/i MHa Toryx- -~ ik The- HICTh
3pa- mapy, HicTb, BT crany pe eHeprii,
BaHHsI, KaMH, MM 3
3Ka MKM Tox/mm
MM/C
0 80 0,04 78,43
1 90 0,05 70,58
2 100 0,06 65,35
3 30 110 850 0,07 61,62
4 120 0,08 58,82
5 130 0,09 56,64

Po3mip Ta KinbKicTh mop BU3Hauyaau Metanorpadi-
YHUM METOJIOM, SIK CEPE/IHE 3HAUCHHS Ha IIECTH MOJSX
30py Ta OKPYIJISUIM O LiIKX 3HAYEHb.

PesyabraTn nociigkenn. byiau npoBeaeHHs Mik-
POCTPYKTYpHI HOCIiIKEHHS, pe3yJIbTaTH SKUX MPeAcTa-
BJIEHI Ha puc. 5. Buxoasum 3 oTpUMaHHX pe3yNbTaTiB,
CIIiJ| 3a3HAYUTH, IO BCl 3pa3Kd MarOTh BHIMMI BiJXH-
JIeHHs BiJ| HOpMHU, aedektu (opu). [lopu GpopmyroTses 3
TMIEBHOIO MEPIOANYHICTIO, IO MOXEe OyTH MOB'3aHO 3 PO-
3MipaMu MaxoBux mofiB. KinbkicTs 1 po3mip mip 301J1b-
LIYEThCS 31 3pOCTAHHSM IMUTOMOI €Heprii.

Puc. 5. MiKpoCTpyKTYpHI TOCIiIKEHHS
JOCITITHUX 3pa3KiB:
a — gocniganit 3pa3ok Ne0, 6 — mocmiganit 3pa3ok Nel,
B — JTOCIIiTHHH 3pa30ok Ne2, T — mocimigHuid 3pa3ok Ne3,
IT — nocnigauit 3pa3ok Ned, e — mocimHmiA 3pa3ok Ne5

BcranoBineHO, 1110 TOpH, SKi YTBOPWJINCS, MaroTh
MEBHY MEPIOMNYHICTE. [PYHTYIOUHCH HA IIOMY CIIOCTE-
PeXeHH1, MOKHA IPUITYCTHTH, 1110 JeeKTH (TTOpH) yTBO-
PIOIOTHCS HA TIEPEKPUTTI [IAXOBHX ITOJIB.

Crin 3a3HaunTH, M0 POPMYBAHHS IO IIEPEBAKHO
BiJIOYBa€THCs HA 00JIaCTi TIEPETUHY KOPIOHIB 30H 3aII0B-
HCHHS Ta MarOTh OKPYTIAy (opMy, 3a MPHUPOIOI0 NaHi
TIOPH BiTHOCSTBCS 10 POPMYBAHHS 32 MEXaHI3MOM YTBO-
pennst nedekriB Key Hole. B pesynbrati mpoBemeHHX
JIOCIIJIKCHbh MIKPOCTPYKTYpH OyJI0 BCTAHOBJICHO, IO
pO3Mip Mop Ha MPSIMY 3aJICKHUTH BiJl 3aCTOCOBAHOI IIiJTh-
HOCTI eHeprii 1 3 ii 30UIbIICHHSIM BiIOYBa€THCS 3MEH-
HIEHHS] pO3MIpY 0P, P LILOMY KUIBKICTB ITOp CTa€ CTa-
oinmpHOO B 10-13 on. (70...78 Ix/Mm3). B pesynbrati
MPOBENECHUX JOCIIHPKEHb BCTAHOBJIICHO 3aKOHOMIPHICTh
BIUIMBY IIUIBHOCTI €HEPrii Ha KUIBKICTh Ta PO3Mip I1op.
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Puc. 6. 3aKkOHOMIpHICTh BILIMBY IIIJIBHOCTI
eHeprii Ha KUIBKICTh Ta po3Mip 1op

B pesynbrari oTpEMaHOI 3aJIe)KHOCTI MOXKHA 3pO-
OWUTH BUCHOBOK, 1110 301JIBIIIEHHS LIUILHOCTI €Heprii re-
peBax<HO uepe3 3MiHy BigcTani Mix Tpekamu (0,04...0,05
MKM) IIpY TOBILIMHI 1mapy 30 MKM, J03BOJISIE OTPUMATH
CTalblNIbHI TTOKa3HUKH IO KIJIBKOCTI Ta PO3MIPHOCTI MOp.
BcTraHoBNeHO, 10 NPU 3MEHIIEHHI IIIBHOCTI €Heprii
(hopMyBaHHs TIOp BiIOYBA€ThCS MEPEBAKHO YIIOPSIIKO-
BaHO Ta MepioAnvHO, TPUOJIN3HO HA OTHAKOBI BiJCTaHi
OJIHA BiJ OJJHOI, aje CTaOUIBHICTD ii pO3MIPY 3aJIEKHUTh
BiJl CAMHX TEXHOJIOTTYHHX MapaMeTpiB.

BucunoBxu

1. BcraHOBIIEHO, 110 3pa3Ku MAIOTh AEPEKTH CTPY-
KTypH (1I0pH). [ pyHTYIOUHCE HA OTPAMAHKX PE3yIbTaTax
PO3paxyHKIB MUTOMOI HILILHOCTI €Heprii BCTAHOBJICHO,
[I0 YTBOPEHHS JAHOTO AE(EKTY IOB'sSi3aHE 3 BHUCOKOKO
MTUTOMOIO €HEPTi€T0, 32 SIKOI IPOBOMIOCH BUT'OTOBIICHHS
(78...56 Tx/vm®). Crin 3a3HaunTH, 1110 neeKTH MaroTh
MepIOAMYHICTh y PO3TAIlyBaHHI Ta TIOB’S3aHI 3 NEpeK-
PHUTTAM MK TPEKaMH Ta IaXOBUMH TIOJISIMH.

2. 3a pe3ynbTaTaMHu EKCIICPUMEHTY 3 BiAmpario-
BaHHSI TTapaMETPiB BUTOTOBJICHHS y IIAXOBOMY MOPAIKY
3 TOBIIMHOIO mmapy 30 MKM BCTaHOBIICHO, IO JOCIIiIHI
3pa3ky, HaJPyKOBaHi 3 mapamerpamu mBuAKocTi (850
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MMm/c), moryxaocti (80-130 Br), BincranHio Mix Tpe-
kamu (0,04-0,09 MM), HE MOXYTh BiANOBIAATH OLIHII
«3aJIOBUIBHO», 2 PEXKUMH HE MOXYTh OYyTH PEKOMEHJI0-

BaHHUMH JJISl TTOJANBIIONO BUTOTOBJIEHHS TOTOBUX BHPO-
0iB.
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ABTOpH 3asBISIOTH, IO HEMae KOHQIIKTY iHTEpe-
CiB IIOMO IHOTr'0 IOCIHIKEHHS, (hiHAHCOBOIrO, OCOOHC-
TOT0, aBTOPCHKOI0 YH 1HIIOTO, SIKUII Mir OM BIVIMHYTH Ha
JOCITI/DKEHHsI Ta HOTro pe3yNbTaTH, MpeACTaBlieHi B Il
CTaTTi.

®dinaHcyBaHHSH
Jocnimxenns npoBoauiiocs: 6e3 ¢iHaHCOBOI MiAT-
PHUMKH.

HasiBHicTh JaHHX
Pykonuc Hemae CymyTHIX JaHUX.

BukopucTaHHA IITYYHOI0 iHTEJIEKTY
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STUDY ON THE INFLUENCE OF SCANNING STRATEGY PARAMETERS ON THE INTEGRITY
OF THE FINISHED PRODUCT MADE OF INCONEL 718 HEAT-RESISTANT ALLOY

Sergey Adjamskiy, Ganna Kononenko, Rostyslav Podolskyi, Sergey Baduk

Selective laser melting technology, which is an additive manufacturing process, uses a laser beam to fuse metal
particles by scanning, following a trajectory according to a given three-dimensional shape based on a CAD model, on
the surface of a powder layer. The purpose of the work: the study of the influence of the parameters of the scanning
strategy (checkerboard scanning) on the integrity of the finished product made of the heat-resistant Inconel 718 alloy.
The task of the research: the development of CAD models and manufacture test samples with dimensions of
10x10x10 mm with manufacturing parameters: power - 80...130 W with a step of 10 W, scanning speed - 850 mm/s,
layer thickness - 30 um; with variable scanning strategy parameters (distance between tracks 0.04...0.09 mm with a
step of 0.01 mm); determination of the integrity of test samples was carried out by the metallographic method of
research; providing recommendations on scanning strategy parameters to ensure high density finished products. Re-
search methods. Computer modeling, 3D printing using an Alfa-150 printer with Inconel 718 heat-resistant alloy
powder, and microscopic studies using an AxioVert 200M Mat optical microscope. Scientific novelty. The influence
of manufacturing parameters, namely, power and distance between tracks, on the integrity of the finished product is
established. Practical significance. Recommendations for scanning parameters in the manufacture of parts by the
method of selective laser melting from heat-resistant alloy Inconel 718 have been developed. Results. The samples
have structural defects (pores). Based on the results of the calculations of the specific energy density, it was established
that the formation of this defect is connected with the high specific energy at which the manufacturing was carried
out. The defects have periodicity and are related to the overlap between the tracks. According to the results of the
experiment on the influence of manufacturing parameters in checkerboard order with a layer thickness of 30 microns,
it was established that the test samples were printed with the following parameters: speed (850 mm/s), power (80-130
W), distance between tracks (0.04-0, 09 mm) - cannot meet the "satisfactory" rating, and the modes cannot be recom-
mended for the further manufacture of finished products.

Keywords: selective laser melting; scanning strategy; parameters; Inconel 718; energy density.
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