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MeTta. Po3BUTOK 1 3aCTOCYBaHHS aJJUTUBHUX TEXHOJIOT1H, sIKI MalOTh BUCOKHH IMOKa3HUK BHUKO-
pHUCTaHHS MaTepially i 3HaYHOT THYYKOCTI BUPOOHUIITBA y pa3i OAMHUYHOTO 1 ApiOHOCEPIHHOTO BU-
POOHUIITBA € aKTyaJIbHUMHU ISl BUPIILIEHHS PI3HOTO KJIacy 1H)KeHEepHHX 3a/1a4. Ha KiHlieBi MexaHi4Hi,
TEXHOJIOTIYHI 1 eKCIUTyaTaliiiHi XapaKTepUCTHUKH BUPOOIB, OJeP)KaHUX 33 a[IUTHBHAUMHU TEXHOJIOTi-
SIMU BIUIMBA€ BEIUKA KUIBbKICTh BUXIIHUX MapaMeTpiB, SKi MOXHA BapiroBaTH 3a]yIsl OTPUMAHHS He-
00XiTHUX BIACTUBOCTEH MaTepiaixy. MeToro nJaHoi poOOTH BCTAaHOBJICHO BUBUYEHHS BIUIMBY Iapame-
TpiB GOPMOYTBOPEHHS METOJIOM CEJIEKTUBHOTO JIa3€pHOI0 IUIABJIEHHS, 30KpeMa IJIaHy CKaHyBaHHS,
Ha SIKICTh MaTepially i MPOAYKTUBHICTh BUTOTOBJICHHS.

Metoauka. J[1s1 TOCATHEHHSI METH METO/I0M ONTUYHOT MIKPOCKOITT MPOBOAMIIUCS JOCIIJKEHHS
MIKpPOCTPYKTYPH BUPOOIB, OJIEpKAHUX 32 PI3HUX IUIaHIB CKaHyBaHHS, ITi]] Yac SKUX aHaIIi3yBaiu ¢Go-
PMY OJIMHUYHOTO TPEKY, a TAKOK CTPYKTYpYy Marepiajiy y pi3HHX HamlpsMKax pyxy JIa3epHOTo Ipo-
MEHIO.

Pe3yabTaTu. [IpoananizoBaHo BIUIUB PO3MIPY YacTOK, MeXaHi3M (POpMYyBaHHS METaJ€BOIO BH-
poOy IiJ] 9ac CeNeKTUBHOTO JIa3epHOTo MIaBieHHs. [loka3aHo BIUTMB TUIaHy CKaHyBaHHS Ha MTOPHUC-
TICTh, MIIHICTh 1 MPOAYKTUBHICTh BUTOTOBJIEHHS METOJIOM CEJIEKTUBHOIO JIA3€PHOTO IUIABJICHHS.
[IpaBuibHU BUOIP TEXHOJOTIYHUX MapaMeTpiB, TAKUX K MOTYXHICTh 1 IIBUJKICTh MEPEMILLIEHHS
JIa3epHOTr0 MPOMEHIO, TOBIIMHA [IIaPYy METaJIEBOT0 MOPOIIKY, KPOK CKAHYBaHHS MIXK JIBOMA CYCIAHIMU
OJIMHUYHUMHM TpeKaMu, 3a0e31euye MIHIMI3aIlilo Yncia 1 po3mipiB 1edeKTiB (Iip, TPIIKUH, PAKOBHUH)
B Marepiajii BUpoOy.

HaykoBa HoBu3Ha. [IpoaHanizoBaHO MpoOIeC MIIABICHHS METAJIEBOTO TIOPOIIKY Y mpotieci Gop-
MOYTBOPEHHSI BUPOOIB METOJIOM CEJIEKTHBHOI'O JIa3epHOro ImiaBieHHs. OTpuMaHo cxemy (opmy-
BaHHS OJIMHUYHOTO TPEKY Yy pa3i BUOOpY pi3HMX cXxeM ckaHyBaHHSA. CPOpMOBAHO NEpeiK TEXHOIO-
TYHUX MapaMeTpiB, BapilOBaHHS SIKMX BIUIMBAE HA BIACTHUBOCTI Ta SKICTh BUPOOY.

IIpakT4yHa 3HAYUMIicTb. 3aCTOCYBAHHS aIUTUBHUX TEXHOJIOT1H JIJ1s1 GOPMOYTBOPEHHS BUPOOIB
B OZJMHUYHOMY 1 ApiOHOCEpitHOMY BUPOOHUITBI JO3BOJISIE CKOPOTUTH Yac MiArOTOBKYA BUPOOHUIITBA
1 3HU3UTHU KUIBKICTh Biix0oiB. [1i1 yac BUOOPY TEXHOJOTIUHUX TTApaMETPIB CIIIJT POYMITH iX 3aJexk-
HICTh Ha KIHIEB1 BIACTHUBOCTI TOTOBOT'O BUPOOY, 00 METO CEEKTUBHOTO JIA3€PHOTO IJIaBJICHHS J10-
3BOJISIE OTPUMATH BUPOOH P13HOI MOPUCTOCTI, MIITHOCTI Ta 1HILIUX BIACTUBOCTEH.

Knwuoei cnosa: aoumusni mexnonoeii, po3mip 4acmoxk nopowKy, 0OUHUYHUL mpekK, NIaH cKa-
HYBAHHS, NOMYACHICMb 1A3EPHO20 NPOMEHIO.

Beryn. [1in yac BurotroBieHHs: BUpoOiB B OIMHUYHOMY Ta IPiIOHOCEPIHHOMY BH-

POOHHUIITBI HAa Cy4aCHUX MIAMPUEMCTBAX JOCIIIKY€ETbCS (DOPMOYTBOPEHHS JeTaIeH
METOJaMH aJAUTHBHUX TEXHOJOTIH, IO TI03BOJISIE 3HAYHO CKOPOTHTH HOMEHKJIATYPY
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JI0JTATKOBUX TEXHOJOTTYHUX MPHUCTOCYBaHb Ta (hopmM, a Takok Macy BiaxoxdiB. Cepen
IITUPOKOTO CMEKTPY aIUTUBHHUX TEXHOJIOTIN 1T BUTOTOBJICHHS METAJIEBUX BUPOOIB
cimix BUOKpeMuTH cenektuBHe JazepHe miaBnenHs (CJII) I[Tix vac popMoyTBOpeHHS
metosom CJIIT Ha cTpyKTypy Ta BIACTHUBOCTI OJIEP>KyBaHUX BUPOOIB BIMBAE BEIUKA
KUTbKICTh BUX1THUX ITApaMeTPiB, CEPe/] AKX MO>KHA BUAUTUTH: BIACTHBOCTI MOPOIIIKY,
MOKa3HUKH Jiazepy, arMocdepa poOodoi 30HH, TEXHOJOTIUHI PEKUMHU, pOOOUHM CTLI
Ta 1H. Iy yrpaBiiHHS T€XHOJIOTIYHHUM IPOILIECOM HEOOX1THO PO3yMITH 3aKOHOMIp-
HICTb BIUTUBY TOTO UM 1HIIOTO MapaMeTpa Ha KIHIIEBUH pe3yJibTar.

Cepen nedextiB y BUpobax, orpuMmanux meroaoM CJIII nHaituactimie 3ycTpiva-
I0THCSl IOPUCTICTh, HEMPOIUIABH a00 YaCTKOBO PO3IUIABIICHI YACTUHKH MOPOIIKY, PO3-
IIapyBaHHs 1 HEMPOBAPU MK CYCIJIHIMH MPOXOJIaMH Jlazepa ado MOTOYHHUM 1 MOTepei-
HiM mapamiu. i nedexTn BImmBaroTh Ha MEXaHIYHI BIACTUBOCTI (TJIACTUYHICTH, MIII-
HICTb Ta 1H.). /{7151 oTpuMaHHA SIKICHUX BUPOOiIB HEOOX1THO MAOUpATH MapaMeTpu BUTO-
TOBJICHHS TAKMM YHHOM, 11100 3a0€3MeUYNTH CYLIBHICTh METAITy B IIPOIIECI JPYKY.

3apa3 IoCaiHKEHb 3aJI€KHOCTI MapaMeTpiB TEXHOJOTI JPYKY CTOCOBHO BJIACTH-
BOCTI M CTPYKTYpPHU BUPOOIB Jy>K€ MAJIO 1 pe3yJbTaTH IOCTIKEHb HE JIaI0Th KOHKPET-
HUX PEKOMEHAAIld MO OTpUMaHIM CTPYKTYpl B 3aJI€KHOCTI BiJl OOpaHUX PEKHUMIB
apyky [1-3]. nst po3ymiHHS, SKUMH TapaMeTpamMu MO>KHA BapiroBaTH, HEOOX1THO po-
3YMITH, CKJIaJIOBl TEXHOJOTIYHOI CHCTEMH MAIlIMHUA aJUTUBHOTO BUPOOHUIITBA.

Texnonoriuna cucrema CJIIT xapakTepu3yeThcsi HACTYITHUMHU MTapaMeTpaMHu eJie-
MeHTIB [4]:

1) nazep: goBkHMHA XBUJI1; TPOPUIb MydyKa; IMIYJIbCHUN a00 Oe3mepepBHUI pe-
UM poOOTH; JlIaMeTp J1a3epHoi IIIsiMU B (POKyCi;

2) armocdepa: iHepTHHI, OKUCITIOBATBHUI a00 BITHOBIIOBAILHUN CKJIA]; TETLIO-
MIPOBIAHICTB; €HEPTis 10H13a1li1; TPO30PICTH;

3) poGounii cTLT: TermTo¢131MYHI BIACTUBOCTI MaTepialy; TeMiiepaTypa niJirpiBy;
HIOPCTKICTh MOBEPXHI;

4) nopomok: (i3uyHi BIACTUBOCTI ((hopMa YaCTUHOK, PO3MIP YACTUHOK, CTYIIHb
OKHUCJICHHS, PO3MOJIUT PO3MIPY YaCTOK); TEPMIUHI BJIACTUBOCTI (IIPUXOBaHa TEIUIOTa
TJTABJICHHS, TETUTONPOBITHICTh, MUTOMA TEINIOEMHICTD; TEIIOBE PO3IIUPEHHS, TEMITC-
paTypa IUIaBJIEHHS ); XIMIYHI BIACTUBOCTI (XIMIYHMMA PO3YMHHUK, CHTAIBIIIS PeakKilii);
METaTypriiiH1 BIACTUBOCTI (AKTUBHICTH (TIOTEHITIAT OKUCIIECHHS), CKIIaJ CIUIaBy; Koedi-
mieHT Audys3ii; KoedilieHT JiKBailii); ONTUYHI BIACTUBOCTI (BiMOOpakKeHHS, TMOTJIHU-
HAHHS); MEXaH14H1 BIACTUBOCTI (MOJTyJIb IPYKHOCTI ME&Xa MIIHOCTI, M&Xa TEKY4OCT1);
PEOJIOTIYHI BIIACTUBOCTI PO3ILIABIEHOTO METaly (B'SI3KICTh; TOBEPXHEBHM HATHT).

OcHoBHa yactuHa. OgHUM 13 (HaKTOPIB, 110 BIUIUBAIOTH HA SKICTh JETal € SK-
1CTh METAJIEBOTO TIOPOIIKY Ta HOTO XapaKTePUCTUKU. 3a pO3MipaMy YacTUHOK dy Me-
TaJeBl MOPOUIKU Jy’KE€ YMOBHO MOXHA KiacuikyBaTu [5]:

- HaHoaucnepcHi (dy <0,01 Mxm);

- yasTpaguctepcHi (d, = 0,01...0,1 mxm);

- BucokoaucrepcHi (dq = 0,1...10 MxMm);

- npi6Hi (dy = 10...40 MKMm);

- cepenHi (dq =40...250 MkMm);

- Benuki (dy = 250...1000 Mxm).
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Po3Mipn 4aCTHHOK METaeBOro MOPOILKY BapilOIOTHCS B 3HAYHUX MEKax, TOMY B
TEXHOJIOTIYHUX TPOIIEeCax, 0 PEaTi3yI0ThCA Ha KOHKPETHOMY 00JiaHaHH1, BUKOPHUC-
TOBYIOTHCSI IIOPOIITKH TTEBHOTO (PPaKIIHHOTO CKIaay. [Toporok xapakTepusyeThes -
ama3oHOM MIHIMQJIBHOTO a00 MaKCUMaJIbHOTO 3HAYEHHS PO3Mipy YaCTHHOK, HAIPH-
knag, d, = 10...50 mxM. Tak camo po3mip MOPOIIKY MOXe OyTH 3aJaHUN CepelHIM
J1aMeTPOM YaCTUHOK MOPOLIKY, Hanpukiaa, dy = 30 mxm. Bennuuna d., 6e3nocepen-
HbO BJIMBA€E HAa TEXHOJIOT1YHI ITapaMeTpH 1, IK HACJIIJIOK, Ha SKICTh TOTOBOTO BUPOOY, a
came: yuM MeHile dy, THM MEHIIE KPOK CKaHyBaHHS MOXe OyTH 3aaHUil, TUM OLIbII
penbedHO MOXKYTh OyTH OIpalibOBaHi MaJIOPO3MIPHI €JIEMEHTH BUPOOY 1 TUM Kpally
HIOPCTKICTh TOBEPXOHb MOKHA OTpUMaTH. [Ipu 11boMy B 30HY IJISIMU Jia3epa MOMEH-
TaJIbHO BBOJMUTHCSA BEJIWKA KUIBKICTh €HEPTii, TOMY BIOYBA€ThCS PO3MPHUCKYBAHHS
PIIKOTO PO3IUIABY, IO MPU3BOAUTH IO MIIBUIIEHHS MOPCTKOCTI ITOBEPXOHD BUPOOY 1
710 TIOPUCTOCTI MaTepiany. ToMy mpu BUKOPUCTaHHI APIOHOAUCTIEPCHOTO MOPOIIIKY 3a-
CTOCOBYIOTh JIa3€pH MaJIO1 OTY>KHOCTI, 110 MPU3BOJUTH 10 Pi3KOTO 3MEHIIICHHS MPO-
JTYKTUBHOCTI. TakuM 4MHOM, JIJisi 3a0€3MeUEHHS BUCOKOT SIKOCTI MaTepiaily 1 BUCOKOT
F€OMETPUYHOI TOYHOCTI BHUPOOY HEOOXIJHO BIJMOBIAHICTH MOTY>KHOCTI JIA3€PHOIO
npoMeHs 1 (pakKIifHOTO CKJIaly METaJeBOro MOpoIIKy. Takok HeoOX1THUM € 3a0€3-
MEYCHHS KOMIAKTHOI YKJIaIK1 YaCTUHOK, [0 Ma€ HalKpamuii epexT 3a yMOBH iX cde-
puuHoi Gpopmu. [IpoTe, mia yac mpoxoHKEHHS Ja3epa MOPOIIOK MIABUTHCS HE TUTBKH
B 30H1 PO3ILJIaBY, a 3aXOIUTIOE CYCI/IHI YACTHUHKH, SIKI M JIEI0 TeMIEpaTypu MOXKYTh
3MiHIOBaTH cBOO (hopmy. Texnomnoriss CJIII qo3BoJ1si€ MOBTOPHO BUKOPUCTOBYBATH I10-
POIIIOK, AKUM 3aJIMITUBCA HE BUKOPUCTAHUM TIICIIs TonepeHboi modyaosu. Tomy mo-
BTOPIOBAHICTh BIACTUBOCTEHM BUTOTOBJICHUX JIeTajeil 3a0€3MeuyeThCcsl KOHTPOJIEM TTO-
BTOPHO BUKOPUCTOBYBAHOI'O TIOPOLIKY.

Jlns popMyBaHHSI TEXHOJOTII APYKY HEOOXITHO MpoaHaIi3yBaTH MPOIIEC IJIaB-
JICHHS] METAJICBOTO MOPOIIKY JIA3ePHUM MTPOMEHEM 1 GOpMyBaHHS OAMHHUYHOTO TPEKY.
Banna pigkoro metany npu IiaBjieHHI MOPOWKy (puc. 1) Mae xapakTepHy ¢popMy, BU-
TATHYTY B HANPSIMKY PYyXY JIA3€PHOTO MPOMEHS. B ToJIOBHIN YaCTHHI BaHHU PO3TAIIIO-
BaHMI mapora3oBuid KaHai ado kparep. Ha nepenHiii CTiHIl KaHaTy BiAOyBa€eThCs Mia-
BJICHHS METally, YTBOPEHUH MPH IIHOMY IIIap PO3IJIABICHOTO METalTy BiIdyBa€ IOC-
TIMHI MyJIbCallli, CHOCTEPITAETHCS XapaKTEPHE BUKPUBIICHHS MEPEAHBOI CTIHKU Mapo-
ra30BOTO KaHay y BUTJIA CXOJUHKH, KA MEPIOUIHO IEPEMIIITYETHCS MO BUCOTI Ka-
Haiy. [lepeMillieHHs pO3IJIaBIEHOTO METaly 3 MepPeAHbOI CTIHKU BiOYBA€ThCS TPU
pycl CXOOUHKHU 3BepXy BHHU3. [lepeHeceHHs po3IUIaBIE€HOro MeTaay 3 rOJIOBHOI yac-
THHU BaHHU B XBOCTOBY YaCTHHY BiZIOyBa€Tbcs 10 OOKOBUM CTIHKaM B TOPU30HTAJIb-
HOMY HAmpsSMKy. Y XBOCTOBIA YaCTHMHI BaHHH PO3IUIABICHUN MeETal MiJHIMAEThCA
Bropy 1 moctymnoBo TBepai€. [Ipyu yTBOpeHHI Mapora3oBOro KaHaidy HaJl MOBEPXHEIO
MeTaiy 3'SBISETHCS MIIa3MOBUH (pakedl, 110 CKIaJAA€ThCs 3 MPOAYKTIB BUTAPOBYBAHHS,
K1 BUKHJIAIOThCS 3 BaHHU, JIPIOHUX Kpareidb METaly 1 3 YaCTUHOK KOHIEHCOBAHOI
napHu.
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Puc. 1. Banna pigkoro MeTaiy MpH CIUIaBJICHI YaCTUHOK MOPOIIKY JIAa3epPHUM
MIPOMEHEM

[Tpu 3HAuUHIN MWBUIKOCTI PYXY JA3€pPHOTO MPOMEHS IIa3MOBUM (haked BIAXUIIA-
etbest Ha 20-60° B CTOPOHY, MPOTUIICKHY HAMPSMKY MEPEMIIIEHHS Ja3€PHOT0 IPOMEHSI.
Ile#t (axen nornMHae YaCTUHY €HEPTIi J1a3epHOrO MIPOMEHS 1 3HUXKY€E HOTO MPOILIaBIs-
104y 37aTHICTb. [1icns 3aTBepAiHHS MeTalry (hOpMYy€eThCS OAMHUYHUN TPEK, SIKUI Xapak-
TEPU3YETbCS TEOMETPUYHUMHU MapaMeTpaMu (puc. 2), 1Mo 3ajiekaTh BiJ NPUPOAU Me-
Taiy, sika 0OyMOBIIO€ TJIMOWHY MPOIIABIECHHS MIAKIAIKU, IIUPUHY 1 BUCOTY TPEKY.
OaMHUYHUN TPEK € OCHOBHUM €JIEMEHTOM CTPYKTYpH Matepiainy BUpoOU, TOMY iICTOTHO
BIJIMBAE HA MOHOJIITHICTh Marepiany. 3a TEOMETPUYHUMU MapaMeTpaMu OAMHUYHOTO
TpPEeKy BUOUPAIOTh IUIaH CKAHYBaHHS Ja3€pHUM IIPOMEHEM LIapy METAJIEBOr0 MOPOIIKY
[6]. TakMM YMHOM, OAMHUYHHUI TPEK € CTPYKTYPHOIO OJMHULEIO, KA BU3HAYAE IUIAH
CKaHyBaHHS KO>KHOTO 11apy rpu GpopmyBaHHi BupoOy metogom CJIII.

Puc. 2. 'eomeTpuyHi XapakKTepUCTHKH OAUHUYHOTO Tpeky (N1 — BHCOTa Tpeky Han Ii-
TKIaK010; Ny — ribOuHa MPOIUTaBACHHS MiAKIAKK; b — mMpruHa OAMHUYIHOTO TPEKY;
[ — KyT 3MOYyBaHHS MIAKIAJKU PO3TIABOM)
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OCHOBHUM PETYJIbOBAHUM (PAKTOPOM KOHTPOJIIO SKOCTI JAeTaii € BUOIp IUIaHy
CKaHyBaHHA. B 3a1eXHOCTI pyxy Ja3epHOI0 MPOMEHIO B Iapi IijJ 4ac CKaHyBaHHS,
TJIaHU MO>KHA PO3JUIATH Ha JBI TPYIH — II€ OJHOMPOXI1IHI 1 TBOIIPOXIiIHI.

OHOIPOXITHHH IIJIaH 3 BEJIMKUM KPOKOM CKaHyBaHHSA (pHC. 3, a) XapaKTepu3y-
€TbCSI TUM, 1110 KPOK CKaHyBaHHs h Oipiie ab0 JOPiBHIOE MIMPUHI OJTMHUYHOTO TPEKY
b. MOHOITHICTE MaTepialy BUPOOY, OTPUMAHOTO 3a JIaHUM IUIaHOM, OyJie dy’Ke HU-
3bKOI0, & MIOPUCTICTh HAWBUILIOIO. TAKU TUIAH PyXY JIA3€PHOTO MPOMEHS 3aCTOCOBYIOTh
npu ¢hopMyBaHHI BUPOOIB 3 HU3LKMMHU MOKa3HUKaMU MIIHOCTI. [IpoayKTUBHICTD 0J1-
HOMPOXIAHOTO IJIaHY 3 BEJIMKUM KPOKOM CKaHYBaHHS MaKCHUMaJlbHA.

OnHOMpOXiIHUIA TUTaH 3 MaJIUM KPOKOM CKaHyBaHHsS (puc. 3, 0) xapakTepusy-
€THCSI TUM, 1110 KPOK CKaHyBaHHA h MeHIle MUPUHU OJUHUYHOrO Tpeky b. Y mopis-
HSTHHI 3 OJTHOTIPOX1THUM IIJIAHOM 3 OUTBIIIMM KPOKOM CKaHYBaHHS MPH JTaHOMY TUTaHi
CKaHYBaHHS JIa3€pHOTO MPOMEHI0 MOHOJITHICTh MaTepialy BUpoOy 1 HOro MIIHICTh
JIETIIO0 3pOCTAI0Th, TOPUCTICTh 3MEHIITYEThCS, @ IPOAYKTUBHICTD 3HMKYETHCH.
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Puc. 3. Ctparerii 00poOku 11apy NOpoIIKY Ja3epHUM IPOMEHEM

JIBOIpOXiAHMII MJ1aH 3 MapajieIbHUM CKaHyBaHHSM (pHC. 3, B) XapaKTepU3y€eThCs
TUM, 110 KOXXEH IIap IMOPOIIKOBOrO Marepiany o0poOsseTbcss B JaBa eranu. Ha
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MEePIIOMY eTalli KpoK CKaHyBaHHS h jopiBHIOE mupuHi oguHIIHOr0 Tpeky b (h = b).
Ha npyromy erami J1a3epHuid MpOMiHb MPOXOAUTH MIXK CYyCIAHIMHU BXKE IeperiaBie-
HAMU OJMHUYHUMH TPEKaMH, CIUIABJISIIOYHM JBa TPEKU MiX coboto. [Ipu aBompoxin-
HOMY IIJIaH1 3 TapajeIbHUM CKaHYBaHHSIM MOHOJITHICTh MaTepialry BUpoOy 1 HOTo Mi-
IIHICTh Jy>K€ BUCOKI, TOPUCTICTh MiHIMAJIbHA, a MPOTyKTUBHICTh MaJia.

JIBOTpOXiqHUH IJ1aH 3 NEPHEHIUKYJISIPHUM CKaHyBaHHSAM (pHC. 3, T') XapaKTepu-
3YETBCSI THM, 1110 KOKEH I1ap MOPOIIKOBOTO MaTepially o0pobiisieThes B 1Ba eranu. Ha
IEPIIOMY €Tarmi KPoK CKaHyBaHH: N qopiBHIoe mmpuHi oquauaHoro tpeky b (h = b). Ha
JPyroMy eTari JIa3epHUN MPOMiHb MPOXOAUTh MEPIEHIUKYISIPHO OJUHUYHUM TPEKaXx,
OTPUMaHUM Ha NEPIIOMY €Tarll, CIUIABIISI0OYN TPEKU Mk co0or0. Kpoku ckaHyBaHHS Ha
MepIIoMy 1 ApyroMy etamax piBHi. [Ipu ABOMpOXiHOMY TUIaHI 3 MEPICHIUKYISIPHUM
CKaHyBaHHSIM MOHOJIITHICTh MaTepiady BHpOOy 1 HOTO MIIHICTh, MakcuMalibH1. [Topuc-
TICThb MaTeplaiay MiHiMaibHa 1 He nepeBunrye 1%. [IpoayKTUBHICTH JAHOTO MUIaHY CKa-
HyBaHHS HaiiMeH1Ia. [lepeBaroro ABOMPOXITHOTO TUTAHY 3 TICPIICHANKYJIIPHUM CKaHY-
BaHHSM € BIJICYTHICTh NIEPIOIMYHOT XBUIHOBOI CTPYKTYPH MOBEPXOHb, SIKA CIIOCTEpIra-
€THCS TIPH PO3TIITHYTUX BUIIE TUTAHAX CKaHYBaHHS, 110 3a0e3Meuy€e HU3bKY IIOPCTKICTh
MOBEPXOHb BUPOOY 1 BUCOKY TOUHICTh MOTO PO3MIPIB.

Xia J1la3epHOro MPOMEHI0 O€3MOoCepeHhO BIUIMBAE HA CTPYKTYpY Mareplany
(puc. 4). Panionansuuit BuOip TexHosoriunoro pexkumy CJIII, B Tomy umcii napameT-
piB IUTaHY CKaHyBaHHs, 3a0e3Meuye MoeqHaHHs IOCTaTHROI SIKOCTI BUPOOY MpU MPH-
WHSATHIN TIPOIYKTUBHOCTI IpoIiecy (opMyBaHHS.

Hanpo CKaHVEAaHHA KOHLICHTPOEAHOI'O JIa3€pHOI'0 ITPOMEHA

Puc. 4. MikpocTpykTypa 3pa3KkiB BUPOOiB, BUTOTOBIICHUX 3a JOTIOMOTOI0 METOLY
CEJICKTUBHOTO JIA3€PHOTO TUIABJICHHS

[lepen 6e3mocepenHiM (GOPMYBAHHIM KOHKPETHOIO BUPOOY MPOBOASTH MOIIYK
PallOHANBHOTO PEXUMY HUIIXOM BapilOBaHHS OCHOBHUX MapaMeTpiB, 110 BITUBAIOTh
Ha SIKICTh BUpPOOY, a came: MOTYXKHICTh Ja3epHOT0 BUIIPOMIHIOBAHHS; IIBUAKICTH CKa-
HYBaHHS; PO3MIp 4aCTOK MOPOIIKY, TOBIIMHA IIapy nopoiky. Kpurepiem ajist Bubopy
napameTpiB TEXHOJIOTTYHOTO PEKUMY € (hopMyBaHHS CTaOUTbHUX, O0e3/1epeKTHUX 0au-
HUYHUX TPEKIB, [0 MalOTh MPAaBUIIbHY TeOMETpUUHy Gpopmy. Matepian BupoOy, oje-
pxyBaHoro metogoMm CJIII, € CyKymHICTIO OMMHUYHUX TPEKiB. SIKICTh TOTOBOTO BH-
poOy CKJIaaeThesl 3 SIKOCTI KOXKHOTO TPEKY, TOMY HaJaroJKEHHS TEXHOJOTIYHOTO
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pEeXKUMY BEIyTh €KCIIEPUMEHTAILHO Ha OIMHUYHUX Tpekax. [IpoBoasun mapamerpud-
HUUW aHaJli3, MOJKHA OTPUMATH 3aJICKHOCTI SIKOCTI OJMHMYHOTO TPEKY BiJ MapaMeTpiB
mporiecy miaBieHds. Hanpukian, ¢gopMyBaHHS CTaOLIbHUX TPEKIB B 3aJICKHOCTI Bij
IIIBUKOCTI CKAaHYBaHHS 1 TOTY)KHOCTI JJa3€pHOTO BUIPOMIHIOBAHHS MPECTABICHI HA
puc. 5.
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Puc.5. Pe3ynbTaTi AOCIIIKEHHS IO BUBHAYEHHIO ONITUMAJIBHUX MapaMeTpiB

Sx npasuio, B mpoueci (opMyBaHHS Marepiaidy 1 reoMeTpii BUpoOU METOJIOM
CJIII BinxuiaeHHs OCHOBHHMX MapaMeTpiB BiJ ONTHUMAIbHUX 3HAYEHb MOXE OyTH JyKe
BEJIMKUM, TOMY ONTHUMAJIbHUIA TEXHOJOTTYHUN PEXUM HE MOXKE B MOBHINA Mipi 3a0€3-
MEYUTH TOCTINHY SAKICTh (DOPMYBaHHS OJMHUYHHMX TPEKIB B MPOLIECI BUTOTOBIIECHHS
BUpoOy. [IprunHOI0 BUHUKHEHHS 1UX BIAXWIECHb € 0e3714 (PaKTopiB, K1 BIUTMBAIOThH
Ha TapaMeTpu 1 TPUBAJIICTh BUTOTOBIEHHS BUpoOy. llle Benmuki BiAXuIeHHS BUHUKA-
I0Th MPU BUTOTOBJICHHI MapTii 1ICHTUUYHUX BUPOOIB. TakuM ymHOM, ISl MIATPUMKHU
SAKOCT1 Ha MPUNUHATHOMY PiBHI MOTPIOCH MOCTIHHUN KOHTPOJb PIBHS TEXHOJOTIYHUX
napameTpiB 1 CTaHy 30HU Ja3epHoi 00poOku (30HU (HOpPMYBaHHS TPEKY).

BucnoBku. I1in yac Bubopy napametpi TexHonorivaoro pexkumy CJIII, moxxaa
PETYJIOBATH SKICTh 1 BTACTHBOCTI (HOPMOBAHOTO BUPOOY, OTPUMYIOUH HEOOX1THY TPO-
OYKTUBHICTh TEXHOJIOTTYHOTO npoiiecy. [IpaBunbHuii BUOIp TEXHOJOTIYHUX MapameT-
PiB, TaKUX SIK MOTY>KHICTb 1 IMIBUAKICTh MEPEMILIEHHS Ja3€pHOT0 MPOMEHIO, TOBIIMHA
mapy MeTajeBOro MOPOIIKY, KPOK CKaHYBaHHS MIX JBOMAa CYCIAHIMU OJUHUYHUMH
TpekaMmH, 3a0e3redye MiHIMI3allito Yrciia 1 po3MipiB AedeKTiB (mip, TPILIMH, PAKOBUH)
B MaTepiani BUpoOy.
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ABSTRACT

Purpose. The development and application of additive technologies, which have a high rate of material
utilization and significant production flexibility in the case of single and small-scale production, are relevant
for solving various types of engineering problems. The final mechanical, technological and operational char-
acteristics of products obtained by additive technologies are affected by a large number of initial parameters
that can be varied in order to obtain the necessary properties of the material. The purpose of this work is to
study the influence of the parameters of shape formation by the method of selective laser melting, in partic-
ular the scanning plan, on the quality of the material and the productivity of production.

The methods. To achieve the goal, studies of the microstructure of products obtained by different
scanning plans were carried out using optical microscopy, during which the shape of a single track,
as well as the structure of the material in different directions of the laser beam, were analyzed.

Findings. The effect of particle size, the mechanism of formation of a metal product during selective
laser melting is analyzed. The influence of the scanning plan on the porosity, strength, and produc-
tivity of manufacturing by the method of selective laser melting is shown. The correct choice of tech-
nological parameters, such as the power and speed of the laser beam, the thickness of the metal pow-
der layer, the scanning step between two adjacent single tracks, ensures the minimization of the num-
ber and size of defects (pores, cracks, shells) in the product material.

The originality. The process of metal powder melting in the process of shaping products by the
method of selective laser melting is analyzed. The scheme of formation of a single track is obtained
in the case of choosing different scanning schemes. A list of technological parameters, the variation
of which affects the properties and quality of the product, has been formed.

Practical implementation. The use of additive technologies for the molding of products in single
and small-batch production allows to reduce the time of production preparation and reduce the
amount of waste. When choosing technological parameters, one should understand their dependence
on the final properties of the finished product, because the method of selective laser melting allows
to obtain products of different porosity, strength and other properties.

Keywords: additive technologies, powder particle size, single track, scan plan, laser beam power.
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