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Koarynsnus

[IepoxoBarocThb

IMopomkoBblii MaTepuan

KavecTBO MOBEpXHOCTH

KadecTBo BHyTpeHHEro oobeMa

B ommune oT TpagMIMOHHBIX METOIOB YHAJICHHS MaTepHala TEeXHOJIOTHU OBICTPOrO IPOTOTHIIMPOBAHUS
HAaIPaBJICHbl HAa CO3JaHHE CIOXKHBIX M3IENUH IyTeM IOCIEN0BaTeIbHOTO J00aBIeHNs MaTepHana (MaTepHaoB).
K HacrosiieMy BpeMEeHH H3BECTHO OOJIBIIOE KOJIMIECTBO METOIOB OBICTPOIO MPOTOTHITMPOBAHMUS, KOTOPBIE OTIIHYA-
I0TCS IPHMEHSIEMBIM MaTepHaIoM U Crioco0oM GpopMooOpa3oBanHust H3aevs. M HHOBAIIMOHHBIM SIBIISIETCSI METOJ Ce-
JIEKTHBHOTO JIa3€PHOTO IUIABICHUS (DH3UISCKOI KOIIMH PA3IMYHBIX 00BEKTOB M3 METaJUIOB, CIUIABOB U METAJLIOMa-
TPUYHBIX KOMIIO3UTHBIX MAaTEPHAJIOB JUIS yIOBJICTBOPEHUS TPEOOBAHHI CO CTOPOHBI a9POKOCMHYECKON, 000POHHOH,
ABTOMOOMJIBHOW M OMOMEIMIIMHCKOM MPOMBIIIICHHOCTH. Ba)kKHBIM HalpaBlICHUEM Pa3BUTUSI TEXHOJIOTHU CEJeK-
THBHOTO JIA3EPHOTO IUIABJICHUSI SIBJISIETCS MOBBINIEHHE KauyecTBa ()OPMUPYEMOTO H3IENHUSL. DTO SIBISIETCS CIOKHBIM
MHOT'OIIapaMeTPHYECKIM IIPOLIECCOM, B KOTOPOM MOYKHO BBIIEINTE Hopsiaka 130 mapaMeTpos, BIMSIONINX HAa KOHEU-
HBIH pe3ynsTar. B pabore npeacraBiieHb! pe3yIbTaThl SKCIIEPUMEHTaIbHBIX HCCIISI0OBAHNI BINSHUS 3alUTHOTO ra3a
aproHa, MeXaHOAKTHBALMH [IOPOIIKA M BO3AEHCTBUS TEXHOJIOTHIECKHX PEKUMOB IIABICHHS: MOLIHOCTH JIA3EPHOTO
U3JTy4eHUs], CKOPOCTH IIEPEMELEHUs JTyya JIa3epa, 1ara CKaHUPOBaHMUS, IPE/IBAPUTENILHON TEMIIEPATyphl 00T pe-
Ba IMIOPOLIKOBOIO MaTepualla Ha IepPOXOBaTOCTh MIOBEPXHOCTH, IOIY4YEHHONW U3 MEJHOTO IOPOLIKOBOIO MaTepuala
METOJIOM CEJIEKTUBHOIO JIA3E€PHOIO IUIABIEHUs. DKCIIEPUMEHTHI 110 TUIABJICHUIO MEIHOIO MOPOILIKA PeaTu30BaHbl
Ha YCTaHOBKE [1OCJIOHHOI0 JIA3€pHOTO IUIABJIEHUS] OPUTHHAIBHON KOHCTPYKILMH, KOTOPAasi O3BOJISET PErYINpPOBaTh
BCE TEXHOJIOTHYECKHE PeXKNUMBI IUIaBiieHus. [llepoxoBaToCcTh MOBEPXHOCTH ONpeesieHa Ha IIN(PPOBOM OECKOHTAKT-
HoM Mmukpockorie Olympus LEXT OLS4100. IMTony4yeHa MaremMaTnyeckasi 3aBUCHMOCTD IIEPOXOBATOCTH MOBEPX-
HOCTHOTO CJIOSI U3 METHOTO HOPOIIKA OT TEXHOJIOTHYECKUX PEXKUMOB IUIABICHHSI HA OCHOBE TEOPUH ITAHUPOBAHHUS
JKCIEPUMEHTA M CTaTHYEeCKOH 00paboTKH pe3ynsraToB. Olpe/ieeHbl 3Ha9UMBbIe TapaMeTphl PeKHMa — MOIIHOCTh
JIA3€PHOTO U3JTyYEHHUs, CKOPOCTh MEPEMEILIEHUS JTyya Jia3epa, 1ar CKaHUPOBAHMUS, BIUSIOLIME HA LIEPOXOBATOCTh
c101, @ TaKXKe Ipezesl ee u3MeHenus ¢ 480 10 725 MM NpH yBesnnueHuu MoiiHocTH ¢ 14 1o 30 Br, ckopoctu
nepeMeleHus Jiyda sasepa 1400 Mm/mMuH, Temmeparype nojorpesa nopoika 114 °C, mare ckanuposanust 0,2 MM;
¢ 750 o 480 MKM — mpH YBEIMUCHUH CKOPOCTH TepemeleHus jtyda jazepa ¢ 200 10 3000 MM/MUH, MOLITHOCTH
22 Br, temneparype nogorpesa nopouka 114 °C, mare ckanuposanust 0,2 MM. YBeJIMUEHHE I1ara CKaHUPOBAHUs
¢ 0,1 1o 0,3 MM NPUBOAUT K YMEHBILEHHUIO HIepoxoBaTocT ¢ 740 10 525 MKM IIpU CKOPOCTH NEpeMElIeH s Tyda
nazepa 3000 mm/muH, MomHocTH 30 BT, Temneparype mogorpesa mopoiika 200 °C. TToka3aHO MOJIOKHUTEIBHOES
BJIMSTHHE 3aI[UTHON aTMocdeps! 1 MeXaHOaKTHBALNH TOPOLIKOBOIO MaTepraa Ha KauecTBO IIOBEPXHOCTHOTO CJIOSL.

Jus uurupoBanus: Canpuikuna H.A. AHann3, MOJCTHUPOBAHHE M MPOTHO3MPOBAHHE IIEPOXOBATOCTH MOBEPXHOCTH MEH, MOJYYCHHOM
METOJIOM CEJIEKTHBHOTIO Jia3epHoro miasneHuns // O6paboTka MeTauioB (TEXHOJIOTHs1, 000pyaoBaHHe, HHCTPYMeHThI). — 2017. — Ne 3 (76). —
C. 6-16. — doi: 10.17212/1994-6309-2017-3-6-16.
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W3TOTOBJIEHUS MoJiesiel u mpoToTunos [1]. B nacto-
SIIIIee BPEMS aYINTUBHBIC TEXHOJIOTHU SIBIISTFOTCS Ca-
MBbIMH OBICTPO Pa3BUBAIOIIUMUCS TIEPETOBBIMU TEX-
HOJIOTHSIMA B MUpe. B oTmuume oT TpajuiimOHHBIX
METOJIOB y/IaJICHUsI MaTeprasa TEXHOJIOTUU ObICTPO-
r0 MPOTOTHUIMPOBAHUS HANPABICHH HA CO3aHUE
CIIOKHBIX W3JICHUNA MyTeM MOCIEIOBATEILHOTO J0-
Oapnenus marepuana (MarepuaioB). K HacTosmemy
BPEMEHU W3BECTHO OOJBIIOE KOJHMYECTBO METOIOB
OBICTPOTO MTPOTOTUITUPOBAHUS, KOTOPHIE OTIIMYAIOT-
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Csl IPUMEHSIEMBIM MaTEpUaIOM U criocoboM popmo-
oOpa3oBaHust u3Aenus. IHHOBAIIMOHHBIM SIBIISICTCS
METOJI CEJIEKTUBHOTO JIa3epHOTrO IJIaBICHUS (QU3U-
YECKOM KOMUH PA3IUYHBIX OOBEKTOB W3 METaJIOB
u ciuiaBoB Ha ocHoBe 3D CAD-mozxenun. O0beMHOE
U3JIeNIME CO3/1aeTCsl MyTEeM MOCIIOINHOIO TUIaBICHUS
Jy4OM Jla3epa MOPOLIKOBOrO Marepuaya B COOTBET-
CTBUU C KOHTYPOM KaXKJ0ro ceueHus. B mocnennue
TONbI 3HAYMTENHHO YITYUIIHINCh MHKPOCTPYKTYp-
HEIE U MEXaHWYECKHE CBOMCTBA JeTajled 3a CUET
YAY4YIIeHUH yCcIoBHUl Ja3epHON 00pabOTKH (MOBBI-
[IEHHE MOIIHOCTH Jla3epa, YMEHbILIEHUE TuaMeTpa
Jyya J1a3epa, yMEHbIIEHUE TONIIMHBI OTy4aeMOoro
cios U T. 1.). HecMoTps Ha 3HaUnTENbHBIN porpecc,
TEXHOJIOTHUS CEJIEKTUBHOTO JIA3€pPHOTO IUIABICHUS
MO-TIPEKHEMY CTaJIKMBaeTCs C MpolieMaMu Kaue-
CTBa MOBepXHOCTH [2, 3]. [lonyueHnue noBepxHoCTH
XOPOIIET0 KauecTBa SIBJISETCS INIaBHBIM BOIIPOCOM
JUISL IPEOTBPAIICHUS pacCIanuBaHMsl, OCTATOYHBIX
HaIpsHKEHUH, TIPEXKIEBPEMEHHOTO pa3pyIICHUSI.
O0630p nuTEpaTyphl MOKa3aj, YTO MOIIHOCTB JIa-
3epa U CKOPOCTh CKAHUPOBAHUS 4acTO MpeCTaBIIe-
HBI KaK OCHOBHBIE ITapaMeTPhl, BIHSIOIINE Ha Kade-
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CTBO MTOBEPXHOCTH U3, TOTYICHHOTO METOIOM
CEeJIEKTUBHOTO JlazepHoro crekanus [4]. CkopocTh
CKaHUPOBaHUS, peANoNoKmIn Brecher n coaBTopbl
[5], sBAsIETCST MPENMOYTUTEILHON MPH HAa3HAYCHHUH
peXUMOB TuTaBlieHUs. OTHOCUTENHFHO HHU3Kasl CKO-
POCTh TIO3BOJISIET 00ECIIEYUTh PAaBHOMEPHOE TLIaB-
JICHUE TIOPOIIKOBOTO Marepualia, HO B PE3yJIbTare
BO3HHUKAET IMpo0JieMa HU3KOH MPOU3BOAUTEIHHOCTH
[6]. Ban u coaBTopsl [7] aHAIM3WPOBAIN BIIHSIHHE
CKOPOCTH W Iara CKaHWPOBAHUS I JOCTIKEHUS
XOPOIIIETO KauecTBa MOBEPXHOCTU. borbIoe 3Have-
HUE Y/IEJICHO BIUSHUIO CTPATETMHd CKaHWPOBAHUS.
B pabote [8] mpoBeneHbI HCCIeTIOBaHMS IO OIIEHKE
OCTaTOYHBIX HAINpsLKEHUH U Jedopmanuii mpu pas-
JUYHBIX CTPATETUSAX CKAaHUPOBAHUS ISl HUKEIb-
xpoMoBoro crmiasa Mukonens 718. Onucano, 4To
MaKCHUMaJIbHbIE HaNpsLKeHHs! BIOJIb ocu X U Y Ha-
Omomanuch y o0pas3IoB CO CTpaTeruell CKaHWpOBa-
HUS TI0 KOHTYPY MPH CMEIIEHUH K TIEHTpy (puc. 1, 3).

3HaYUTENbHbIE HANPSKEHUS! ObUIM 00pa30BaHbI
MPU TOPU3OHTAIBHOW CTpAaTeTMH CKaHUPOBAHUS
(puc. 1, 3). Y Bcex 00pa31ioB BOZHUKAECT HAMPsIKE-
HHE BAOJb ocell X U ¥ Mexay eAIMHUYHBIM CIIOEM U
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Puc. 1. Ctparernu ckanupoBanwus [8]:

a — OCTpOBHasl; 6 — TOPU3OHTANIbHAS; 6 — HAKJIIOHHAs 45°; 2 — moBopoTHas 45°; 0 — moBopoTHas 90°; e — moBopoTHast 67°;
JiC — TI0 KOHTYPY M3 LIEHTPA; 3 — 10 KOHTPY K LIEHTPY

Fig. 1. Scanning strategies [8]:

a — island scanning; 6 — horizontal scanning; ¢ — lean scanning (45°); & — rotating scanning (45°); 0 — rotating scanning (90°);
e — rotating scanning (67°); orc — by contour from the center; 3 — by contour to the center
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MOJITIOKKOM. OTMEUYEHO, YTO MPU HAKJIOHHOM CKa-
HUPOBAHUU 1O yriioM 45° y o0pa3moB HabIroma-
JUCh HE3HAYUTEIILHBIC OCTATOYHBIC HAIPSDKEHUS U
nedhopMaIuu o CpaBHEHHIO C APYTUMU CTPATETHSI-
MU cKaHupoBaHus (puc. 1, 8) [8].

B pabGore [9] mpenctaBieHbl HCClIEIOBAHUS
BJIMSIHUSI MOIIIHOCTH JIa3epa, CKOPOCTHU CKaHUPOBa-
HUS, TOJIIMHBI CIIOSI U CTPATeTUH CKAaHUPOBAHUS
Ha [IEPOXOBATOCTh TIOBEPXHOCTH HUKEIh-XPOM-
s)kene3o-moimmoaenosoro ciuirasa HASTELLOY X,
MIOJlyYEHHOM METOJJOM CEJEKTHUBHOIO Ja3epHOIo
maBiaeHus. OTMEUYEHO, YTO Ha IIEPOXOBATOCTH TO-
BEPXHOCTHOTO CJIOSI OOJIBILIOE BIUSHUE OKA3bIBACT
koarynsuus. Koarynmdiumendn Has3bIBaeTCsl CIHUSHUE

OBPABOTKA METAJIJIOB

Z
build direction

100 pm

TEXHOJIOI'MA

MEJIKUX YacTUI[ MOpOLIKa B Oojee KPYIHbIE MO
BIMSIHMEM J1a3epHOro wusnyuyeHus. Habmonamoch
CHID)KEHHUE KOAryJsliiy IPU YMEHbIIEHUH CKOPOCTH
CKaHMPOBAHUS, KOTOPOE OOYCIIOBICHO yBEIHYCHH-
€M BPEMEHHU IUIABJICHUS MOPOIIKA U CHUKEHUEM
BSI3KOCTHU pacIulaBa. YBEJIMYEHHUE I11ara CKaHUpOBa-
HUS TPUBOJIUT K YBEJIIMYEHHIO IIEPOXOBATOCTH IO-
BepxHOCTH. lllepoxoBaTocTh NMOBEPXHOCTU UMEET
HaVMEHBbIIIEE 3HaYCHHUE 15 MKM IIpY MOILHOCTH JIa-
3epa 200 BT u ckopoctu ckarupoBanus 3000 mm/c.
ABTOpaMu MPEJIOKEHO YAy4IIaTh IIEPOXOBATOCTh
HAKJIOHHOM MOBEPXHOCTH 32 CYET KOHTYPHOT'O CKa-
HUPOBAHUS KaKJOTO CJIOS C YBEIMYEHHON IJIOTHO-
CThIO SHEpPIruH (puc. 2).

build direction

Puc. 2. ®ororpadus HakmoHHOM moBepxHOCcTH U3 ciaBa HASTELLOY X, mony4yeHHas Ha pexXuMax:

a —motrHocts 200 BT, ckopocts ckanupoBanust 3000 Mmm/c; 6 — momHocTh 370 BT, ckopocTh ckanuposanust 1900 mm/c [9]

Fig. 2. Images of the leaned surface of the alloy HASTELLOY X, obtained in the modes:
a — power 200 W, scanning speed 3000 mm/s; 6 — power 370 W, scanning speed 1900 mm/s [9]

AHanu3 JauTeparypsl IMOKasaj, YTO PEXHUMBI U
YCIIOBMSI TUIABJICHUS JUIS Pa3HBIX MaTepUaoB onpe-
JIEJISIFOTCSL OKCIIEPUMEHTAIIBHO U 3aBUCAT OT 3Ha-
YUTEJBHOIO KosnyecTBa napamerpos [10, 11, 12].
Llesb nanHOM pabOTHI — YCTaHOBIIEHUE MIPEJIEIIOB, B
KOTOPBIX MO>KHO U3MEHSTH IIEPOXOBATOCTh I1OBEPX-
HOCTHOT'O CJIOSl U3 MEJITHOTO IIOPOILIKA, [I0JIy4EHHOI'O
METOZIOM CEJIEKTUBHOI'O JIA3€pHOIO IUIABIEHUS 3a
CYET M3MEHEHMUS TEXHOJIOIMYECKUX DPEKUMOB Jia-
3epHOI 00pabOTKH.

MeToauka IKCIICPUMEHTAJIBHOTO
HCcCIea0BaHUA

OKCHEPUMEHTHI MO TUIABJIIEHUIO MEIHOTO TO-
pOIKa pean30BaHbl Ha YCTAHOBKE IOCIONHOIO
JIA3€pPHOTO IUJIABJICHUS] OPUTMHAJIBHOM KOHCTPYK-
LM, KOTOpAasi IO3BOJISIET PETYIUPOBATH BCE TEXHO-
JIOTUYECKHUE PEKUMBI IUIABJICHHS. YCTPOMCTBO SB-
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JSIETCSI TEXHOJOTUYECKUM JIa3€PHBIM KOMILIEKCOM
(hopMHupOBaHUS TTOBEPXHOCTEH HW3IEIHN CIIOKHON
MIPOCTPAHCTBEHHON (POPMBI, COCTOSIIEH U3 UTTEp-
o6ueBoro BosiokoHHOTO Jazepa JIK — 100 — B, Tpex-
KOOPJIMHATHOTO CTOJIA, [IEPCOHAIBHOTO KOMIIbIOTE-
pa, cuctemsl UITY 1 opUruHagIbsHOIO NpOrpaMMHOIO
obecnieuenus. ttepOneBblii BOJOKOHHBIN j1a3ep
JUTMHOU BOJIHBI 1,07 MKM MO3BOJISIIOT PETyJIUPOBATH
morHocTh oT 10 o 100 Bt. KauecTBO 1 TOUHOCTE
M3rOTaBIMBAEMBIX M3ICTHIA 00ECIeYnBaIOT MOCTO-
SIHHAasi MOILIHOCTb Ha BBIXOZE U TOYHOCTHb (POKYCH-
POBKHM BOJIOKOHHOTO Jia3epa. YIpaBlieHHE ITy4oM
Ja3epa ¢ MOMOLIbIO CIENUAIbHON IPOrpaMMBbl B pa-
6oueii 30He pazmepom 100x100x100 MM mo3BosET
OCYLIECTBJISATH CKAHMPOBAHUE 110 JTI0OOMY 3aJjaHHO-
My KOHTypy. Ha kopmyce ycTaHOBKU [UIsl HAHECEHUS
CJIOSl TIOPOILIKAa B 30HY IUIABJICHUS 3aKpervieHa Ka-
peTKa 1 BbIpaBHUBAIOIIME POJIMKU. BHYTpH KapeTku
pacronoxeH OyHKep JUIs MOPOIIKA, TO3BOJISIOIINI
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peryinmpoBarh IUIOTHOCTh HAHECEHHOTO ciost. Croii
MOPOIIIKA CKaHUPYETCS JIy4OM Ja3epa Mo HeoOXo-
JUMOM TPaeKTOpPUM Ha 3aJaHHBIX pexkumax. [locrme
MOJTyYeHUsI €IUHUYHOTO CJIOSI CTOJI OIYCKaeTcs C
MOMOIIBIO IIIATOBOTO JIBUTATENsI HA TOJIIIUHY CIIOS
[13]. C moMoIIbsI0 KapeTKH MPOUCXOAUT 3aIIOJIHEHHE
1aT(OPMBI IIOPOIITKOBBIM MaTEepPHAIOM JIIsl (HOpMHU-
poBaHusl cienyromiero cios. Llukn mosropsiercs 10
MIOJIHOTO CO3/IaHUs U3JIEIHSI, 3aT€M CTOJI TIepeMeInia-
€TCsl B MCXOJHOE TOJIOKEHUE U TOTOBAs I€Talb U3-
BeKkaeTcs. [[isi uckioueHus: B3auMOJICHCTBUS TI0-
poIIIKa ¢ KUCIOPOAOM U a30TOM BO3MOYKHA T0/1aua B
30HY JIa3€PHOTO TUIABJICHHUS 3aIIUTHOTO rasa.

[lopomok MenHbIH CTAaOMIU3UPOBAHHBIA Ha-
XOIWUT IIMPOKOE MPUMEHEHUE B Pa3IUYHBIX 00a-
CTSIX TMIPOMBITINIEHHOCTH. YacTHIIBI TOPOIIIKA UMEIOT
chepuueckyo GopMy ¢ HOMHHAIBHBIM pa3MepOM
0,007 MM, HACBIITHOM IJIOTHOCTERIO 1,25...1,9 Fp/CM3.
[[TepoxoBaToCTh €0 OMpEENsIach HA MUKPOCKO-
ne OLYMPUS LEXT OLS 4100.

B npouiecce sxcneprMenTa ObUTH N3MEHEHBI TEX-
HOJIOTMYECKHUE PEXUMBI TUIABJICHHUS: MOIIHOCTB Jia-
3€pHOTO U3TYYEHHUs, CKOPOCTh CKAaHHUPOBAHUS, IIar
CKaHUPOBaHUS, TEMIIEpATypa MOIOTPEBA MOPOIIKO-
BOM KOMMO3ULHH. BbITM IPOBENECHBI UCCIEA0BAHUS
MO BIIMSHUIO 3alIUTHOTO Ta3a aproHa U MEXaHo-
aKTHUBAIIMM TIOPOIIKA Ha IIEPOXOBATOCTH MOBEPX-
HOCTHOTO CJIOSI M3 MEAHOTO TMOPOIIKA, OTyYeHHO-
0 METOJIOM CEJIEKTMBHOTO JIA3€PHOTO ILIABJICHUSI.
3amuTHas cpefa TMO3BOJISIET MCKIIOYUTHh B3aMMO-
JICUCTBUE MOPOILIKOBBIX H3IEIUN C KHUCIOPOAOM M
a30TOM, a TAK)K€ YIPOUYHUTDH MOBEPXHOCTh M3/ICIHSI.
MexaHoaKkTUBaLMsI TIPUMEHSIETCS JUIsl YBEJIIMUYCHUS
JUCTICPCHOCTH, J1e(DEKTHOCTH KPUCTALUTUICCKON
pemetku nopoika [14]. Mexannueckasi 00paboTka
MOPOIIIKA OCYIIECTBIISUIACH B IIEHTPOOEIKHO-TIIIaHE-
tapHoi MenbHule AI'O-2.

Pe3yabrarsl U 00CyKICHUSA

Ha nmepBoMm sTame ObLIM MpOBEAECHBI MpeaBa-
PUTEIbHBIE MOMCKOBBIE SKCIIEPUMEHTHI JIJIsl OTpe-
JeJIeHUs] IPUEeMIIEMbIX PeXUMOB TuiaBieHus. [lof
HUMU TO/IPa3yMEBAJIUCh PEKUMBI, KOT/la eIUHNY-
HBIW CIIOW HE pacchimaics, T. €. 00Jagan HEKOTO-
POl MEeXaHWYECKOW MPOYHOCTHIO 0€3 3HAYNUTEIb-
HOW gaedopmanuu. DKCIEPUMEHTH TOKa3aju,
YTO MOIIHOCTH Jiazepa meHee 14 BT u ckopocTh
nepeMerneHus jgyda jazepa 6omee 3000 mMmm/mMuH
ABIIIOTCS. HEJAOCTATOUHBIMU JJIs IUIABJICHUS I0-

OBRABOTKA METALLOV %

poikoBoro marepuana. MouiHocts 6onee 30 Bt
u ckopocth MeHee 200 MM/MHH TPUBOAWT K WH-
TEHCUBHOMY OKHCIJICHHIO U BO3TOPAHHIO TIOPOIIKA.
[lar cxanupoBanus 6oinee 0,3 MM He IO3BOJISIET
EIMHUYHBIM TPEKaM CIeYbCs MEeXay co0oi, 4To
MPENsATCTBYET OOpPa30BaHUIO E€IMHUYHOIO CJIOS.
VYBenuueHue TemIepaTypsl IMOJ0TPEBa MOPOIIKO-
BOI'O MaTepHayia OKa3bIBaeT MOJIOKUTEIbHOE BIIU-
STHAE HA TIPOYHOCTH €AUHUIHOTO CIIOSI.

JIisi yCTAaHOBJIEHUS SMIMPUYECKON 3aBHCHMO-
CTH LIEPOXOBATOCTHU CJIOSI U3 MEAHOIO MOPOLIKA OT
TEXHOJIOTHYECKUX PEXKHUMOB TUIABICHUS OBUT TO-
CTaBJICH YETHIPEX(PAKTOPHBINA IKCIIEPUMEHT IO TIPO-
rpamMMe IEHTPATHHOTO KOMITIO3UIIMOHHOTO TUTaHU-
poBaHUs BTOPOTo nopsiaka. i 3Toro peanu3oBainu
[IECTHAALATH OMBITOB YETHIPEX(HAKTOPHOTO IKCIIe-
pPUMEHTA, MIPOBEJIM CEMb OIBITOB B IIEHTPE IUIaHA
W JIOTIOJIHWJIA BOCHMBIO OTIBITAMH B «3BE3IHBIX)
Toukax. /{7 MeaHoro mopoika ObUIM OmIpeselie-
HBI CIIEIYIOIINE AHANA30Hbl PEKUMOB IIJIABICHHS:
MonHocTh u3nyuenust P = (14...30) BT, ckopocTs
niepementienus Jryda jiazepa V= (200...3000) mm/muH,
mar ckanupoBanus s = (0,1...0,3) mm; Temnieparypa
MOZIOTPEBa MOPOLTKOBOW KOMITO3UITMH M3MEHSIIACh
B nuamnaszone ¢t = (26...200) °C. IllepoxoBatocTh
MIOBEPXHOCTH OMPEACISUTH Ha IU(PPOBOM OECKOH-
takTHOM MuKpockonie Olympus LEXT OLS4100
(puc. 3).

Ha puc. 4-9 nokazaHo BIMSHHE TEXHOJIOIHYE-
CKHMX PEXUMOB U YCJIOBUH IIJIABJICHUS HA BHELIHUI
BUJ TIOBEPXHOCTH €IMHUYHOTO CJIOSI U3 MEIHOTO
MOPOILIKA, MOJTYYEHHOIO METOJOM CEJIEKTUBHOIO
JIa3€pHOTO IUIABJICHUS.

BnusHue MomHOCTM Ja3epa Ha IIEpPOXOBa-
TOCTh MTOBEPXHOCTH €IMHUYHOTO CJIOSI IOKa3aHO Ha
puc. 4. Yeenuuenue mMomnoctu ¢ 14 1o 30 Bt npu
V'=1600 mm/MuH, s = 0,2 MM TIPHBOANT K U3MEHE-
HUIO R, ¢ 480 10 725 MKM.

Bnusinue ckopoctu nepeMenieHus jgyJa Jiaepa
Ha IIEPOXOBATOCTH MIOBEPXHOCTH EIUHIUYHOTO CIIOSI
MO0Ka3aHo Ha puc. 5. YBennuenue ckopoctu ¢ 200 1o
3000 mm/muH ipu P = 22 B, s = 0,2 MM IpUBOUT K
usMeHeHHro R_ ¢ 750 no 480 mxm. Ha puc. 5, a nme-
IOTCSl Y9aCTKH PaBHOMEPHOTO TUTIABJICHUS ITOPOIIKA.

Bo3snelictBue temneparypsl NOAOrpeBa MOPOILI-
KOBOTO MaTepurasa Ha epOX0OBATOCTh MOBEPXHOCTH
€IMHUYHOIO CJ0s MOKa3aHO Ha puc. 6. Yenuue-
Hue temrneparypsl ¢ 20 1o 200 °C npu P = 30 Br,
V'=3000 mm/mMuH, s = 0,3 MM IPUBOAMT K U3MEHE-
HUI0 R, ¢ 540 mo 525 MKM.

Ne 3 (76) 2017 9
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a 0 8

Puc. 3. Onpenenenue mepoxoBarocTy nosepxHoctu Ha Mukpockorne Olympus LEXT OLS4100:

a — (ororpadusi eAMHUIHOTO CIIOSI U3 MEAHOTO MOPOIIKA, OIYYEHHOT'O METOAOM CEJIEKTHBHOTO TUIABJICHUS HA CIIETYIOIINX
pexumax: P =30 Brt, V= 2000 mm/muH, s = 0,2 MM, ¢ = 300 °C; 6 — ceuerne npoduis MOBEPXHOCTH;, 8 — MPOQHIOrpaMMa
HOBEPXHOCTHOTO CJI0A R, MKM

Fig. 3. Determination of surface roughness with the microscope Olympus LEXT OLS4100:

a — a photograph of a single layer of copper powder obtained by the selective melting method (x200) in the following modes:
P=30W, V'=2000 mm/min, s = 0.2 mm, ¢= 300 °C; 6 — section of the surface profile; 6 — profilogram of the surface layer R , um

Puc. 4. ®otorpaduu NOBEPXHOCTH €IUHUYHOTO CJIOS U3 MEIHOTO MOPOIIKA, MOJIYYSHHOTO
METOJIOM CEJIEKTUBHOTO TUTABJICHUS HA PEKUMAX:
a—P=30BrT, V=1600 mm/muH, t= 114 °C, s = 0,2 MM, R, = 725 mxMm; 6 — P =14 Bt, V= 1600 MmM/MuH,
t=114°C, s =0,2 MM, R, = 480 MKkm

Fig. 4. Images of the surface of a single layer of copper powder obtained by the selective
melting method in the modes:

a—P=30W, V=1600 mm/min, =114 °C, s = 0.2 mm, R_= 725 um; 6 — P = 14 W, "= 1600 mm/min,
t=114°C,s=0.2 mm, R_= 480 um

Puc. 5. q)OTOI‘pa(I)I/II/I MOBEPXHOCTHU CAUHUYHOTI'O CJIOA U3 MEAHOI'O IMTOPOIIKA, IMMOJIYUCHHOI'O

METOJIOM CEJICKTUBHOTO TUIABJICHUS HA PEXKUMAX:
a— P =22 Br, V=200 mm/mun, ¢ = 114 °C, s = 0,2 mm, R_= 750 mxm; 6 — P = 22 Br, V' = 3000 mm/mum,
t=114°C,s=0,2 mm, R_= 480 MKM
Fig. 5. Images of the surface of a single layer of copper powder obtained by the selective
melting method in the modes:
a—P=22W, V=200 mm/min, =114 °C, s = 0.2 mm, R_= 750 um; 6 — P =22 W, = 3000 mm/min,
t=114°C,s=0.2 mm, R_= 480 um
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Puc. 6. ®ororpadun MOBEPXHOCTH EAMHUYHOTO CJIOSI U3 MEIHOIO IMOPOINKA, MMOJYyYSHHOTO
METOZIOM CEJIEKTUBHOTIO JIA3EPHOTO IUJIABJICHUS HA PEKUMAX:
a—P=30Bt, V=3000 mm/mun, ¢ =200 °C, s = 0,3 mm, R_= 525 mMxm; 6 — P =30 Br,
V'=3000 mm/Mun, ¢ =20 °C, s = 0,3 mm, R_= 540 MKkM

Fig. 6. Images of the surface of a single layer of copper powder obtained by the selective
melting method in the modes:
a—P=30W,V=3000 mm/min, =200 °C, s = 0.3 mm, R_= 525 pm; 6 — P =30 W, }'= 3000 mm/min,
t=20°C,s=0.3mm, R_= 540 um

BiustHue mara CkaHMpPOBaHMSI Ha IIEPOXOBA-
TOCTb [IOBEPXHOCTH €IMHUYHOI'O CJIOS IOKAa3aHO Ha
puc. 7. YBenuuenue mara ckanupoBanus ¢ 0,1 go
0,3 mm ipu P =30 Bt, J'=3000 mm/muH, ¢ =200 °C
IPUBOJMT K U3MEHEHUIO R ¢ 740 10 525 MKM.

Ha puc. 8 nokazaHo BiIusHHME 3allMTHOIO ras3a
Ha IIEpOXOBATOCTb IOBEPXHOCTH E€IUHUYHOTO
cinod. Ilpu cnexkanun MeaHOro MOPOLIKA B aproHe
HAO0II01a7I0Ch U3MEHEHHUE I[BETa CIEYEHHOW I0-
BEPXHOCTH, OHa NpuoOpesia 30J0TUCTHIA LIBET H
YMEHBUINIACH LIEPOXOBATOCTh MOBEPXHOCTH R, C
650 o 500 MKM.

BiusiHue MexaHOakTHMBAllUM TOPOIIKA HA IIIe-
POXOBAaTOCTh IOBEPXHOCTH E€IUHUYHOIO CJOA IIO-
Ka3aHo Ha puc. 9. BoszeiicTBue nazepHOro M3iy-
YEHUS Ha MOPOIIOK, TOJABEPrHYTHIA TPEXMUHYTHON

aKTUBAIUH, MPUBOAUT K YMEHBIIECHUIO JHaMeTpa
KOAryJIHpPOBAHHBIX YaCTUI[ U HMX PaBHOMEPHOMY
pacrnpenenenuto o nosepxHoctH. lllepoxoBatocts
MIOBEPXHOCTH 3HAUUTENBHO yMeHbIaeTcs ¢ 600 no
125 mxwMm, ipu P = 14 BT, V' =200 Mmm/MuH, ¢ = 20°,
s=0,1 mm.

B pesynbrare miiaHUpOBaHUS U POBEICHUS IKC-
MEPUMEHTOB U CTaTu4ecKor oOpabotku [15] momy-
YEHHBIX PE3yJIBTATOB IOJIyYeHA MaTeMaTHYeCKas
3aBHCUMOCTbH MIEPOXOBATOCTH TOBEPXHOCTH Me-
HOTO TMOPOIIIKA OT PEKUMOB IIIABJICHUS, TIO3BOJISIO-
11as1 BBISIBUTH 3HAYMMBbIE TTAPAMETPBhI:

R =356 +15P—0,1V—0,057¢ + 425S.

3aBUCUMOCTD mMepoxoBaTOCTU CAUHHUYIHOT'O CJI0
OT PEKMMOB IUIABJICHUS MTOKa3aHa Ha puc. 10.

a

Puc. 7. CDOTOI’paq)I/II/I MOBCPXHOCTU CAUHUYHOTO CJIOS U3 MCAHOI'O NOPOIIKA, MOJTYYCHHOI'O
MCTOAOM CCJICKTUBHOTIO JIA3CPHOIO IUIABJICHUS HA PEIKUMaAX:

a — P =30 Br, V= 3000 mm/mMun, ¢t = 200 °C, s =

0,3 MM, R. = 525 mxm; 6 — P = 30 Br,

V'=3000 mm/MuH, t =200 °C, s = 0,1 mMm, R, = 740 MKkM

Fig. 7. Images of the surface of a single layer of copper powder obtained by the selective
melting method in the modes:
a—P=30W, V'=3000 mm/min, =200 °C, s = 0.3 mm, R, = 525 um; 6 — P =30 W, V= 3000 mm/min,
t=200°C,s=0.1 mm, R, =740 um
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Puc. 8. ®ororpadun MOBEPXHOCTH €AWHUIHOTO CJOS M3 MEIHOTO TMOPOIIKA, IMOTy4YeHHOTO
METO/IOM CEJIEKTUBHOTO TIJIABIECHISI HA PAa3HBIX PEKAMAX:

a— P =22 B, V=1600 mm/muHn, t = 114 °C, s = 0,3 mm, R, = 650 MKM, ClIcKaHHE Ha BO3IYyXE;
6 — P =22Brt, V=1600 mm/muH, t = 114 °C, s = 0,3 Mmm, R, = 500 MKM, CIICKaHHE B aproOHE

Fig. 8. Images of the surface of a single layer of copper powder obtained by the selective melting
method in the modes:
a—P=22W, V=1600 mm/min, =114 °C, s = 0.3 mm, R, = 650 um, air sintering; 6 — P =22 W,
V= 1600 mm/min, =114 °C, s = 0.3 mm, R, = 500 um, argon sintering

a

Puc. 9. ®otorpadun NoBepXHOCTH SIUHUYHOTO CJIOS M3 MEIHOT'O MOPOIIIKA, TOJYYSHHOTO
METOJIOM CEJIEKTHBHOTO IJIABJICHUS:
a—P=14Brt, V=200 mm/mumn, t =20 °C, s = 0,1 mm, R. = 600 mxMm; 6 — P = 14 Bt, =200 Mmm/Mum,
t=20°C,s=0,1 MM, R, = 125 MKM nIOCJIE TPEX MUHYTHOM aKTUBAI[H

Fig. 9. Images of the surface of a single layer of copper powder obtained by the selective
melting method in the modes:
a—P=14W, =200 mm/min, =20 °C, s = 0.1 mm, R, =600 um; 6 — P =14 W, V=200 mm/min,
t=20°C, s =0.1 mm, R, = 125 pm after 3 minute activation

Ha mepoxoBaTtocTh MOBEPXHOCTHOTO CJIOS M3
MEIHOTO TOPOIIKA 3HAYUTEIILHOE BIIMSHUE OKAa3bl-
BaeT CKOPOCTh MepeMeINIeHus Jiyua ja3epa. M3mene-
aue V ot 200 1o 3000 MM/MUH TPUBOIUT K YMEHbB-
wenuto R_na 56,25 %, npu P =22 Br, s = 0,2 Mm,
t = 114 °C B cootBercTBUU C puC. 5. MOLIHOCTD
TaK)Ke OKa3bIBaeT Ooublinoe BiausHue Ha R.. Ilo-
BoitieHue P ot 14 go 30 Bt R, yBenuumBaeT Ha
62 %, ipu V= 1600 mm/muH, t = 114 °C, s = 0,2 MM,
puc. 4. Usmenenue s ¢ 0,1 1o 0,3 MM ymeHbInaer R,
Ha 40 %, nipu P =30 Bt, 1=200 °C, V'=3000 Mmm/MuH
B COOTBETCTBUHU ¢ puc. 7. Temreparypa nogorpesa
MOPOIIKOBOTO Marepuajja Ha R, BIUSET HE3HAUU-
TenbHO. TakuM 00pa3oM, CKOPOCTh MEPEeMEICHUS

12 Ne 3 (76) 2017

JIyda Jia3€pa, MOIIHOCTb HU3JIY4YCHHA Jia3€pa W 1ar
CKaHHMPOBAHUA ABJISAIOTCA OCHOBHBLIMH IapaMcCTpa-
MU, BJIIMAIOONIMMU Ha HICPOXOBATOCTH CIICYHCHHOI'O
MMOBEPXHOCTHOI'O CJIOS U3 MCAHOT'O ITOPOLIKA.

BriBOIBI

[IpoBeneHHBIC WCCIENOBAHUS TO3BOJISIOT CJIe-
JaTh CIIEAYOIINE BHIBOIBI.

1. Onpenenensl parMoHAIbHBIE O0JACTH TeX-
HOJIOTHYECKUX PEKUMOB CEIIEKTHBHOTO Ja3epHO-
ro miaBjieHus meaHoro nopomka: P = 14...30 Br,
V = 200...3000 mm/MuH, s = 0,1...0,3 mMm; ¢ =
=26...200 °C.
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Puc. 10. lnarpaMMa BIHSHUS PEKMMOB IJIABJICHUS Ha IIEPOXOBATOCTh €/IU-
HUYHOTO CJI0S R

—e— =200 mMm/MuH, t = 26 °C, S = 0,3 mm; —=— = 200 mm/mun, ¢t = 200 °C,

s=10,3 Mmm;

*+- /=200 mm/muH, £ =26 °C, S=0,1 mm; —o— V=200 mm/muH, ¢ =200 °C,

s =0,1 mm; —o— V= 3000 mm/mun, t =26 °C, S = 0,3 mm; —s— = 3000 MmMm/MuH,

t=200°C,s=0,3 mm; —a-}=3000 mm/mumn, t =26 °C, S=0,1 mm;

&~ J/=3000 MM/MHH,

t=200°C,s=0,1 mm

Fig. 10. The diagram of the effect of melting regimes on the roughness
of a single layer R:

—e— =200 mm/min, ¢t = 26 °C, S = 0.3 mm; —<¢- V=200 mm/min, ¢ = 200 °C,

s = 0.3 mm;
t =200 °C, s = 0.1 mm;

*= V=200 mm/min, ¢ =26 °C, § = 0.1 mm; —<- V=200 mm/min,
—o— V' = 3000 mm/min, ¢t = 26 °C, S = 0.3 mm;

—s— J'=3000 mm/min, ¢ = 200 °C, s = 0.3 mm; -2- V= 3000 mm/min, ¢ =26 °C,

§=0.1 mm; —a

2. YCTaHOBIIEH XapaKTep BIUSHUS PEKUMOB Ce-
JIEKTUBHOT'O JIA3€PHOTO IIJIABJICHUS U MOIY4YE€HA dM-
IIUPUYECKAs 3aBUCUMOCTb IIEPOXOBATOCTH €IUHUY-
HOTO MTOBEPXHOCTHOIO CJI0S M3 MEQHOIO MOpPOLIKA,
MIO3BOJISIOUINE YIPABISITH IPOLECCOM C LIEIbIO I10-
Jy4EHMsI KaY€CTBEHHOT'O U3/IENIHS.

3. OTMEUEHO IMIOJIOKUTENNBHOE BIMSIHHUE 3a-
IIUTHOU aTMoc(epbl U MEXaHOAKTHBALUM METaj-
JMYECKUX IOPOIIKOBBIX MaTepuajioB Ha Kaue€CTBO
IIOBEPXHOCTHOIO ciosl. [ yMeHbIIEHUs IIepo-
XOBATOCTH, YIyYIICHHUS BHYTPEHHEH CTPYKTYpbl U
IIPOYHOCTHBIX CBOMCTB IIJIaBIIEHUE PEKOMEHIYETCS
IIPOBOJIUTH B aproHe C IPUMEHEHUEM MeTaJuIhye-
CKHX [IOPOILIKOBBIX MaTepUaJOB, 1I0IBEPTHYTHIX Me-
XaHOAKTHUBAIUH.

4. IlpoBeneHHbIE UCCIEOBAHUS TIOKAa3bIBAOT,

4TO HICPOXOBATOCTbH MOBCPXHOCTHOT'O CJIOsA Rz

MOXHO UBMCHSATH B 3BHAYUTCJIbHBIX IIpeaciiax, MC-
HSSI TCXHOJIOTMYCCKUEC PCIKUMBI nasepHoﬁ 06pa-

V'=3000 mm/min, =200 °C, s = 0.1 mm

06oTku. Ha mepoxoBarocTh CIIEUEHHOTO MOBEPX-
HocTHOrO ciiost u3 [IMC-1 HanOoblIee BIUIHUE
OKa3bIBAa€T CKOPOCTH MEPEMEICHUS Jlyua Jiazepa.
N3menenue V ot 200 mo 3000 MM/MUH IPUBOAUT
K yMeHbIIeHU0 R_Ha 56,25 % npu P = 22 Br,
s =0,2 MM, t = 114 °C. MomHOCTh TaKKe OKa-
3pIBaeT Oousbiioe BiusHue Ha R.. [loBwimenue P
ot 14 no 30 Bt R, yBenunuuBaer Ha 62 % mnpu
V' =1600 mm/mun, t = 114 °C, s = 0,2 mm. U3-
meHenue s ¢ 0,1 no 0,3 mm ymenbmaer R, Ha
40 % mpu P =30 Bt, =200 °C, V' = 3000 Mmm/MuH.
TemnepaTypa nogorpesa nopouKoBOro MmaTepua-
na Ha R, BAUSAET He3HAUUTENbHO. Takum 0Opazom,
CKOpOCTb MEpPEMELICHUS JIyUa Jia3epa, MOIIHOCTh
W3Jy4YEHUs Ja3epa W Iar CKaHUPOBAHMS SIBIIS-
IOTCSI OCHOBHBIMU NapaMeTpaMH, BIHUSIOLIUMU
Ha IIEPOXOBATOCTh CIIEYEHHOTO MOBEPXHOCTHOTO
CJI0S1 U3 METHOTO MOPOIIIKA.
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Article history: Unlike traditional methods of material removal, rapid prototyping technologies are aimed at
Received: 27 April 2017 creating complex products by sequentially adding material (materials). By now, a large number of
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rapid prototyping methods, which differ in the material used and in the method for shaping the article,
are known. Innovative is the method of selective laser melting of physical copies of various objects
from metals, alloys and metal-matrix composite materials to meet the requirements of the Aerospace,
Defense, Automotive and Biomedical Industries. An important direction in the development of selective

Keywords:

SelJ;ctive laser melting laser melting technology is improving the quality of the product being formed. This is a complex multi-
Melting parameter process, in which it is possible to isolate about 130 parameters that affect the final result. The
Coagulation paper presents the results of experimental studies of the influence of argon shielding gas, mechanical
Surface roughfless activation of powder and the effect of technological melting modes: laser radiation power, laser beam
Powder material travel speed, scanning step, preheating temperature of the powder material on the surface roughness

Surface quality

Quality of interior volume obtained from copper powder material by selective laser melting. Melting experiments of copper

powder are implemented in a layer-by-layer laser melting unit of the original design, which allows
regulating all technological melting modes. The surface roughness is determined by the Olympus
LEXT OLS4100 digital non-contact microscope. A mathematical dependence of the roughness of the
surface layer from copper powder on the technological melting regimes is obtained on the basis of
the theory of experimental planning and static processing of the results. Significant parameters of the
regime are determined: laser radiation power, laser beam moving speed, scanning step, affecting the
layer roughness. As well as the range of its change from 480 to 725 microns with an increase in power
from 14 to 30 watts, the laser beam travel speed is 1400 mm/min, the powder heating temperature is
114 °C, the scanning step is 0.2 mm. From 750 to 480 pum with an increase in the speed of the laser
beam from 200 to 3000 mm/min, power 22 W, powder heating temperature 114 °C, scanning step 0.2
mm. An increase in the scanning step from 0.1 to 0.3 mm leads to a decrease in the roughness from 740
to 525 pum with a laser beam moving speed of 3000 mm/min, a power of 30 W, a powder preheating
temperature of 200 °C. The positive influence of the protective atmosphere and mechanical activation
of the powder material on the quality of the surface layer is shown.

For citation: Saprykina N.A. Analysis, modeling and prediction of surface roughness of copper, obtained by selective laser melting. Obrabotka
metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material Science, 2017. no. 3 (76), pp. 6-16. doi: 10.17212/1994-
6309-2017-3-6-16. (in Russian).
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