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AHHOTANUA

Baenenne. ®oroxumuueckas odpadorka (PCM) — 310 HEeTpaaMIIMOHHBII MeTOZ 00paOOTKH, MO3BOJISIOIINI
co3/1aBaTh OMOMEINIIMHCKME KOMIOHEHThI O€3 3ayCEeHIIeB U BHYTPEHHUX HanpshkeHud. CTEHT npeacTapisier co0oi
HEOOJIBLIYI0 CETYATYIO TPYOKY, HCIIONB3yeMYIO JUlsl YCTPAHEHHs 3aKyIOPOK M OTKPBITHSI KPOBEHOCHBIX COCY/IOB B
aprepusix M BeHax. Hepxasetomas cranp SS316L siBisieTcss OHUM M3 HPEAIOYTUTENbHBIX MAaTEPUAIOB IS U3I0-
TOBJICHHS CTEHTOB Oaroziaps €€ npeBoCXoAHON OMOCOBMECTUMOCTH ¥ BOBMOKHOCTH MPOBEICHUS (POTOXMMHUUECKON
00padoTku. COCyaMCTbIE CTEHThI M3rOTABIMBAIOT M3 METAJUIMUECKOW CETKM, TKaHH, CHJIMKOHA MM KOMOMHAIMI
Matepuaios. Lleab JaHHoii paGoThI: Hccie0BaHE BIMSHUSA TEXHOIOTHYECKUX apaMeTpoB Ha rporecc PCM mpu
obpadorke SS316L u u3roronenue creHTa u3 cranu SS316L B kauecTBe cyOCcTpaTa METOAOM (hOTOXMMHYECKON
00padoTKu. MI3roTOBIEHHBIN CTEHT UCTIOB3YETCs B 00JIe€ KPYIHBIX apTepHsX, HAIpUMEp aopTe, C LeNbIo odecneye-
HUSI CTAaOUIIBHOTO KaHaua [UIs KpOBOTOKA. MeTozbl HecaeqoBaHust. TeXHOIOrn4yeckue napamMeTpsl mnpoiecca $poto-
XUMUYECKOH 00paboTKu ObUIM ONTUMU3UPOBaHbI 110 MeTony Taryuu ¢ sxcnepumenTanbHoi marpuueit L, (DoE).
BuusiHHE TEXHOIOrHYECKHX [TAPAMETPOB HA OTKIIMKHU HCCIIE0BAIOCH C UCIIONIb30BaHNUEM F-3HaueHuit. MckyccTBeH-
Hast HeiipoHHas ceThb (ANN) mpHuMeHsIach B Ka4€CTBE CPEJCTBA MPOrHOCTUYECKOM JMArHOCTUKH Ul Haluroze-
HUS 32 OTKJIIOHCHHSIMH B OTKJIMKaX. Pe3yabTaThl H 06cy:xaeHue. Bbll omyyeH onTHMabHbIH HA0Op MapaMeTpoB
00pabOTKH, KOTOPBIi HCIOIb30BAJICA AJIsl U3rOTOBJICHUS cocyaucToro crenta. C nmomouipto CAD-nporpamMmmHoro
obecrieyenust ObLT paspadoran (oromadinon ¢ TpedyeMbIM pa3MepoM 0anok creHTa. KoHTponupyemoe TpaBiieHue
pactBopoM xiopuza xeinesa (11I) obecrieunnio oOpa3zoBaHue CETKH; 3aTEM JIa3epPHOM IIOBHOM CBapkoi Oblia chop-
MHpOBaHa TpyO4aTas KOHCTPYKIMS CTEHTA I MMIUIAHTAIl[MH B MECTaX 3aKyMOpOK. Pa3Mepbl oiy4eHHOro cTeHTa
ObUTH M3MeEpeHsbI ¢ ToMolbio COM (CKaHMPYIOLIEH IEKTPOHHON MUKPOCKOIINH), ¥ ObIJIO YCTaHOBJIEHO, YTO pa3Mep
6asok creHTa Bappupyercs ot 312 MM 10 900 MKM.

Jlnst unTupoBanusi: VccienoBaHue BIUSHAS TEXHOJIOTHUSCKUX TAPaMeTPOB Ha (OTOXUMHUYECKYIO 00paboTKy HepikaBerowei cramn SS316L
HIPH TPOU3BOACTBE cocyaucThix cTeHToB / J{. Arpasain, C. [Tarun, /1. Bamumkap, H. Am6xop, J{. Arpasan / O6paboTka METaJIoB (TEXHOJIOT s,

obopyznoBanue, UHCTpyMeHThI). — 2025. — T. 27, Ne 4. — C. 180-193. — DOI: 10.17212/1994-6309-2025-27.4-180-193.

BBenenue

OnHOM M3 CepbhE3HBIX yIPo3 IS 310POBbS Ue-
JIOBEeKa SBISIOTCA cOCynucThie 3a0oneBaHusi. Co-
CYIIUCTBIE CTEHTBHI OBIBAIOT JBYX THIIOB: CaMOpac-
MMpSIOMKecs U OaIoHHO-pacmmpsieMmbie. OqHAKO
JUI 00OMX THIIOB XapaKTEPHBI TaKUe IMPOOJIEMBI,
KaK MHUTpalus CTEHTa BHYTPU BEH, MOBPEXKICHUE
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COCY/IOB, a TaKXe MpoOieMbl, CBSI3aHHbIE C BHE3aIl-
HBIM CYXXEHHMEM M paclIMpeHueM BeH. XOTs Oall-
JIOHHO-pAaCIIUpsieMble CTEHTHl 00IagaloT MpEeuMy-
LIECTBAMHU TOYHOT'O HMO3UIIMOHUPOBAHUS, IPOCTOTHI
HCMOJB30BaHUSI U BBICOKOM paJvalibHON MPOYHO-
CTH, UX THOKOCTb MpPH MPOXOKICHUH H30THYTHIX
KPOBEHOCHBIX apTepuil OorpaHudeHa. B menunus-
CKol cepe CyIIeCTBYeT MOTPEOHOCTh B CO3aHUH
MIOCTOSIHHOTO KaHajla JJii KPOBOTOKa B OOKOBBIX
COCY/IaX MOCPEICTBOM YCTaHOBKH IEPMaHEHTHOI'O
COCYJUCTOIO CTEHTA.

[Ipouiecc nMIIIaHTaMK CTEHTA BKIIIOYAET B ce0s
BBE/ICHHE CETYATOT0 YCTPOMCTBA, HAITOMUHAOILIETO
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EQUIPMENT. INSTRUMENTS

KapKac, B IOBPEXJACHHBIN WIN 3aKyTIOPEHHBIN yya-
CTOK KpPOBEHOCHOro cocyna. CTEHT HCIIOJIb3YETCs
JUISL BOCCTAHOBJIEHHSI MPOXOAMMOCTH CYXEHHOI'O
Wi 3a0J0KMPOBAaHHOTO KaHajga M obecreyuBa-
€T JIOJITOCPOYHYIO IMOAJEPIKKY, BOCCTAaHABIUBAs U
NOJIEPKUBAst TOCTOSHHBIM KPOBOTOK MOCJIE 10CTH-
JKEHUsI 11€JIEBOT0 MOpPakKeHHOTo ydacTka. [lockoinb-
Ky KPOBEHOCHBIE COCYbl Y€JIOBEKa MOTYT 3HAuyu-
TEIbHO pazinyarbcs 1Mo (GopMe y pasHbIX JIIOAEH,
TO CTAHJAPTHBIM CTEHT YacTO HE COOTBETCTBYET
crenugpuKe COCyIUCTOro NOpakeHHs KOHKPETHOTO
nanueHTa. CTangapTHBIA pa3Mep TpyOuaTol CeTKu
MOKET OTpPeOOBaTh PACHIMPEHUS B COOTBETCTBUU
¢ TpeboBaHusMU. Jlaxke ecu caMOpacIUPSIONIU-
Csl CTEHT SIBJISIETCS THOKHUM U 00J1aaeT XOPOIeH aji-
re3uel, ClIoJKHas Mpoleaypa UMIUIAHTaluU TPUBO-
JUT K YBEJIMYEHUIO MPOJIOJIKUTEILHOCTH OTepaliui
Y TIOBBIIICHUIO PUCKA SMOOINYECKOTO UHCYIIbTA.
CocynucTtble CTEHTBHI MOTYT ObITh U3TOTOBJIEHBI
U3 METAJJIOB, TOJIMMEPOB MJIM KOMIIO3UTOB U OOBIY-
HO HMMEIOT OJHOPOJHYIO KOHCTPYKLHIO, pa3Mepbl
U GopMy ANIEeMEHTapHOU sSUeiku. Anupesa ¢ coas-
topamu (Alizera et al.) pazpaboranu Tpu pazand-
HBIX THITA HHHOBAIIMOHHBIX THOPUTHBIX ayKCeTHYE-
CKHX CTEHTOB U MPOaHAJIM3UPOBAIN UX MOBEICHUE
IIpU KBAa3UCTAaTUUECKOH AedopMarii. ITH CTEHTbI
OBLIM W3TOTOBJIEHBI C MCIIOJIb30BAHUEM aJIIUTHB-
HOM TEXHOJIOTUH nocoiHoro Harasnenus (FDM).
Pe3ynbprarhl 3KCIIEPUMEHTAILHOTO HCCIIEI0BaHUS
U MOJICJIMPOBAHHUS METOJOM KOHEYHBIX JIEMEHTOB
nokaszaym xopoiuiee copnaaenue [1]. [{anui ¢ co-
aBropamu (Canic et al.) pazpaboranu HOBYIO Ma-
TEMaTUYECKyI0 U BBIYUCIIUTEIbHYIO OCHOBY JUIS
TE€OMETPUYECKH  ONTUMU3ZUPOBAHHBIX  CETYATBIX
YCTPOUCTB, T. €. CTEHTOB. DTH CTEHTHI COJEpKaT
CETYaTYyI0 CTPYKTYpYy B BUJE CETU Ha OJHOMEPHBIX
M30THYTBIX CTEepKHX. JJis ympoIlieHus pacueroB
U30THYTBIE CTEP)KHHM aNIpPOKCUMHUPYIOTCS KyCod-
HO-TIPSIMBIMU CTEPXKHSIMH [2]. DOpaxumu ¢ COaBTO-
pamu (Ebrahimi et al.) npeacraBuiu unpopmario
0 pa3paboTke MeTaMaTepuajbHbIX CTEHTOB JUIS
OMOMETUIIMHCKOTO MpUMeHeHusl. X oTKpbITHE 00-
JalaeT OrPOMHBIM MOTEHUHUAIOM JUIs JajbHEeHIe-
IO pa3BUTHUS TEXHOJIOTMU CTEHTOB, UTO B KOHEYHOM
UTOTe MPUHECET MOJIb3y HaIlMeHTaM, MPOXOIALIIM
JIeYeHUE OT TaKUX 3a00JeBaHMI, KaK CTEHO3 apTe-
puti [3]. Ilanr ¢ coaBTopamu (Pang et al.) pazpa6o-
TajJl HOBBIK MapHIpyT MHKpO(pe3epoBaHus IS
CEpJIEYHO-COCYAUCTBIX CTEHTOB, HW3TOTOBJIECHHBIX
U3 MarHUeBOro CIjIaBa. bplin onKcaHbl U OLICHEHbI
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MEXaHUYECKHUE XapPaKTEPUCTUKH MU KadecTBO 00-
pabOTKH M3rOTOBJICHHOTO CEPAECYHO-COCYIUCTOrO
cTeHTa [4].

JIu ¢ coaBropamu (Li et al.) 3aHnmanuch cos3ma-
HUEM COCYIUCTBIX CTEHTOB U3 Pa3HbIX MAaTEePHAIIOB
[0 Pa3jMyYHbIM aJIUTUBHBIM TeXHOJOrusIM (AM,
additive manufacturing). ABrop paszpabotan cocy-
JUCTBIE CTEHTHI C UCIOJIb30BaHUEM SKOHOMHUYECKHU
3¢ (eKTUBHBIX MaTEPUAIIOB, BKJIIOUasi OMOMHEPTHbHIE
MeTaJlibl, Onope3opOupyembie MoIUMEpbl U Ouope-
30pOupyeMble METaJUIbl, U MPEAJIOKUIT MPUMEHSITh
aJJIMTUBHBIC TEXHOJOTUU [UISI WX HW3TOTOBJICHUS.
Bbruta nponeMoHCcTpUpOBaHa MOTEHIIMAIBHAS MTOJIb-
3a aJJUTUBHBIX TEXHOJOTHI B MPOU3BOACTBE WH-
JTUBUAYATHU3UPOBAHHBIX CTEHTOB C YHHUKAJIbHBIMU
KOHCTPYKIMSIMU SYEEK, YTO MPUBEHCT K yIydlle-
HUIO COOTBETCTBHS U XapaKTEPUCTHK CKaTHs/pac-
mypenus [5].

Ban u coaBtopsl (Wang et al.) pazpaboranu
CTEHTBI 711 U30THYTHIX apTepUil U MPOBETU MHOTO-
KpUTEPUATbHYIO ONTUMHU3ALMIO TEXHOIOTUYECKUX
rapaMeTpoB JAJisi U3TOTOBJIEHHUS CTEHTOB C YIyd-
IIEHHBIMU KOMIUIEKCHBIMH XapaKTEpUCTHUKaMU [6].
Xanamk ¢ coaropamu (Khalaj et al.) mpencraBu-
JU WCCIIEIOBAaHHWE TEXHOJOTMYECKHX IapamMeTpoB
JUISL ONITUMU3ALIMY HareyaTaHHbIX Ha 3D-npuHTepe
CTEHTOB. ABTOpBHI ONPEACTWIN BIUSHHE TaKUX
MIEPEeMEHHBIX MPOIECcca, KaK IIMpPUHA JTUHUH, CKO-
POCTh MEYaTH U CKOPOCTh MEpEeMEIIeHHs, Ha Kade-
cTBO cTeHTa. CTEeHThI U3rOTABIUBAIOTCS B IOJHOM
cooTBeTCTBUM € ucxoaHbiMu CAD-monensamu my-
TEM peryJIMpOBaHUs MTaPaMETPOB Mpoliecca MevaTy.
Bbou1o o6HapysxeHo, uto cnocobHocts FDM-neuatu
paboTarh ¢ MaTepuaIaMi MEIUIMHCKOTO Ha3Haue-
HUSl TpeAsiaraeT MOTEHIUAIbHBIE MPEUMYIIECTBA
JUIs1 Ipou3BoJIcTBa 3D-HamevyaTHbIX CTEHTOB [7].

O0630p MPOM3BOJICTBA METAIMUECKUX CTEHTOB
C HCIIOJIb30BAHUEM JIA3€PHBIX TEXHOJOTHH ObLI
npencranieH Jlemupom u coaBropamu (Demir et al.).
AJIUTUBHOE CEJIEKTUBHOE Jla3epHOE IUIaBIICHUE
U CyOTpaKkTUBHBIE METOIbl JIA3€pHOU PE3KU MpHU-
MEHSIOT JIa3epHBIM Jyd B KadecTBE OCHOBHOTO
M(POBOrO0 MHCTPYMEHTA MAJSl CO3JAaHUS TOHKUX
areMeHToB (OopMBI cTeHTa. byaylue nepcrneKkTuBbl
YKpEIJICHUS! COTPYITHUYECTBA MEXKIY MHKEHEpaMHu
Y BpauaMu MOTYT OBbITh UCTIOJIb30BAHbI B UHTyCTPUU
MIPOM3BOJICTBA OMOMEIUIIMHCKUX UMILJIAaHTATOB [8].
I'eppa ¢ coaBropamu (Guerra et al.) nmpeacraBunu
BIIMSIHHE TIPOIECCa MOTPYKHOTO HAHECEHHUSI TOKPbI-
TUS HA XapaKTEPUCTUKU TPYOKHU AJS TOTy4YEHUS
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Tpyoku PCL/PLA nipu u3roroBnennu creHra. Orpa-
nuuenuss PCL u PLA B kauecTBe MarepuanoB s
CTCHTOB OBLIH TMPOJEMOHCTPUPOBAHBI C TIOMOIIBIO
JUHAMHUYECKOTO MexaHudeckoro aHanmza (DMA)
U UCCIINOBaHMA Jerpananui. KoMmmosurmoHHas
TpyOka u3 PCL/PLA Bena ce0st B O0bIIeii cTerneHn
B COOTBETCTBHUU CO CHCIIMPHUKAIUIMU CTeHTa [9].

Bce BhImenepeyncieHHbIE METOIBI  UMEIOT
oTpeieNIéHHbIE OTPAaHUYCHUS, TaKWe KaK BBICOKAsS
CTOMMOCTh, MHOTOCTaJIMMHOCTh MPOILIECCOB, BO3-
HUKHOBEHHE OCTAaTOYHBIX HANpPSHKCHHUH, TpeOoBa-
HUS K CIICHUAIBHBIM YCJIOBHUSAM M KBaJIH(UKAIIH
orepaTropa, OrpaHUYEHUs 110 MaTepuaiam U HeoO-
XOIMMOCTh TOCHEAyIome mnocroopadorku. Jlms
IIPEOIOJIEHUS] ATUX HEJOCTATKOB HCIIOJB3YETCS He-
TPaIUIIMOHHBI METOJ] MEXaHUYeCKOW 00paboTKH,
W3BECTHBIN Kak poroxumudeckas oopadorka (PCM,
photochemical machining), KOTOpBIif TPUMEHSIETCS
JUIE MHKPOOOpPaOOTKH M Pa3pabOTKH COCYIHCTBIX
crentoB. PCM crana 6omnee 3ppekTuBHON ampTep-
HAaTUBOW TPaAUUMOHHBIM METOJIaM MEXaHWYECKOU
00paboTKH B Pa3IMYHBIX OONACTAX U YaCTO CITYKUT
JUTS CO3IaHUSI TOHKHX KOMIIOHEHTOB CO CIIOKHBIMHU
anemeHTamu [10]. JInsi ceIEeKTUBHOrO TpaBJICHUS
TIOJTOXKKH MCTIONIB3YIOTCSl JOTOPE3UCT U TPABHUTEI
[11]. Texpanu u coaBtopsl (Tehrani et al.), ucmons-
3ys TpudTanonamuH (TEA, triethanolamine) B xaue-
ctBe Tpasurenst npu PCM cramu SS 304, Habmrona-
JM YIy4qIIeHHEe Ka4eCcTBa MOBEPXHOCTH U CKOPOCTH
cpéma marepuana (MRR, material removal rate)
[12]. Annen u coaBtopsl (Allen et al.) ycranoBwim
TpeOOBaHUS K IKCIUTyaTallHOHHBIM XapaKTepPUCTHU-
KaM U METPHKH JJISl IPOMBIIUICHHBIX TPaBUTEICH
[13]. Hakup (Cakir) mpoBE&n KOHTPOIUPYEMOE TPaB-
nenue amomunus Tpasurenem FeCl, u uccnenosan
BIMSIHUE NapaMeTpuueckux (axrtopos [14]. Arpa-
Baj U coaBTophl (Agrawal et al.) onTuMHU3MpoOBaIN
TEXHOJIOTHUYECKHE TapaMeTpsl mpu o0padoTke cra-
mu SS 304 ¢ ucnonbpzoBaHueM xsopuja xenesa (111)
B KadecTBe TpaBuTels. OnTHUMaabHass KOMOWHAIIHS
napaMeTpoB oOpaOOTKM HpUMEHSETCs JUIsl co3Jia-
HUSI MUKPO(DITIOMTHBIX KaHAIOB M MUKPO(dOpM JTha-
metpom 110 100 mxm [15].

JlaHHBIE W3 HAy4YHOW JIMTEpPaTyphbl IOKa3bIBa-
10T, yTo nporecc PCM umeer mpeumyiiecTsa, mo-
CKOJIBKY OH HE BBI3bIBAE€T 00pA30BaHMUS 3ayCCHIIEB U
BHYTPEHHUX HampspkeHui. ClieoBarenbHO, TOCTe
00paboTku oOpa3na He TpelyeTcss mocToOpadoT-
Ka. DTO YHUKAJIBHBIA METOA OOpaOOTKH TOHKUX H
CJIOKHBIX TIpouiIei ¢ MUHIMAaJIbHBIMH 3aTpaTaMu.
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OBOPYZIOBAHHME. MHCTPYMEHTBI

[Iporiecc MOXKHO KOHTPOJIMPOBATH ITyTEM ONTHMHU-
3alMU TEXHOJOTHYECKHUX MapaMeTpOB Ha Pa3HBIX
ypOBHsIX. MeTauryprudeckue CBOWMCTBA JEeTalli
nocie oO0pabOTKH OCTAlOTCsI HEM3MEHHBIMU. UTO-
OBl HcclieI0BaTh BO3MOXKHOCTHU Iponiecca PCM, aB-
TOP MCTIOJIB30BAN €T0 ISl Pa3pabOTKH COCYAMCTBIX
CTCHTOB.

B manHOM HcCiieI0BaHIH aBTOP MPEIITPUHSLIT IT0-
IIBITKY U3TOTOBUTH COCYAHMCTBIA CTEHT C ITOMOIIBIO
¢doroxumuueckoit oOpaboTku. Bce asrambl, Takue
KaK IIEHTPOOeKHOE HaHeCeHHe (POTope3ncTa, Cyl-
Ka, KOHTpoJIUpyeMoe TpaBiieHue u YP-o0myueHue,
IPOBOAMIIMCH B 1a0OPaTOPHBIX yciaoBusax. doromra-
0710H ¢ pa3mepamu Oanok cCTeHTa ObUT pa3paboTaH
¢ moMotipio mporpammuoro odecrneuenuss CAD u
BBICOKOTOUHBIX IPHHTEPOB C BEICOKUM Pa3peIieHu-
em (DPI, dot per inch). [Ins co3nanus ceTku ¢ 3a-
JTAHHBIMH pa3MepaMH HCIIOJIb30BAJICS TPABUTENb Ha
ocHoge xjopuna xkenesa (III) ¢ mapamerpamu mpo-
1ecca, ONTHMH3MPOBAHHBIMU IIOCJIE aHAJIHM3a IO
Merony Taryuu. Jlist npOrHO3UPOBaHUS BBIXOAHBIX
napaMeTpoB Oblia pazpaboTaHa MOJENb HA OCHOBE
UCKyCCTBeHHON HelponHoi cetn (ANN, artificial
neutral network) u orneHena morpentHocTh. JIazep-
Hasi IIOBHAs CBapKa ObLIa BHITTOJHEHA TI0 KParo CeT-
KA Uit (POPMHUPOBAHUSI TPyOUaTOH KOHCTPYKIIUH.
Pa3mepsl pazpaboTaHHOTO CTEHTa OBUIH W3MEPEHBI
¢ nomoibio COM. YcTaHOBIIEHO, UTO pazMep 0aiok
crenTa Bapbupyetcs oT 312 no 900 mxm. M3roros-
JICHHBIA CTEHT HMCIIONIB3yeTCs B Oosiee KPYIHBIX ap-
TEpUX, TAKUX KaK a0pTa, U 00ecreunBaeT CTa0Ib-
HBIM KaHal U1 KpOBOTOKA.

MeTonnl

Hepxageromas ctans SS316L sBnsiercst ogHuM
U3 IPEIIOYTUTEIBHBIX MaTEePUaIOB JUIsl U3TOTOBIIE-
HUs CTEHTOB Onaromapsi €€ MpeBOCXOIHON OMOCOB-
MECTUMOCTH M BO3MOYKHOCTHU TPOBeICHHS (OTOXH-
MUYEeCKO 00pabOoTKH. XUMHYECKHI COCTaB CTald
SS316L Bkmrouaer B cedst Mo (2...3 %), Si (0,75 %),
N (0,10 %), P (0,045 %), C (< 0,030 %), Ni (10...14 %),
u Cr (16...18 %).

Oramnbl nporiecca PCM, Takue kak BBIOOp Ma-
Tepuana, MoAroToBka (oromadnona u olpasia,
MacKHpOBaHHE (POTOPE3UCTOM, CYIIKa, KOHTPOIU-
pyeMoe TpaBiieHHe, yaaieHue GpoTope3nucTa (CTpHI-
IIUHT) U KOHTPOJIb, BHITIOJIHSIIOTCS B TEMHOW KOMHATE
u madoparopun. Pazmep oOpasia ajst SIKCriepuMeHTa
coctaisieT 30%30 mm, TommuHa — 0,08 MmM. DoTo-
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mabJIoH TMpeACTaBIsieT coO00W YEPHBINM KPYr Iua-
metpoM 10 mm. Jlns pa3paboTku rpaduaecKkoro
M300paKeHUs UCTIOIB30BATIOCH MTporpaMMHOe 00e-
cneueHue CAD u npuHTEp C BBICOKUM pa3pellieHu-
em (DPI). [Tapamerpamu mpoiiecca, BIUSIOUTAMU
Ha PE3YNbTAaT, SIBJIAIOTCS BPEMsl TpaBiIeHUs (MHH.),
temneparypa Tpasureis (°C) u KOHIIEHTpalus Tpa-
Butes (/) [16].

[IpenBapuTenbHbIe YKCIEPUMEHTHI OBUIH TIPO-
BEJICHBI C MCIOJB30BAHUEM MOJX0Ja «OIUH (hak-
TOp 3a pa3» Ans BblOOpa ypOBHEW IUIaHMpPOBa-
Hus dkcrepumenta (DoE, design of experiments)
(c Tpems HaOopamu noBTopeHuit) [17]. YpoBHu na-
pameTpoB 00pabOTKH, TOTyYEHHBIE TTOCIIE MTPEIBa-
PHUTEIBHBIX SKCIIEPUMEHTOB, IMOKa3aHbl B Ta0M. 1.
Nsmepenns napamerpos nocie DoE npencrasiie-
HBI B Ta01. 2.

OBRABOTKA METALLOV %

Iloompaenueanue (Uc)

[ToaTrpaBnuBaHue — 3TO HeXeNaTeabHbIH 3 ekt
00paboTku, Bo3HHUKarmui B mporecce PCM mox
¢doropesuctom. Kak nmokazano Ha puc. 1, TpaBneHue
MIPOUCXOIUT B 00mactu A, HO W3-32 M30TPOITHOM
MIPUPOJIBI TIPOIIECCa OHO PAcTIPOCTPAHSETCS BIITYOb
MIOJVIOXKKHU J10 001acTH B, 4TO COOTBETCTBYET 00-
paboTke mox GpoTrope3nucToM. ITa TOTOTHUTEITbHAS
(HexenmarenbHast) 00pabOTKa HA3BIBACTCS MOITPAB-
nuBanueM (Uc) (puc. 1):

Uce=1/2(B - A).

Bennuuna Uc u3mepsieTcsi ¢ MOMOIIBIO BHJIEO-
M3MEpUTENTbHON MamuHbl (puc. 2). /[Be okpyxkHO-
CTH, TIOKa3bIBAIOIIME TOATPABIMBAHUE BO BPEMS
TpaBiieHUs, HAOMIONAIOTCS MO/ BUICOU3MEPHUTEINb-
HOM MammmHOH (puc. 3).

Tabnunpa 1
Table 1
TexHonormyeckue mapamMeTpsl 4 UX YPOBHH
Process parameters and their levels
ITapameTpsr Ypogens 1 YpoBeHs 2 Ypogens 3

Konnientpanus (1/7) 300 400 500

Bpewms (muH.) 2 3 4

Temneparypa (°C) 50 55 60
Tabnuma 2

Table 2
Marpuua ’3KcnepuMeHTa
Experimental design matrix
CxopocThb
Ne Konuen- Bpewms Temme- YHATICHIA Hoarpas- ['my6una ®axkrop
n/n | tpauus (r/n) | (Mun.) | parypa (°C) Marepuana JIMBAMHE pe3anus (MM) | TpaBIEHUS
MRR (Mm)
(MMZ/MI/IH)
1 300 2 50 2,88 0,018 0,0366 2,0333
2 300 3 55 3,12 0,058 0,0396 0,6843
3 300 4 60 3,88 0,098 0,0493 0,5037
4 400 2 55 4,91 0,031 0,0623 2,0045
5 400 3 60 5,12 0,033 0,0651 1,9860
6 400 4 50 5,28 0,039 0,0671 1,7223
7 500 2 60 5,15 0,033 0,0655 2,0037
8 500 3 50 5,78 0,035 0,0732 2,0857
9 500 4 55 6,12 0,038 0,0823 2,1466
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Puc. 1. Onpenenenue nonrpasnuanus (Uc):

A — 30Ha, IojIekKaIias oopadoTke; B — ¢pakrudecku oopado-

TaHHas 30Ha

Fig. 1. Definition of undercut (Uc), where:

A is the area for machining; B is the actual machined area

Puc. 2. smepenune obOpasiia ¢ nomoisio BMM

Fig. 2. Specimen under VMM

Puc. 3. OOpazen c ykazaHHeM BHYTPEHHETO Kpyra
(cooTBercTBYytOIIErO pazmMepy (HOTOIIA0NOHA) U BHEIITHETO
Kpyra (30HbI U30BITOYHON 00PaOOTKH)

Fig. 3. Specimen showing the inner circle (phototool

PCM o0as uzeomoenenus cmenmos

JU1s TOCTHKEHUST HAWIydIluX pe3yabTaToB MC-
MOJIH30BAJICSI ONTUMAJBHBIA HAOOp MapamMeTpoB:
temneparypa Tpasurens 50 °C, KoHIeHTpaLus Tpa-
Butens 500 r/n1 u Bpems TpaBieHus 2 MuH. CxKaTblii
BO3AYX IIOJjaBaJics CO THA pe3epByapa s NoaAep-
JKaHUSI TIOCTOSIHHOM KOHLIEHTpAallMM TPaBUTEJNS I10
BceMy 00bEéMy. OOpa3er] moMeIIancs B OJIUMEPHBIT
CeTyarblii MEIIOK BO BpeMs TpasieHus. [Ipu cymke,
Y®-006:1y4eHNN ¥ KOHTPOJIUPYEMOM TPABJICHUU CO-
Onronanuchk Bce Mepbl Oe3omacHocTu. s ymane-
HUs TpaButens u Y®-oOmyueHHOro ¢oropesucta
UCTIONb30BaNach Msrkas ounctka. Cerka (Oanku
CTEHTa) B COOTBETCTBUU C TPeOyeMbIMH pa3Mepamu

184  Tom27 Ne 42025

size) and the outer circle (extra machining)

Ha (oTomabnone ObuIa MpoTpaBiieHa Ha oOpaslie.
Ocrapmmiicst potope3rct Ha oOpasie ObuT yranéH
MSITKON OYUCTKOM 1oJ Bonoil. Bup doromabdnona c
CETKOM MoKa3aH Ha puc. 4.

[Tnockuit oOpaszen; ¢ MPOTPABICHHOW CETKOM
HaMaTbIBAETCSl BOKPYT KPYIVIOTO CTEp:KHs (OmpaB-
KH) C IMaMETPOM, COOTBETCTBYIOIIUM TpedyeMoMy
JMaMeTpy CTeHTa Uit (OpMHUpOBaHUS TpyOdaToit
KOHCTPYKIHH. J[MaMeTp CTepKHsI BapbUPYETCS OT
100 Mmxkm 1o 1000 MKM, 4TO OmpenenseT JuaMeTp
cteHta. [lmockue kpasi ceTdaTtoil TpPyOKu coequ-
HSIOTCS BCTHIK ISl TIOMYUYEHUS! TIEPEKPBITHS Mare-
puana. MHKpOIIOBHAS CBapKa BBIMOIHACTCS II0
Kparo TpyOdaroro oopasiia ¢ HOMOIILI0 TEXHOIOTHH
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Puc. 4. ®otomabnoH, NCTIOIB3yEMBIH IS
HU3TOTOBJICHUSA CTCHTA

Fig. 4. Phototool used for stent manufacturing

na3zepHoi cBapku. JlazepHas cBapka rapantupyer
0€ECIIOBHOCTh CBAPHOTO COEIMHEHUSI MO BCel ero
npoTsbkeHHOCTH. Paciupenue cteHTa obecneunBa-
€T IPOTOK KPOBU Uepe3 ero MpoCBeT U MEexXIy Oa-
KaMU BHYTpPU BEHBI.

Pe3yabTaThl U UX 00CY:KIEHUE

YpoBHH TIapaMeTpOB U PE3YNIBTaThl TUCIEPCU-
onHoro ananmuza (ANOVA, Analysis of variance)
JUTSL TIOATPABIMBAHUS TMOKa3aHbl B Ta0n. 3 u 4. U3
nucrnepcuonHoro anainnza ANOVA BugHoO, 4TO Bpe-
Msl TpaBJICHHUSI SIBIISIETCSI HANOOJee 3HAYMMbBIM Tapa-
METPOM JIJIsl TOATPABIMBAHMS, 32 KOTOPBIM CIIEAYeT
KOHIIeHTpanusi TpaBuTens. CKOpOCTh B3auMOJIEH-

OBRABOTKA METALLOV %

CTBHSI MEX/Ty PACTBOPHTEIIEM U PACTBOPSIEMBIM Be-
IIECTBOM (TPaBUTEJIEM M OCHOBOM) YBEJIMYUBACTCS
CO BpeMeHeM. PacTBopeHHe KOBAJICHTHBIX CBS3EH
0oJiee MHTEHCUBHO C TEYCHUEM BPEMEHH BJIOJb Tpa-
HUII 3epeH HEOAHOPOIHOTO MaTepuana. O0padoTka
oJ1 (hoTope3ucToM B OOKOBOM HarpaBiIeHUU Oojiee
BBIpa)kKeHa IO CPAaBHEHHIO C MPSMBIM (BEpTHKAIb-
HBIM) HanpaBieHueM. 13-3a aToro nmoarpaBiuBanue
TIOBBIIIAETCS C yBETMUYEHNUEM BPEMEHHU TPABJICHUSI.

VYpoBHH TapaMeTpOB M PE3yJbTaThl TUCTIEPCH-
oHHoro aHanuza ANOVA 1151 CKOpoCTH yJaieHUs
marepuana (MRR, material removal rate) mokazansl
B Tabs. 5 u 6. bbuto oOHapyKeHO, YTO KOHIICHTpA-
AT TPABUTEIS SIBISICTCS 3HAYUMBIM IapaMeTPOM
npouecca st MRR, 3a xoropeiM cienyer Bpems
TpaBnenus [18]. [IMOTHOCTh aKTUBHBIX MOHOB Ke-
ne3a (III) Bo3pacTaer ¢ yBenMueHHEM KOHIEHTpa-
nuu TpaButens. KonmdectBo nonoB sxenesa (III)
CIOCOOCTBYET POCTY CKOpOCTH peakiuu. [lo mepe
YBEIIMYCHUST YaCTOTHl CTOJIKHOBEHHS aTOMOB C Me-
TaJUIMYECKUMH OCHOBAaHUSIMU yiyumiaetrcst Audady-
3Ws aKTUBHBIX aTOMOB. DTO BIIHSET HA CKOPOCTH y/Ia-
JICHHUSI MaTepraia Kak Ha XapaKTepUCTUKY OTKIINKA.
BcrnencTBre 3Toro 1o Mepe yBelnndeHus TpajineHTa
KOHIIEHTPAIIMH TPABHUTENSI CKOPOCTH yHaJCHHUS Ma-
tepuana (MRR) Takxe qeMOHCTpHUpYyeET TEHICHIINIO
K YBEITMYCHUIO.

Tabnuma 3
Table 3
I[MapamMeTpbl MOATPABJIMBAHNUS U UX YPOBHH
Undercut parameters and their levels
ITapametp VYposens 1 VYpoBeHs 2 YposeHs 3
KonnenTpanus (/1) 0,0580 0,0343 0,0353
Bpewst (MuH.) 0,0306 0,0424 0,0545
Temmneparypa (°C) 0,0272 0,0419 0,0584
Taonumna 4
Table 4
Tadnuma ANOVA 111 nogTpaBiIuBaHus
ANOVA table for undercut
daxTop D.F. S.S. M.S. F P
KonnenTpanus (/1) 2 0,00107 0,00053 1,14 0,467
Bpewst (Mun.) 2 0,00145 0,00072 1,54 0,394
Temmneparypa (°C) 2 0,00084 0,00042 0,90 0,526
[TorpemHOCTH 2 0,00094 0,00047 - -
Hroro 8 0,00432 — - -
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Taonuna 5
Table 5
ITapamerpst MRR u ux ypoBHU
MRR parameters and their levels
ITapamerp VYposens 1 VYpoBeHs 2 Yposens 3
Konnentpauus (/) 2,368 4,712 4,716
Bpewms (MuH.) 4,310 4,673 5,093
Temmepartypa (°C) 3,293 5,102 5,681
Tabnuma 6
Table 6
Taoauna ANOVA pas MRR
ANOVA table for MRR
daxkrop D.F. S.S. M.S. P
KonnenTpanus (/1) 2 9,3246 4,6623 53,53 0,018
Bpewmst (MuH.) 2 0,9144 0,4572 5,25 0,160
Temmneparypa (°C) 2 0,0098 0,0049 0,06 0,947
[TorpemrHoCTh 2 0,1742 0,0871 — -
HToro 8 10,423 — — —

YpoBHH TapaMeTpPOB M PE3yNIbTaThl JUCIEP-
cuonHoro a"aym3a ANOVA mis kosddummenta
tpaBnenus (Etch Factor) mokasansl B Tabn. 7 u 8.
Bbbu10 00HAPYXKEHO, YTO KOHIIEHTPAIHS TPABHTEISA

186

SIBISIETCST BXKHBIM ITapaMeTPOM Ipoliecca sl Ko-
adpdunuenta tpasnenus. KosrdpdumumeHnt tpabie-
HUSl — 3TO OTHOIIEHHUE TIyOWHBI MPOTPABIMBAHUS
K oATpaBiIuBaHuio. [lockonbKy riryOnHa MpoTpas-

Tabnuna 7
Table 7
ITapamerpsl (pakTOpa TPABJIEHHUA H UX YPOBHH
Etch factor parameters and their levels
[Tapametp VYposens 1 VYposeHs 2 Yposens 3
KonnenTpanus (/1) 1,0737 1,9042 2,0786
Bpewms (Mun.) 1,9471 1,6117 1,4977
Temmeparypa (°C) 2,0138 1,5853 1,4574
TabGnuna 8§
Table 8
Tadnuma ANOVA i pakTopa TpaBJieHUs
ANOVA table for etch factor
daxTop D.F. S.S. M.S. F P
Konmnentpanus (r/m) 2 1,7300 0,8650 2,79 0,264
Bpewms (MuH.) 2 0,5094 0,2547 0,82 0,549
Temmeparypa (°C) 2 0,3273 0,1636 0,53 0,655
[TorpemHocTh 2 0,6208 0,4908 — —
Hroro 8 3,1875 - - -
Tom 27 Ne 4 2025
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JUBaHUS, BBI3BAHHAs YBEJIMYEHHUEM KOHIIEHTpa-
11U, OOJIBIIE 10 CPABHEHUIO C MTOATPABINBAHUEM,
TO KOI(P(PULHUEHT TPABJICHHUS TEMOHCTPUPYET TEH-
JEHIUI0 K YBEIMYEHUIO C POCTOM KOHIICHTpPAIUU
TpaBUTEJS.

N3 nucnepcuonnoro ananuza ANOVA cnenyer,
YTO ONTUMAaJIBHBIM HA0Op mapamMeTpoB 0OpabOTKH
cranu SS316L ¢ ucnonb30BaHUEM XJIOpUAA Kelle-
3a (III) B xauecTBe TpaBUTENs CIEIYIOLIUI: BpeMs
TpaBJIeHUs1 2 MUH., Temneparypa TtpaButens 50 °C
U KOHIIeHTpanus Tpasutens 500 r/m.

Jlis TpOTHO3WMPOBAaHUS XapaKTEPUCTHK IPO-
necca Obla pa3zpaboTaHa perpecCHOHHas MOIEITh
u Moziesib ANN. TIporieHT ommOKy MKy KCTIepH-
MEHTAJIbHBIMU M MPOTHO3UPYEMBIMU 3HAYCHUSIMHU
OKa3ajcsl YNOBJIETBOPUTEIbHBIM JIJIsI MapaMeTpoB
OTKJIMKA (KaK MoKa3aHo Ha puc. 5) [19].

OOk Mexay dKCIIEpUMEHTANIbHBIMU U MIPO-
THO3UPYEMBIMU pe3yJIbTaTaMU COCTAaBIIIOT MEHee
15 % (xax nmokazaHo Ha puc. 6—8). MakcumanbHble
3HaUEHMS MOTpemHocTH coctapisitor 1,781, 0,001,
0,170, a MuHUMaIbHBIC 3HAYCHUS MOTPEITHOCTH —
0 ms MRR, Uc u ko3 duninenta TpaBieHus coOT-
BETCTBEHHO (KaK MOKa3aHo B Ta0m. 9—11).

CrenT TpyO4aTroll KOHCTPYKLUUHU OBLI H3rOTOB-
JeH B Naboparopud MeETOoAoM (OTOXUMHYECKOM
00paboTku. PaznmuuHbie M3MepeHUs BBITIOIHSINCH

Puc. 5. Apxurexrypa ANN (MHC) s moaTpaBiuBaHus
Fig. 5. ANN Architecture for undercut

OBRABOTKA METALLOV %

C IIOMOIIIbIO CKAHUPYIOLIETO 3JEKTPOHHOTO MUKPO-
ckona (COM). Beinm 3aukcupoBaHbI Pe3yNbTaThl
HaOmrofieHui creHTa. banka creHTa — 3TO 4acTb
CTEHTa, MpeAHAa3HAYEHHAas JUIsl PACKPBITHS CYy>KEH-
HOW WM 3aKpbITOM aprepun. dopma U TOJILIHUHA
OaJIKi BayKHBI JJIs JOJITOBEYHOCTH CTEHTa U pPHCKa
pecteHos3a. beuio oOHapykeHO, UYTO B pe3yibTare
TpaBiieHUsI pOpPMUpPYETCS CEeTKa C BEPTHKAIbHBIMU
Y TOPU3OHTAIBHBIMH 3a30paMu, KOTOpas CIocOOHa
BBIJICP’KMBATh KPOBSIHOE JABJICHHUE U 00E€CIIeYUBATh
npoToK KpoBH. [loaTpaBnuBaHue, BOZHUKAOIIEE B
MIPOLIECCE TPABJIEHUSI, CIIOCOOCTBYET CHMXKEHHIO
Macchl cTeHTa 6e3 ymepoa st ero npoyHocTH. [1o-
BPEKJICHUE BEHbI TAKXKE YMEHBIIACTCS, TOCKOJIbKY
YMEHBIIAETCS IIIONIa/b KOHTAKTa MEXy CTEHKON
BEHbl U CTEHTOM. PacimmpeHue cTeHTa mnopnaep-
XKuBaeTcsa Omaromaps sddexry Hakiéna (medop-
MAIMOHHOTO YIPOYHEHHS), BO3ZHUKAIOLIEMY IPH
¢dbopmupoBaHuu TpyOKH M3 IUIOCKOrO 0Opasia.
[Tnockue koHIBI 00ECEeYNBaIOT MOBEPXHOCTD IS
Ja3epHOy 1oBHOM cBapku. Ha puc. 9, momyueH-
HOM C TOMOIIBI0 CKAHMPYIOLIETO 3JIEKTPOHHOIO
MHUKPOCKOIIa, HaOJIIoAaeTcsl cerdaras CTPyKTypa
CTEHTA, MPEACTABICHHAS BEPTHKAIBHBIMU U TOPH-
30HTAJIbHBIMU OaJIKaMH, a TaAKXKe 3a30paMu MEXKIY
HUMHU. M3MepeHus ceTku Mokaszanau, 4YTO MaKCH-
MaJbHbII TOPU30HTAIBHBIM pa3Mmep Oaaku CTEHTa
coctraBisieT 994,1 MKM, a BEpTHUKaJbHBIM 3a30p
cetku — 361,1 mxm. [IporpaBnennsiit oOpasen, mo-
Ka3aHHBIN Ha pHC. 9, 611 MpeoOpa3oBaH B TpyOUa-
Tyt Gopmy.

Kak nokazano na puc. 10, pasmepsl cTaH1apTHO-
ro creHra coctasisaoT 340 MxMm 1 1,1 Mmm. Pazmepsl
CTaHJAPTHOIO CTEHTa U CTEHTAa, U3TOTOBJIEHHOIO
¢ nomotpio PCM B naGoparopuu, UMEIOT OIH3KOE
cxoactBo. U3 puc. 11 (u3o0paxenue COM) Bun-
HO, 4TO B TpyOuaroii hopme (popme creHTa) 6anku
CTEHTa COBIIA/IAIOT JIPYT C APYTOM, Oiaromaps uemy
KPOBb MOKET ITPOXOJUTH YEPE3 CTEHT BO BCEX BO3-
MOXHBIX HampaBieHusx. Pazmep Gasku cTeHTa 1o
O6okoBOMY Kparo cocrtasisier 352,8 mkMm. brmarona-
psl ABYCTOPOHHEMY YD-0TBEPKACHUIO dKCIIO3ULIUU
U TPaBJICHUIO 10 JUHUU CUMMETPUU U300pakeHue
CETKU COBIIaJaeT o kparo creHta. Ha puc. 12 noxa-
3aHa UIMNTHYECKas Npupona O6amku CTeHTa (Bep-
TUKaJbHOM). bomnbinas ock (BepTUKajabHas) UMEET
pasmep 1,137 mm, a manasg och (TOpU3OHTATbHAS) —
318 mxM. CtaHmapTHBIN pa3Mep OaJIKU CTEHTa I10-
Ka3aH Ha puc. 10.
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Puc. 6. Peamuzamus monennt UHC (ANN) 11t mporHO3upoBaHUsS CKOPOCTH
yaanenus marepuana (MRR) (MM3/MI/IH)

Fig. 6. Implementation of the ANN model for prediction of MRR (mm’/min)
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Fig. 7. Implementation of the ANN model for prediction of undercut (Uc) (mm)

2,2
2,01
1,8
1,6
1,4
1,2
1,0

0,8
06 — & — [IpeackasaHo MHC (ANN)
d —e—— 3SKCnepuMEHTanNbHbIE AaHHbIE

0,4 1 1 1 | I T I
1 2 3 4 5 6 7 8 9

Homep 3kcnepumeHTa

dakTop TpaBneHus

Puc. 8. Peammzanus monenu MHC (ANN) st nporHo3upoBanust pakTopa Tpas-
nenus (EF)

Fig. 8. Implementation of the ANN model for prediction of Etch Factor (EF)
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Tabmuma 9
Table 9

CpaBHeHue (pakTH4ecKUX M NporHo3npyemsbix 3HadeHnii MRR u paccuntannbie ommoku

Comparison of actual and predicted MRR values and calculated errors

®daktnyeckne (MRR) 2,88 3,12 3,88 491 5,12 5,28 5,15 5,78 6,12
[Iporuosupyemsie (MRR) 3,29 3,29 3,29 491 5,12 5,28 5,68 5,68 5,68
Omubku 1,25 0,52 1,781 0 0 0 0,93 0,17 0,76
Tabnuma 10
Table 10

CpaBHeHHe (pakTHYECKUX M IPOTrHO3MPYeMbIX 3HaYeHH noaTrpasauBanus (Uc) U paccunTaHHBIC OIINOKHA

Comparison of actual and predicted undercut (Uc) values and calculated errors

daxruueckue (Uc) 0,01 0,05 0,09 0,03 0,03 0,03 0,03 0,03 0,03
ITporuo3upyemsie (Uc) 0,01 0,05 0,09 0,03 0,03 0,03 0,031 0,03 0,03
Omunbku 0 0 0 0 0 0 0,001 0,001 0

Tab6auma 11
Table 11
CpaBHeHue paKTHUYECKUX U MPOTrHO3UPYEMbIX 3HaUeHHni ¢akTopa nmoarpaBiauBanus (EF)
U paccYuTaHHbIE OIIMOKH
Comparison of actual and predicted etch factor (EF) values and calculated errors

daxrtnueckue (EF) 2,033 | 0,684 | 0,503 | 2,003 1,986 1,722 2,003 2,098 | 2,146
IIporuno3upyemsie (EF) | 2,033 | 0,684 | 0,503 | 2,003 1,986 1,722 2,003 2,122 | 2,146
Omunbku 0 0 0 0 0 0 0 0,170 0
Puc. 9. MukpocTpykTypa TpyO4aToil CeTKH CTeHTa! Puc. 10. CTeHT cTaHIapTHOTO pa3Mepa, UCIOIb3yEMBIH
BEPTHKAIBHBIE U IPOJOJIbHBIE OAIKH B TPyOUaToil ceTke npu 3aKynopke BeH (3anumcTBoBaHo U3 [20])
Fig. 9. Observation of vertical and longitudinal stent Fig. 10. Standard-sized stent used in vein blockages.
struts in tubular mesh (Courtesy of [20])
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Puc. 11. IlpononbHas 6anka cTeHTa

Fig. 11. Observation of longitudinal stent strut

3aKJodyeHmne

BaxHbIM BBIBOJIOM [aHHOW CTaTbH SBISETCS
TO, 4TO (hOoTOXUMHUYECKasi 00paboTKa MOXKET ObITh
YCIIEUIHO MPUMEHEHa [l OMOMEIUIIMHCKUX LEJIeH,
B YACTHOCTH JIJISl U3TOTOBIIEHUS CTEHTOB. bbL ompe-
JIeNI€H ONTHUMAaJIbHBIA HAOOp mapameTpoB 00padoT-
ku cranu SS316L, Bkimtouaromuid B ce0st Temnepa-
Typy TpaButensd 50 °C, KOHLEHTpaUIO TPaBUTEIISI
500 1/ 1 Bpemst TpaBieHHS 2 MUH.

Hapnexammas paspabotka ¢otomabnona, YO-
00JydeHne u KOHTPOJIIUPYEMOe TpaBlieHHe OUOCOB-
MECTHMOTO MaTepHalia MO3BOJISIOT MOIYIUTh TPYO-
YaTblil CTEHT C CETYaTOU CTPYKTYypoH. Takoi CTEeHT
IpeaHa3HaueH JJi1 UMIUIAHTAllUd B KPOBEHOCHBIE
apTepHUH € LENbI0 PEryJINPOBAHUS UM BOCCTAHOB-
JIEHUs] KPOBOTOKA B 3aKyIIOPEHHBIX COCYyaXx.

B xome paboTel OB TOCTUTHYTHI CIEIYIONINE
napaMeTpel CTeHTa: pasmep Oanku 10 994,1 MM
B BEPTUKAJIHHOM HAIPABIEHUU U 3a30p CETKHU
361,1 MKM B TOPH30HTAIbHOM HAIIPaBJICHUU.

B nmanbpHEeHIIMX HCCIENOBAHUSX HEOO0XOoaMMa
HaJJIexalas MEAUIMHCKAs cepTH(UKAIMS paspa-
00TaHHOTO CTEHTa C COOJIOIEHNEM BCEX MPOU3BOI-
CTBEHHBIX HOPM. DTO IPEACTABIIAET 3HAYUTEIbHYIO
BBITOTY JIJI MAIIMEHTOB, MOCKOJIBKY mporecc PCM
o0ecreuynBaeT BBICOKYI0 3KOHOMUYECKYHO 3(]dek-
TUBHOCTbH [P MaCCOBOM IIPOU3BOACTBE, YTO MOKET
MPUBECTH K CHIKEHUIO CTOMMOCTU CTEHTOB U Clie-
Jate UX 0ojee JDOCTYHNHBIMH Ui IIUPOKUX CIIOCB
Hacenenus. HMcnonwszoBanne PCM B paspaboTke
CTEHTOB MOATBEPXKAAET, YTO ITOT METOA SBISETCS
3HAKOBBIM JIOCTHKEHHEM B c(epe HeTpaauIuoH-
HBIX TEXHOJIOTHI 00pabOTKMU MaTepHasoB.
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Puc. 12. Bepruxanbnas 0anka CTeHTa

Fig. 12. Observation of vertical stent strut
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ARTICLE INFO ABSTRACT
Article history: Introduction. Photochemical machining (PCM) is a non-traditional machining method capable of developing
Received: 26 October 2025 burr-free and stress-free biomedical components. A stent is a small meshed tube used to remove blockages and open
Revised: 28 October 2025 blood passages in arteries and veins. SS3/6L is one of the recommended materials for stents due to its biocompatibility
Accepted: 15 November 2025 and machinability with photochemical processes. Vascular stents are made from metal mesh, fabric, silicone, or
Available online: 15 December 2025 combinations of materials. The purpose of this work is to investigate the effect of process parameters on the PCM
process during the machining of SS3/6L and to manufacture an SS3/6L stent as a substrate using photochemical
Keywords: machining. The manufactured stent is used in larger arteries, such as the aorta, to provide a stable channel for blood
PCM flow. Methods of investigation. The process parameters for the photochemical machining process were optimized
Phototool using the Taguchi method with an L, experimental array (DoE). The effect of process parameters on responses was
Taguchi investigated using F-values. An ANN was employed as a predictive tool for observing deviations in the responses.
Etching Results and discussion. The optimum set of machining parameters was obtained and utilized for manufacturing
Stent the vascular stent. A phototool with the required stent strut size was developed using CAD software. Controlled
Vein blockage etching with ferric chloride generated the mesh, and laser seam welding was performed to develop the tubular stent

for placement in blockages. The dimensions of the developed stent were measured with SEM, and the stent strut size
was found to vary from 312 pm to 900 pm.

For citation: Agrawal D., Patil S., Washimkar D., Ambhore N., Agrawal D. Investigation of the effect of process parameters on photochemical
machining of SS3161 for manufacturing vascular stents. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and
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