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[pencraBineHo aHai3 METO/IB KOHTPOJIIIO SIKOCTI BUPOOHMITBA Ha 3D — IpHUHTEp] IS TEXHOJIOTIi CENIEKTHBHOTO
JIa3epHOTO IUIABJICHHS Ta JIa3ePHOTO MPUIIKAHHS.
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Abstract

The analysis of methods of quality control of production on 3D - printer for the technology of selective laser melting
and laser baking is presented. The considered technologies make it possible to produce a set of special complex
products. Typical means of selective laser melting consists of a laser, a scanner, a system, a controller, and a camera.
Characteristics can be improved in the presence of additional modules (e.g., for monitoring and control of the
temperature of the heating). According to the results of previous studies, for each material (alloy, composite), we have
to choose a particular number of defining characteristics. For instance, previous experiments can optimize the required
value of the pulse energy of the laser. This is especially important in connection with the extreme conditions of the
considered method when the solidification occurs: here the properties of hardened microstructures may differ from the
optimal ones. The necessary additional heat treatment of the manufactured product can be carried out in order to
optimize the microstructure, residual micro-stresses and improve the quality of the surface to be treated. The latter is
important for biomedical frames.

In order to obtain high-quality parts, an optimum combination of laser radiation power, scanning speed, thickness of
the powder layer and spacing between the rows (also known as the hatch interval) is required; it allows minimizing
possible defects by optimizing the area of the melt. To improve the accuracy of reproduction of product sizes, a laser
beam displacement, as well as flooding of its contour may be used.

It is necessary to process the technological parameters (temperature of the deposited powder, its dispersion, power
and laser operation mode, etc.) for new materials. In particular, study of the temperature regime of powder deposition
and the mechanical stresses of the resulting product enables to improve the technological requirements for reproduction
of geometric sizes, surface irregularities and others.

Keywords: Metrology, Quality Control, Monitoring, Analysis, 3D - Printer, Additional
Croduction.

Beryn. 3D — npunTepu, mitorpadiuHi NPUCTPOT Ta CHCTEMH LIBHIKOTO IPOTOTHITYBAHHS, 3’ SIBUBLIMCH HATPUKIHII
XX CcTOMTTS, aKTMBHO YIOCKOHAIIOIOTBCS 1 PO3BUBAIOTHCS, L0 MOTPeOye PO3pOOJICHHS METONIB Ta 3aco0iB uis
MEepeBIPKU Ta KOHTPOJIIO SKOCTI, SIK MPOIIECY BUPOOHUIITBA, TaK 1 KOHTPOJIIO SKOCTI, MPOAYKIIIT Ta CHPOBUHH JJIsl TAKOTO
BUpOOHHIITBA. 3D — MpHHTEp — 11e MPUCTPIid, 1110 3AIHCHIOE BUPOOHHUIITBO YHIKaNbHOT 3a opmoto mpoaykuii. Huni 3a
JoroMororo 3D npuHTEpiB BIA€ThCs BUKOHYBATH BIATBOPEHHsI TPUBUMIPHHUX O0’€KTIB, SIK 3 HEMETAJIEBUX MarepialliB
(nepeBakHo ABS-miacTuky), Tak 1 3 MeTanliB, Kepamik, KOMIIO3WTiB. 3acooum 3D — npyky HIOCHUTH dYacTo
BUKOPHCTOBYIOTBCS JJISI MOJETBHO-HATYPHOI HepeBipKu (opM AeTaneid, TEXHIYHUX PilleHb, OIIHKU Mpae3qaTHOCTI
OKpeMHX BY3.iB MamuH. [[ikaBUM 1 HEOJJHO3HAYHUM € MUTaHHS JOIiIbHOCTI 3D Ipyky B JOCHiTHHUIBKINA cdepi, st
TIPOBEICHHSI JOCIIPKEHb MEXaHIYHIX CHCTEM Ta BUPOOIB CKIaaHOi TeomeTpruHoi hopmu [1].

Hemomixom meroxy omiaku sikocTi pobotn 3D — mpuHTepa 3a BUPOOIEHUMH 00'€KTaMH € BiJICYTHICTD €IWHOTO
€TaJIOHy SKOCTI I TOTOBOI MPOAYKIi pi3HUX TexHoJorid 3D — mpyky. Tomy, 10 HpuKIaxy, pO3BUBAETHCS CHCTEMA
JIOCIIJIPKCHHSI Ta MOHITOPHUHTY BHPOOHHIITBA B pealbHOMY daci - cuctemMa QMmeltpool 3D Ha OCHOBI TeXHOJOTIT
CENEKTMBHOTO JIa3epHOTO CHiKaHHSA. Ii HeIONKOM BBaKAeThCA CKJIAHICTh Y pealizallii, 30Kpema, TeMIepaTypHOTo
KOHTPOJIIO T2 HECYMICHICTh 3 IHIIMMH TexHosorisimu 3D — npyky, Hampukian, crepeoiitorpadii, pigkoro
BU/IABIIIOBAaHHSI, BAPOOHUIITBA [IapyBaTUX 00'€KTiB, BUPOOHUIITBA 3 BUKOPUCTAHHSIM OaJliCTHKH.

Meta po6otu. [locipKeHHs] MOKIMBOCTI MOKpatieHHs sikocTi 3D — apyKy, a came TOYHOCTI BiITBOPEHHS PO3MipiB
JieTalli Ta HeMEeBHOCTI TOBIIMHU HAHECEHOTO IIapy, IIJISIXOM YTOYHEHHS PEeXHUMIB poOOTH 3a paXyHOK BIIPOBAJKEHHS
CHCTEMH MOHITOPUHTY HU3KH METPOJIOTIYHHX MapaMeTpiB, BKJIIOUAIOUU TEMIIEPATypHUI PEXUM BUTOTOBJICHHS.



Amnaui3 sikocti 3D - ApyKy 3a XapaKTepHCTHKAMHU BHPOOJIeHNX BHPOOIB. Y 3B’S3KY 13 PO3BUTKOM aIUTHBHOTO
BUPOOHMIITBA Ta 3POCTaHHSIM BHMOT JI0 €KCIUTyaTallii BUTOTOBJICHHX BHPOOIB, MOTpeda y pO3pOOJEHHI TOYHINIMX
3ac00iB BUMIpIOBaHHS 1 KOHTPOJIIO SIKOCTI IMOCHITIOETHCS. TOMY HIKYE MPOAHATI3YEMO BiJIOMI METOJIY BHTOTOBJICHHS
BUPOOIB.

A) Metoa nanaasiennsi. [1IBuike nmpoToTHyBaHHs, 110 BUKOHYeEThCs 3a TexHojorieto FDM (Fused Deposition
Modeling), BinOyBaeTbcsi 3a paXxyHOK IIOIIAPOBOTO HAKJIAIAAaHHS Ha KOHTYp CTBOPIOBaHOTO BHpPOOY BOCKOM abo
noJikapooHaTHO1 HUTKU. [Ipoxoasun depe3 roloBKy eKCTpyaepa, HUTKa HarpiBaeThCs 10 HaMiBPO3IUIABIEHOTO CTaHYy.
3aBASKM 1[bOMY WIapH CIUIABJIAIOTBCS MDK cO0OI0 1 yTBOPIOIOTH MOHOIITHY NOBepxHI0. Texnonoris FDM
3aCTOCOBYETHCS [UIsl BATOTOBJICHHS OJJMHUYHUX 3pa3KiB ITPOIYKIIil.

Binbiricte FDM npuHTEpiB MOKYTh BUKOPHCTOBYBAaTH CTaH/JAPTHI PYIOHHM HUTOK, NOCTYIHI HiaMeTpH skux 1,75
abo 2.85 mM. Jlekinbka mpuHTepiB (Hampukian, Zortrax M200 a6o Tiko) BHKOPHUCTOBYIOTH BJacHI HUTKH; IIe, SIK
MPaBUIIO, TOPOXKYE, HIXK CTAHIAPTHI PYJIOHH, ane 3a0e3MeyroTh Kpally sKicth [2].

[Tpu upomy, Bci FDM 3D - npuHTEpH NpaiioloTh 3 HU3BKUMH IIBUJIKOCTSIMU 1 JPYKYIOTH BHPOOW NPHOIU3HO
OJTHAKOBOI AKOCTI (cepen HHMX SIKICTh 1 BUCOKY NPOJIYKTHBHICTh JEMOHCTPYBAJIM NPHHTEPH BUKOHAHI B 3aKPUTOMY
KOpITyCl 3 MeTally 1 OCHaIlleHI CHCTEMOI0 OXOJIOJDKeHHs; mpu 1pomy, FDM 3D - mpunrepn He 3mathi (opmysarn
BUpoOH i3 fneramizaiieto Hokue 100-300 mikpoH. Buioi skocTi MOKHa JJOCSTHYTH 3aBJASKH BUKOPHCTAHHIO TEXHOJIOTIH
SLS a6o SLM 3D — apyky [3].

B) CenexTuBHO-71a3epHe cmikanHfA. [IpoBemeHo TectyBaHHs TexHouorii Selective Laser Sintering (SLS) a6o
CEJICKTUBHOTO JIa3€PHOTO CITIKaHHS. 3a OCHOBY B3fTO Pe3yJbTaTH BIACHUX JOCIHimkeHb 1 nani komnanii EOS GMBH
[4]. Mapamerpu Ta ymoBu TecTyBaHHs: ToBmiuHa mapy - 0,1 Mm; Marepian - OexeBHH MIIHHMH IUIACTHK (TOJTiaMin);
3cyB npomens - 0,33 MM (1€ mapamerp BiZCTaHi Bijl 30BHIIITHHOTO KParo LIapy, KOO TOBUHEH 3aTBEPAITH, 10 CEPEIHU
JIa3epHOTO TIPOMCHS).

OnHi€r0 3 OCHOBHMX YacTWH B YCTaHOBKAax aJWTHUBHOTO BHUPOOHHMITBA € Jla3epHa CHCTeMa, B SIKii
BukopuctoByOTEC CO2, Nd: YAG, BomokoHHUH ab0 TUCKOBHIA Jla3epu. BcTaHOBICHO, IO BUKOPHUCTAHHS Ja3epiB 3
nosxuHO0 XxBuii 1,0-1,1 MKM 171 HarpiBaHHS MeTadiB i KapOifiB eeKTHUBHIIIE, OCKUIBKM BOHHM Ha 25-65 % kpamie
MIOTJIMHAIOTH 3TEHEPOBaHEe Jla3epHE BUIPOMIHIOBaHHA. Y TOH ke 4ac, BUkopucTaHHs CO-na3epa 3 JTOBXKHHOIO XBHJIL
10,64 MKM Halikpamie MiIXOAWTh JUIA TaKUX MarepialliB, sSK MOJIMEpH 1 OKCHIHA Kepamika. Bwuma aOcopOuiiiHa
3/IaTHICTB JIa€ 3MOTY 301IBIINTH TIIMOWHY NMPOIUIABJICHHS 1 B IIMPLIMX MEKax BapifoBaTH MapaMeTpH IPOoLeCy.

3a3Bu4ail Jazep, SKi BHKOPHUCTOBYIOTHCS B aJAWTHBHOMY BHUPOOHMITBI, MPaLIOIOTh B OE3MEPEPBHOMY PEXHMI.
[TopiBHSHO 3 HUMHM 3aCTOCYBAaHHS Ja3epiB, sIKi IPAIIOIOTh B IMIYJIBCHOMY PEXuMi ab0 B pPEKHMI MOIYJIbOBAaHOI
JIOOPOTHOCTI, 32 paxyHOK BENMKOi €Heprii iMIyJbCcy i KOPOTKOI TPHBAJIOCTI IMITyJibCcy (HAaHOCEKYH/H) J1a€ 3MOTY
MOCHJIUTH MIIHICTh 3B'I3KY MDK IIapaMH 1 3MEHIIWTH 30HY TEpMIYHOrO BIUTMBY. MOXHa BiJI3HAUYWTH, IO
XapaKTEpUCTUKN BUKOPHCTOBYBAHMX JIa3epHUX CHCTEM JIeKaTh B TaKUX MeXax: MOTYXHicTh jazepa - 50-500 Br,
NIBUJIKICTh CKaHYBaHHS JI0 2 M / C, IBUAKICTh TIO3HIIIOHYBaHHS 10 7 M / ¢, AiaMeTp chokycoBaHOl wiaMu - 35-400 MKM.

Jus nocmimkeHHs BUOpaHi Mojerni BHpOOIB, CIIPOEKTOBaHI y mporpaMHoMy cepemoBuini AutoCad, 3 pisHEMH
TEOMETPUYHUMHU po3MipamMH (Kya HaxWIly, OiaMeTp OTBOpPiB, TOBIIWHHU CTiHOK, mupwHU Inmap). Ha pucysky 1
300pakeHO crienianbHui BUPIO UTs IepeBipKH MOMKIIMBOCTI BUTOTOBJICHHS BUPOOIB 3 IEBHIM KYTOM HaXWITy TOBEPXHI.
Ipu xyti Haxmiay OinpmoMy Bin 30% BepxHI mapu CKOYYIOThCS BHM3, Ncytoun BHpid. Ha pucyHky 2 mpencraBieHO
crocid TepeBipKH MOXKIMBOCTEH BHUTOTOBJICHHS BHPOOIB i3 oTBOopamu, koimu 3D — mpuHTEepy naeThcst 3aBHaHHA (3
JIOTIOMOTOI0 TIPOTpaMy Ha KOMIT foTepi chopMmyBaT HaexxHy 3D - Mosienb) BUTOTOBUTH BUPIO 3 TOBIIMHOIO CTIHOK BiJl
0,5 - 2,0 mm Ta xpokom 0,1 MM. B pesynprari, moxnOka BiaTBOpeHHs po3MmipiB craHoBuTh + 0,02 MM. Pucynok 3
MIPOKa3ye pe3yJbTaT TECTy Ha BUPOOHHUITBO CTPIIKHIB MEBHOI reoMeTpnuHoi ¢popmu miamerpis Bix 0,5 — 2,0 mm mipn
kpoui 0,1 MM. MakcumanbHe BigxuieHHs cTaHOBUTH 0,3 MM; IPH IIbOMY, SIKIIIO CTPHIKEHb € MEHIINM, TO BIIXHJICHHS
3pocCTae.

LixaBuM € BIUTUB Koe(iliEHTY MOPUCTOCTI MaTepiany (IaHWi mapaMeTp OOYHCIIOETHCS BiJHOLICHHSIM 00’ €My MOp
0 00’€My BCbOTO MPOIYKTY). BuCOkMI KOoedilieHT MOPUCTOCTI MOXKE MPU3BECTH JO PYHHYBAaHHS IPOMYKTY, IO
3YMOBITIOE PO3POOJICHHS METOJIB Ta 3ac00iB METPOJIOTIYHOTO KOHTPOIIO KoedilieHTy mopucrtocTi. Kpim Toro, y
3B’SI3KY 13 MOSIBOIO HOBHX MatepiamiB it 3D - ApyKy Ta TEXHOJIOTIH aJIUTHBHOTO BHPOOHHIITBA, BUHUKAE MOTpeda y
PO3pO0IIeHHI METOIB Ta 3ac00iB [UIsi KOHTPOJIO 3aCTOCOBYBAHMX MOPOIIKIB Ha chepuuHiCTh. He MeHII BayKIMBUM €
MUTaHHS BUMIPIOBaHHs TeMIlepaTypu BUpoOy ITiJ 4ac HOro BHUTOTOBICHHS (MOXKHA OTpUMYBAaTu Oinbine iHpopmarii
PO TEMIEPATYpy MOCITIHKyBAHOTO HMPOIYKTY, SIKIIO BUKOPHCTATH aKyCTHYHHHA METOJ BUMIPIOBAHHS TEMIIEpaTypu 3
gymmeictio 10 k' Ha 1 rpanyc) [4].

CepenHsi MIOPCTKICTh TMOBEPXHI BUTOTOBJIEHOro BupoOy cranoButh Rz 10 - 20. Jns nokparieHHs 11 cTaHy
3aCTOCOBYIOTh HUTI(pYBaHHS BpydHYy ab0 3 JOMOMOTOI0 ITICKOCTPYMHUHHOI ycTaHOBKHM. Koarymsmis BIUIMBaE Ha
IIOPCTKICTh CIEYEHOTO MOBEPXHEBOTO mapy. /loBeAeHo, 10 3MEHIIEHHIO iaMeTpy KOaryJbOBaHUX YACTUHOK CIIPHSE
CMIKaHHS B 3aXMCHOMY CEPEIOBHIII aproHy, MiAirpiB MOPOLIKOBOTO MaTepiaiy, 30UIblIeHHs aiamerpa chOKycOBaHOI
IUSIMH  J1a3epa, 30UTBIICHHS IIBHIKOCTI TEPEMIMIEHHS i IMMOTY)KHOCTI BHIIPOMIHIOBaHHs Jasepa. s 3MeHIIeHHS
MIOPCTKOCTI, MTOKpPAIIeHHsI BHYTPIITHBO! CTPYKTYPH 1 IMiABUIICHHS MIITHOCTI, CIIKaHHSI PEKOMEHIYETHCS MPOBOIUTH B
aproHi i3 3aCTOCYBaHHSIM METAJCBUX MOPOIIKOBUX MaTepiamiB, SKi MiUraloTh morepenHiit 1- i 3-XBuimMHHIN
aktuBamii. [Ipu mpoMy, TOBIIMHA i IMIOPCTKICTh CIIEYEHOTO IIapy BIUIMBAE HE TLTBKW Ha SKICTh MOBEpPXHI, a i Ha
MOHOJITHICTh Ta 34EIUICHHS CYMDKHUX Iapis [5].
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Puc. 1 - Tecm kyma naxuiy noeéepxmi niowjunu no6yooeu npu ceieKmusHoMy J1a3epHOMY CRIKAHHI
Fig. 1 - Test of the angle of inclination of the surface for selective laser sintering technology
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Puc. 2 - Tecm na mosuyury cminox npu cenrekmueHoMy 1a3epHOMY CRIKAHHI
Fig. 2 - Wall thickness test for selective laser sintering

Puc. 3 - Tecm na Opyx cmpudicHig npu cenekmueHoMy 1a3ePHOMY CNIKAHHI
Fig. 3 - Test for the printing of rods for selective laser sintering

Cxanep Jlazep

Kamepa IZ—:I

Puc. 4 - Jlokanvruii monimopune 30nu posniagy cucmemoro QMmeltpool 3D 3 nosuyionysanusm (pomoodioo i kamepa
8I0N06I0AOMb 3a MOHIMOPUHE NIOWIE MA THMEHCUBHOCI 30HU PO3NILABY)
Fig. 4 - Local monitoring of the melt zone by the QMmeltpool 3D system with precise positioning (the photodiode and
the camera are responsible for monitoring area and intensity of melted zone)

Jlnst moKpareHHsT KOHTPOO skocti mpoaykiii 3D — mpunrepiB po3pobieno cucremy QMmeltpool 3D,. 1o
3IHCHIOE MOHITOPUHT 30HW PO3IUIaBy Jiazepa 3 jgornomoror ¢oromioanoi kamepu (Puc. 4). Bona takox 3miiicHIOE
MOIIAPOBE CKaHYBAaHHS, CTBOPIOIOYH IH(POBY MOJETb BUPOOY, HAa OCHOBI KO (OPMYIOTH BHCHOBOK IIOMO SIKOCTI.
Taka crcTeMa BUKOPHCTOBYEThCS MPHU BIPOBA/DKCHHI HOBHX MarepiaiiB, HAPUKIIAA, METATOKEPAMIKH — aKTyalbHOTO
Marepiany Jjsi BIHCbKOBIH POMHCIIOBOCTI.

Bupo6u 3a TexXHOJIOTi€I0 CeJTEeKTHBHOrO JIa3ePHOTO IUIaBJieHHsl. Bka3aHa TeXHOIIOTisS TNpeNncTaBisie COOOI0
CYKYIHICTh CIIeI[iaTbHUX 3ac00iB BUPOOHUITBA BUPOOiB CKiIagHOi popmu. THIIOBHUI 3aci® CENEKTHBHOTO JIA3€PHOTO
TUTaBJICHHS CKIIAJA€ThCA 3 Jla3epa, CKaHepa, CUCTEMH, KOHTPOoJIepa 1 KaMepH. XapaKTepHCTUKU MOXKYTh OYTH MOKpaIieHi
3a HasBHOCTI JOJATKOBHUX MOJYINIB (HAIPHUKIIAJ, MOHITOPHHTY Ta KOHTPOIIIO TEMIIEpaTypH MiAirpiBy). s KOXKHOTO
HOBOTO Marepiaiy (CruiaBy, KOMIO3UTY) iHIUBIyalbHO MiAOMPalOTh, 32 pe3yabTaTaMH MOTEPEAHIX JOCIIIKEHb, HU3KY
BU3HAYAIIbHAX XapakTepucTuK. Jlo TpHKIagy, TakoK HH3KOK MOXXHA BBAKATH - IOTY)XHICTh JIA3epHOTO



BUIIPOMIHIOBaHHS, TOBIIMHA INApy, MIBHAKICTh Ta MIXPSAKOBHH IHTEpBal CKaHyBaHHs, Horo crpareris. IHakme,
BUHHKAIOTh IIOPUCTICTh, CKJIAJIKH, 3aJIHMIIKOBI HAIPYXXEHHS, TPIIIMHU a00 MOPYLIYETHCS TEOMETpPis BUTOTOBIIEHOT
npoaykitii. Jims migBumieHHs i1 IIUTBHOCTI Ta KOPCTKOCTI a00 Ui JOCATHCHHS BUINOI TOYHOCTI 3a0e3MCUcHHS
TEOMETPUYHHX PO3MipiB, BUKOPHCTOBYIOTh JOJATKOBI METO/IM, TaKi sIK JIa3epHe MeperliaBiIioBaHHs ToIIo [6].

[lapameTpu CENEKTUBHOTO JIA3€PHOTO IUIABJIEHHS, B IEpIIy Yepry, ONTHMI30BaHi Uil JAOCATHEHHS HaBHIIOI
mimpHOCTI. 7l 1pOro mpoliec BUPOOHMITBA TOBHHEH Iepen0avyaTH: HETOBHE IUIABJICHHS ITOPOIIKY, ONTHMAIbHI
TEeMIIepaTypHi TPaTi€HTH, HE3HAUYHY TYPOYJICHTHICTh 30HU PO3IUIABY, IIITHHH 1 T.71. [lomepenHi eKCIIepIMEHTH MOXKYTh
ONTUMI3YBaTH HEOOXIiJHE 3HAUCHHS EHEprii IMITyabCy Jiaszepa. lle 0coONMBO BaXIJIMBO Y 3B'SI3KY 3 €KCTPEMAaTbHUMU
YMOBaMH JIaHOTO METOJy, KOJH BiIOYBAa€ThCs 3aTBEPIIHHS: TYT BJIACTMBOCTI 3aTBEPAIIMX MIKPOCTPYKTYP MOXKYTh
BIIPI3HATHCh BiJl ONTHMadbHHUX. HeoOXimHa JOJAaTKOBa TepMiuyHa OOpOOKa BHIOTOBJICHOTO BHPOOY MOXKE
3MIHCHIOBATUCS 3 METOI0 ONTUMI3alil MIKPOCTPYKTYPH, 3aJIMIIKOBUX MIKPOHANpPYXEHb 1 TOKpAIeHHs SKOCTI
00po6ieHoT moBepxHi. OCTaHHE € BAXIIMBO I O10METUYHUX KapKaciB.

Jdnst  oTpuMaHHS  BHCOKOSIKICHOI — JieTayli  MOTPIOHO  ONTHMalbHE TMOEAHAHHS MOTY)XHOCTI  JIa3epHOTO
BUIIPOMIHIOBaHHS, NIBHKOCTI CKaHYBaHHS, TOBUIMHU 1Py MOPOIIKY i IHTEPBATY MIXK pSaKamMH (TaKOX BIJIOMUM SIK
IHTEpBaJI IITPUXYBAHH); II€ A€ 3MOT'Y 3BECTH JI0 MiHIMyMY MOXJIUBI JIe)EKTH IIJISIXOM ONTHUMI3allii IUIOLIi PO3IJIaBy.
Jlyist mokpaleHHs] TOYHOCTI BIITBOPEHHS pO3MipiB BUPOOY MOXKE 3aCTOCOBYBATHChH 3MIIIEHHS JIA3€PHOTO MPOMEHS, a
TaKOXX 3aMMBaHHs #oro KoHTypy (Puc. 5). I'panndHi mapamerpu (HApUKIAL JTiHi1 CKaHYBaHHS, MAPAMETPH 3MIIlI[CHHS)
i BUIYIOTH TOYHICTS 1 SIKICTH KOHTYPY.
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Puc. 5 - Cxemamuune npedcmasients napamempie CKaHy8auHs, AKi MOXCYmMb Oymu 3MineHi 015 NOKPAWEHHS AKOCMI
Fig. 5 - Schematic representation of scan parameters that can be modified to improve quality

BaxxnuBruM mapaMeTpoM Iporiecy BUPOOHHUIITBA BBAKAETHCS TyCTHHA €HEPrii, IepeIaHol MaTepialry i BiIHECEHOI 10
OIMHUIN HOro 00’€My, IPUYIOMY i3 3aTy4CHHSM IIBUIKOCTI CKaHyBaHHS, iHTepBall CKaHyBaHHS (200 MPOMDKOK MiX
pSAKaMH) Ta TOBUIMHM 1Ay, 10 HAHOCUTHCS!

Ep = P/vst (J/mm3) a6o Ep = P/vs(J/mm?),

ne E, - rycruna eueprii (Jx/mm3), P - noryxkuicts nasepa (BT), V - mBHAKICTH cKanyBaHHS (MM/C), S - iHTepBal
cKaHyBaHHs (MM) 1 t - ToBIIMHA 11apy (MM). BinnoBijgHo, 30UIbIIEHHS MOTY)XHOCTI Jiazepa 1 3MEHIIEHHS NIBHJKOCTI
CKaHyBaHHsI, iIHTepBaly 200 TOBIIMHU MIapy 301IbIIYE TYCTUHY OIIPOMiHEHHSI.

Tennogizop, sik 3aci6 BAockoHaeHHs sikocTi BUpoOoHuNTBa HAa 3D — npuHTepi. HeoOxinHicTh 3acTocyBaHHs
TEIUIOBi30pa 3yMOBJICHA BUMOTaMH KOHTPOJIIO 32 TEIUIOBHM cTaHoM [7]. JlaHuil mpunan Hagae MOXKIHMBOCTI OLIHHUTH
TeMIepaTypy BUpOOy, Jazepy Ta 30HM KOHTAaKTy Jiazepa Ta PO3MOUI TeMIepaTypd y IMpoLeci BUTOTOBJICHHS, IO
0CO0JIMBO BayKIIMBE VIS TEXHOJIOTI] CEJIEKTHBHOTO JIa3ePHOTO IUIABJICHHS, OCKUIBKH JACTh 3MOTY 3PO3YMITH IPHUYHHY
3epPHUCTOCTI Ta 1Mop y BUpobax, npoaykoBaHux Ha 3D - mpuHTepi.

KoHTakTHi 3ac00M BHUMIipIOBaHHS TeMIepaTypH, sIK 3aci0 BIOCKOHAJeHHSI IKOCTIi BUpoOHMUTBa Ha 3D —
npuHTepi. [lepCreKTHBHUMU BUTJISIIAIOTH 3aCO0M BUMIPIOBaHHS PO3IMOJTY TeMIeEpaTrypH MO MOBEpPXHI BUPOOY, 110
BUTOTOBISIETHCS, 3 BUKOPUCTAHHSIM 0araro-eJIeMEHTHUX KBa3iTOUYKOBHX CEHCOpiB enekrpuunoro omopy [8]. Ilpote, y
FOMY BHMAJAKY CIiJl 3aCTOCOBYBATH MAJIOIHEPIIiiHI CEHCOPH, Y3TOMKYIOUM iXHI XapaKTEpUCTHKH IHEpLiHHOCTI i3
BUPOOHUYNMH ITOTpeOamu.

BucHoBku:

s BnockoHaneHHs TexHONorii 3D — Apyky HeoOXiTHO pO3BUBATH CHCTEMH MOHITOPHHTY MPOIECY BUTOTOBICHHS.
OjHI€I0 3 MEPCIeKTUBHUX TeXHONIOTiH 3D — JpyKy BBa)Kae€ThCs TEXHOJIOTIS, M0 Mepeadaydae j1a3epHe MPHUIMiKaHHs Ta
PO3IUIABICHHS TIOPOIIKY, KW HAHOCHUTHCS momapoBo. [lJIss HOBMX MaTepialliB CIIijl BiOIIPalbOBYBAaTH TEXHOJIOTiIdHI
mapaMeTpH (TeMreparypa 0caKyBaHOTO IMOPOIIKY, HOT0 AUCIEPCHICTh, MOTYKHICTD Ta PEeXHUM poOOTH Ja3epa TOIIO).
30KkpemMa, BUBYEHHS TEMIIEPaTypHOTO PEXKHUMY OCAa/DKEHHS MOPOIIKY Ta MEXaHIYHUX HAIMpPY)X€Hb OTPHMAHOTO BHPOOY
JTa€ 3MOTY TIOKPAIIUTH TEXHOJIOTIYHI BUMOTH JI0 BiATBOPEHHS TEOMETPUIHHUX PO3MipiB, HEPIBHOCTI MIOBEPXHI TOIIIO.
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