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3D-IIPUHTEPHOI TEXHOJIOI'TI

© Ayuwun Cessmocnas, Homancexuil leop, 2017
Hanionansnuii yHiBepcutet “JIbBiBChKa nomiTexHika”, kadeapa iHpOopMaliiHO-BUMipIOBAIBHUX TEXHOJOTIH,
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Ilpoananizoearo memoou KoHmpoJiio akocmi eupoonuuymea na 3D-npunmepi 013 MexHoN0ZIT ceeKMUBHO20
J1a3ePHO20 NNAGIEHHA MA 1A3€PHO20 NPUNIKARHA.

Knrouosi cnosa. memponozis, Konmpons akocmi, monimopunz, ananiz, 3D-npunmep, 0o0amxkoee supoOHUYME0.

Ilpoananusuposansl memoovt KOHmMPoONA Kawecmea npoussoocmea ha 3D-npunmepe 0ns MexXHONO2UIL CENEKMUBHO20
J1a3ePHO20 NAABIEHUA U NPUNEKAHUA.
Knrwouegsle cnosa. memponozus, KOHmpons kayecmea, Monumopune, ananus, 3D-npunmep, oononnumenshnoe
npou3e00cmeo.

The analysis methods of quality control on production 3D- printer for selective laser sintering technology of special
products via the szes of which we can estimate the geometric parameters and via an additional control system we can
high up their quality in real time.
Increasing demands for precision measurement raises new problems of optimization of mathematical models of
measuring transformations, and adeguate processing of experimental data. This problem in modern Mlsisparticularly
relevant due to the capabilities of inexpensive hardware implementation in basis of modern microelectronic components
that opensthe possibility of computing realization directly in the measuring path.
Obtaining the necessary precision in many casesisonly possiblein the case of optimal mathematical modelsthat
providein a certain sensethe best approach of M1 general transformation function. Rational choice of mathematical
model of transformation function in many casesimproves the measuring accuracy or expands the measurement range
of preset accuracy.
In this regard, becomesimportant choice of suitable criterion during processing the experimental data. Normal criteria
mostly applicable for analyzing experimental data, isthe most common method of mean squared errors, which consists
in minimizing the sum of squares of the errors and computing the average of these squares. Unfortunately, the root-
mean-sguare approximation does not provide achievement of the lowest difference between the estimator and function
that is estimated at all points of observation, which is desirable during the precision processing of experimental data.
Therefore, for solving the calibration tasks should be used the minimax criterion which ensuresthe minimum possible
errors of reproducing the experimental calibration characteristics.
Physical modeling isan experimental method of scientific research, which impliesthe subgtitution of the sudied
physical process by other amilar to it of the same physical nature — by model.
Physical model isa smaller or larger physical copy of an object. The geometries of model and object are often similar in
the sense that one isa rescaling of the other; in such casesthe scale is an important characteristic. Geometrically
similar to the original the model can be both reduced and increased in the comparison with original sizes, and the model
of process or phenomenon may differ from the real process by the quantitative physical characteristics such as power,
energy, process pressure etc. In a broad sense, any physical experiment conducted in laboratory, including an
experiment with natural object or part of it, isa physical modeling. The latter is based on the similarity theory and
dimensional analysis, establishing the similarities criteria. The identity of the latter for a nature and the mode provides
the ability to transfer the experimental results obtained by physical modeling, in natural conditions. With the
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implementation of relevant conditions of physical modeling, i.e. the identity of smilarity criteria, the values of variables
that characterize a real phenomenon of proportionality of the similar pointsin space and at similar moments of time,
become to be proportional to values of the same variables for the model. Presence of such proportionality allows
perform recalculation of experimental resultsthat were obtained on a model by multiplying the value of each of the
identified variables on a constant for all values a given dimension set factor —the smilarity factor.
Key words: metrology, quality control, monitoring, analysis, 3D-printer, additional production.

Beryn. 3D-npunrepw, sitorpagivHi mpucTpoi Ta cuc-
TEMH LIBHJKOT'O IPOTOTHITYBaHHS, 3’ SBUBIIUCH HATIPHUKIHII
XX cT., aKTHBHO YIOCKOHAJIIOIOTHCSI 1 PO3BUBAIOTHCS, 1110
nmorpebdye po3poOICHHS METOIB Ta 3ac00iB IS MEPEBIpKU
Ta KOHTPONIO SKOCTI SIK IpOLECY BUPOOHMITBA, TaK i
NpOAYKLii Ta CHPOBMHU JUIS TAaKOro BHUPOOHUIITBA.
3D-npuHTEp — 1€ MPHCTPiH, MO 3/IHCHIOE BUPOOHHUIITBO
yHiKaJbHOI 3a (opmoro mpoxykuii. HuHi 3a nomomororo
3D-npuHTEPIB BIAETHCS BUKOHYBATH BIATBOPEHHS TPUBH-
MipHHX 00’ €KTIB i 3 HEMeTaleBUX MatepiaiiB (MepeBaXKHO
ABS-mtactuky), i 3 MeranmiB, KepaMiKd, KOMITO3UTIB.
3acobu 3D-mpyKy IOBOJII YacTO BUKOPUCTOBYIOTH JUIS
MOJIETIbHO-HATYpHOI TepeBipku (OpM JeTajiei, TeXHIYHUX
pillleHb, OLIHKHM INpane3AaTHOCTI OKPEMHUX BY3JIB MAaIlIWH.
IlikaBuM 1 HEOOHO3HAYHMM € TIMTAHHSA JOLIJIBHOCTI
3D-apyky B AOCHIAHUIBKIA cdepi, A AOCTIIKEHb
MEXaHIYHUX CHCTEM Ta BUPOOIB CKJIAaJHOI reOMETPUYHOL
dopmu [1].

HenmonikoM MeTOmy OIIHIOBaHHS SIKOCTI  poOOTH
3D-npunHTEepa 3a BUPOOJICHUMHU 00 €KTaAMU € BiJCYTHICTh
€IMHOTO €TaJIOHY SKOCTI Ui TOTOBOI MPOAYKIIT Pi3HHX
texHounoriit 3D-apyky. Tomy, Ajst IpUKIaTy, pO3BUBAETHCS
cUcTeMa JIOCHTIDKEHHS Ta MOHITOPHHTY BHPOOHHIITBA B
peanpHOMy Yaci — cucrema QMmeltpool 3D Ha ocHOBi
TEXHOJIOT1 CENeKTUBHOTO JIA3ePHOT0 CHiKaHHA. Ii Hemomi-
KOM BBaJKAE€ThCs CKJIAMHICTD y peatizallii, 30KpeMa, TeMIie-
paTypHOrO KOHTPOJIIO Ta HECYMICHICTh 3 IHIIMMHU TEXHO-
norissmu 3D-ApyKy, HAMPHUKIAN, cTepeonitorpadii, piagkoro
BHPOOHUIITBA 00’ €KTIB,

BUJABJIOBAaHHA, ImapyBaTux

BHUPOOHUIITBA 3 BUKOPUCTAHHSAM 0aliCTHKH.

Meta pobdorn. JlocmikeHHsT MOXJIMBOCTI ITOKpa-
meHHs1 sikocti 3D-Apyky, a came TOYHOCTI BiATBOPEHHS
pPO3MIpiB JeTani Ta HENeBHOCTI TOBIIMHH HAaHECEHOTO
mapy, 3a JOIOMOIOI0 YTOYHEHHS PEXHUMIB poOOTH 3a
paxyHOK BIPOB/DKCHHS CHUCTEMH MOHITOPHHTY HU3KH
METPOJIOTIYHUX MapaMeTpiB, 30KpeMa TeMIIEpaTypHOTo

PEKUMY BUT'OTOBJICHHS.

Anaji3 sikocti 3D-ApyKy 3a XapakTepuCTHKAMH BU-
podJieHuX BHPOGIB. Y 3B's3Ky i3 PO3BUTKOM aJUTHBHOTO
BUPOOHHUIITBA Ta 3POCTAHHSIM BUMOT JIO €KCILTyaTallil BUTO-

TOBJICHUX BUPOOIB MOTpeda y po3po0IeHHI TOUHIIIMX 3aC0-
0iB BUMIPIOBAaHHS 1 KOHTPOJIIO SIKOCTI MiJBUIIYETHCS. Tomy
HIDKYE

BUPOOIB.

MIPOAHATI3YEMO BiIOMi METOIAM BHIOTOBJICHHS

A. Meton HannasjeHHs. [1IBunke npoToTHyBaHHS,
10 BUKOHYEThCS 3a TexHomoriero FDM (Fused Deposition
Modeling), BinOyBaeThcs 3a paxyHOK MOIIAPOBOrO HaKiIa-
JIaHHSI Ha KOHTYp CTBOPIOBAHOTO BHPOOY BOCKY abo ToJIi-
kapOoHaTtHOi HHUTKHU. IIpoxomsdm depe3 TOJNOBKY €KCT-
pyZAepa, HUTKa HarpiBaeThCs 10 HAMiBPO3ILIABICHOIO CTa-
Hy. 3aBISIKM LbOMY LIAPH CIUIABJISIOTBCS MIiX COOOI0 1
YTBOPIOIOTH MOHOJITHY TOBepxHI0. Texnoxoris FDM
3aCTOCOBYETHCSl ISl BHUTOTOBJICHHS ONWHHYHHX 3Pa3KiB
MIPOIYKIIII.

Binpuricts FDM nipuHTEpiB MOXYTh BUKOPUCTOBYBATH
CTaHAapTHI PYJIOHW HHUTOK, IOCTYMHI Aiamerpu skux 1,75
a6o 2,85 mm. /[lekinbka mpuHTepiB (Hampukiaan, Zortrax
M200 a6o TikO) BHKOPHCTOBYIOTH BIIACHI HHTKH; Iie, SIK
MIPaBWIO, JOpPOXKYe, HDK CTaHIAPTHI PYJIOHH, ayie 3a0e3-
nevye Kpary sKicTb [2].

Yci FDM 3D-mpuHTEpH MpamioloTh 3 HU3BKUMHU
LIBHIKOCTSIMHU 1 IPYKYIOTH BHUPOOH NPHOJIM3HO OTHAKOBOI
aKkoCTi (cepesl HMX BHCOKY SKICTh 1 TPOMYKTHBHICTH Je-
MOHCTPYBAJIM NPUHTEPH, BUKOHAHI B 3aKPUTOMY KOpIYyCi 3
MeTaly W OCHAIICHI CHCTeMOr oxojomkennsi, FDM 3D-
NIPUHTEPH HE 31aTHI (OpPMYBaTH BUPOOM i3 JA€TaNli3ali€ero
Hwkye 3a 100-300 mikpoH. Buimoi sSKocTi MOXXKHA JOCSTTH
BUKOPHCTaHHAM TexHosorii SLSabo SLM 3D-mpyky [3].

b. CenexkTuBHo-1a3epHe cmikaHHsA. 37iifiCHEHO
TectyBaHHs TexHoorii Selective Laser Sintering (SLS) a6o
CEJIEKTHBHOTO JIA3€pHOr0 CITKaHHS. 3a OCHOBY B3SITO
pe3yabTaTH BIACHUX MAOCHIpKEHb 1 maHi kommanii EOS
GMBH [4]. TTapametpn Ta YMOBH TECTyBaHHS: TOBIIHHA
mapy — 0,1 MM; matepianm — OeXKEBHA MIIHHHA ILTACTHK
(momiamin); 3cys npomens — 0,33 mm (e mapamerp
BIICTaHI BiJ 30BHIIIHBOIO Kparo INapy, SKHA MMOBHHEH
3aTBEPIITH, 0 CEPEAUHHU JIA3EPHOTO IPOMEHS).

OpHi€r0 3 OCHOBHUX YaCTHH B YCTaHOBKaX aJMTHBHOTO
BUPOOHMIITBA € Jla3epHa CUCTEMA, B SIKI 32CTOCOBYIOTHCS
CO,, Nd: YAG, BojokoHHHH ab0 IHUCKOBHIA JIa3epH.
BcraHoBiI€HO, 110 BHKOpPUCTaHHS J1a3epiB 3 JOBKHHOIO
xeumi 1,0-1,1 MkM a1 HarpiBaHHS MeTajiB 1 KapOimiB
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e(peKTHBHIIIIE, OCKUILKA BOHU Ha 2565 % kpamie moriu-
HAIOTh 3TEHEPOBAaHE Jla3epHEe BHIIPOMIiHIOBaHHs. BojHouac
BukopuctanHs CO,-nazepa 3 noBxuHoro xBuii 10,64 Mxm
HaWKpaIe mIXxomuTh Ul TAKMX MaTepialiB, K MOJiMepu
W okcuaHa Kepamika. Bumia abcopOumiliHa 3[aTHICTH Ja€
3MOry 30UTBIIMTH TJIMOWHY MPOIUIABICHHS 1 B IIMPIIMX
MeXax BapiloBaTH IapaMeTpH NpoIecy.

3a3Buyail jla3epu, SKi BUKOPUCTOBYIOTHCS B aJIUTHB-
HOMY BHUPOOHHIITBI, TPAIIOIOTh Y O€3MEpEepBHOMY PEXUMI.
[opiBHSHO 3 HUMH 3aCTOCYBaHHSI JIa3epiB, SIKi MPAIIOIOTH B
IMITYJIb,CHOMY PE&XKUMi a00 B PEKHUMiI MOIYJIHOBAaHOI J0-
OpOTHOCTI, 32 paxyHOK BEJIMKOI €Heprii IMIynbCy 1 Ko-
POTKOI TPHBAIOCTI IMITYIbCY (HAHOCEKYHIHM) 1a€ 3MOTY
3MIIHUTH 3B'S30K MK IIapaMd 1 3MEHIIMTH 30HY
TEPMIYHOTO BIUIMBY. MO)KHA 3a3HAYMTH, IO XapaKTepHc-
THUKHM 3aCTOCOBYBAaHHMX JIa3€PHUX CHUCTEM JIXKATh y TaKHX
Mexax: NoTykHicth jJazepa — 50-500 B, mBuakicts
CKaHyBaHHS 10 2 M/C, MIBUIKICTh TMO3UIIIOHYBAHHS IO
7 m/c, miametp chokycoBanoi wisiMu — 35—400 MKM.

Jnst mocmimpkeHHsT BUOpaHO Mojenai BHPOOIB, CIIpo-
€KTOBaHi y nmporpamMuomy cepenonuiii AutoCad, 3 pisHumu
TEOMETPUYHUMHE PO3MipaMu (KyT HaXWITy, TiaMeTp OTBOPIB,
TOBIIMHU CTiHOK, mmpuHu 1mmap). Ha puc. 1 306pakeHo
crieliaibHUH BUPIO IS MEepeBipKU MOXKIMBOCTI BHTOTOB-
JIeHHsI BUPOOIB 3 MEBHUM KYTOM HaxWJIy IOBepXHi. SIkiio
kyT Haxwny Oinbmmid Big 30 %, BepXHi Mapu CKOUYIOTHCS
BHU3, nicyroun Bupi0. Ha puc. 2 300paxeHo crnocib mepe-
BipKM MOXKJIMBOCTEH BHT'OTOBJIEHHSI BUPOOIB i3 OTBOpaMH,
komu 3D-TIpUHTEPY [Oa€Thes 3aBIaHHSA (3a JIOMOMOTOI0
mporpamMu Ha KoMIT foTepi chopmyBat HanexHy 3D-Moiens)
BUTOTOBUTH BHPIO 3 TOBIIMHONO cTiHOK Big 0,5-2,0 MM Ta
kpokoM 0,1 mMM. VY pesynbraTi, moXuOKa BiATBOPEHHS
posmipiB craHoButh +0,02 mm. Ha puc. 3 moka3aHo
pe3ynbTaT TeCTy Ha BHPOOHHITBO CTPHXKHIB MEBHOL
reoMeTpuuHOi opmu niamerpiB Big 0,5-2,0 MM 3 kpokoM
0,1 mMm. MakcumanbHe BigxwieHHs craHoBuTh 0,3 MM;
SIKIIO CTPYYKEHb MEHIIHH, TO BiAXHUJICHHS 3pOCTaE.

[ikapuii BIUIMB KOe(illi€HTa MOPUCTOCTI MaTepiany
(ueit mapamerp OOYMCIIOETHCS BiAHOIIEHHIM 00’ €My ITOp
10 00'e€My BCHOTO TpPOAYKTY). Bucokuii koedirieHt
MOPUCTOCTI MOXKE MPHU3BECTH A0 PYHHYBAaHHS IPOIYKTY,
IO 3yMOBJIIOE  PO3POOJIEHHS METONIB Ta 3aco0iB
METPOJIOTIYHOTr0 KOHTPOITO Koediienta nopuctocti. Kpim
TOrO, Y 3B’ 13Ky 13 HOSIBOIO HOBHX MaTepiaiiB it 3D-npyky
Ta TEXHOJOTH aJIUTHBHOTO BUPOOHHUIITBA BUHHUKAE TTOTPeOa
y pO3pOOJICHHI METOMIB Ta 3aco0iB Ui KOHTPOIIO
3aCTOCOBYBAaHHMX IIOpOLIKIB Ha cdepuyHicTh. He MeHIn
BaXXJIUBUM € NMUTAHHS BUMIPIOBAHHS TeMIEpaTypu BUPOOY
i 4ac HOro BUTOTOBJICHHS (MOXKHA OTPUMYBATH OLJIbIIE
iH(opMaIlil mpo TeMIepaTypy AOCIIHKYBAHOTO TPOAYKTY,
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SKIIO BHUKOPHUCTATH aKyCTHYHHI METON BHUMIpIOBaHHSI
TemrepaTypu 3 uyrnuBictio 10 kI’ Ha 1 rpamyc) [4].
Cepe/Hsl IIOPCTKICTh TIOBEPXHI BUTOTOBJIIEHOI'O BUPOOY
cranoButh Rz 10-20. J[lns mnokpamenHs i craHy
3aCTOCOBYIOTH NDUTI(YBaHHsS Bpy4Hy a0 3a JIOIOMOIOI0
TICKOCTPYMHHHOI Koarymsmisi  BruiBae Ha
IIOPCTKICTh CIIEYEHOrO MOBEPXHEBOro miapy. JloBemeHo, 1o
3MEHILCHHIO JliaMeTpa KOarylbOBaHUX YacCTHHOK CIIPHSIE

YCTaHOBKH.

CHiKaHHA B 3aXMCHOMY CEPEIOBHII aproHy, ITirpiBaHHs
TIOPOIIIKOBOrO MaTtepiaiy, 3poCTaHHs iamerpa c(hOKYCOBaHOL
IUIMHA  J1a3epa, 3OUTBIICHHSA INBHIKOCTI TEPEMIIICHHS 1
TIOTYXKHOCTI BUNPOMIHIOBaHHS Jiasepa. J[ns 3MeHmeHHs
LIOPCTKOCTI, MOKpAIIEHHs] BHYTPIIIHBOI CTPYKTYPH 1 ITiIBH-
IIEHHS. MIIHOCTI CITIKaHHS PEKOMEHIYETHCS 3IHCHIOBATH B
aproHi i3 3aCTOCYBaHHSAM METAJICBUX ITOPOIIKOBUX Mare-
piajiB, SKi MUIATarOTh MorepeqHiii 1- 1 3-XBWIMHHIA aKTH-
Balii. TOBIIMHA i MIOPCTKICTh CIIEYEHOTO APy BIUIMBAIOTH HE
TUTBKU Ha SIKICT TIOBEPXHI, a i HA MOHOJITHICTb Ta 34EIICHHS
CYMDKHUX 1IapiB [5].

J1s  moKpalieHHs  KOHTPOJIIO TPOYKIIi|
3D-npunTepiB po3pobieHo cucremy QM meltpool 3D, o
3IIHCHIOE MOHITOPHHI 30HH pO3IUIaBy Jja3epa 3a JOmOo-

SIKOCTI

Mororo ¢oromionHoi kamepu (puc. 4). Bona takox 3iiic-
HIOE TIOIIAPOBE CKaHYBAaHHS, CTBOPIOIOYH IU(POBY MOJICIH
BUpPOOY, Ha OCHOBI 5IKOi (POPMYIOTH BUCHOBOK IIIOJIO SIKOCTI.
Taky cucTeMy BUKOPUCTOBYIOTB JIJIsl BIIPOBAPKCHHS HOBHX
MaTepiaiiB, HAMpUKIad, METAJIOKEpaMiKH — aKTyaJbHOIrO
Matepiany JUis BiACHKOBIH MTPOMUCIOBOCTI.

Bupo6u 3a TeXHOJIOTi€I0 CETEKTHBHOIO JIa3€PHOrO
TUIaBJIeHHsl. Bka3aHa TexHONOrisl — Iie CYKYIHICTBH clie-
LiaJIbHUX 3ac00iB BUPOOHMIITBA BUPOOIB CKIIQAHOI (OPMHU.
TunoBuit 3acid CENEKTUBHOTO Ja3€pHOrO IUIABJICHHS
CKJIala€Thes 13 J1a3epa, CKaHepa, CUCTEMH, KOHTpoiepa i
KaMepu. XapaKTepUCTHKH MOXYTb OYTH ITOKpalleHi 3a
HasIBHOCTI JOJaTKOBUX MOJY/iB (HampuKiaa, MOHITOPUHTY
Ta KOHTPOIIO TeMIeparypu miairpiBy). Jast KOKHOToO
HOBOrO Martepiany (CIUIaBy, KOMIIO3MTY) IHIHBiZyaabHO
MiI0MparoTh, 3a pe3ylbTaTaMH IIONEPEIHIX JOCITiHKEHb,
HU3KY BU3HAYAIBHUX XapaKTepUCTHK. 10 MpHKIIa Ty, TAKOO
HHU3KOI0 MO)KHA BBa)KATH IOTYXKHICTH JIA3€PHOI'O BHIIPO-
MIHIOBaHHS, TOBIIWHY IIApy, IIBUAKICTb Ta MIKPSIKOBHUI
IHTEepBaJl CKaHyBaHHs, Horo cTparerito. [HakIle BHHUKAIOTh
TIOPUCTICTh, CKJIAJKH, 3aJHIIKOBI HANpPYXXEHHs, TPIMIUHU
a0o MOPYIIYETHCSI TEOMETPisi BUTOTOBIIEHOT mpoayKii. s
abo s
JIOCSITHEHHSI BHIIOT TOYHOCTI 3a0e3MeUeHHs TeOMETPUIHIX

MiJBUIIEHHST i OIUJIBHOCTI Ta KOPCTKOCTI
PO3MIpiB BHUKOPHCTOBYIOTh OMATKOBI METOAM, TaKi SK

Ja3epHe MeperuiaBIroBaHHs ToIo [6].
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Puc. 1. Tecm kyma naxuny nosepxui niowjuru nooyooeu

3a CeNeKmu6eHoco 1a3epHoco CNIKAHHA

Fig. 1. Test of the angle of inclination of the surface
for selective laser sintering technology
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Puc. 2. Tecm na moswumny cminox

3a CeNeKmu6eHoco 1a3epHoco CNIKAHHA

Fig. 2. Wall thickness test for sdlective laser sintering

Puc. 3. Tecm na opyx cmpuoichie
30 CENEKMUBHO20 NA3EPHO2O CHIKANHS

Fig. 3. Test for the printing of rods
for selectivelaser sintering

Cxanep Jlazep

™~

Puc. 4. JlokanvHuii monimopune 30nu posniasy cucmemoiro QMmetpool 3D 3 nosuyionysanusim

(gpomooioo i kamepa sionosioarome 3a MOHIMOPUHE NAOWI MA IHMEHCUBHOCTE 30HU PO3NLAGY)

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)
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Puc. 5. Cxemamuune nooanns napamempie CKanHy8anHs,

SKI MOJCHA 3MIHUMU OISl ROKPAWEHHSL AKOCI

Fig. 5. Schematic representation of scan parameters
that can be modified to improve quality

[TapameTpu CeNeKTHBHOIO JIa3€pHOTO TUIABJICHHS, Iie-
penyciM, ONTUMI30BaHI IS MOCATHCHHS HAWBHUINOI INiIb-
HocTi. [l 1poro mporec BUPOOHHWIITBA MOBHMHEH IeEpe.-
0ayaTu: HENOBHE IUIABJIICHHS IIOPOIIKY, ONTHUMAaJIbHi
TEMIIEpaTypHi I'paJi€HTH, HE3HAYHY TYPOYJIEHTHICTh 30HU
po3IUIaBy, WIUTMHU TOIIO. [lomepeaHi eKCIEpUMEHTH MoO-
JKYTh ONTUMI3yBaTH HEOOXITHE 3HAUCHHS CHEPTil IMITYJIbCY
nazepa. Ile ocoOnMBO BakIMBO y 3B'SI3KY 3 €KCTpeMab-
HUMH YMOBaMHU ITbOI'O METOAY, KOJHM BiIOyBaeThcs 3a-
TBEpIHHSA. Yy TaKOMYy pa3i BJAaCTUBOCTI 3aTBEPALIHX
MIKPOCTPYKTYP MOXKYTh BiJIPi3HSTHCH BiJl ONTHMAJbHUX.
HeoOxinHa momatkoBa TepMiuHa 0OpOOKa BHUTOTOBIIEHOTO
BUPOOY MOXKE 371HCHIOBATHCS 3 METOIO ONTUMI3allii MiKpo-
CTPYKTYPH, 3aJMIIKOBHX MIKPOHAIIPY)KEHb i MOKpAIIEHHS
sKoCcTi 00poOneHoi moBepxHi. OCTaHHE BaXIMBO IS
0ioMeINYHUX KapKaciB.

Jliist oTpuMaHHS BUCOKOSIKICHOT JieTaji moTpiOHe onTu-
MaJIbHE TOEAHAHHS ITOTY)KHOCTI JIa3€PHOTO BUIPOMIHIO-
BaHHS, IIBUIKOCTI CKaHyBaHHS, TOBUIMHH IApy MOPOLIKY
Ta iHTepBaly MK pSJAKaMH (TaKOX BiJOMOTO SIK iHTEpBa
UITPUXYBAaHHA); 1€ Ja€ 3MOry 3BECTH 10 MiHIMyMy
MOJKJIMBI Ie()eKTH, ONITUMI3yBaBIIIH ILIONTY po3iuiaBy. 1100
MiJBUIIUTA TOYHICTH BIATBOPEHHS pPO3MIpiB BHUPOOY,
MOXKHa 3aCTOCOBYBATH 3MIIIICHHs JIa3epHOTO MPOMEHs, a
TaKOXX 3aJMBaHHA Horo KoHTypy (puc. 5). I'pannuni ma-
pamerpu (HampWKIam, JiHIT CKaHYBaHHS, MapaMeTpH
3MIIIIEHHS) MiABUIIYIOTh TOYHICTH 1 SKICTh KOHTYDY.

BaxknuBuM mapamerpoM mpoliecy BUPOOHMIITBA BBa-
KaeThCsl TYCTHHA €Heprii, mepelaHoi Mmarepiany i BiiHe-

CeHOI J0 OIMHMII HOro 00’ €My, IPUUOMY i3 3aITydEeHHIM

HIBUIKOCTI CKaHYBaHHS, iHTEpBaly CKaHyBaHHA (abo mpo-
MIDKKY MIX PSJIKaMH) Ta TOBIIMHHE IIAPY, 0 HAHOCHTHCS:

_P&ed o

E=—2= 0

P st &M

A6o E :369322,
P vsgmn?

ne E, — rycTHHa eHeprii, Tox/mm®;, P — MOTYXKHICTB JIazepa,
Br; V — mBHAKICTH CKaHyBaHHS, MM/C, S — iHTEpBaa
CKaHyBaHHS, MM; 1 t — ToBHIMHA ITapy, MM. BiamoBinaHo,
3pOCTaHHS IMOTY)KHOCTI Jja3epa 1 3MCHIICHHS IIBUIAKOCTI
CKaHyBaHHs, iHTEepBaJdy a00O TOBIIMHU MIapy 30iIbIIye
TYCTHHY OIPOMIiHEHHS.

TenuoBizop Ak 3aci6 y10cKOHATeHHS AKOCTi BUPOO-
HunTBa Ha 3D-mpunTepi. HeoOXimHicTh 3acTocyBaHHS
TEIIOBI30pa 3yMOBJIEHA BUMOTaMH KOHTPOJIO 32 TEIUIOBUM
craHoM [7]. Lle#i mpunman Hamae MOXJIMBICTH OIIHUTH
TeMIiepaTypy BupoOy, jlazepa Ta 30HH KOHTAKTy Jla3zepa Ta
pO3TONIN TeMIIEpaTypH IiJi Yac BHT'OTOBJICHHS, IO OCO0-
JIUBO BAXIIUBO JUIS TEXHOJOTII CEEKTHBHOIO JIA3€pHOI0
TUIABJICHHS, OCKUIBKM JaCTh 3MOTY 3pO3YMITH IIPHYHHY
3EpPHHUCTOCTI

Ta TIOp Yy BI/IpOGaX, BUT'OTOBJICHUX Ha

3D-npunTepi.

KonTakTHi 32c00M BUMIpIOBaHHS TeMIlepaTypu fK
3aci0 BIOCKOHAJEHHS sIKOCTi BHpoOHMUOTBa Ha 3D-
npunTepi. [lepcnekTMBHUMU BHAAIOThCS 3aCO0M BUMIpIO-
BaHHS PO3MOALTY TEMIEpaTypu IO IOBEPXHI BHPOOY, 110

BUT'OTOBJIAETHCA, 3 BHUKOPUCTAHHAM GaraToeaeMeHTHHUX
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KBa31TOYKOBHX CEHCOPIB eeKTpuuHoro onopy [8]. IIpore y
TaKOMYy pa3i HEOOXiJHO 3aCTOCOBYBAaTH MaJIOiHEPIIiHHI
CEHCOPH, Y3TOKYIOUM iXHI XapaKTepPUCTUKH 1HEpUiHHOCTI
13 BUPOOHUYMMH MOTpedaMH.

BucHoBkn. /{7151 BaockoHaIEHHS TeXHONOTIT 3D-IpyKy
HEOOXiTHO PO3BUBATH CHUCTEMH MOHITOPHHTY IPOIECY
BurotoBiieHHs. OfHI€IO 3 MEPCHEKTUBHUX TexHoiorid 3D-
JPYKY BB)KA€THCSl TEXHOJIOTIS,, L0 repeadayac Ja3epHe
MIPUMIKaHHS Ta PO3IUIABJIECHHS MOPOLIKY, SKHH HAHOCHTHCS
niomapoBo. J{s HOBUX MaTepiaiiB Tpeda BiJpanbOByBaTH
TEXHOJIOTIUHI TapamMeTpu (TeMmreparypa OcaKyBaHOTO
MOPOILIKY, HOTO TUCIIEPCHICTh, MOTYKHICTh Ta PEXHUM PO-
60T 5azepa TOIIO). 30KpEeMa, BUBUCHHS TEMIIEPATyPHOrO
PEKUMY OCaJDKEHHS IMOPOUIKY Ta MEXaHIYHUX HaNpyKeHb
OTPUMAHOr0 BUPOOY JAOTh 3MOTY YTOUHUTH TEXHOJIOTTUHI
BUMOTU /IO BIATBOPEHHS T'€OMETPUYHUX pO3MIpiB, He-
PIBHOCTI IOBEPXHI TOLIO.
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