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Anomauin. [lpoyec 6uzomoeieHHs 3a MeXHONOZIEI0 CeNEeKMUBHO20 NA3ePHO20 NAAGNEHHS NOYUHACTb-
€5l 3 HAHECEeHHs Wapy Memanie8o20 NOPOwKy, HeobXiOH020 0isi OPYKY 0OHO20 wapy, Ha Memanesy nio-
KAaOKYy. [lnst 3a6e3neyentss mouHocmi no6y0o6u eemenmis supodie 3 NeGHUMU 2eOMEMPUUHUMU 0COO-
JUBOCAMU, HEOOXIOHUM € 3ACMOCY8aHHs NIOMpumox. Mema pobomu: 00CHIONCeHHs BNIUBY PENHCUMIB
OPYKY RIOMPUMOK PI3HUX MUNI8 (CimKa, KOHYC, 0epegonodioni) npu moswuni wapy 50 mxm npu pizHit
NOMYACHOCMI Ma WEUOKOCHI Nepecy8anHs 1azepa Ha iX AxKicms. Buxodsuu 3 ompumaHux pe3yibma-
mMig, PeKOMEHOYEMbCS GUKOPUCTOBY AU KOMNAEKC NIOMPUMOK KOHYCU MA CIMKU.

Kniouosi cnoea: 3D-0pyk; niompumku cimka, KoHyc, 0epegonoodibui, nOmyxicHicmb nazepd, U8UO-
Kicmb nepecyeants nasepa.
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Abstract. The manufacturing process using selective laser melting technology begins with the
application of a layer of metal powder, necessary for printing one layer, on a metal substrate. To
ensure the accuracy of the construction of product elements with certain geometric features, it is
necessary to use supports. The purpose of the work: to study the influence of printing modes of
supports of different types (grid, cone, tree-shaped) with a layer thickness of 50 um at different power
and speed of laser movement on their quality. Based on the obtained results, it is recommended to use
a complex of supports of cones and grids.

Key words: 3D printing; support grid, cone, tree-like; laser power, laser movement speed.

Beryn

CydJacHuii MeTOJ] aANTHBHOTO BUPOOHMIITBA, 3BAaHUW CEJIEKTHUBHE JiazepHe IuiaBieHHs (SLM),
J103BOJIsSIE BUTOTORIIATH 3D-BrpoOu nomraposo [1-3]. TlinrotoBka 1o npyky nounHaeTbes 3 3D- Moze-
moBaHHA 00'ekta, modynoBanoro B CAD cuctemi B ¢popmarti *.STL, B pe3ynbraTi OTpUMYEMO MOJIEINb,
pPO30MTY Ha BOKCENBHY CTPYKTYpY [2] 3 meBHMM HaOopoM mnapameTpiB, NMPUIAATHUX I JPYKY.
[Tpu tmdpoBsiii 0O6poOIIi, MOIETh PO3AUISETHCS HA mapu TOBIMUHOI Bix 20 10 100 MikpoH 1 hopmy-
I0ThCSl BEKTOPH PYyXY JIa3€pHOTO MPOMEHIO.
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[Ipomec BUTOTOBICHHS MOYMHAETHCS 3 HAHECEHHS IApy METAJEeBOrO IOPOLIKY, HEOOXiTHOTO
JUTSL IPYKY OJHOTO IIapy, Ha METAJIeBY MiAKIANIKY, Ka KPIMUTHCA A0 OMOPHOI KOHCTPYKIIIi 1 TIepeMi-
HIa€TbCA Y BEPTHKAJIBHOMY HampsMKy 1o oci Z. Ilponec npyky BinOyBaeThCsl BCepeAMHI KamepH 3
IHEpTHUM Ta30M (3a3BHYail BUKOPUCTOBYETHCS aproH abo a3oT), B SIKil MiATPUMYETHCS CTPOTO KOHT-
ponsoBana atMochepa. Lle 1ae MOKIHBICTD IPYKY TaKOX IMTOPOIIKOM ATFOMIHIEBHX 1 TATAHOBHUX CILTA-
BiB, TOMY III0 KHCEHb B KaMepy He MPOHUKAE, 110 JO3BOJISIE YHUKHYTH OKUCICHHS BUKOPUCTOBYBAHOTO
marepiany [3-6]. Koxken 2D-map o0'ekTa criaBiseTbesi pa3oM, Komiroroun ¢opmy nugposoro STL-
KpecieHnka. MeTaneBrii MOPOIIOK PO3ILUIABISAETHCS MPU BIUIMBI Ja3epHOTO MMPOMEHIO, 10 HATIPaBIIs-
€THCS y3IOBXK oceld X 1 Y qBOMa MOBEPXHSAMH, IO BIIOMBAIOTH IMPOMIHB 3 BUCOKOIO IBHIKICTHO. [To-
TYXHICTb JIa3epHOT0 BUIIPOMiHIOBa4a 3a3BHYail 3HaX0IUThCs B Hiana3oHi 200-1000 Br.

3a gomomororo mpormecy SLM MoxyTh OyTH OTpUMaHi 3pa3kd 31 CKIAIHOI0 TeOMETpiero, sKi
HEMOKIIMBO a00 CKJIaJHO BUTOTOBHUTH iHIIMMH TPaIUIiHHAMY criocoOamMu BUpoOHMITBa [7-9].

Meta poGOTH: AOCTiIKEHHS PEKUMIB APYKY MIATPUMOK Pi3HUX THIMIB (CiTKa, KOHYC, JepEBO-
noiOHi) mpu TOBHIMHI mapy 50 MKM NpH pi3Hil MOTYXHOCTI Ta MIBHIKOCTI TIEPECyBaHHS POMEHIO
nasepa. bynu 3amani mapameTpu IpyKy (IIBHAKICTH MpoMeHIO (M/ceK), MOTYyXHicTh iazepa (BT1) Ta
BIJICTAaHh MIX MPOXOJaMH MPOMEHIO Jlazepa (MM) Ta HIUIBHICTH MUTOMOI eHeprii) [2, 3]. 3HaueHHS
3MIHHHX ITapaMeTpiB MOJaHO Ha cXxeMi puc. 1.
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Puc. 1. Cxema 3MiHHUX ITapaMeTpiB: CTOBIMUMKH 1, 4 — ciTKa, 2,5 KOoHYC, 3,6 AepeBOIOAi0H1
(panxu A- E, mBuaxicts ckanyBauHs 1800...700 mm/c BiAmoBigHO)

Jocmiani 3pa3ku (puc. 2) aHajgi3yBalid 3 3aCTOCYBaHHSAM Bi3yaJIbHO-ONITHYHOTO KOHTPOJIIO (1ai
BOK).

Pe3yabTaTtu gociaixkeHb

IIpu BOK Bcix gocmipKyBaHuX 3pa3KiB MiATPUMOK OyJI0 3a3HAYCHO, IO MIATPUMKH, SIKi Y KO-
opaunarti o oci E (mosne 2), 30kpeMa JiepeBonoIiOHI i KOHYCHI, MalOTh XapaKTEPHUN «pyaAui» KOJIIp,
10 HIATBEPKYE HEPErpiB y 001aCTi OKAHTOBKH IIUX €JIEMEHTIB.

[Ipu Bi3yanbHOMY OISl Ta MOPIBHSAHHI MIATPUMOK TUIY «CiTKa» mosst 1 i mons 2 € 3HauHi Bi-
aminHocTi. [lone 1: miATPUMKHM «CiTKa» MaroTh, HEBENMKI HAIJIMBU HA TPAHSAX 32 PaxyHOK BIUIMBY
MPOMEHIO JIa3epa 1 HaJMipHOTO IeperiaBy MOpOIIKOBOro mapy. [lone 2: miaTpUMKH MarOTh TOHKI KO-



117

HTypHu 0e3 HAIUTUBIB y MeXax ixHix rpaHeid. Ha migcTaBi JaHOro criocTepekeHHsI, Py MO0YA0BI ene-
MEHTIB/BHPOOIB/IeTamneli/3pa3kiB Ha MIATPUMKAX THUIY «CiTKa», PEKOMEHIYEThCSI BHOCUTH Hapamerp
(nons 2). Takoxk OyJ0 3a3Ha4EHO, 10 KOHTYPH MiATPUMKH TUITY «CiTKa» B 00JacTi MEpeTHHY TOPU30-
HTaJIbHO-BEPTHUKAJIBHO MAIOTh BAaHHU PO3ILJIABY, SIKi XapaKTEepU3YIOTHCS METaJIeBUM OJHMCKOM 1 3aBJO-
BXKH Tpoxu Oinbie 0,2 MM BiJ IEHTPY.

Puc. 2. 3aranpauii BUI HOCTiIKYBaHHUX 3pa3KiB

Crizx 3a3Ha4MTH, IO y BCiX KOHYCHUX MIATPUMKAax (007acTh KOHTYPY) € BUAMMA MOPHCTICTB.
Ha o06nacti 3By)KEHHS CIIOCTEPIracThcsi METaJNeBHW OJIMCK, IO MPHUTAMaHHO O0JacTi pO3IJiaBlicH-
HS1/IPOIIJIaBJICHHS 1Py .

BucHoBku

1. BcranoBieHo, 1110 MATPUMKH THITY «CiTKa» (mosie 1) MaloTh He3HauHi 00J1acTi neperpisy, sKi
NIPU3BEJH JI0 HEBEIIMKUX HAIUJIMBIB HAa IPaHIX 32 PaxyHOK BIUIMBY IMPOMEHIO Jiazepa 1 MeperuiaBy mo-
poiIkoBoro mapy. 3HayHux JedekTiB He BusiBiieHO. CIi 3a3HAYUTH 30HY NEPETHHY KOHTYPIB y Pi3-
HHUX HampsMKaxX, Y SKHX YTBOPIOETHCS BaHHA PO3IUIaBY 3 MeTaJleBUM OimckoM. BcTaHoBieHo, mio
BaHHAa pO3IJIaBy Ha TEPETWHI MEHINa, KOJW WIUIBHICTh MUTOMOI €Heprii MparHe ONTHMYyMY
(40 JTx/mm3).

2. BeranoBneHo, 110 3pa3ky, HAJAPYKOBaHI HA KOHYCHUX MIATPUMKax (moine 2, pan 5), MaloTh
BEJIMKY KUIBbKICTh 00J1acTeH 13 3HAYHOIO KIJIBKICTIO IpajlieHTa «PYAOT0» — KOBTOTO KOJIbOPY, 1€ MOB'S-
3aHO 3 BEIIMKUM TEpETrpiBaHHSAM 4Yepe3 Maily MOBEPXHIO KOHTAKTY (TeruioBiaBeneHHs). Ciin 3a3Hauu-
TH, IO y BCIX KOHYCHUX MiATpUMKaXx (00JacTh KOHTYPY) € BUIUMA MOpHUCTicTh. Ha obnacti 3By>keHHs
CIOCTEPITraeThbcsi METANEBUI OJIMCK, 0 IPUTaMaHHO 00JIacTi PO3IUIABICHHS/TIPOIUIABJICHHS 1Iapy.

3. BcTaHoB/ICHO, IO MATPUMKH, IO JIexaTh y psaai 3 (moje 1) ta 6 (mone 2) (nepeBomnoaioHi),
HE JI03BOJIMUIM 3pOOMTH APYK 3pasKiB 4epe3 Maiy IOBEPXHIO KOHTAKTY IMIATPUMKH Ta MOBEPXHIO
Down-skin.

4. Buxonsuu 3 OTpUMaHUX PE3yJbTaTiB, PEKOMEHAY€EThCS BUKOPHCTOBYBAaTH KOMIUIEKC MiITPH-
MOK KOHYycH Ta ciTku. [lapamerpu ApyKy MIATPUMKU THIY «CiTKa» depe3 oauH miap. [lapamerpu mpy-
Ky HiZITPUMKH KOHYC TIPH IUJILHOCTI TUTOMOT €HEprii HaOmmKkeHoi 10 ontumymy — 40 Jhx/mm®,
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