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B coBpemeHHO# SKOHOMHKE IIJIsl COKpAIEHHS CPOKOB BBIITYCKa HOBOTO H3JCIHS Ha ATarax MPOEKTHPOBAHWS
Y M3TOTOBIICHUS MPUMEHSIOT TEXHOJIOTHH MOCIOWHOTO Ja3epHOTO CIeKaHHs. Pa3BuTHE TEXHOIOTHH HJET IO MyTH
BHEJPEHMS HOBBIX TIOPOIIKOBBIX MaTepHAIOB M OIIPEIEICHHUS PAIlIOHAIBHBIX TEXHOIOTHIECKUX PEKUMOB (HOPMH-
POBaHUS MOBEPXHOCTHOTO CJOS 3aJaHHOTO KadecTBa. Co3manue (yHKIMOHAIBFHOTO M3/ENUS BOZMOXKHO TOJBKO B
OTIpE/ICTICHHOM JIMalla30He JIa3€PHOTO BO3AECWCTBHUS, KOTOPBIH MOJOUpaeTCs AKCIEPUMEHTAIFHO ISl TIOPOIITKOBOTO
Marepuala, Ha TOYHOCTh M3/IeTHsl OOJbIIOe BIMSHNE OKa3bIBAET TOJIINHA Cliost. B paboTte mpencTaBieHsl pe3ynbTa-
THI SKCTIEPUMEHTAITBHBIX MCCIIETOBAHUN BO3IEHCTBHS TEXHOIOTHIECKUX PEKUMOB CIIEKaHHSI TOPOITKOBOTO MaTepH-
aya (MOIITHOCTH Ja3€PHOTO M3ITydeHHs], CKOPOCTH MepEeMEIIeHHsI JTyda Jia3epa, ara CKaHupOBaHMUsI, TPEIBAPUTEITb-
HOM TeMIIepaTyphl MOAOTPEBa) Ha TOJIIMHY CIICICHHOTO CJI0S U3 KOOAIBTXpoMMOIHOIeHoBoro mopomrka DSK-F75.
HccnenoBannst MpOBOIMIINCH HA TEXHOJOTHYECKOM JIA3€pPHOM KOMITIEKCe (OPMHUPOBAHUS TTOBEPXHOCTEH JeTaseit
CJIOKHOU TPOCTPAHCTBEHHOW (PopMBI. TONIIHHA CIIEYEHHOTO CJIOST OTPEICIISIach MO CIEIHAIbHO pa3padoTaHHOMN
METO/IMKE C MPUMEHEHNEM HHCTPYMEHTaIbHOTO (ppoBoro Mukpockona. [lonyuena maremarnyaeckas 3aBUCUMOCTD
TOJIIIMHBI CTIEYEHHOTO TTIOBEPXHOCTHOTO CIIOA OT PEKMMOB CIIEKaHUS KOOAIBTXPOMMOIHOAEHOBOTO TIOPOIITKa Ha OC-
HOBE TEOPHUH IJIAHUPOBAHUS DKCIIEPIMEHTA M CTaTHUECKOW 00pabOTKH Pe3ysIbTaToB, MO3BOJISAIONIAS BBHITBUTH 3HA-
yuMBble mapameTpsl. [1o Maremarnyeckoil 3aBUCUMOCTH MTOCTPOESHBI TPAPUKH ¢ HATIOKEHHEM DKCTIEPUMEHTAIBHBIX
3HAYeHNH TOJIIWHBI CIIEYEHHOTO CJIOSI B 3aBUCHMOCTH OT PEXHMOB CIIeKaHUSA. AHanmn3 TpapuuecKux 3aBHUCHMO-
CTeH MO3BOIIAET BBISIBUTH 3HAYMMBIE TTapaMeTPhI PeKUMa - MOIIIHOCTh JIA3EPHOTO M3ITYYEeHHUsI, CKOPOCTh MepemMerie-
HUS Jyda Jla3epa, Iiar CKaHUPOBAHHS, BIUSIOIINE HAa TONIIMHY CIIEYEHHOTO CJIOs, a TAaK)Ke TPEeIbl €€ N3MEHEHHUS
¢ 0,65 no 1 MM 3a cuet yBenmmdaeHns MorTHOCTH Ja3epa ¢ 10 70 20 B; ¢ 0,65 10 0,88 MM 3a cdeT yMEHBITICHHUS CKOPOCTH
nepeMertienns yda yrazepa ¢ 300 go 100 mm/mus; ¢ 0,9 mo 1,27 MM 3a cdeT yMeHbITICHHS mara ckanuposaaust ¢ 0,15
1o 0,1 mm; ¢ 0,88 mo 0,91 MM 3a cueT yBenmUueHHs TEMIIEpaTyPhI IIOIOTPEBa MOPOITKOBOTO MaTepraa ¢ 26 1o 200 °C.

KuroueBble c10Ba: IOCIOWHOE J1a3epHOE CIIEKAHNE, PEXKUMBI CIIEKaHUs, TOJIIIMHA CIIEYEHHOT'O CJI051, TTOPOLIKO-
BBbII Marepuail.
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BBenenmne

B coBpeMeHHOM mNpOU3BOJACTBE CaMbIM IIep-
CHEKTUBHBIM M OBICTPOPACTYILIUM CEKTOPOM SIBJIS-
€TCsI CEeKTOp aJINTUBHBIX TEXHOJIOTUH, €KEeTOAHbIH
IPUPOCT pbIHKA NpeBbImaeT 25 %. [To nanHbIM aHa-
TuTUKOB, K 2020 roxy oH BeIpacTeT 10 12 Mitpa noin-
napos CIIIA [1, 2]. OnHo¥ U3 UHTEHCUBHO pa3BUBa-

IOLUXCSl TEXHOJIOTUH aJJUTUBHOTO IPOU3BOJCTBA
W3JEIUN  ABIIAETCS TEXHOJIOTUs IOCIOMHOIO Jia-
3€pPHOr0 CIEKaHUS METALIMYECKUX MOPOUIKOB [3].
[IpuMeHeHne NaHHOM TEXHOJIOTUU II03BOJISIET CO-
KpaTUTbh CPOKH BBIITYCKa HOBOT'O M3JIEJIUs Ha dTaIax
IIPOCKTUPOBAHUSA M M3roTOBIeHUA. A co3naHus
U3JENUNA TPUMEHSETCS MOPOILKOBBIM Marepuall,
IIOCJIONHO CIIEYEHHBIN JIy4yoM Ja3epa Ha ocHOBe 3D
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CAD-monenu [4, 5]. Hapany ¢ npeumyuiecTBaMu
JAHHOW TEXHOJIOTUHU BBIABIEHO, YTO IOJy4aeMoe
KaueCcTBO M3JEJINil Ha yCTaHOBKaX OBICTPOro mpo-
TOTUIIMPOBAHUS B Psi/ie CIIy4aeB HE COOTBETCTBYET
LEJSIM U3TOTOBJICHHUS JaKe C PEKOMEHyEeMbIM I10-
POIIKOM W Ha 3aJJaHHBIX PEKUMaX CIEKaHWS IS
KOHKPETHOM yCTaHOBKH.

Pa3BuTHe TeXHOIOTUU UET MO MYTH BHEAPEHUS
HOBBIX TOPOIIKOBBIX MaTE€pPHAIOB U OINpEAeTICHUS
paIoOHaJIbHBIX TEXHOJIOTMUYECKHX PEXUMOB (op-
MHUPOBaHUS TOBEPXHOCTHOTO CJI0S 3aJaHHOTO Kaue-
CTBa, yAyulleHUs] (PU3UKO-MEXaHUUYECKUX CBOMCTB
W3JICNIUN, TIOBBIIICHUSI KauecTBa M TOYHOCTU (op-
Mupyembix usnenuii [6, 7]. Coszmanue (yHKIHO-
HAJIBHOTO U3/ENUsl BO3MOXKHO TOJIBKO B OMpeeieH-
HOM JIMama3oHe JIa3epHOT0 BO3AEUCTBUSA, KOTOPBII
noAOUPAETCS IKCIEPUMEHTAIBHO Ui HOBOTO MO-
POIIKOBOTO MaTepuaia, a Ha TOYHOCTh MPOTOTHUIIA
3HAYUTEJIHLHOE BJIMSHHE OKA3bIBACT TOJIIMHA CIIOS
(8,9, 10].

Omnpenenenue 3HaA4CHUI TOIIIMHBI SUHUYHOTO
CIIEYEHHOTO CJIOA ABJISIETCS CJI0KHOM 3aadeit. Eciu
CIICUCHHBIN CIION MMEeT HEJOCTATOUYHYIO TOJNIIUHY,
TO BO3HMKAIOT CIIOKHOCTH C HAaHECEHUEM CIIEAYIO-
IIETO CJI0A TIOPOLIKA K3-32 BO3MOKHOCTH pa3pyliie-
HUS TPeAbIAYIIero. YBETUYEeHHE TONIIUHBI CIOS
HAaHOCHMOTO TOPOIIKAa TMPUBOAUT K PACCIOCHHUIO
u3nenus nocne cnekanus [11]. Toammnaa ciost oka-
3bIBACT BIUSHHUE U HA KaueCTBO OOKOBOIi MOBEPXHO-
CTH, UMEIOIIIECH CcTyneH4aTblid BU. BbicoTa Kax o
CTYTNIEHbKU MPUMEPHO PaBHA TOJIIUHE CIEYECHHOTO
cnosi. Pexxumbl criekaHusi HEOOXOIMMO Ha3Ha4YaTh
TakuM 00pa3oM, 4TOObI U3AETHE MOIYUYHIOCH Tpe-
OyeMbIX pa3MepoB B Ipezeniax JOoMycKa 3aJaHHOTO
kadecTBa. Heo0xoamMMo 3HaTh TONIIMHY CIICYEHHOTO
eAMHUYHOTrO cosi U Tipu pacceuenun CAD-Monenu
Ha ciou. B marenTe Ha m3oOperenue 2262741 PO
[12] mpensioskeH METO BHICOKOM TOYHOCTH pa3oue-
HUS BUPTyaJIbHOW 00BEMHON MoJienu OyIyIiero us-
JIeNMs Ha CJIOW, TONIIUHONW MEHBIIIE MOJIs JIOMyCKa
Ha HOMUHAJBHBIN MPOGUIb MOBEPXHOCTH MOJIEIH,
IpU 3TOM HOMHUHAIBHBIN MPO(UIb MOBEPXHOCTH
MOJIEJIY IIPOXOJUT Yepe3 CPEeTHIO0 IMHUIO MoTepey-
HBIX CJOE€B, U MONYy4aloT (PaKTHYECKUN MPO(Uib.
TommuHa cros Ha3zHayaeTcs B AMAINIa30HE

OBPABOTKA METAJIJIOB

7 <7<Z (1)

min — 7 — Tmax’

TIe Zmin 171 Zmax — MUHUMAaJbHAS U MaKCUMaJIbHas
TOJIIIMHA CJIOS COOTBETCTBEHHO, KOTOPYIO MOXKHO

MOJIyYUTh Ha TEXHOJIOIMYECKOM 000PYIOBAHUU.
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Lenbro nanHOK pabOTHI SBIISETCS yCTaHOBIICHHE
MmpeacioB, B KOTOPLIX MOXXHO U3MCHATH TOJIIHUHY VA
CIIEYEHHOTO TOBEPXHOCTHOIO CJIOSI M3 KOOasbT-
XpOMMOJIHOAEHOBOTO MOPOIIKA 33 CYET U3MEHEHUS
TEXHOJIOTUYECKUX PEKUMOB JIa3€pHOM 00padOTKH.

MeTomma IKCIIEPUMEHTAJIBHOTIO
HCCJICI0BaAaHUA

OKCIIEPUMEHTHI TPOBOAWIUCH [0 JIA3€PHOMY
CHEKaHUIO KOOAJIBTXPOMMOIIMOIEHOBOTO TMOPOIII-
ka DSK-F75. Xumudeckuii cocTaB MOpOIIKa: KO-
6aneT — 66,4 %, xpom — 28 %, momubaeH — 3 %,
KPEMHMI1, MapraHell, HUKelb, yrepox — mexee 1 %.
DTOT Kjacc CIUIABOB XapaKTEPU3YETCs] XOPOLIMMU
MEXaHUYECKUMHU CBOMCTBaMU (IIPOYHOCTHIO, TBEP-
JIOCTBIO M TP.), KOPPO3UOHHOW M TEMIIEpaTypHOH
CTOMKOCTBIO. PaccmarpuBaemblii Marepuan Ipu-
MEHSIETCS JAJIs CO3/1aHus U3eNUN, QYHKIIMOHUPYIO-
LIUX IIPU BBICOKUX TEMIIEpaTypax.

OKcrnepUMeHTalbHasl YCTAHOBKA COCTOUT U3 UT-
TepOueBoro BosokoHHOTO J1azepa JIK-100-B (mmuHa
BOJIHBI 1,07 MKM), TPEXKOOPIMHATHOTO CTOJA, Iep-
COHAJIBHOTO KOMITbIOTEPA, cucTemsl UIIY u opuru-
HaJIBHOTO IporpaMMHoro odecneuenus [13].

Pe3yabrarsl U 00Cy:K1eHUS

[TonckoBble SKCIIEPUMEHTHI MMOKa3ajau, YTO OC-
HOBHBIMU [TApaMETPAMU PEKUMA, OKa3bIBAOLIIUMU
HauOoublllee BIMSHUE HA TOJIIMHY CIEYEHHOTO
CJI0$1, SIBJIAFOTCSI MOLIHOCTD JIa3€PHOTO M3JIy4YEHMS,
CKOpOCTb MEpEMEIICHHUs JIyda Jla3epa, 11ar CKaHu-
pOBaHMsL, NIPeIBApUTENIbHAS TEMIIEpaTypa MOA0rpe-
Ba MIOPOILIKOBOI0 Marepualia.

Co3nague MaTreMaTHYeCKOM MOJIEIU TOJIIU-
Hbl CIIEYEHHOTO IMOBEPXHOCTHOIO CJIOSI OT PEkKHU-
MOB CIEKaHUS IO3BOJSET YIPABIATH IPOLIECCOM
C LIEJIBIO IIOJIyYEHHUsI KaueCTBEHHOIo u3aenus. J{is
CO3/1aHUsl MAaTeMaTHYECKONM MOJAENN 3aBUCUMOCTH
TOJIIIMHBI CIIEKAEMOTO CJIOSI OT PEKUMOB CIIEKaHUs
MPOBE/ICH YeThIpeX(akTOpHBIN 3KcTIepuMeHT [14].
YpoBHU U WHTEpBAJIbI BapbUPOBAHUS BBHIOMPAINCH
10 pe3yJabTaTaM IPEIBAPUTENBHBIX TOMCKOBBIX JKC-
MIEPUMEHTOB TaKUM 00pa3oM, YTOObI CrIeYeHHBII 00-
paser 001a1aJ1 HEKOTOPOU ITPOUYHOCTBIO U HE PACCHI-
najcs OT MPUKOCHOBEHUs. /i aToro momHocts P
m3mensiack ot 10 1o 20 BT, ckopocTh nepemerienust
nazepa V ot 100 mm/muH 10 300 Mm/MuH, TemMmiepa-
Typa IOpOILIKOBOro marepuana ¢t or 26 no 200 °C,
mar ckanuposanus s ot 0,1 mo 0,15 mm (puc. 1).
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Puc. 1. ®ortorpadun criedeHHBIX 00pa3I0B U3 KOOATBTXPOMMOIMOICHOBOTO MOPOIIKOBOTO MaTepraia, IMoJy4eHHbIe
Ha pa3HbBIX pexuMax (x2):

a—P=10Brt, V=100 mm/Mmun, t =200 °C, h=0,1 mm; 6 — P =20 Bt, V=100 mm/mun, ¢t =200 °C, 7=0,1 mm; 6 — P =10 B,
V=100 mm/muH, t =200 °C, 1= 0,15 mm; 2 — P =20 Bt, V=100 mm/mun, ¢ =200 °C, 7= 0,15 mm

JuameTrp msTHA Jiazepa MpU CHNEKAaHWH COCTaBIISLI
0,5 MM. DKCriepUMEHT IMOCTaBJeH IO Mporpamme
[IEHTPAJIBHOTO TIJIAHUPOBAHMS BTOPOTO TOPSIKA.
Peanm3oBaHbI mIeCTHAIIATH OMBITOB MOJHOTO (hak-
TOPHOTO DKCTIEPUMEHTA 2* 1 ceMb ONBITOB B IIEHTPE
TJ1aHa, JTIOMOJIHEHHBIE BOCBMbIO OTIBITAMH B «3BE3/I-
HBIX» TOYKaX. ToNIuHa ciIosi u3Mepsutach Ha UQ-
poBoM Mukpockorie UMI] 100x50 no crnenuanbHO
pazpabotanHOi MeTomuke ¢ TO4HOCTHhIO 0,01 MM
[15].

[Tocne craructuueckoit 0OpabOTKU MOJydYeHa
SMITUPUYECKAsT 3aBUCUMOCTD TOJIITUHBI CIIEYCHHO-
TO CJI0sI KOOATBTXPOMMOIMOIEHOBOTO TIOPOIIKA OT
TEXHOJIOTUYECKUX PEKUMOB CIICKAHMUS:

z=1,9+0,04P — 0,027V + 0,0000057 V* +
+0,0000017 + 0,0029¢ — 1205° — S —

—0,000294Pt + 0,25VS. (2)

Ha ocHoBaHuuM 3TOI 3aBUCHUMOCTH IOCTPOEHBI
rpaduKy ¢ HaJO)KEHUEM SKCIIEPUMEHTAIIbHBIX 3Ha-
YEHUH TOJILMHBI CIIEYEHHOTO CJI0sl B 3aBUCHMOCTH
OT PEXHUMOB CIieKaHMs. AHaiau3 rpaduyeckux 3a-
BHUCUMOCTEN BBISBUJI 3HAUMMbIE TTapaMETPbl PEKU-
Ma — MOIIHOCTB JIa3€PHOTO M3JIy4E€HHsI, CKOPOCTh
NEpPEMELIEHHS JIy4a Ja3epa, Iar CKaHUpOBaHMS,
BJIMSIIOLINE HA TOJIIMHY CIIEYEHHOTO CJI0f, & TAaKKe
npenensl ee u3menenus ot 0,65 no 1,27 mwm 3a cuer
KOMOMHAIIMM TEXHOJOIMYECKUX DPEXUMOB Jiazep-
HOU 00paboTKH.

Ha puc. 2—4 nokazansl rpaduku, IOCTPOSHHBIE
0 3aBUCUMOCTH (2). I3MeHeHue MOITHOCTH B 1Ma-
nazoHe ot 10 no 20 BT npuBOOUT K yBEITUYEHUIO
TOJIIMHBI CIIeYeHHOTOo clios z ¢ 0,65 go 1,0 MM, Ta-
KUM 00pa3oM, MOIITHOCTh OKa3bIBAET 3HAYUTEIILHOE
BIIMSHUE HA TOJNIIUHY CIIEYEHHOTro ciost (puc. 2).
Bapsuposanue ckopoctu or 100 mo 300 mMm/MuH
IPUBOAMUT K YMEHBILIEHUIO TOMIMHBI cios ¢ 0,88
1o 0,65 mM. Temneparypa nogorpesa nopoIKOBO-
ro Marepuajna W Lar MepeMelleHus Jiyda Jiazepa

OKa3bIBAIOT HE3HAYMTEIHHOE BIUSHUE HA TONIIUHY
CIIEYEHHOTO CJIOSI.

N3menenne miara CKaHMPOBAHUS TaKXkKe OKa-
3bIBACT BIUSHHUE HA TOJIIIMHY CIEYEHHOTO CIIOs
(puc. 3). U3mensts Benuunny mara ot 0,1 10 0,15 mm
TOJIIMHA cJI0s1 yMeHbInaeTcs ¢ 1,27 no 0,9 MM nipu
P =20 Bt, V=100 mm/MmuH, t = 26 °C. YBenuue-
HUE T1ara CKAaHUPOBAHUS TPUBOJIUT K YMEHBIIICHUIO
TOJIIIIAHBI CTICYUEHHOTO CJIOSI.

Ha puc. 4 noka3zaHo BIHsIHUE MOIIIHOCTH U TEM-
meparypbl TIOAOTpeBa MOPOIIKOBOTO Marepuajia Ha
TOJIIMHY crieueHHoro cios. [Ipu yBenmnyeHnn Mor-
HocTH OT 10 10 20 BT 1 £ = 26 °C, V=100 MmMm/MuH,
S = 0,1 MM TOJNIIMHA CIIEYEHHOTO CJOS yBEIUYH-
Baetrcsa ¢ 0,88 nmo 1,27 mm. YBenuueHue nomaorpe-
Ba mopoukoBoro marepuana ¢t ¢ 26 go 200 °C npu
P =10Bt, V=100 mm/Mun, S = 0,1 MM He3HAUH-
TEITFHO YBEJIWYUBACT TOJIIMHY CIIEYCHHOTO CJIOS C
0,88 10 0,91 mm ipu P =20 Bt ¢ 1,27 no 1,3 mm.

AHnanu3 rpaduyueckux 3aBUCHUMOCTEH, Mpen-
CTaBJICHHBIX Ha puC. 2—4, MOKa3bIBAECT 3HAUUTEIIb-
HOE€ BIIMSHUE MOIIHOCTU Ja3epHOTO W3ITyUYEHUs

Pacu. 3aBucum. V' =300 mm/MuH
- ~ - Pacu. 3aBucum. V=100 mm/mun
= Oxkcnep. Touku V=300 mm/Mun

16 A Oxcrep. Touku V= 100 M/
. i
R S S S St =
LRE : : —
f N e 2P
- O S e A i B
E 1.0 e T : :
I ! H . .
= [ R R T ,_..// """
P , , | 770033+ 0,032P
= : /_,—-.- . :
Y=ot A [ [
08 : : : : :

MoHocTb u3nyuenus nasepa P, Bt

Puc. 2. PacueTHble 3aBUCUMOCTH U DKCTIEPUMEHTAJIbHbIE

TOYKH TOJIIIUHBI Z CIIEYEHHOTO CJIOST KOOAIBTXPOMMO-

TUOIEHOBOTO MOPOIIIKAa OT MOIIHOCTH P U ckopocTu V'
npu §=0,1 mm, £ =26 °C
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-------- Pacu. 3aBucum. S= 0,1 mm

Pacu. 3aBucum. S = 0,15 mm

" Dkenep. Touku S = 0,1 MM

1.6 A Dkenep. Toukn S =0,15 Mm

1.4

TosmuHa cnost Z, MM

10 ' 12 l 14 ' 16 I 18 20
MoumHocTs u3ydenus nasepa P, Br

Puc. 3. PacueTHBIC 3aBUCHMOCTH U OKCIICPUMCHTAJIbHBIC

TOYKHU TOJIITUHBI Z CIICYCHHOTO CJIOS KOGaHLTXpOMMOJ'II/I6-

JACHOBOI'0 ITOPOLIKA OT MOH_IHOCTI/IP H1ara CKaHupOBaHUA

S mpu V=100 mm/mMuH, ¢ =26 °C

= = Pacu. 3aBucum. P =20 Bt

Pacu. 3aBucum. P =10 Bt

Oxkenep. Toukn P =20 Bt
4 DOkcnep. Touku P =10 Br

16 4 : [ ]

TomnmumHa crie4eHHOTo CIost Z, MM

09

08 Lt

40 I 80 ' 120 I 160 ' 200
Temneparypa nogorpesa nopomkoBoro marepuaia f, °C
Puc. 4. PacueTHble 3aBUCHMOCTH U 3KCIEPHUMEH-
TaJbHBIC TOYKH TOJIIMHEI CIICUCHHOTO CJI0sI Z
KOOAITETXPOMMOTHOACHOBOTO TTOPOIIIKA OT TeMITepa-
TYpbI [IOI0TPEBA TOPOIIKOBOTO Marepralia U MOIIHO-
ctu jasepa, V=100 mm/mun, S= 0,1 MM

Ha TOJILUHY CI€YeHHOro cios. Crenyromumu mno
3HAYUMOCTHU BIIMSIHUS SIBJISIFOTCS CKOPOCTH TIepe-
MEIIeHUs JTyda Jja3epa U war ckaHupoBaHus. He-
3HAYUTEIHHO HA TOJIIMHY CIIEYCHHOTO CJIOS BIUSIET
TeMIlepaTypa MoorpeBa MOpoIIKOBOrO MarepHuaia.
Takum 00pa3zoM, MOIITHOCTh U3ITYYCHHS U CKOPOCTh
MepeMeNIeHus JyJa jla3zepa SBISIOTCS OCHOBHBIMU
napamMeTpamu, BIUSIONIMMUA Ha TOJIIIMHY CIICUCH-
HOTO CJIOSl TIOPOIIIKA, HO Iar W TeMmIeparypa Imo-
JIorpeBa MOPOLIKOBOIO MarepHuaia JOHKHBI 00s13a-
TEIHLHO BKJIIOYATHCS B MOJIEIh YIIPABIICHHUS.
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BoiBOabI

[IpoBeneHHbIE UCCIENOBAaHUS TMO3BOJISIOT Clie-
JaTh CJIEAYIOIINE BBIBOJBI.

1. Ha ocHOBe Teopuu NIaHUPOBAHUS HKCIEPH-
MEHTa M CTaTU4eCKOl 00pabOTKH pe3yabTaToB IO-
JydyeHa MaTeMaTHuecKasi 3aBUCHUMOCTbH TOJIIUHbI
CIIEYEHHOTO IOBEPXHOCTHOTO CIIOSI OT PEXUMOB
CIeKaHUsI KOOATBTXPOMMOIUOIEHOBOTO TMOPOIIIKA,
MO3BOJISIIOIIAS BBIIBUTH HanOosee 3HaYMMBbIe Mmapa-
METPBI, BIUSAIOIINE HA TOJLUIUHY CIIEYEHHOTO CIIOS.

2. DKCIIEPUMEHTAIIBHO JI0Ka3aHO, YTO TOJIIHUHY
CIIEYEHHOTO MOBEPXHOCTHOIO CJIOSI MOYKHO H3Me-
HSITh B 3HAYUTENIbHBIX MPEJEIax 3a CUeT U3MEHEHUS
TEXHOJIOTUYECKUX PEKUMOB Ja3epHON 00pabOTKH.
[Ipn crekanuun KoOAJIBTXPOMMOIUOIEHOBOTO TIO-
pOILIKAa TOJIIMHY CHEYEHHOIO CJIOS MOXHO H3Me-
HUTH ¢ 0,65 10 1 MM 3a cueT yBeJIWYEeHUs: MOIIHO-
ctu nazepa ¢ 10 1o 20 BT, ¢ 0,65 no 0,88 mm 3a cuer
YMEHBUIEHUSI CKOPOCTH NEPEMEIICHUS JTyya jlazepa
¢ 300 mo 100 mm/muH, ¢ 0,9 1o 1,27 MM 3a cuer
yMeHblIeHus mara ckanuposanus ¢ 0,15 10 0,1 mm,
¢ 0,88 1o 0,91 MM 3a cyer yBenuueHHs TemIlepa-
Typbl MOAOTPEBA MOPOILIKOBOTO Marepuania ¢ 26 a0
200 °C.
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The research of the effect of laser sintering modes on the thickness
of the sintered cobalt-chromium-molybdenum powder layer

Saprykina N.A., Ph.D. (Engineering), Associate Professor, e-mail: nat anat sapr@mail.ru
Yurga Institute of Technology, TPU Affiliate, 26 Leningradskaya Street, Yurga, 652055, Russian Federation
Abstract

In the modern economic paradigm to reduce the term of the new product launch the technology of layer-by-layer
laser sintering is used. Technological development is moving towards the introduction of new powder materials
and definition of rational technological modes of formation of the surface layer of a given quality. The creation
of applicative product is possible only within a certain range of laser exposure, which is chosen experimentally
for particulate material. The accuracy of the product is greatly influenced by the layer thickness. The results of
experimental studies of the effect of technological modes of powder materials sintering (the laser power, the velocity
of the laser beam scanning step, pre-heating temperature of the powder material) on the thickness of the sintered
cobalt-chromium-molybdenum powder layer. The studies are conducted using the technological laser complex for
formation of the surfaces of the parts with a complex spatial form. The thickness of the sintered layer is determined by
a specially developed technique using a digital engineer microscope. The mathematical dependence of the thickness
of the sintered surface layer on cobalt-chromium-molybdenum powder sintering conditions based on the theory of
experimental design and statistical treatment of results is obtained. Graphs with superposition of experimental values
of the sintered layer thickness depending on the sintering conditions are plotted using mathematical relationship.
Characteristic curves analysis identifies the relevant modes parameters: lasing power, laser beam traversing speed,
laser beam scanning step. All these parameters affect the thickness of the sintered layer and also limits its change
from 0,65 to 1 mm by increasing the laser power from 10 to 20 watts; from 0,65 to 0,88 mm by reducing the moving
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speed of the laser beam from 300 to 100 mm/min; from 0,9 to 1,27 mm by reducing the laser beam scanning step

from 0,15 to 0,1 mm; from 0,88 to 0,91 mm by increasing the heating temperature of the powder material from
26 to 200°C.

Keywords:
layer-by-layer laser sintering, sintering conditions, quality of the sintered surface layer, powder material.
DOI: 10.17212/1994-6309-2015-1-27-32
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