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Kniouesvie cnosa: adoumusHvle mMexHONIO2UU, CENeKMUBHOE JA3epHOe CHIAGIEHUE
(CJIC), wepoxosamocmsb, cmpame2us NOCMPOEHUSL.

CenextuBHoe nazepHoe cruiasienue (CJIC) sBusercs oqHuM U3 HanboJiee MHHOBA-
[HOHHBIX METOJ0B IPOU3BOJCTBA U3ACINH, MO3BOJSIONINM U3rOTABIMBATH ACTANU CIOXK-
HOH (OpPMBI, YTO HE BCET1a JOCTHKUMO TP UCIIOIB30BAHUU TPAJAUIIMOHHBIX TEXHOJIOTHMA.

Onnako npu GopMupoOBaHMM BEPTUKAIBHBIX CTeHOK B mpouecce CJIC Bo3HMKaeT Xa-
pakTepHasi BOJTHUCTOCTh, BCJIEACTBHE YETO IIEPOXOBATOCTh IOBEPXHOCTH 3arOTOBOK YKa3bIBa-
eTcs He rpyoee Ra = 12,5 MKM, 4TO sIBIIeTCS TpYOBIM JUI U3ENUi ra30BO3AYIIIHOTO TPAKTa U
KaHaJIOB, 00ECIIEUNBAIOIINX PacXoAHbIe XapakTepucTuku [1]. Takue 3arotroBku TpeOyrOT 10-
MOJTHUTEIBHON OCTOOPAOOTKH, UTO YBEIIMYMBAET BPEMSI M3TOTOBJICHHUS K CTOMMOCTD H3/ICITHIA.
B cBs3u ¢ 3TUM yMEHbILIEHNE NIEPOXOBATOCTH 3ar0TOBOK, NosrydaeMbix Meronom CJIC, aBis-
€TCsl aKTyaJIbHOM 3a7auei.

Lenbto nanHOM pabOTHI ABISAETCSI CHUKEHUE IEPOXOBATOCTU 3ar0TOBOK, MOJy4aeMBbIX
M0 TEXHOJIOTHH CEJIEKTHUBHOTO Ja3epHOro cIiuiaBieHus. B pabote mpencTaBieHbl pe3yinbTaThl
9KCIIEPUMEHTA 0 MOA00PY ONTHUMAIBHBIX PEKUMOB CIUIABICHHUS U CTPATErHH MOCTPOCHUS C
MIPUMEHEHHUEM METOJI0B MAaTeMaTHYECKON CTAaTUCTUKH [2].

boeutn BeIOpaHb! crieayronye (GakTopshl, BIUSAIONIME HA EPOXOBATOCTh MOBEPXHOCTH:
peXUMHBIE TapaMeTpbl (MOLTHOCTh Ja3€PHOI0 U3TyYEHUs) U MapaMeTphbl CTPATETUH MOCTPOE-
HUS (OTCTYH KOHTYpa OT OCHOBHOM IITPUXOBKH, KOJIMYECTBO KOHTYPOB U MOPSAIOK MPOKUTA
KOHTYPOB M OCHOBHOM IITpUX0OBKH). OOpa3iibl U3roTaBIMBAINCH HA YCTAHOBKE CEIEKTUBHOTO
nazepHoro crutaBienus SLM280HL u3 sxaponpounoro criaBa BXK159 (puc. 1).

Wccnegyemble napameTpbl CKAHMpPOBaHUA
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Puc. 1 — Obpasywi (a), napamempor cmpamezuu ckanuposanust (6)

IInan SKCIICPUMCHTA U PEC3YJIbTAThI I/I3MepeHI/Iﬁ MepPpOXOBATOCTH, BBIITOJHCHHBIX Ha

npodunomerpe HOMMEL-ETAMIC W55-R20-300, npeacraBienst B Ta0. 1.
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Tabmuua 1 — [Tnan u pe3yabTaThl SKCIIEPUMEHTA

Ouepenp BHI- Kost-Bo Otrctyn 1 | MomHocTh 21 2 | 2 24, Rac,
No [TOJIHEHHS KOHTypa | OKOHTYpHBa-

samommerms | O Y POB (ecTw/HET) Hus, BT MIM | MIM | MM MEM | MIM
1 KOHTYPBI 1 HET 200 16,26 | 6,35 | 9,02 | 17,93 | 12,31
2 KOHTYPBI 2 €CThb 200 411 | 4,47 | 4,70 | 589 | 4,99
4 HITPUXOBKA 2 HET 200 6,03 | 590 | 6,24 | 6,57 | 5,68
5 KOHTYPBI 1 HET 250 412 538|747 | 577 | 11,31
6 KOHTYPBI 2 €CTh 250 18,16 | 5,75 | 6,78 | 15,66 | 5,53
8 HITPUXOBKA 2 HET 250 518 | 5,78 | 560 | 555 | 7,74
9 KOHTYPBI 1 HET 300 519 641 7,31 | 595 | 9,64
10 KOHTYPBI 2 €CThb 300 11,26 | 5,33 | 7,17 | 6,86 | 6,10
11 MITPUXOBKA 1 €CTh 300 518 | 5,78 | 560 | 555 | 8,48
12 IITPUXOBKA 2 HET 300 582 | 6,24 6,24 | 654 | 9,37

Ilo pe3ynbraraM 5KCIIEPUMEHTA MOXXKHO OTMETUTB, YTO HAMMEHbILAs LIEPOXOBATOCTh
HaOrogaeTcss Ha 00paslax ¢ MUHUMAIBHOM MOIIHOCTBHIO Jla3zepa M ¢ HAIMYMeM otctyna (00-
pasibl Ne2, 6, 10.) Yaanock CHU3UTH IIepoxoBaTocTh C Ra = 8 Mkm 1o Ra = 5 Mkm.

B xauecTBe MHCTpYMEHTA JUIsl CTATUCTHUECKOIO aHaJin3a ObLI BHIOpAH MPOrpaMMHbBIN
naker Statistica. IIpu ananu3se o meroay Taryuu BbISBICHO, YTO HaKHOOJIEE 3HAYNMBIME (DaK-
TOpaMU SIBJISIFOTCS NIPSAMOM MOPSAJIOK MPOKUTa U HAJIMYME OTCTyNa OT OCHOBHOM IITPUXOBKH.
(puc. 2a). AHanu3 quarpaMM pazmaxa Io3BoJIseT c/ief1aTh BBIBOJ O IOBBIIIEHUHU CTaOUIbHOCTH
[IEpPOX0BATOCTU 00Pa3LOB NPU HAIMYMH OTCTYIIA OT OCHOBHOM IITPUXOBKH (pHC. 20).
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Puc. 2 — Pezynomampl cmamucmu4ecko20 anaiusa:
a — memoo Tazyuu, 6 — ouazpammvl pasmaxa

PexuMEbI ¢ MEHBIIUM OHEPICTUYCCKHUM BKJIaA0M o0ecrieunBarOT MCHBUIYIO IIEPOXOBaA-
TOCTb BCJICJICTBHE YMEHBIIICHUS BOJIHUCTOCTH CTEHKH. Hamiune oTcTyna Takke CHYKAeT Iiie-
POXOBATOCTh; MCIIOIb30BAHKME ATOTO MapaMeTpa JiesiaeT mpoiecc 0oJiee CTaOMIbHBIM H MUHH-
MU3UPYET BIIHMSHUE PACIOJIOKEHUs 00paslia BHYTPU KaMmepbl MOCTpocHHs. [loiydeHHbIe
PE3YIbTAThI TO3BOJIAOT PEKOMCHAOBATH BI)I6paHHI)Ie PEXKUMBI U CTPATCTUIO JJIA U3TOTOBJICHUA
3aroTOBOK C TOBBIIICHHON TOYHOCTBIO TTIOBEPXHOCTEH.
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Selective laser melting (SLS) is one of the most innovative methods of manufacturing
products. It allows you to produce parts of complex shapes, which is not always possible to
achieve using traditional technologies. One of the features of the technology in the formation
of walls is the appearance of a characteristic undulation. Because of this, the surface roughness
of the SLS blanks turns out to be no coarser than Ra = 12.5 microns, which is rough for products
of the gas-air tract or channels providing consumption characteristics.

227



