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BIIJIUB HOCTOBPOBKH HA SIKICTh JETAJIEH B AJUTUBHOMY
BUPOBHUITBI

Y emammi nposedeno ananimuynutl 02150 cyuacHux memooie 0OpoOKU NOGEPXOHL PIZHOMAHIMHUX MANEPIATie Ompu-
manux 3D-0pykom. Poszensinymo okpemo enius Mexaniunol, abpasusHoi, 1azepHol i Ximiunoi 6udie nocm oo6podoxu dema-
nell 8 AOUMUBHOMY BUPOOHUYME HA BNIUE MIKPO2COMEMPIT NOBEPXOHb, 3ANULUKOBUX HANPYIICEHb, MOYHOCII POIMIDIE.
Haseoeno knracugirayito degpexmis opyky 6 mexnonoeii Fused Deposition Modeling (FDM) ma cenexmugrozo nazeproeo
cnixannst SLM Onsi memanis i cniagis y cyuacHomy aoumueHoMy 8UPOOHUYMSEI, NPOAHANI308AHO OCMAHHI 00CAIONCEHH S
¥ yiti cghepi.

Bcemanosneno 6niusosi mexHono2iuni (hakmopu maxi sk NOmMyNCHiCmy Jiazepy, WeUOKICMb CKAHY8ANHS, 4dc 00pOOKU,
BUKOHAHO NOPIGHSIHHSA MemOOI8 JIA3ePHO20 | eNeKmpOoXiMiuno2o noaipysans. 1o cyuacnux dacepenax HAyKo8o mexHiu-
HOI iHghopmayii BUBHAYEHO BNIUB PENCUMHO-MEXHONOLIUHUX nApaMempie nocm 06podKU Ha 3a0e3nedeHHs WOPCMKOCMI
NOBEPXOHL 8 AOUMUBHOMY SUPOOHUYMEI. 30KpeMa, MacHImopeono2iuno2o memoody 030001eHHs NOBEPXOHb NICA HANIAG-
JleHHs, mexaniunomy pizanni nicist FDM opyky 6 3anescrocmi 8i0 Kyma opienmayii connia 20106Ku OpyKy 00 0emaii y 8i0-
HOWeHHI 00 KiHYe8oi WopcmKocmi no8epxHi 3a Kpumepiem cepedHbozo apugmemuunoco napamempy Ra. Pozenanymo
npoyec 3HUNCEHHSL NAPaAMempy WoOpCMKOCMI RICIsL 1A3ePHO20 NOMIPYEANHS 8 080QAKMOPHIL 3ANeHCHOCII 810 NONYIIC-
HOCMI ma eenuyuHy nOOayi 1azepy npu nocm 06pobyi memanesux oemainei. Bukonano nopisnusnms cepedosuwy 0is Memo-
0i8 XIMIUHO20 | eIeKMPOXIMIYHO20 030001eHH S, 6NIUG IX CKIAOY, KOHYEHMPAayil, meMnepamypu, 4acy KOHMAaKmyeaHHs
U000 MIKpOpenbeQhy NOBEPXHI 3a20MOBKU, U0 NIOMEEPOIN’CYEMBCA OAHUMU CYUACHUX HAYKOBUX 00CHiOdceHb. Po3pobneno
NnouamKo8y Kiacugikayiro KOMOIHO8AHUX MemOoOi8 SIK NEPCREeKMUBHO20 HANPIAMY 8 NOCH 00pOOYl AOUMUBHUX MEXHONO02Il
3 BUBHAYEHHAM iX MEeXHON02IUHUX YUHHUKIG | PEHCUMHUX YMO8, OOIPYHMOBAHO nepesacu ma HedoaiKu. 3podieHo y3aeaib-
HIOWOYULL AHANTI3 MEXHONIO2TYHUX NAPAMempPie Nocm 00poOKU 6 AOUMUBHUX MEXHON02IAX IX OOYLTbHOCII 01 NONIMEPHUX
[ OKpemMo Mmemanesux mMamepianis, chopmyibO8aHO MEXHIUHI PEKOMEHOAYIl Kepy8aHHs SKICMIO NOGEPXOHbL MemoOaMu
nocm 0bpooKu.
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NFLUENCE OF POST-MAKING ON THE QUALITY OF PARTS IN ADDITIVE MANUFACTURING

The article provides an analytical review of modern methods of surface treatment of various materials obtained
by 3D printing. The influence of mechanical, abrasive, laser and chemical types of post-processing of parts in additive
manufacturing on the influence of surface microgeometry, residual stresses, and dimensional accuracy is considered
separately. The classification of printing defects in Fused Deposition Modeling (FDM) technology and selective laser
sintering SLM for metals and alloys in modern additive manufacturing is presented, and the latest research in this area
is analyzed.

Influential technological factors such as laser power, scanning speed, and processing time are established,
and a comparison of laser and electrochemical polishing methods is made. According to modern sources of scientific
and technical information, the influence of post-processing regime and technological parameters on ensuring surface
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roughness in additive manufacturing is determined. In particular, the magnetorheological method of surface finishing
after surfacing, mechanical cutting after FDM printing depending on the orientation angle of the print head nozzle
to the part in relation to the final surface roughness according to the criterion of the arithmetic mean parameter Ra.
The process of reducing the roughness parameter after laser polishing in a two-factor dependence on the power and laser
feed rate during post-processing of metal parts is considered. A comparison of media for chemical and electrochemical
finishing methods, the influence of their composition, concentration, temperature, and contact time on the microrelief
of the workpiece surface is made, which is confirmed by the data of modern scientific research. An initial classification
of combined methods as a promising direction in post-processing of additive technologies is developed with the definition
of their technological factors and operating conditions, the advantages and disadvantages are substantiated. A general
analysis of the technological parameters of post-processing in additive technologies and their feasibility for polymeric
and separately metallic materials is made, and technical recommendations for surface quality control by post-processing
methods are formulated.
Key words: additive manufacturing, 3D printing, temperature-technological conditions, product quality.

IocTanoBKa nmpodaeMu

HogiTHi TexHOMOTI aAMTHBHOTO BUPOOHHUITBA, TaKi Ak 3D-ApyK MalOTh iIHTEHCHBHE 3aCTOCYBaHHS B IIPOMHCIOBOCTI
Y pI3HHX Taly3sX, BKIIOYAI0OYN MEIUIIHY, aBiallilo Ta aBTOMOOieOyyBaHHs. BBajkaeTbcs, IO OCHOBHOIO TIEPEBarolo
TaKUX METOJIIB € MOJKJIMBICTh MIBUIKOTO CTBOPECHHS CKJIQJHUX TEOMETPUIHUX (POPM i3 TOMIPHO MiHIMAIEHUMH BUPOOHH-
yuMH pecypcamu. OJHAK Ha MPAKTHUIl, XapaKTepPUCTHKHA BUTOTOBIICHHUX AETaJeH, Taki SK MeXaHiuHa MIIHICTh, TOYHICTh
po3MipiB a0 MIOPCTKICTh IMOBEPXHi, YaCTO HE BiAMOBIIAIOTH OYiKYBAaHHSM, IIO TIOB’S3aHO 3 HEAOCTATHIM BHUBUCHHSIM
(hI3MYHUX SBUIL T4 TEXHOJIOTTYHUX YMOB aIUTHBHHX TEXHOJOTiH. B cydacHHX yMOBax HejocTaTHs yBara JIo IbOTo eTarry
TIPU3BOUTH 10 BUHHKHEHHS Je(eKTiB, 10 YCKIAAHIOE BUKOPHCTAHHS JeTallell y BUCOKOTEXHONOTYHUX cdepax. Tomy
BHHHUKA€E BXKINBA MMOTPeda KOMIUIEKCHOTO JIOCITIKEHHS BIUTMBY Pi3HUX METO/IB IIOCTOOPOOKH Ha KiHIIEBI BIaCTHBOCTI
TIPOIYKIIIT TS T ABHUIICHHS SKOCTI IeTaNei 1 po3MHpeHHs MOKINBOCTEH X MPAaKTUIHOTO 3aCTOCYBaHHS [9].

AHaJIi3 oCTaHHIX AocTiIKeHb i myOmikaniii

AnmTrBHE BUPOOHUIITBO Pi3HUMH MaTepianamMu moTpedye yCyHEHHs Ie(eKTiB OTPUMAHUX ITiJ] 9aC BUTOTOBJICHHS /10

SIKUX BIAHOCSTH «e(EKT CXOMIBY, BEIHKi arioMepaTn chepuIHNX po3IiaBiB (puc. 1) 1 iH.

[ UacTkOBO PO3IUIABIICHI TTOPOIIKT
= g o

Puc. 1. llpuxknagu B aIUTUBHUX TEXHOJIOTIAIX: a) — 30BHIlLIHI Je(eKTH TUILY «CXO01iB»; BHYTPilllHI yTBOPEeHHS
MicJIs CeJIeKTHBHOTO J1A3€PHOTO MJIABJIEeHHS MeTaJeBHX MOPOIIKiB

AHai3yIouu cydacHi Jociipkerns [1, 5, 6, 10], MokHA BUIUTATH KiTbKa OCHOBHHX aCIICKTIB BIUTUBY IIOCT OOPOOKH.
MexanigHa 00poOka (muridyBaHHs, (hpe3epyBaHH:), MOKPAIIYE TOYHICTH PO3MIPIB, alle MOKE BIUTMHYTH HA BHYTPIIITHIO
CTpPYKTYpy Matepiany. TepmiuHa 0OpoOka BHKOPHCTOBYETHCS UISl 3HIDKCHHS 3QJIHIIKOBUX HAINpPYKEHb, TOKpPALICHHS
MEXaHIYHUX BIIACTHBOCTEH, alle MOXE CIPHYMHUTH 3MiHY po3MipiB. XimMiuHa 0OpoOKa SK TpaBieHHS ab0 MONipyBaHHS
TTiIBHUIY€ SKICTh IIOBEPXHi, OMHAK 1HOJI HETaTHBHO BIUTMBAE HA CTPYKTYPHY IiTiCHICTE. Di3W9HI METOIM TaKi K JIa3epHa
00poOKa, ympTpa3ByKOBE MONiIpYBaHHS 3a0€3MEUyIOTh BHCOKY SKICTh IOBEPXHI 0€3 3HAYHOTO BIUTMBY Ha PO3MIpH.
Bararo mocnmigHUKIB HAroJOMIYIOTH Ha HEOOXITHOCTI KOMOIHOBAaHUX METOINIB OOPOOKH TS TOCSTHEHHS ONTHMAIIbHUX
pe3yNbTaTIB.

MeTor0 1BOTO TOCIHIMKEHHS € CHCTeMaTH3allisi 3HaHb NP0 BINIUB PI3HUX METOAIB IOCTOOPOOKM Ha SKICTh
JeTaeil, BATOTOBJICHUX 3a JOIIOMOIOI0 aIUTHBHOTO BUPOOHMITBAa. OCHOBHHUII aKIEHT 3pO0JICHO HA BUBYCHHI TaKUX
ACIICKTIB: MOKPAIICHHS IMOBEPXHEBUX XapaKTCPHCTHK JeTajeill, 3MCHIICHHS 3aJIMIIKOBUX HAIPYXeHb y Marepiaiax,
3a0e3MeUYeHHs JTOBrOBIYHOCTI Ta CTaOUIBHOCTI AeTalell MpH eKCIuTyararlii, KoOMOiHOBaHI METOIHM IJIs ONTHMIi3allii
MIPOIIECiB MMOCTOOPOOKH.
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BuxisiageHHs1 0CHOBHOIO MaTepiany A0CiIKeHHS

[TocToOpoOKa € HEBi’ €MHOIO CKIIAOBOIO aJUTHBHOTO BHPOOHHWIITBA, SKAa 3HAYHO BIUIMBAE HA SIKICTh TOTOBHX
neraneil. OCHOBHI METOIM MOCTOOPOOKHM MalOTh CBOI crenn@ivHi XapaKTEpUCTHUKH Ta BIUIMBAIOTH Ha Pi3HI acIleKTH
nponykuii. MexanidyHna 00poOKa 3aCTOCOBYETBHCS JUIsl MOKPAIICHHS T€OMETPHYHOI TOYHOCTI JeTajell Ta BHJIAJICHHS
3aJMIIKIB MaTepiany. HaltmommpeninmmMu TexHikamM € nutidysanust, Gppe3epyBanHs Ta noiipyBanss. OqHak, HaIMipHANA
MEXaHIYHUH BIUIMB MOXE CTBOPIOBATH MiKpOTPIIIMHHY, [0 BIUIMBAIOTH HA JIOBTOBIUHICTH MaTepiary. TepmiuHa oOpoOka
BHUKOPUCTOBY€ETBCS JUIS 3HSATTS 3JIMIIKOBHUX HAIpPY)KCHb Ta IOKPAIICHHS CTPYKTYpHOI IUTiCHOCTI neraneid. Merton
JI03BOJIsIE YHUKATH JieopMmaniii i 3a0e3nedyBary crabinbHICTh (hopmu. TepMidHI METOIM TAKOXK JTOTTOMAraroTh MiABUIIUTH
yIapHy B’SI3KiCTh Ta MIIJHICTh MaTepiajiiB, 0COONMBO METaJEBHX CIUIABiB. XiMiuHa 00poOKa IoJsTae y 3acTOCYBaHHI
PO3YMHIB JUIsl 3HIKCHHSI HIOPCTKOCTI TMOBEPXHI Ta IMiJABUIIEHHS 11 I1aKoCTi. XiMiYHE TPaBICHHS BUKOPHUCTOBYETHCS JUISI
TOJTIMEPHUX JeTaiel i 3a0e3nedye eCTeTHUHUN BUIIISA Ta (DYHKIIOHAJIBHICTh. BogHoUac, moBroTpusana mis XiMITHHX
peareHTIB MOXKe HETaTHBHO BIUTMBATH HA MEXaHIUHI BIACTHBOCTI Marepiainy. JlazepHa oOpoOka crpsiMoBaHa Ha TOYKOBY
00pOOKY IMTOBEPXOHB /IS IOCSTHEHHSI MiHIMAJIBHOT IIOPCTKOCTI. 3a0e31euye BUCOKY TOUHICTb 1 BI/ICYTHICTh HETaTHBHOTO
BIUIMBY Ha OCHOBHY CTPYKTypy aerayeil. OcoOnuBo eQeKTUBHA Ul METAJEBHUX JETallel, siKi MoTpeOyIoTh BUCOKOTO
piBHS dinimHOi 00poOkn. KoMOiHOBaHI METOAN — MOEAHAHHS KIJIBKOX TEXHIK, TAKHX SIK TEpMidHa Ta Ja3epHa 00poOKa,
JI03BOJISIE OTPUMYBATH ONITHMAJIbHI XapaKTEPUCTUKH MTPOIYKIIIT.

Cy4acHUM MeToioM a0pa3uBHOI MOCTOOPOOKH Ta 037M00JICHHS IOBEPXOHb IOJTIMEPHHUX JeTajeld € abpa3uBHO-
cTpyMeHeBa 00poOka [2]. BUKOPHCTOBYIOTH /1Ba THIH aOpa3WBiB, TaKi sIK OKCHJI ATIOMIHIO 1 CKIIHI mapuku. B pobori
[3] mocmiukyBamu po3Mip 3epeH, OpiEHTAIliI0 TIOBEpXHI Ta TUCK SIK BOHU BILIMBAIOTH HA IIOPCTKICTH MOBEPXHI (pHC. 2).

Puc. 2. Burasix nopepxoHs gerajieil OTPHMAHUX METO/IOM cTepeoJiToradii
nicJjis abpa3suBHO-CTPYMeHeBOi 00poku [3]

B Gararpox poboTax 10CIipKyBaINCh NapaMeTpu TUCKY CTPyMEHIO abpa3uBy, BI/ICTaHi 1 4acy cTpyMeHeBoi 00poOKu
aJie BIJI3HAYaJI0Cs BIICYTHICTh THYYKOCTI IIPU TaKOMY BHJI 03/100JICHHS JUIsl IeTallel CKiIaJHuX GopM. Sk anbTepHaTuBy
po3po0biieHo abpa3uBHI METOIM 3 3aHYPEHHSIM HaJIPyKOBAHOI JieTalli B abpa3uBHE cepenoBHIle s (DiHIITHOT 00pOOKH.
Takum € ¢pininHa 00poOKa B KOHTEHHEPI 3 IeTaJlIIO0 B cepeinHi bapabaHy, 1110 odepraeThes (puc. 3, a). B mopiBHAHHI 3 UM
B HAYKOBHUX ITyOJiKalisiX 3a3HA4Ya€ThCs, M0 €(PEKTUBHUM € 03700JICHHS TIOBEPXOHb CepeJl IPYIH MPOLeCciB MeXaHiyHOT
abpa3uBHOi 00pOOKH € MarHiTopeosoriyna 00pooka (puc. 3, 6) [4].

h PYXOMHIi KOHTCHHED

AKTWBHUH Iap

TOBIIMHA
AKTHBHOI'O
mapy

CHIIa BILIMBY 110
HOpMaTi

MarHiTHHR
MOJIOC Ha

1HCTPYMEHT1

MarHiTHHH
MOJIOC Ha
TIOBEPXH1

Jeram

CHJIa 3CYBY. ;

3arorToBKa

HE aKTWBHUI mIap

Puc. 3. Metoa noct 06podku B BiIbHOMY a0pa3nBHOMY cepeoBHILi (a),
cxeMa npoiuecy MarHiTo-peosioriaHoro 03100;1eHHs (0)
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[HocToOpoOmi pi3aHHAM HArpiTUM pi3akoM TONIMEPHHX JeTaneil mpucBsdeHo pobory astopiB [5]. B manomy
JOCTi/KeHHI Ha COHOBI ApaMEeTPUYHHUX 3aJISKHOCTEH po3po0IeHO aITOPUTM PO3PAXYHKY IIHOMHY Pi3aHHS B 3aJ1€KHOCTI
KyTa Mpo¢LTIo JPyKOBAHOI IeTali 3 iX BIUTMBOM Ha OTPHUMAaHy IIOPCTKICTh MOBEpXHi (puc. 4).
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Puc. 4. lllopcrkicTs noBepxHi ik GyHKIiA KyTa HAILUIABJIeHHS i ITUONHHU pi3aHHd (5]

JIiHisl MyHKTUPOM, II0 MPOXOAMTH KPi3b 30HYy MapamMeTpy INMOWHU pi3aHHsl, 3a0e3nedye HaliMeHNTy MIopcTKicTs. [1pu
TECTOBIM 0OPOOII HAIPYKOBAHOI eTalli mapameTp Ra B BUMaIkoBUX 30HAX MOBEpXHi 3HU3UBCH 3 50,61, 25,421 16,53 MKkM
1o 1,91, 1,661 1,52 Mxm, BiAIOBIgHO.

CTOCOBHO J1a3epHOi MOCT 00POOKH JIPyKOBAHUX JAETaNIeH iICHY€e He Oarato HampalfoBaHb Yepe3 HU3bKY TeMIeparypy
TUTaBJICHHS TTOJIiMEpiB. B 1ijiomMy ja3epHe moiipyBaHHS 3aCTOCOBYIOTH Ul METAJICBHX JIETalled OTPHUMAaHMX IIUIIXOM
CEJICKTHBHOTO JIA3E€PHOTO IIIaBJICHHS a0 CHiKaHHS TOPOWIKIB Ha crtoni Juist ApyKy [5]. Tak nasepHe mosipyBaHHS
BHBYAJIOCH B po0oTi [6] i netanei BurotoBineHnx merogoM FDM. Byno BcraHOBIICHO, 1110 MIOPCTKICTH MOBEPXHI HE
3aJIOKHUTH BiJI IUIHOCTI €HEprii Jlazepa 1 Npu MiHIMaJIbHIN IUTBHOCTI eHeprii (moTysxHicts 0,75 BT 1 mBuaKicTs nmogadi
180 mm/c) mapametp mopcerkocTi Ra maiibke He 3miHnBes. Ha BiMiHY BiJT ITOJIIMEPHUX MarepialliB JlazepHe 03100JICHHS
METaJIeBUX BUPOOIB OTPUMAHUX IUIIXOM CEJIEKTHBHOIO Ja3€pPHOTO IUIABJICHHS a00 CIiKaHHS IMOPOIIKIB B JIOIIOBHEHHS
70 e(eKTy «CXOZiB» JIOAEThCS BEJIMKA aryiomMeparisi mopomkis. Ha puc. 5 mokazaHo eKCIIepHMEHTAIFHO OTPHMaHy
3aJIKHICTh NIOPCTKOCTI METAJICBUX BUPOOIB B 3aJIEKHOCTI Bijl MOTY>KHOCTI Ja3epa Ta nojaui [7].

CTaH HOBerHi J0

TIOJTipYBaHHS

3HMIKEHHS IWOPCTKOCTI, %o

2) CTaH MOBEPXHi MicIA
MOJIipyBaHHS
0)

Puc. 5. [Ipuxknagu BIUIMBY napaMeTpiB Jia3epHOro (a) Ta eJieKTpoxiMiuHoro (0) moJiipyBaHHsi HA IOPCTKICTH
TMOBEPXHi MeTajleBUX JeTaJieil OTPUMAHUX AIUTUBHUMHM TeXHOoJoTissvu [11]
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B mocmimkennsax [8, 9, 10] BuBYamock MoipyBaHHS J1a3epoM APYKOBAHUX CTaJIE€BUX JAETaled Ta BCTAHOBICHO,IIO
30UTBIIEHHS TTOTYKHOCTI Jlasepa ¢ | 1o 3 BT 3 ogHOYacHWM 3MEHIIICHHSIM IIBHAKOCTI CKaHyBaHHA ¢ 5 10 | Mm/c 3HauHO
TTOKPAIITY€ MIOPCTKICTh MmoBepxHi. KimbKicTh ckaHyBaHb Bix 1 10 4 MpU3BOAWTH O 3MEHIIEHHS IOPCTKOCTI MOBEPXHI Ta
TOMOTeHi3allii IPH TOMY, IO IIOAAJIbIIE CKAHYBaHHS TPU3BOANTS 10 YTPUMAHHS TPILLHH, L0 € HETATUBHUM ()EeKTOM JIa3epHOT0
TIOJIPYBAaHHS 3a paxyHOK 30imbmieHHs TBepmocti 3 281 HV mo 509-558 HV. B moBepxHEBHX MIapax CIIOCTEPIraloThCs
3aJINIIKOBI HAPYKEHHA po3TATY Ha piBHI 926 MIla, a MIKpoTBEpiCTh HA MOBEPXHI 301IBIIy€eTHCS HA 25 %.

[ommpennm criocodoM OcTOOpOoOKH IeTaneit OTpUMAaHNX AAUTUBHIMH TEXHOJIOTISIMH € eJIEKTPOXiMidHE Ta XiMiuHe
o3nobmenns [11]. HaykoBo miaATBEepHKEHUMH JAaHUMHU NP0 €(PEKTUBHICTH MMPOMHCIOBOTO 3aCTOCIIBAHHS € BUKOPHCTAHHS
PO3UYMHY Cip9aHOi KHCIIOTH 3 €TAHOJIOM B SIKOCTI €JIEKTPOXIMITHOTO cepenoBHIia (puc. 5, 6).

B pesynbrari aHamizy Cy4acHHX METOIB MOCTOOPOOKH aAUTUBHUX TEXHOJIOTiH cpopMyTpOBaHO iX MIEPBUHHI Xapak-
TepucTUKH (Tabm. 1).

Tabmms 1
Y3arajibHeHHs MepeBar i HeI0JIiKiB KOKHOT0 MeTOdy MOCTOOPOOKH

MeTton nocTo6podKku IlepeBaru Henouiku

IToxpamieHHs! TOYHOCTI PO3MIpiB; BUAAICHHS 3aIHIIKIB

Mexaniuna 00poOka .
marepiany

MosxBe BUHHKHEHHS MiKPOTPIIINH

SHIDKEHHS 3QJTUIITKOBUX HarpyXEHb; MOKPAIIECHHA

Tepmiuna 06podxa .
MEXaHIYHHX XapaKTePHCTUK

MiHiMalbHi CIIOTBOPEHHS PO3MIpiB

Ximiuna 06pobka JIoCSITHeHHST BUCOKOT TIaKOCT TIOBEPXHi 3HIDKEHHS MIIHOCTI Ha PO3TSICHEHHSI TIPH TPUBAIiH 00poOIi
JlazepHa 06pobka MakcumalbHa IIaJIKiCTh OBEPXHi; YCYHeHHs 1e(eKTiB Bucoka Bapricth 001a1HAHHS
Kom6inoBani meroau OnruMabHi XapaKTepUCTHKH 3a BCIMa apaMeTpaMu CrlaiHiCTh peanizanii; HoTpeda B JONATKOBUX Pecypcax
BucHoBku

B pesynbrarti 1011 IKSHHS BCTAHOBJICHO [IEPEBary i HEI0JIiKA METO/IIB TOCTOOPOOKH JIeTajIeii OTPUMAaHIX a TATHBHUMHU
TEXHOJIOTISIMA B 3aJISKHOCTI BiJl Marepiajly Ta BJIIaCTMBOCTEH mpouecy JApyKy. PO3IIsIHyTO OCHOBHI TEXHOJIOTIYHI
napaMeTpu MOCTOOPOOKH MEXaHIYHHMH, Ja3CPHUMHM, XIMIYHUMH, CICKTPOXIMIYHUMH, TCPMIYHUMU 1| KOMOIHOBAaHUMH
METOZIaMH, 30KpeMa iX BIUIMB 32 KPHUTEPISIMH SKOCTI FOTOBMX BHPOOIB TakMX SIK TOYHICTh IeOMETpHUYHHMX (opm Ta
PO3MipiB FOTOBHX BUPOOIB, HIOPCTKICTH 00p0OIICHOT TOBEPXHi, MIKPOTBEPIICTH TOBEPXHEBOTO IIAPY, PIBEHb 3AJIUIIKOBUX
HarpyeHb. [lapamMeTpuuHi 3aJ€KHOCTI Ta BIACTUBOCTI MarepialiiB, 110 OTPUMAHO B pe3yJbTaTi aHAIITHYHOTO OISy
ICHYI0YOIr0 HayKOBO-TE€XHIYHOTO JIOCBiJly MOCTOOPOOKHM B aJMTHBHUX TEXHOJIOTISIX MOXYTh OyTH BHUKOPUCTaHI ISt
YAOCKOHAJIGHHSI OKPEMUX TEXHOJIOTTYHUX MPOLECIB MAIIMHOOY[IBHOrO BUPOOHHUIITBA.
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