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Annomayua. Hecmomps na oepomHuie nepcnekmugvl nociolHo2o cunmesa u30eauli, no360JA10ue20 npou3sooums de-
Many YHUKAnTbHOU popmul, WUPOKOMY PACHPOCMPAHEHUIO Memooa NPensamcmsyiom ClLO#CHOCIU, Ce5A3aHHble ¢ obecnedeHuem
MUKpO2eOMempul HOBEPXHOCMU U30eUs, KOMOPAs 8 CEA3U ¢ 0COOEHHOCMAMU NOCIOUHO20 NPOUIBOOCNEA UMEem BbICOKYIO Ule-
POX08AMOCMY, A MeXaHuyecKue Memoosbl 00pabomKy 3a4acmyio He no380AI0M NPOU3E00UmMs HOCMOOPAOOMKY CLOHCHONPO-
Qunvnvix 21emenmos. B cmamve paccmompena npobiema obecneuenis Kauecmed n08epXHOCHO20 CL0sl NIACMUKO8bIX 0ema-
Jetl, NoAY4eHHbIX adoumusHviMu mexrono2usmu. C 3moil yenvio npednazaemcs UCHOIb308AMb MEXHOI02UU YIbMPA36YKOEOl
obpadomxku. IIpoanaruzuposanvl cywecmeyowue Memoobl NPUMeHeHUs YIbMPaA38yKO8bIX KOAeOaHUll npu npousgoocmee nia-
CMUKOBBIX Oemanell. U320MmoeieHue npogosoKu 0nia 3D-newamu ¢ HANOIHUMENAMUY, YMO NPUBOOUM K NOBBIULEHUI) MEXAHUYECKUX
ce801ticme uzoenus, u HCUOKOCHHAL 00padOMKA NOZPYICEHHO20 8 PACMEOPUMENb U30EUsL C Yeabl0 YOALeHUs HOO0EPAHCUBAIOUUX
anemenmos. I[Ipogedenvt ucciedosanus no punuwiHol 06pabomke demaineli  a’po30Jie pacmeopuUmes, NOLYYeHHbIM MemoooM
VILMPA36YKO8020 PACNbLICHUA. [JAHHbIN MEMOO umeem pao NPeuMyuecims no CpAsHeHur ¢ 00pabomKoll 8 napax pacmeopu-
menisi, NONYYEHHbIX NPU e20 Hazpese, K KOMOPbIM OMHOCAMCA 803MONCHOCMb De2yIupo8anus pasmepa Kaneib, CKOpOCmu ux
08UNCEHUSA, KOHYESHMPAYUU AIPO30ISL 34 CYEM USMEHEHUS PEXCUMOS YIbMPA38YKOB020 8030elicmsus. B pesynomame sxcnepu-
MEHMATLHBIX UCCAe008AHUL YCMAHOBNEHO, YMO NPUMeHeHue 0aHHO20 Cnocoba odpabomxu nPUeoOUm K NOGbIUEHUI0 KA4ecmed
nogepxuocmeii oobpabamuisaemoco 06pasya. CHUNCEHUIO 8bICOMHBIX NAPAMEMPO8 ULEPOXOSAMOCTNU 8 HANPABLEHUU, NePHEHOU-
KYAPHOM NOCTOUHOMY pocmy u3denus, 6oaee yem 8 decamyv pas. Mexanusm usmeHeHus MUKpo2eomempuy no8epxHOCmu, cie-
OyIowuil: npu NONAOAHUY Kaneisb aspo3ois Ha NOGEPXHOCHb, YACb MAMEPUANd, 00pazyiouezo blCImynsl, pAcmeopsemcs u 6
HCUOKOM COCIOAHUY 3ANONHAEM 8NAOUHBI; NOCTIe OKOHYAHUSA 00paOOMKU MAmMepuan nOIUMepUusyemcs, oopasys no8epxXHOCHL
€ YIYUUEeHHBIMU XAPAKMEPUCUKAMU.

Knroueswie cnosa: yibtpasByk, koiebanus, 3D-nedaTs, MIepOX0OBaTOCTh, a3P030Jh
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Abstract. Despite huge prospects for the layer-by-layer synthesis of products, which makes it possible to produce
parts of a unique shape, the widespread use of the method face the problems of making a proper microgeometry of the
product surface, which due to the peculiarities of layer-by-layer production is rather rough, and mechanical methods of
machine working often do not admit the possibility of figure-shaped parts post processing. The article studies the problem
of ensuring the quality of the plastic parts surface layer obtained by additive technologies. For this purpose, it is proposed
to use ultrasonic processing technologies. The existing methods of using ultrasonic vibrations in the production of plastic
parts are analyzed: the manufacture of wire for 3D printing with additives, which results in an increase in the mechanical
properties of the product. Besides, liquid treatment of a solvent-loaded product in order to remove supporting elements.
Studies have been carried out on the finishing of parts in a solvent aerosol obtained by ultrasonic spraying. This method
has a number of advantages in comparison with the treatment in solvent vapors obtained during its heating, which include
the possibility of regulating the size of droplets, their moving speed, aerosol concentration, caused by changing the modes
of ultrasonic treatment. As a result of experimental studies, it is found that the use of this treatment method eventuates an
increase in the quality of the sample surfaces to be worked, and besides, it reduces the height parameters of roughness in
the direction perpendicular to the layered growth of the product by more than a factor of ten. The mechanism of changing
the microgeometry of the surface is as follows: when aerosol droplets contact the surface, part of the material forming the
protrusions dissolves and fills valleys, while in the liquid state; after finishing the work, the material polymerizes, gener-
ating a surface with improved features.
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BBenenune

TexXHOJOTHH aJIUTUBHOTO MPOU3BOICTBA
MMEIOT 3HAYUTENbHbIE MEePCIEKTUBBI JIJIsl pa3BH-
THSl MallIMHOCTPOEHUs. BO3MOXKHOCTH cO31aBaTh
JeTald yHHUKAIbHONH TE€OMETPUYECKON (POPMBI,
CHIDKEHHE MaTepHajJIoéMKOCTH IMPOU3BOJCTBA, U
3aMeHa, IJie 3TO He0OXO0UMO, MPOILIECCOB COOPKU
COCIMHEHUI Ha TOCIIOMHYIO TIeYaTh COSAMHEHUS
LETUKOM — SBJISIFOTCS OCHOBHBIMH IpEHMYIIIe-
CTBAMH AJTATHBHBIX TEXHOJOTHHA MO CPABHEHUIO
C TPaJAULHMOHHBIM MPOU3BOACTBOM, OCHOBAHHOM
Ha (popmMooOpa3zoBaHUU MYTEM yIaJIEHUsI MaTEpU-
aja 3arotoBku [1, 2].

Tem He MEHee, B HACTOSIIIEE BPEMs TEXHO-
JIOTUM aJINTUBHOTO TPOU3BOJCTBA HE HUMEIOT

MacmTabHOTO ¥ MacCOBOTO IIPUMEHEHUS, UTO CBSI-
3aHO C PSAJIOM HEJIOCTATKOB, 00YCIOBICHHBIX OCO-
OCHHOCTSIMU TIOCJIONHOTO TIPOU3BOACTBA [3]:

— AQHU30TPONHS CBOWCTB HM3ENUs B IeEp-
MEHIMKYJISIPHOM U TMapajuieIbHOM HAaMpaBlICHUU
OTHOCHUTEIILHO HAIlpaBJICHUS MeYaTH;

— TOTPEIIHOCTD MPH MOTYICHUH KaXKI0TO
CJIOSl MPUBOAMUT K TOBBIIICHUIO MIEPOXOBATOCTH
00pa3zyeMoi TOBEPXHOCTH;

— CIIO’KHOCTb C IONOJTHUTENBHOM 00padoT-
KOM TaKuX IOBEPXHOCTEN KaK METAUINYECKUX,
TaK U IJIACTUKOBBIX U3JENHIA, 0COOEHHO B Cllydae
CO CIJIOKHOW F€OMETPUEH;

— He0OXOIUMOCTb HCIIONb30BAHMS TO-
Jep’KeK, KoTopele mnocie 3D-meuatu Tpedyercs
yAaIuTh;
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—  HHBKadg
W3/1eNus;

— BBICOKAsi CTOMMOCTb PacCXO/HbIX MaTepu-
anoB W OOCTy>KUBaHUS O0OpYIOBaHUS, U Kak
CJIEJICTBUE BBICOKAs CTOMMOCTh U3ZEIN.

C Touku 3peHus obecrieueHus SKCITyara-
LIMOHHBIX XapaKTEPUCTUK U3IEIHsI Hanboiee Bax-
HOM sIBIsiEeTCs pobiieMa TOCTHKEHUS TpeOyemMon
HIEPOXOBATOCTH CIOKHOMPO(PMIBHBIX YYacTKOB
MMOBEPXHOCTEH (0OCOOCHHO 3TO KacaeTcss BHYTPEH-
HUX KaHAJOB U OTBEPCTHUI), /1€ MEXaHUYECKas 00-
paboTka 3ayacTyl0o HEBO3MOXKHA. Taxxke Bceraa
aKTyaJIbHbl BONPOCHI IOBBIIIEHUS TBEPAOCTU U
MIPOYHOCTH MOJy4aeMOr0 U3JAEIHS.

B nannoii pabote paccMOTpEeHbI BOIPOCHI
MIPUMEHEHHUS yJIbTPa3BYKOBBIX TEXHOJIOTUH B ITPO-
L[ecce aJIUTUBHOIO IPOU3BOCTBA IIACTUKOBBIX
JIeTaleil C LeJIbI0 MOBBIIIEHUS MEXaHMYECKUX U
reOMETPUYECKUX CBOKCTB.

CKOpPOCTH IMPONU3BOACTBA

AJNTUTHBHOE H3TOTOBJICHUE IJIACTUKOBBIX
00LEeKTOB

Haubonbiiee pacmnpoctpaHeHue Uisl Mo-
CJIOMHOTO CUMHTE€3a IUIACTUKOBBIX M3JEIIHM IOJy-
gun Metog FDM-nieuatu (Fused Deposition Model-
ing) [4]. IIpouecc FDM-nieyat mpou3BOIUTCS 11O
cxeme Ha puc. 1. Cnenmanbnpiii mactuk (ABS
wi PLA) B ¢popme HUTH / ¢ TIOMOIIBIO POJIUKOB
2 nojaércsi B OKCTPYAEP, COCTOSIIMNA U3 HarpeBa-
TEJIBHOTO 3yieMeHTa 3 u coruia 4. [Ipu 3Tom skc-
TpYJIep OCYIIECTBIIAET NEPEMEILLECHHS 110 KOOPAH-
HataM, COOTBETCTBYyIoMM 3D-Mozpenu u3roras-
JIMBAE€MOU JE€TaIN 5, HOAEIEHHOM Ha CJION C IIOMO-
LIBI0 CIIELHAJIBLHON IporpaMMsbl. Temieparypa B
JKCTpyAepe 3aAa€TCsi HEMHOTO BBIIIE TEMIEpPa-
TypbI IJIaBJICHUS UCTIOIb3YEMOTO IIJIACTUKA, B Pe-
3yJbTaTe YEro OH PACIUIABIIAECTCS HA BBIXOJE U3
COILIA U MOJIMMEPU3YETCS MPAKTUUYECKU Cpa3y Mo-
CJIe HAHECEHMS Ha MPEbIIYLIUE CIOU.

OCoOEHHOCTHI0 HM3TOTOBJICHHBIX JeTaliel
ABJISIETCS] TYEUCTOE 3al0JHEHNE BHYTPEHHEW 4a-
CTH, YTO TO3BOJISIET COKPATUTh BPEMsI U3TOTOBJIE-
HUS U Pacxo/[l IUIaCTHKA.

Takum crmocoOOM MOKHO H3TOTAaBIUBATH
MOJIEJIH, IPUMEHSIEMBbIE JI BU3YyaJIU3alMH TEXHH-
YECKUX pelleHuil. B 3ToM ciyyae ucnosb3yercs
SAYEHCTOE 3all0JTHEHUE BHYTPEHHEN 4acTh JeTalH,
CHUKAETCS pacxoj]] IUIACTHKA W YMEHBIIAeTCs
BpeMsI I1eYaTu.

o

Puc. 1. Cxema 3xcrpyauposanusi npu FDM-neuatu:

1 — poBoOIIOKa; 2 — PONIMKHY; 3 — HArpeBaTENbHbIH I€MEHT;
4 — comio 3KCTpyAepa; 5 — U3roTaBiIuMBaeMas JIeTallb;
6 — MOJI0KKA

Fig. 1. The extrusion scheme for FDM printing:
1 —wire; 2 —rollers; 3 — heating element; 4 — extruder nozzle;
5 — manufactured part; 6 — substrate

Taxxe W3roTaBIMBAIOTCS JAETald THIIA
KPOHILTEHHOB, KPbIIEK, QUTUHTOB U T. . pa3Iuy-
HOTO Ha3Ha4yeHus. B manHoM ciryuyae ams obecre-
YEeHHs IPOYHOCTH AETaIU TpeOyeTcs 3HaUUTEIbHO
YBEJIMUYUTh IUIOTHOCTH 3allOJHEHMsI €€ BHYTPEH-
HeH YacTH, YTO MPUBOAUT K YBEIHUEHUIO BPEMEHU
M3rOTOBJIEHUS U NOBBILIEHUIO pacXxoAa MPUMEHsI-
€MOr0 IJIACTHKA.

ITpu 3TOM OcTaéres Bompoc obecreueHust
TpeOyeMol MHKpOTreoMeTpHuH (YHKIIMOHATBHBIX
MIOBEPXHOCTEH U3CIIHMN.

C 1enpl0 TMOBBIEHUS MEXaHUYECKHX
CBOMCTB IOJIMMEPHBIX U3JEIUM IIHUPOKO IPUME-
HseTcsl [oOaBJIeHUE PA3INYHBIX HATIOJHUTENEH, B
KauecTBE KOTOPBIX MPUMEHSIOTCS MOPOIIKH Me-
Ta/yioB, TpaduT, UIYHTHT, YTIEPOAHbIE HAHO-
TpyOKu u T. 1. [5, 6]. IIpu 3aTBepreBannu cocraBa
OHHU SIBJISIFOTCS IONOJHUTENBbHBIMU LIEHTPAMHU I10-
JUMEPU3AINU, YTO YIOPSATOUYUBACT CTPYKTYPY TO-
JauMepa.

B naGoparopun 31eKTpodU3NUECKUX Me-
Tos10B 00pabotkn MAJIW mpoBeneHbl sKcHepH-
MEHTAJbHBIE HCCIEIOBAHUSA MO J00aBICHUIO B
Hutd ABS-mnactuka amoMHHHEBON myApbl [7].
Hapezannas Ha HeOoINbIINEe YaCTH MPOBOJIOKA U3
ABS-nnactuka KUMHO ABS 750 3aceinanacs B
émkocTb 200 M1, KOTOpasi MOAOrpeBajIach A0 €ro
temriepatypsl mnasnenus 190 °C. B pacnuiasnen-
HBIM TutacTuk nobasisiochk 10 % anoMuUHHEBON
MyApsl 0 Macce. B monydyeHHyl0 cMech Morpy-
Kaycd W3Jlydareidb CTEP)KHEBOW MarHUTOCTPHUK-
IIMOHHON KOJIeOaTeNIbHON CUCTEMBI, 3alTUTaHHOU
ot rereparopa Y3I' 2,0/22. Amruntyna koneba-
Hu#t cocraBisna 30 MM, Bpemst oopadoTku 10 c.
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[Ipu BBEIOpAaHHOM BBICOKOAMILIUTYTHOM
pexrme 00pabOTKHM BOSHUKAIOT KPYITHOMACIITA0-
HbIC AaKyCTHYECKHE TEUYCHHS, KOTOpPBIC paBHO-
MEpHO pachpeeNaioT HAMOJIHUTENh Mo 00pabda-
ThIBAEMOMY 00BEMY. [ToMUMO 3TOrO, YacTHYKH
ATIOMUHHUEBOW MyIPHI ABIAIOTCS OYaraMu KaBUTa-
IIUH, YTO CIIOCOOCTBYET PACIIEIUIEHUI0 MAaKPOMO-
nekyn W gedparMeHTAlMM  MOJUMEPHBIX
1ernoyex [8], 94To MOMOTHUTEIBHO CHIKACT BS3-
KOCTb CMeCH U ymporiaeT oopadotky. [locme mo-
JTUMEpHU3AIHA CMECh JIeTTIIIach Ha YacTH, U C T0-
MOIIBIO MIHEKOBOTO AKcTpyaepa Filabot Original
MPOU3BOIMIACH TPOBOJIOKA TpeOyeMoro Jua-
Mmetpa. [ledats 0Opa3oB (KyOWK) U3 OTyICHHOU
npososiokn Ha 3D-mpunrepe PICASO 3D De-
signer mevyatanuch Kyouku 10x10x5 mm. doto-
rpadun MOBEPXHOCTH KOHTPOIHHOTO U UCCIEIye-
MOT0 00pas3IoB MpeICTaBICHbI Ha puC. 2.

[ToBepxHOCTH 00Opaslia ¢ HM3TOTOBICHHOM
MIPOBOJIOKON MMEET MEHBIIYI0 BHICOTY BBICTYIIOB
Y MCHBIIIE BBIPAXKCHHBIE TPAHUIIBI MEXK]TY CIIOSIMH,
YTO OOBSICHSIETCS YMEHbIICHUEM BPEMEHH 3aCThI-
BaHUS TJIACTUKA MOCJIE BHIXOJIa M3 COTIA IKCTPY-
nepa 3a CuéT colep)KaHus allOMMHUS M CO37a-
HUEM IEHTPOB TOJUMEPU3AINHNHA BOKPYT YaCTHUIL
AJTIOMUHHUEBOU My IPHI.

VYBenuueHu0 TBEPAOCTH COCTAaBUIIO I10-
panka 50 %, 4TO MO3BOJUT U3TOTABIMBATH U3/E-
JIASl C MOBBILIEHHON NPOYHOCTHIO MPU MEHBIIEN
3aMoHIEeMOCTH BHYTPEHHEHN YacTH JIeTalH.

a) 0)

Puc. 2. ®ortorpaduu (x20) o6pa3uos:
a — 100 % ABS-mactuk; 6 — 90 % ABS-macTuk,
10 % anromuHueBas myapa

Fig. 2. Photos (x20) of samples:
a — 100 % ABS plastic; b — 90 % ABS plastic,
10 % aluminum powder

B pa6ore [9] mpoBeeHbI UCCIIETOBAHHUS TIO
YIBTPa3ByKOBOH KUJIKOCTHOM 00pabOTKe TUIaCTH-
KOBBIX 00pa3IoB B CPee PACTBOPUTENS C LIEIBIO
yIaJICHUs] TIOAJIEPIKEK, PACTIONIOKEHHBIX B TPY/-
HOJIOCTYIIHBIX MecTax. dDororpaduu 00pasioB.,
UMUTHPYIOLIUX MOICPKKH, pPACTBOPSIEMBIE B pa3-
JIMYHBIX YCJIOBUAX, MPCACTABJICHBI HA PHUC. 3.

Puc. 3. OnbiTHBIEe 00pa3upl MaTepuana mocie 1,0 4
NPoLeCcCOB PACTBOPEHMSI:

1 — ¢ 10 M nemuuepamm3oBanHoOi Bogsl; 2 — 0,6 r NaOH,
pactBopenHoro B 10 M3 jAeMuHEpanH30BaHHON BOJEI,
3 — 0,6 r NaOH, pactBopeHHoro B 10 Ma neMuHepanuzo-
BaHHOU Bo/BI BeAepxkuBanu mpu 30 °C; 4 — ¢ 10 M nemu-
HEPAJIM30BAHHON BOJbI, IIOMEIICHHON B YJIBTPa3ByKOBYIO
BaHHY (1ipu 30 °C) Ha 2x15 MuH ¢ TpoMexxyTkoM 45 MuH;
5—0,6 r NaOH, pactBopennoro B 10 MJ1 1eMUHEpaTu30BaH-
HOM BOJIBI, C TIOMEIEHWEM B YJIbTPAa3BYKOBYIO BaHHY (IIpU
30 °C) Ha 215 MuH ¢ TpoMeKyTKOM 45 MUH

Fig. 3. Prototypes of the material after 1,0 h of dissolution
processes:

1 — with 10 ml of demineralized water; 2 — 0,6 g of NaOH
dissolved in 10 ml of demineralized water; 3 — 0,6 g of NaOH
dissolved in 10 ml of demineralized water was kept at 30 °C;
4 —with 10 ml of demineralized water placed in an ultrasonic
bath (at 30 °C) for 2x15 minutes with an interval of
45 minutes; 5 — 0,6 g of NaOH dissolved in 10 ml of demin-
eralized water, placed in an ultrasonic bath (at 30 °C) for
2x15 minutes with an interval of 45 minutes

Jlyqmuii pe3ynpTaT mokazaiga oOpaboTka
yIBTPa3ByKOM B pacTBOpE TUAPOKCHAA HATpUs
NaOH (o6pa3zern 5). O6paboTka nmpu pe30HaAHCHOM
yactote 45 kI’ npuBena k norepe maccsl ¢ 1,0 1o
0,32 1, B TO Bpems Kak Oe3 yabTpa3Byka Macca 00-
pasua cocrauina 0,47 r. CnenaH BbIBOJ, YTO B pe-
3yJbTaTe HMHTEHCU(PHUKAIUS XUMUYECKOW peak-
IIMH, & TAK)KE€ BO3MOXHOCTH HAIPABJICHHOTO JICHi-
CTBUS YJIBTPA3ByKa, MpejjiaraeMblii crocod 3¢-
(dekTUBeH i ynaieHus noanaepxkek mpu 3D-me-
YaTH.

Taxxe MeTo] 00BEMHON yIBTPA3ByKOBOM
00pabOTKH B )KHIKOM Cpejie M3BECTEeH JIsl obectie-
YEHUsl Ka4yecTBa ITOBEPXHOCTEH METAJIMYECKHUU
maenui [10]. HampaBneHHoe ymapHOe BO3IEH-
CTBUE a0pa3UBHBIX YACTHII B yCIIOBUSX KaBUTALIUU
U aKyCTMUYECKHUX TEUEHUI MO3BOJISIOT pa3pylliaTh
BBICTYITBI MUKPOHEPOBHOCTEH M YAAJSATH 3aCThIB-
e MeJKue OphI3TH, 00pa3oBaHHBIC B IPOIIECCE
TUTaBJICHUS TTOPOILIKA MeTallIa, ¢ 00pabaThiBaeMoO
MTOBEPXHOCTH.

J1J1s CHIDKEHUS IEPOX0BATOCTH ILIACTHKO-
BBIX Ji€Tajel JaHHBIM METOJ HE MPUMEHSETCS, T.
K. IPUBEIET K 3HAUYUTEIIBHOM MOTEPE MaTepuaa ¢
MOBEPXHOCTEN U3/IENHsI, KOHTAKTUPYIOLIUX C pac-
TBOpUTENEeM. JIJis TOBBIMICHHUSI T€OMETPUYECKIX
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CBOWCTB IPUMEHSIETCSI METOJ «TIISTHIICBAHUSD), 3a-
KITIOYAOIIUICS B BBIIEPIKKE U3JICIIUS B ITapax pac-
TBOpUTENS. B pesynbraTe KOHTaKTa C KalUIIMU
a’p030J1sl TMPOMCXOJUT YaCTHYHOE PACTBOPECHHUE
IUTACTUKA Ha TMOBEpXHOCTH m3nenus. Hemocrat-
KaMU JaHHOTO METOJIa SIBJISIOTCS HEOOXOAUMOCTh
HarpeBa pacTBOPHUTEINS, YTO YBEINYHBACT €r0 XH-
MHUYECKYI0 aKTHMBHOCTb U HE Ja€T BO3MOXKHOCTh
JUTNTENbHONU 00pabOTKHU, UTO CHUXKAET 3(PPeKTuB-
HOCTB TIpH 00pabOTKE CI0KHONPO(MIBHBIX BHYT-
PEHHHUX 3JIEMEHTOB TOBEPXHOCTH.

B manHOM ciywae mpezsyiaraeTcsi UCIIOJNb-
30BaTh a’3p030Jib, MMOJYUYEHHBIH YIbTPa3BYKOBBIM
pacIbUICHUEM.

IIpeumymecTBa yabTpPa3ByKOBOI0 pacnblie-
HHSA

MexaHu3M pacibUICHUS CIIOSI KUIKOCTH
OIMCHIBAETCS KaBUTALIMOHHO-BOJIHOBOM TEOpHEN
[11]. CornacHo 3TO¥M TeopuUH, pacHbUICHHE OCY-
LIECTBIIAETCS MTyTEM OTPbIBA KaIeJeK KUKOCTH C
rpeOHel CTOSYHNX BOJIH, TapaMeTPHUECKU BO30Y K-
JTaeMbIX Ha TOBEPXHOCTH pa3zielia Cpe/l JKUIKOCTh-
BO3AYyX BCJEJICTBHE BO3MYIICHHS IMOBEPXHOCTU
KHUJKOCTH MPH MyJIbCALUU U 3aXJIOTBIBAHUU KaBH-
TAIIMOHHBIX MY3BIPHKOB (puC. 4).
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Puc. 4. Mexanusm 06pa3oBanus Kaneab a3po30Jis:
1 — wsnydarenmb, 2 — KAaBHTAlMOHHBIC ITY3BIPHKH;

3- KalmuJUIAPHBIC BOJIHBI; 4 — xarmm aspo30Jid

Fig. 4. Aerosol droplet formation mechanism:
1 — emitter; 2 — cavitation bubbles; 3 — ripple waves;
4 — aerosol droplets

Takum o00pazoM, OCHOBHBIM 3(derTom,
ONPEICIISIONUM TIPOLIECC PACHIBUICHHS JKUAKOCTH,
SIBIISIETCS KaBUTALWsL. B pe3ynprare 3aBHCHMOCTH KO-
JIMYECTBA KABUTAIIOHHBIX ITy3bIPHKOB U MX AKTHBHO-
CTH OT aMILTUTY/IbI M YaCTOTHI KosteOaHui oOecTieyn-
BacTCS  BO3MOXKHOCTH 32  CYET  HM3MCHEHUS

MapaMeTpoB PEeXKUMa KoJIeOaHUI U3MEHSATh JIHCIIepC-
HOCTb Karellb a’3po30Jsl, CKOPOCTb UX JBWXKEHUS U
KOHLIEHTpaIMIo a3po3oid. [Ipu sTtom ams pacnbuie-
HUA He TpeOyeTCsl MOBBILIEHHON TeMIIEpaTyphl.

MeToauka npoBeieHus1 IKCIePUMEHTAIbHbBIX
HCCJIeI0BAHUI

Ha 3D-npunrepe PICASO 3D Designer u3
ABS-mmiactuika KUMHO ABS 750 Ha OIMHAKOBBEIX
peXUMax TeyaTatich Ba oOpasiia B BUJE KyOUKOB
20%20x20 MM ¢ IBYMS MEPECEKAIOIIMMUICS OTBEPCTH-
st pameTpom 5,0 M. OfieiH oOpasert BBIOUpaics Kak
KOHTPOJIBHBI, BTOPOI 00padaThiBajICs B a3p030J1e, TT0-
JIYYEHHOM METOJIOM YJIBTPa3ByKOBOIO PaCIbUICHUS
alleToHa Mo CXEMe, TIPEJICTABICHHOW Ha PHC. 3.

I'eneparop
¥3I' 2,0/2211

Puc. 5. Cxema odpadoTku:

1 — mBe30KepaMHYecKHi Ipeodpa3oBaTeb; 2 — aleToH;
3 — CTEKJIAHHBINA U3ITy9aTeNb; 4 — KaIuIi a3po30iis; 5 —obpaserr;
6 — mozBeC

Fig. 5. Treatment pattern:
1 — piezoceramic converter; 2 — acetone; 3 — glass emitter;
4 — aerosol droplets; 5 — sample; 6 — suspension

VYnbTpa3zBykoBas KosiebaTelbHas CHCTEMa
Mpe/cTaBisia co00i MOTYBOJTHOBOW MbE30Kepa-
MUYeCKUi npeolOpa3oBaTesb / U NPUKICECHHBIN K
HEMY CTEKJISTHHBIN U3ITydaTeNb 3 KOHYCO00pa3HOH
(dbopmBbI U pacmmpsromuiics kBepxy. Iluranue xo-
nebaTenbHON CUCTEMBI OCYIIECTBISIOCH OT ITeHe-
patopa Y3I 2,0/2211, umeronieMy (GyHKIIHIO aBTO-
MaTHUYEeCKOW MOJICTPONKH YacTOTHI, YTO HEOOXO-
TUMO JUTsl TIOAJIEP KaHUS PE30HAHCHOTO PEXKMa
Kose0aHui MpH U3MEHEHUH YPOBHS pacbUIsIeMON
KUJKOCTU (B JIaHHOM cityyae aretona 2). Peso-
HaHCcHas yacTtoTa coctasisia 22 300 I', ammim-
Tyna konebanuit 5,0 mxm. OOpazen 5 ¢ MOMOIIBIO
MoJiBeca 6 pa3Meliancs Ha ypOBHE HUXKE BEPXHETO
Kpasi U3Jlydaresisl U Bblllle YpOBHA aneroHa. [lpu
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BKIJIFOUCHUHU TeHEpaTopa C MOBEPXHOCTH alleTOHA
OTPBIBAIKCH KaIUIHA, 00pa3ys a3po30iib 4, moTped-
JsieMasi TEeHepaTopoM MOIIHOCTh TPU ITOM CO-
ctaBisiia nopsaka 50 Br. O6pabdotka npousBoau-
jack B Teuyenne 10 c.

Jlanee 60KOBasi IOBEPXHOCTh 00pasiia, Ko-
TOpasi SIBIIICTCS OOpa3yIomeH I CIOKHOIPO-
(WIBHBIX JIIEMEHTOB, UCCIIEI0BAIACH C TIOMOIIBIO
MHUKPOCKOTIIA U IpOUIOMETpA.

Pe3yabTaTsl U 00Cy:KI€HUE

[ToBepxHOCTH 0Opasua cpa3y nocjie rneyaTu
UMEET TEXHOJIOTMYECKYI0 HACIECICTBEHHOCTh B
BHJIE SIPKO BBIPAXXEHHOTO YePEOBAHUS CIOEB, TIe-
pemaasl MeXy KOTOPBIMHU MPUBOIAT K TTOBBIIIE-
HUIo mepoxosaroctu. Ilocie npeanaraemoro cro-
coba 006paboTKkM B a’p030Ji€, MOJYyUYCHHBIM YIIb-
TPa3ByKOBBIM PACIBUIEHUEM, MaTe€pHUall Ha IIO-
BEPXHOCTH YaCTUYHO PACTBOPSIETCS U B JKUIAKOM
COCTOSIHUM 3aIlOJIHACT BIAAWHBI MUKPOHCPOBHO-
CTEH, YTO MPUBOJUT K CHIDKCHHIO IIEPOXOBATO-
ctu. B saTom CJIy4ac Ha MOBCPXHOCTU BHU3YAJIBHO
3aMETHBI «HAIUTBIBBD», SIBISTIONIMECS OOJIACTSIMU

26564 mkm  TPaccal us

BSaHMOHCﬁCTBHH IMMOBCPXHOCTHU U KAIICJICK PaCTBO-
puTes.

dororpaduu MOBEPXHOCTH 00pa3IOB MPE/I-
CTaBJICHBI HA pHC. 0.

Puc. 6. @ororpaduu 00KkoBOIi MOBEPXHOCTH 00pPa3LOB
nocJje:

a — 3D-niedat; 6 — 0OpabOTKU B a’p030Ji€, MOITYUCHHOM
YIABTPAa3BYKOBBIM PaCIbUICHUEM

Fig. 6. Photographs of sample side surface after having:
a— 3D printing; b — aerosolizing, obtained through ultrasonic

spraying

KonuuecTBeHHbIE MOKa3aTeNn U3MEHEHUS
HIEPOXOBATOCTH U MPO(UIOrpaMMBI TOBEPXHOCTH
npeacTaBieHbl Ha puc. 7. M3MepeHus nmpoBoau-
auck npodumomerpom Monenu 130 mpu nBUKe-
HUU WIJIBl B HAIPaBJICHUU, MEPHEHAUKYISIPHOM
HaIIPABJICHHUIO [TOCJIOIHOIO POCTa U3EIINS.
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Puc. 7. lIpoduiorpaMmbl 1 mapaMeTphl IEPOXOBATOCTH GOKOBOIi MOBEPXHOCTH 00Pa3LOB MOCe:
a — 3D-nevatn: Ra = 22,7 mxm; Rz = 85,8 mxm; Sm = 0,414 mm; S = 0,174 MmM; 6 — 00pabOTKH B a3p030Jie, TTOIYICHHOM
YIBTPa3BYKOBBIM pacmbuieHueM: Ra = 1,34 mxm; Rz = 6,9 mxm; Sm = 0,213 mm; S = 0,007 mm

Fig. 7. Profilograms and roughness parameters of sample side surface after having:
a — 3D printing: Ra = 22,7 mkm; Rz = 85,8 mkm, Sm = 0,414 mm; S = 0,174 mm; b — aerosolizing, obtained through ultrasonic
spraying: Ra = 1,34 mkm; Rz = 6,9 mkm, Sm = 0,213 mm; S = 0,007 mm
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B pesynbTaTe 00paboTku B a’po3oie pac-
TBOPUTEJIS IPOUCXOAUT CHUKEHHUE BBICOTHBIX I1a-
paMeTpoB LIEPOXOBATOCTU: CPEIHErO apuPMETH-
YeCcKOro OTKJIOHeHUs npoduinst Ra B 17 pa3, BbI-
COTBI HEPOBHOCTEH MPOQHIIS IO IECSITH TOUKaM Rz
B 12 pa3. B pe3ynbTare npoMcXOANUT 3HAYUTEIb-
HO€ TOBBIIIEHHE KaueCcTBAa MOBEPXHOCTH. CHuUXKe-
HUE IIaroBbIX NapameTpoB Sm U S CBA3aHO C U3-
MEHEHHUEM TMOJIOKEHUSI CPEAHEN JIMHUHU, T. €. B
pacuéTe mapaMeTpoB YUUTHIBAeTCA OOJblIEEe KO-
JMYECTBO BBICTYIIOB MaJICHHKOTO pa3mepa, oOpa-
30BaHHBIX B PE3YyJIbTATEC PACTBOPEHUS U aJIbHEH-
LIEH NIOJIMMEpU3alui MaTepHalla.

BriBoabI

B pesynbTaTe SKCIepruMeHTaIbHBIX UCCIIe-
JOBaHUH 10 (PMHUIITHON 00pabOTKE TIACTUKOBBIX
JeTajieil, N3roToBJICHHBIX MeTogoM FDM-neuatn,
B a9P030JI€ PACTBOPUTEIIS, TOITYYEHHBIM METOJ0OM
yIIBTPa3ByKOBOTO PACTIBUICHHUS, YCTAHOBIIEHO UTO:

— MeTtoa A (EeKTUBEH ISl CHUIKEHUS IIIe-
POXOBATOCTH CIOXKHOMPO(UIBHBIX yYaCTKOB IO-
BEPXHOCTH;

— MEXaHU3M U3MEHEHUS MUKPOT€OMETPHH
MMOBEPXHOCTH, CIEAYIOMIUNA: MPHU MONaJaHUM Ka-
TIeJb a3P030JIs Ha MOBEPXHOCTh, YaCTh MaTepUaa,
00pa3yIomIero BBICTYIIbI, PACTBOPSAETCS U B XKHJ-
KOM COCTOSIHUH 3aTOJTHSIET BITAIUHBI; TIOCITIE OKOH-
yaHus1 00pabOTKHM MaTepHall MOJIUMEPUIYETCS, 00-
pa3ys MOBEPXHOCTh C YIYUIICHHBIMH XapaKTepH-
CTHKaMU;

— CHIDKEHHE BBICOTHBIX MapaMeTpoB IIe-
pPOXOBAaTOCTH cOCTaBIsIeT Ooee, ueM B 10 pas;

— IIUPOKKE BO3MOXKHOCTH yIPaBICHUS Ta-
pameTpaMi MOJIy4aeMOro B pe3ysbTare ylbTpa-
3BYKOBOT'O PaCHBUICHUS a3PO30Jisi TO3BOJISIOT HC-
M0JIb30BAaTh METOJ JUIsl Pa3IMYHBIX 33/1a4 B 3aBU-
CHUMOCTH OT FreOMEeTpUH 00padaThIBAEMOH MOBEPX-
HOCTH, HAYaJIbHON U TpeOyeMOil mepoX0BaTOCTH;

— OTCYTCTBHUE HAarpeBa pacCTBOPUTEINS CHU-
KaeT ero XMMHYECKYI0 aKTUBHOCTH (IIO CpaBHe-
HUIO C a3P030JIeM, TIOyYEeHHBIM B PE3yJIbTATE HC-
MapeHusi PaCTBOPUTES), UTO JAAE€T BO3MOMKHOCTD
npoBeieHus 6oiee TOHKOW 00pabOTKH.
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Bknao aeémopog: Bce aBTOPHI ClieNalii SKBUBAICHTHBIN BKJIAJ] B IOATOTOBKY ITyOIHKAITIH.
ABTOpBI 3a5BJISIIOT 00 OTCYTCTBUM KOH(JIMKTAa HHTEPECOB.
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