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benopycckuii rocyjapcTBEHHBIA TEXHOJIOTHYECKU YHUBEPCUTET

IKCHEPUMEHTAJIBHOE UCCJIIENJOBAHUE BJIUSIHUS ITAPOB ALIETOHA
HA KAYECTBO BOKOBOMU INOBEPXHOCTH HAIIEYATAHHBIX U31EJINU

B ycnoBusix pocta nomyssipHOCTH aJIMTUBHBIX TEXHOJOTHM U MIUPOKOTO NpuMeHeHus 3D-nedartu
B Pa3IUYHBIX OTPACISAX — OT HPOMBIIIJIEHHOCTH 10 MEJULMHBI — BOIIPOC 00ECTIEIEHUsI BBICOKOTO Kaye-
CTBa MOBEPXHOCTH HAIlCYaTaHHBIX M3JIENIUI CTAHOBUTCS Bce OoJiee akTyalbHBIM. Llenbro nccnenoBanus
SIBIISIETCS] aHAJIM3 BIMSHMSA I1apOB alleTOHA Ha Ka4eCTBO MMOBEPXHOCTH 3D-TmeyaTHbIX fAeTanei n3 akpuio-
HutpuiaOyraauenctupona (ABS).

B xoze skcriepuMeHTa HCIONIB30BaIMCh HalleyaTaHHble 00pasnel n3 ABS-mnactuka. Onu nmomera-
JIMCH B CIIELIMATIBHO CKOHCTPYHPOBAHHYIO KaMepy, Tie Co3AaBaiach atMocdepa ropsiuux napos areToHa.
Temneparypa BHyTpH Hee NOAJEpKUBaach Ha ypoBHE 56°C, 4TO ABISIETCSI ONTUMAIBHBIM TS PACTBO-
peHust BepxHero ciosg ABS-mactika 6e3 yXyIIIeHus ero CTpyKTypHO [IETOCTHOCTH. Y CTAHOBKA OCHa-
IeHa JaTIMKOM TeMIIepaTyphl M CUCTEMOI BBIBO/IA TTAPOB alleTOHA, YTO MPEAOTBPAIIAET IEPEACPKKY 1
obecreunBaeT 6€30MaCHOCTD IIPOLIECCa.

B pesynbraTte npoBeIeHHBIX IKCIIEPUMEHTAIBHBIX HCCIIeI0OBaHUHN Tpoliecca 00paboTKH HareqaTaH-
HBIX 00pa310B MapaMy alleToHa FOPSYMM METOJIOM YCTaHOBJICHO, YTO H3MEHEHHE TIapaMeTPOB ILEPOXO0-
BaTOCTH C TEYEHHEM BPEMEHHU M CKOPOCTb CITIAXKHBAHUS UMEIOT HEJTMHEHHYIO 3aBUCUMOCTb. Jl71st momy-
YEeHUsI TIIAHIEBOM TOBEPXHOCTH C ITOKA3aTENIIMHU 11epoxoBaTtocT Ra = 0,2 MKM U Rz = | MKM JOCTaTOYHO
10 mun. IIporecc criakuBaHUS OKa3alcsl JOBOJBHO 3(P(EKTUBHBIM ISl CHWKEHHS MIEPOXOBATOCTH
Ha 90%. OxHaKo cileyeT OTMETHTD, YTO JJaHHasi 00paboTKa TaKKe MPUBOJUT K HEXKeJaTeIbHOMY Crila-
YKMBAHHIO OCTPBIX pedep, YTO MOXKET OBITh KPUTUYHO JIJIsI HEKOTOPBIX TPUMEHEHHH.

HOJ’Iy'-IeHHLIe OKCIICPUMCHTAJIbHBIC 3aBUCUMOCTU MoKa3aTejeu mMEepoxXoBaTOCTU MOBCPXHOCTHU OT
BPEMEHH BBIJICP’KKH B FOPAYMX M1apax alleTOHA U CKOPOCTH MPOILECCa CTIIAXKUBAHUS MOTYT OBITH ITOJIC3HBI
JU1s OLIEHKH (P (HEKTUBHOCTH XMMUUECKOH OCTOOPAOOTKH IIOBEPXHOCTH alleTOHOM U OIpeie]IeHHs Tpe-
Oyemotii cterieHr 00paboTKH. DTO HCCIeIOBaHNE JEMOHCTPHUPYET BAYKHOCTh TOYHOT'O KOHTPOJIIS BpEMEHHU
00paboTKH, TaK KaKk uype3MepHas BbIIEPKKA MOXKET MIPUBECTH K U30BITOYHOMY CIIIaXKHBAHMIO U TIOTEpE
KPUTHYECKHX TEOMETPUUYECKUX XapaKTEPUCTHK.

Tekyiue pe3yabTaThl CTAMYIHPYIOT AaJbHEHUIIINE UCCIICAOBAHMS B 00JIACTH YCOBEPIIICHCTBOBAHUS
TEXHOJIOTUH XUMHUYECKOI 00pabOTKM IMTOBEPXHOCTEH, a TaKKe pa3pabOTKK HOBBIX CHCTEM KOHTPOJIS H
ONTHMU3ALNU TIapaMeTPOB 0OPaOOTKH, YTO MOCIOCOOCTBYET MOBBIMICHUIO KAYECTBA M PACHIMPEHHIO
npuMeHeHns 3D-nedaTHRIX U3 B Pa3IUIHBIX cepax.

KaroueBsble coBa: ajauTHBHBIC TeXHOJOrMH, ABS, mocro6paboTka, KayecTBO MOBEPXHOCTH, alle-
TOH, TIpoduIorpamMma.
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Belarusian State Technological University

EXPERIMENTAL STUDY OF THE EFFECT OF ACETONE VAPORS
ON THE QUALITY OF THE SIDE SURFACE OF THE PRINTED PRODUCTS

With the growing popularity of additive technologies and the widespread use of 3D printing in vari-
ous industries — from industry to medicine — the issue of ensuring high surface quality of printed products
is becoming increasingly relevant. The aim of the study is to analyze the effect of acetone vapor on the
surface quality of 3D printed parts made of acrylonitrile butadiene styrene (ABS).

During the experiment, printed samples made of ABS plastic were used. They were placed in a spe-
cially designed chamber, where an atmosphere of hot acetone vapors was created. The temperature inside
it was maintained at 56°C, which is optimal for dissolving the upper layer of ABS plastic without com-
promising its structural integrity. The unit is equipped with a temperature sensor and an acetone vapor
extraction system, which prevents overexposure and ensures the safety of the process.

As a result of the experimental studies of the process of processing printed samples with acetone
vapors by the hot method, it was found that the change in roughness parameters over time and the smoothing
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rate have a nonlinear dependence. It takes 10 minutes to obtain a glossy surface with roughness values of
Ra = 0.2 microns and Rz = 1 microns. The smoothing process proved to be effective enough to reduce
roughness by 90%. However, it should be noted that such processing also leads to undesirable smoothing
of sharp edges, which may be critical for some applications.

The obtained experimental dependences of surface roughness indicators on the exposure time in hot
acetone vapors and the speed of the smoothing process can be useful for evaluating the effectiveness of
chemical post-treatment of the surface with acetone and determining the required degree of treatment.
This study demonstrates the importance of precise control of processing time, as excessive exposure can
lead to excessive smoothing and loss of critical geometric characteristics.

The current results stimulate further research in the field of improving the technology of chemical
surface treatment, as well as the development of new control systems and optimization of processing
parameters, which will contribute to improving the quality and expanding the use of 3D printed products
in various fields.

Keywords: additive technologies, ABS, post-treatment, surface quality, acetone, profilogram.
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Beenenue. MozenupoBaHue METOIOM IIOCIE-
JIOBAaTENbHON YKJIAOKU PACIIaBIEHHOTO CIIOSI W3
TepMoriactuuHblx MarepuanoB (FDM — Fused
Deposition Modeling) — camplii monmysipHBINA MPO-
uecc 3D-neuatu [1, 2].

B kadecTBe pacXoJHBIX MaTepHalIOB IIHPOKOE
pUMEHEeHHE TPHUOOPENN OIUMEPBI Ha OCHOBE CTH-
POJIOB, B YacTHOCTH aKpWIOHHTPUIOYTaAHEHCTHU-
pora (ABS) n3-3a cBOMX yHUBEPCAIBHBIX CBOWCTB U
XOpOILEro COOTHOILIEHHUs IOKa3aTeneil LeHa-Kaye-
cTBO [3, 4].

B pesynbraTe co3zmaHus MO TEXHOJOTHMH IIO-
CIIOWHOW YKIaIKd OOBEKTHl MMEIOT XapaKTepHYIO
CIIOUCTYI0 CTPYKTYPY IIOBEPXHOCTEN € BO3ZMOXKHBIM
HCKaXX€HHEM Fe€OMEeTPUN U TOYHOCTH pa3MepoB KO-
HEYHBIX JeTajieil [5], BBI3BAHHBIX MOCIOWHBIM
HAaHECEHHEM, a BBICOTA CTYNEHBKH COOTBETCTBYET
mary noctrpoenus (puc. 1) [6-9].

Tonmuua
CI10s1

Puc. 1. [TocnoiiHblil NpUHLIKI TOCTPOEHUS! MOAETH

KauecTBO MOBEpXHOCTH MPOTOTUIA 3a4aACTYIO
3aBUCHUT OT OPUEHTALIMM MOJIENI Ha paboyeii miaT-
¢dopme [10]. B HeKOTOpBIX HCCIEOOBAHUIX COOO-
IIaeTcs, YTO TOJILIMHA CJIOSI U OpUEHTAIUs JeTaln
TaK K€ SBIAIOTCS Ba)KHBIMH (pakTopamm, BIHUSIO-
UMMM Ha LIEpOXOBATOCTh MOBEPXHOCTH W3JENINH,
HaneyaTaHHbIX Ha 3D-npunTepe [11-13].

IIpu 3TOM HET TeopeTHIecKOi MOIEH, KOTOpas
Moruia OBl OmUcaTh PYHKIHUOHATBHYIO 3aBUCUMOCTD
IIEPOXOBATOCTH MOBEPXHOCTH oOpasua [14] ot ma-
paMeTpoB Ipolecca Nnevyary.

Heckosibko aBTOPOB W3y4Yajiy BIUSHHE Mapa-
MeTpoB 3D-nedaTH Ha CPEAHIOI0 LIEPOXOBATOCTD
NOBEPXHOCTH (Ra) OOKOBBIX CTEHOK, MOTYUYEHHYIO
npu mojenupoBaHuun meronomM FDM. VcraHoB-
JICHO, YTO HU3Kas TEMIIEPATypa, BBICOKasi CKOPOCTh
3D-nevartu, cpeHee 3amoHeHUE, Matasi TOJIIUHA
CJIOSI PEKOMEHAYIOTCS IJs CHIKEHHs Ra mpu
3D-neyaty M3IENMIA U3 aKPUJIOHUTPUIOYTaIUECHCTH-
pona [15].

Huskoe kauecTBO MOBEPXHOCTH, B YACTHOCTH
CJIOUCTOCTH OOKOBOH 4acTH, OTIMYAET HareyaTaH-
HBIC M3/CTHUS OT MOJYYSHHBIX MO TPAAUIIMOHHBIM
TEXHOJIOTUSIM, HAIPUMEP, JIUTHEM TOJT IaBJICHUEM.
Jlyis TOro 4TOOBI YAYUIIUTH CUTYAIUIO, YacTO TPe-
OyeTcsl JONOJHHUTENbHAS 00paboTKa M3ICIUi TO-
cie 3D-nevarn — mocrobpadoTka [5].

Heo6xomumocTts mocnenyromiei o6paboTku 3a-
BUCHUT OT Ha3HAUCHUS U3JICIHS, PA3MEPOB MOJICIH,
MaTepuaa, THUITa TEXHOJIOTHU, BLIOPAHHOM MpHU U3-
TOTOBJICHUY MPOTOTHIIA,

Hexortopsie u3 meTonoB huHHUIIHON 00pabOTKH
BKIJTIOYAIOT HUTH(OBAHKE, XOIOHYIO CBAPKY, 3aIIOTHE-
HHE 3a30pOB, TIOJMPOBKY, MOKPACKY, HAaHECEHHE JIO-
MOJTHUTEIBHOTO STIOKCUTHOTO MOKPHITHS U T. 1. [16].

Haunbonee >¢¢exTuBHON cuuTaeTcs XUMHYe-
cKkasi 00paboTKa MOBEPXHOCTH PaCTBOPUTEIIEM MPH
HENOCPEIICTBEHHOM KOHTAaKTe WM B €ro mnapax, B
9TOM ciIydae AeTaib HaXOJUTCs B aTMOcdepe ucma-
peHuii BemecTBa. M3BECTHBI KOMIIO3UIIMH PAaCcTBO-
puTenel JUisl CriaXWBaHUS HEPOBHOCTEH MOBEpX-
HOCTH Pa3IMYHBIX MMOJIMMEPHBIX MaTepPHAJIOB: alle-
TOH, PTHJIAIETAT, TUXJIOPITAH U JIp.

[IpoBeneHs! MccneqOBaHMs, OCBAIICHHBIE HC-
MOJIb30BAHUIO XUMHUECKUX PACTBOPUTENCH (TaKUX
KaK aleToH) JJIsl YJY4IICHUs KauyecTBa MOBEPXHO-
CTHU HamneyaTaHHBIX JeTaneil u3 ABS-mmactuka [11,
12, 17]. Dot mpouecc Aemienie, ObICTpee U JacT
nyumnii pesynsrat [18, 19]. OnHako 10 cux mop
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nuMeeTcs: Majio MHGOPMAIMU O BIMSHUM alleTOHA Kak
PacTBOpPUTENS Ha pebed) MOBEPXHOCTH IPH CIIIaKHBa-
HUU Jetaneit n3 ABS-muactuka rmop feiicTeueM napa.

B uccnenoBanusx [20—23] u3yueHs! pa3iauyHbIe
MeToabl 00paboTku aeranedt n3 ABS-mmactuka na-
pamu anerona. OTmevaercsi, 4To 00padOTKa areTo-
HOM IPUBOJAUT K 3HAUUTEIHHOMY CHHKEHHUIO IIepO-
XOBaTOCTH MOBEPXHOCTH JieTajel 0e3 CyIlecTBeH-
HOTO M3MEHEHHMS pa3MepoB MpPH ONTUMAIbHBIX
napamerpax 00paboTku. VccienoBaHus BBISIBHIHN
ONTHUMAJbHBIE MAapaMeTPHl CIVIAXKHUBAHUS IPU paz-
HOW JUINTENBHOCTH 0OpabOTKU aleToHOM, C pas-
HBIMH YTJIAMU TIEYaTH U KOJIUYECTBOM LIUKIOB [24].
OpnHako cienyeT OTMETHTb, YTO 00paboTKa alero-
HOM TaK)Xe BIMIET Ha MEXaHWYECKHE CBONCTBA Jie-
Tajnei [17] u TOYHOCTh UX pa3MepoB, UTO TpPeOyeT
JANbHENIIMX MCCIAEAOBAaHUN Uil ONTHUMM3aLUU
mpoliecca ¢ y4eToM BceX (akTOpoB.

B nutepaTypHBIX HCTOYHHMKAaX HET YETKOIro
onpezaencHusi BpeMeHu oOpabotku ABS-mmactuka
MapaMy areToHa, YTO CBA3aHO, BEPOSITHO, C U3Me-
HSIOLIUMCSI COOTHOLIEHUEM BXOISIIUX B COIMOJIH-
Mep KOMIOHEHTOB. [1oaToMy HE0o0X0IuMO HpPOBO-
JIUTHh SKCIIEPUMEHTHI JJI1 KOHKPETHOTO IMOoJuMepa
OT OTPEAETICHHOI 0 POU3BOUTENS ISl yCTAaHOBIIE-
HUS 3aBUCUMOCTEH.

OcHoBHasi yacTb. B mpexacraBnenHod pabote
MIPUBENIEHBI PE3yJbTaThl UCCIENOBaHUI W3MEHEHHUS
KauecTBa MOBEPXHOCTH 00pa3noB u3 ABS-mnactuka,
HaIe4aTaHHbIX 10 TexHoJoruu FDM, npu BbITOJHE-
HUM XMMHYECKOH MOCTOOpaOOTKH BBIIEPIKKOH B Ta-
pax areroHa.

[na mpoBeaeHHs HCCIEAOBAaHUI H3TOTOBWIN
o0pasupl u3 ABS-mnactuka gupmer Alfa-Filament
Ha 3D-mpunrepe Ultimaker 3. O0pa3usl npeacras-
nsu coboii KyOuku co cropoHamu 50 MM TIpH To-
PU30HTAJIBHOM pAcTOJIOKEHUH W TedaTaluch Ha
rpanu co 100%-HBIM 3aloNHEHUEM U HalpaBie-
HUEM JIBUKEHHS TOJIOBKU IIPU YKIIaAKe cioeB +45°.

IleyaTs ocyIIecTBISAIN NMPH TEMIEpAType dKC-
Tpyaepa 220°C u nogorpese crona 1o 70°C co cko-
pocthio 60 MM/C 1 ToMIUHOM ci1ost 0,2 MM.

JIis CHWDKEHUSI CIIOMCTOCTH OOKOBOW MOBEPX-
HOCTH HaleyaTaHHBIX 00pa3loB MPUMEHSIIA XUMH-
YecKylo ocToOpaboTKy B mapax aneToHa ropsayiM
METOOM B CIIEIHAIBHO pa3pabOTaHHOM AJIS 3TOTO
SKCIEPUMEHTaNIbHOM ycTaHOBKe (pucC. 2).

VYcraHoBKa TpeAcTaBiseT COOOM Mpo3padHbIid
OOKC, KOTOPBIN COCTOMT U3 IByX OTIENICHUA. B HIK-
HEM HaXOauTcs KOHTelHep ¢ areronom (200 mi),
BEPXHUI MpeAHa3Ha4YeH I PacIoyioXKeHus: 00pas-
LIOB B IMOJBEIIEHHOM COCTOSIHUM HJIM Ha pEIIETKE
TakK, 4TOOBI Maphl alleTOHA CBOOOAHO MPOXOIUIH de-
pe3 oTBepcTH U 00padaThIBAIM M3IENHS CO BCEX
cTopoH paBHoMepHO. KoHTeiiHep ¢ pacTBopuTeneM
yCTaHABJIUBAETCS HA Pa30TrPETYIO IOBEPXHOCTh B OC-
HOBAaHUM yCTaHOBKH, KOTOpasi MOAJEPKUBAET TEM-
nepatypy kunenus arnerona 56°C ¢ rounoctsio 1°C.
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Puc. 2. DxcniepuMeHTaNbHas yCTaHOBKA!
a — cxema; 6 — 3D-moaenn

B BepxHel KphlllIKe KOHTEWHEpPa C paCTBOPUTE-
JIeM 3aKpeTIeH BeHTHIISITOP, MOJKIIOUSHHBIN K HC-
TOYHHKY TTHTaHHS.

BenTunsaTtop ¢pyHKIMOHUPYET B KauecTBE Cpell-
CTBa pacrpeeneHus 00pa3yromerocs napa no oob-
eMy Ookca. Kpblka O0kca UMeeT OTBEPCTHE LIS
BBIBO/Ia ITAPOB PAcCTBOPUTENS Yepe3 IMOAKIIIOYEH-
HYIO B BHITSDKHYIO BEHTWISILIMIO BBIBOJHYIO TPYOy.
PaboTa yctaHOBKH 00s3aTENbHO OCYIIECTBIISIETCS B
BBITSDKHOM HIKady.

CpeMHas pemeTka MO3BOJISIET MpU HEOOX0oau-
MOCTH TPOBOAMUTH 00PabOTKy pacTBOpUTETIEM Me-
TOJIOM TIPSIMOTO TIOTPY KEHHUSL.

[Tocne oOpaboTkM B mapax ameToHa oOpasIbl
M3BJIEKAIOT M3 BaHHBI U OCTABIISIOT JUISl MMPOCYLIKH
C LIENBIO IPEAOTBPALICHHSI MOSABICHUST KOPOOIICHHS
1 OTIEYATKOB Ha Pa3MATYEHHOM MOBEPXHOCTH.

JAns u3ydeHus: BIUSHUS MPOIOKUTEIBHOCTH
BO3JICHCTBHS MAapOB PACTBOPHUTEIIS HA Ka4eCTBO MO-
BEPXHOCTH 3aMUCHIBAIIM POQUIOrpPaMMBI B HAITPaB-
JICHUH CHHTE3a 00pa3loB U ONpPEACIISUIN apaMeTphl
[IEPOXOBATOCTH.

3anuch npoUIorpaMMbl OCYILECTBIISIH C UCTIONb-
30BanueM npoduiorpada «CEMTPOHMUK ITILIS-1»
METOZOM HETOCPEACTBEHHOTO KOHTaKTa C U3Mepsi-
€MOil MOBEpXHOCTHIO (pHC. 3).

HeiictBue mpubopa OCHOBAHO Ha MPHUHIIHIIE
OIYNBIBAHUS HEPOBHOCTEH KOHTPOIUPYEMOU
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TMOBEPXHOCTHU aJIMa3HOM U0 ryna aaTdyvka v mpe-
06pa301aaH1/1;1 BO3ZHHUKAOIUX IIPpU 3TOM MEXaHHYC-
CKHX KOJIeOaHMHA arymna B I-)J'ICKTpI/I‘ICCKI/Iﬁ CUT'HAJI, U3-
MCHSIFOIITUNCS IMPOMNOPpHHUOHAJIBHO 3TUM KOJICOaHUsIM.

Koncons

[ToBepxHOCTH

Puc. 3. [IBikeHue nryna Ha 1LepoxXoBaToi
TIOBEPXHOCTH

B kauecTBe U3MEPUTETHHOTO HHCTPYMEHTA HC-
MOJIH30BAJICS AIMa3HbIH HAKOHEYHHK C YIJIOM HAKJIO-
Ha 90° u paguycom 0,010 mm. CkOpoCTh mepemertie-
HUS 1Iyna HaxoauTes B mpeaenax (1,00 +0,05) mm/c.
MaxkcuManbHas JTuHa oneHKH (0a3oBas IJTHHA)
paBHa 12,5 mm.

MakcuManbHOe 3HaUYCHHE CTaTHYECKOT0 M3Me-
putenbHOro ycunus cocrasiuset 0,004 H.

OnpezneneHre napaMeTpoB MIEPOXOBATOCTH
NPOM3BOOMIM IO CHUCTEME CpeJHEeH JMHUHU
(FOCT 25142-82 «lllepoxoBaToCTh MOBEPXHOCTH.
TepMHUHBI U ONpeAETICHUs») B COOTBETCTBHU C HO-
MEHKJIATypOI U COOTHOLLICHUSMH 3HAUCHHUI TapaMeT-
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poB, npexycMmorpenHsiMu I'OCT 278973 «Illepo-
XOBaTOCTh MoBepXxHOCTH. [lapameTprl u Xxapakre-
PUCTUKI».

Pe3ynbrar sKkciepuMeHTa OLIEHUBAIN IO CPaB-
HEHHIO IIEPOX0BATOCTEH MOBEPXHOCTH HalleyaTaH-
HOU JIeTai 0 U Mocjie XUMUYeCKOi 00paboTKH.

Haunbonbimas nmpoaomKUTETbHOCTD BBIIEPIKKI
B Mapax aleToHa OTPaHWYMBAJIACh OIJIBIBAHUEM U
nedopmarmeir Gopmbl 00pa3IoB, ONpPEICIIIEMbIX
BU3yaJibHO. 3amuch Npo(UIOrpaMM M YCTaHOBIIE-
HUE MapaMeTpoB LIEPOXOBATOCTH TPOBOAMIIH C UH-
tepsasiom 30 c.

Ha puc. 4 npencraieHb! XxapakTepHbIe TPOPHIIO-
TpaMMBbl, KOTOpPbIE OTpa)KaroT 3Talbl CIIIaXKHBaHUSA
OOKOBOI OBEPXHOCTH HANIEUaTaAHHOT'O U3/ICITHSL.

Ha puc. 4, a nokazana npodunorpamMma asus
HayaJIbHOTO 00pasia, rae HalIoJaeTcsl XxapaKTep-
HBIH CTyneH4YaTsli 3 QeKT aeraneil, HaneyaTaHHbIX
MeTtogoM FDM (puc. 5). Bennuuna mara BEICTYTIOB
COOTBETCTBYET TONIIUHE CI0sI. 3HAUE€HUE OTKIIOHE-
HUH npoduis Ra B mpenenax 0a30BOW IJTUHBI CO-
crasisieT 13,70 mxMm, Rz = 58,3 mkMm. [Ipu 3TOM BBI-
coTa MUKOB KoJebnercst oT 15 10 28 MkM, 4To yKa-
3bIBAET Ha CMEIIEHUE CJIOEB MIPH MEYaTH.

C yBenn4YeHHEM BPEMEHHU BBIIEPKKH B Cpefe
MapoB areToHa 10 2 MuH (puc. 4, ) MOBEPXHOCTH
Ha4YMHAIOT CTIaKUBAThCS, a MapaMeTphl IIEpOXOBa-
TOCTH YMEHBINAIOTCS A0 3HAUeHU Ra = 7,8 MKM U
Rz = 38,8 MxM.
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Puc. 4. [IpodmiorpaMMbl TOBEPXHOCTH B 3aBHCHMOCTH
OT BPEMEHH BBIICPXKKH B I1apax alleToHa!
a — IICXOTHBIN 00paselr; 6 — BpeMs BBIICP)KKH 2 MUH;
6 — BpeMsI BBIICPKKHU 5 MHH; 2 — BpeMs BRIICpKKH 10 MuH
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Puc. 5. BokoBas MOBepXHOCTH Hale4yaTaHHOTO 00pasa

Beinepkka Ha NPOTSDKEHUHM 5 MMH HPHBOIWT K
PAacCIJIaBICHHUIO BBICTYIIOB U «CTEKaHUIO» HEKOTOPOTO
KOJIMYECTBA MaTepHaia Bo BaguHsl. [Ipu sToM B 01-
JeTbHBIX MECTax HaOII0aaeTcsl yBEIMUEHUE Rinax, UTO
YKa3bIBaeT Ha «IIPOTPABIMBAHKE) IOBEPXHOCTH, T. €.
MPOHMKAaHKE alleTOHA BrIyOb 00pasua 1o MOBEPXHO-
CTH KOHTaKTa M1y ciosiMu (puc. 4, 6). IIpu atom Rz
cHrkaercst 10 11 MxM, a Ra — 1o 2,2 mxm. [poduns
MOBEPXHOCTH 00pa3Lia BIPaBHUBACTCSL.

B pesynbrare BIIEPKKHY B Iapax alleToHa B TeUe-
Hue 10 MUH noy4aeTcs BbIIVIaKEHHas! TTISTHIEBas 110-
BEPXHOCTS (puc. 4, 2) ¢ mokazateneM Ra = 0,1-0,2 Mkm.

JanbHelimee yBenuueHne BpeMeHn 00padoTKu
napamu Ipy U3y4eHUu npoduiorpaMm He Jaet cy-
LIECTBEHHOT0 M3MEHEHMS 10 KaueCTBY MOBEPXHO-
CTH, OHAKO HaOJtogaeTcsi 00pa3oBaHNE MUKPOILY-
3pIpeil MOJ TOHKHMM IIOBEPXHOCTHBIM CJIOEM, a
TaKXe HeXXeJaTelIbHOe 3aKpyTiieHre pedep U yIioB.

Ha puc. 6 n306paxeHs! MOBEPXHOCTH 0OPA3LOB ¢
BUMMBIMHE JIMHUSMH CIIOEB 10 00paboTku (puc. 6, a)
U pe3yJIbTaT BO3ACHCTBHS HapoB aleToHa (puc. 6, 6).
Ha ¢otorpaduu 3ameTHBI criiaxkuBaHue HOBEPXHO-
CTH, UCUE3HOBEHHUE CIOUCTOCTU U HAJMYUE MUKPO-
My3bIpeH Ha IOBEPXHOCTH.

o

Puc. 6. [ToBepxHOCTE 00pa3ma:
a — 1o 06paboTKH; 6 — rmocie 06paboTKH
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W3MeHeHne 0CHOBHBIX IIOKa3aTeNei mepoxoBa-
TOCTH OT BPEMEHM BBLACPKKH B Iapax aleToHa
IpeAcTaBieHo Ha puc. 7. C BeIUYUHON JAOCTOBEp-
HOCTH aNIpOKCHUMAIUN IKCIEPUMEHTANIBHBIX JaH-
HbIX 0,98 ycTaHOBIEHa CHI)KAIOLIASCS 3KCIIOHEH-
LMabHas 3aBUCHMOCTb YKa3aHHOTO MTapaMeTpa.

7 60
® Ra, MKM 150
m Rz, MKM

1 40
130
120

Rz, MkMm

0 2 4 6 8 10 12 14
Bpemst BBIIEPKKH, MUH

Puc. 7. I3MeHeHne napaMeTpoB LIEPOXOBATOCTH
C TEYEHHEM BPEMEHHU

I'paduk 3aBHCHMOCTH H3MEHEHHUS TTOKa3aTeNel
IIEPOXOBATOCTH MO3BOJSET YCTAaHOBUThH 3aKOH H3-
MEHEHHsI BEJTMUMHBI U B ITOCIEAYIOLIEM PACCUUTATh
BpeMs BBIIEPKKH IS MOJIY4YEHUs 3aJJaHHOU Iepo-
XOBaTOCTH IIOBEPXHOCTH.

CkopocTh NMPOXO0KICHUS MPOLECCa CIIaXKHUBa-
HUS OTIpeneNsieTcs OJJHOBPEMEHHBIM MPOTEKaHUEM
pacTBOPEHUs U OIJIBIBAHUS ITOBEPXHOCTH, TO3TOMY
MOKHO XapaKTepHU30BaTh CKOPOCTb M3MEHEHHS BbI-
COTBI PO IS IPH TOCTOSIHHBIX BHEITHHUX YCIOBUSX.

CKOpOoCTb U3MEHEHUS ITapaMeTpa HaXOIUTCS Kak:

ARz

vV=—"-,
At

IJIe Vv — CKOPOCTh CIJIaKUBaHUA, MKM/C; ARz — u3-
MEHCHHE TTapaMeTpa IIepOX0BaTOCTU; Af — mpupa-
IICHUE 110 BPEMEHH, C.

IIpu yBemIueH: NpOAOILKUTEIIBHOCTH BBIICPKKHI
00pa3LoB B Mapax aneToHa CKOpoCTh Ipoliecca KCIo-
HEHITMATFHO CHIDKACTCS, BRIXOIS Ha TIATo (pHC. 8).
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Puc. 8. CkopocTh N3MEHEHHUS BBICOTHI
HEpOBHOCTEH mpod s
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3akioueHne. B pesynbpTaTe MpOBENCHHBIX
AKCIEPUMEHTAIBHBIX KCCJICIOBaHUI TMpollecca
00pabOTKM Hame4YaTaHHBIX O0Opa3IOB MapaMu
aleToOHa rOPsYMM METOJIOM YCTaHOBIICHO, UTO U3-
MEHCHHE IMapaMeTPOB MICPOXOBATOCTH C TeYe-
HUEM BPEMCHH M CKOPOCTh CIIIAXKHBAHUS UMCIOT
HEIUHEWHYI0 3aBUCUMOCTD. C IIeNIbI0 MOTyYCHHS
TJISTHI[EBOW TTOBEPXHOCTH C TIOKA3aTeIISIMU IIIEPO-
xoBaroctu Ra = 0,2 MkM u Rz = 1 MKM jgocTa-

PesynpTarel MOTYT OBITH TIOJNE3HBI AJISl OLEHKU
3¢ GEKTUBHOCTH CIIaKUBaHMS [TOBEPXHOCTH arle-
TOHOM M OTpefeneHus TpebyeMoil crenenn oopa-
OOTKH, MOCKOJIBKY, HECMOTPSI Ha TPOCTOTY, pETyJIu-
POBaTh MPOLECC CIOKHO.

st Toro uToOBI H30€KaTh MepeneP>KKU U3ASTIA
B alleTOHE, HEOOXOIUMO YCTaHOBHUTH JaTIMK PEryJiv-
POBaHUsI TEMIEpaTyphl HArpeBa alleToHa U TaiiMep, a
TaKKe MpeyCMOTPETh BBIBO alleTOHA U3 KaMephl 00-

TOYHO 8 MHH. pa6OTKI/I 1 JOCTAaTOYHYIO BEHTWIALUIO TOMCIICHUA.
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