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AHoOTAaLIA

O0’ekTOM JAaHOTO JOCHI/DKEHHS € TpoLeC 1HXEKIIHHOTO  JIUTTS
nopomkoBoi cymimi  “CATAMOLD 8740” Bupobnuntsa ¢ipm BASF,
Himeyunna. OCHOBHOIO HULIIO JOCHIDKCHHS € BU3HAUECHHS BIUIMBY TaKHX
napameTpiB JUTTS SK: MIBUIKICTh BIIOPCKYBaHHS, TUCK BUTPUMKH, TEMIIEpaTypa
npec-popMHU, BaKyyMyBaHHsS  TOPOXHUHHU Tpec-pOpMU, TE€OMETPisl TOUYKH
BIOpPCcKyBaHHA. OOYHUCIIEHHS BIUIMBY KOKHOTO MapaMeTpy y MNPOLEHTHOMY
Bi,Z[HOIHeHHi 3a JOIIOMOI'O0 CTATUCTHUYHHUX MGTOI[iB HaCTb 3MOI'y IIPHUCKOPHUTH
ONTUMI3AIII0 TPOIECY HaJaIKH TEePMOILIACT-aBTOMATIB Ta IIJIBUIIUTH SKICTh
neranei 30poi

KurouoBi ciioBa: neram 30poi, IHXKEKIIHHE JIUTTA TOPOIIKOBUX CYMIIIEH,
JTUCHIepCiitHUI aHaui3

Abstract

The object of this study is the process of injection molding powder mixture
"CATAMOLD 8740" manufactured by BASF, Germany. The main objective of
the study is to determine the influence of parameters such as injection speed,
holding pressure, the temperature of the mold, vacuum of the mold cavity,
geometry of the injection gate. Calculating the influence of each parameter in
percentage using statistical methods will help speed up the optimization process
and increase the quality of the firearms components

Keywords: firearm components, powder injection molding, analysis of
variants

TexHonorig 1HXEKIUIHHOTO JUTTS MOPOIIKOBUX CYMIIIEH Ma€ 3/1aTHICTb
3a0€3MeUNTU MacoB€ BHUPOOHUIITBO JleTalied 3HAYHOI  CKJAIHOCTI 3
PI3HOMaHITHUX CIUJIaBIB, 32 MOMIPHOIO IIHOIO Ta 3 BEJIUKOI TOYHICTIO, IO
BIJIITPAa€ BaXJIHMBY poOJb Yy TpaHcdopmallii crnocoOiB MPOEKTYBaHHSA Ta
BUTOTOBJIEHHA JAeTayei 30poi. BUroToBieHHS KOMIIOHEHTIB 30poi 3aiimae He
MeHIe 7% BiJl CBITOBOTO PUHKY TEXHOJIOTI] JUTTS TOPOIIKOBUX CYMIIIEH, 110
ckiagae npudau3no 1,5 Minmesapaa ponapiB npogaxis [2]. ['HyukicTs TexHOOTIT
JUTTS JT03BOJIIE BUTOTOBJISITM HEBEJUKI 32 PO3MipaMH KOMIIOHEHTH 3HAYHOI
CKJIQIHOCTI, 1110 JJa€ 3MOTY 3MEHILUTH Bary JAeTaji He 3HU3UBILIM ii MeXaHI4HI
BJIACTUBOCTI.
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Y naHiii poGoTi Oynu JOCHIIKEHI HACTYIHI MapamMeTpu JIUTTS 3
BUKOPUCTAHHSAM CTAaTUCTUYHOTO IUIAHYBAaHHA EKCIEPUMEHTY: IIBUIKICTD
BIIOPCKYBaHHSA, TUCK BUTPUMKH, TeMIleparypa Ipec-QpopMU, F€OMETpis TOUYKU
BIIOPCKYBaHHA,BaKyyMyBaHHs. BUXITHUMHU MapaMeTpamu, W0 BU3HAYaIOTh
SKICTh BIJIJIMBKYU € Bara, po3MipHa TOYHICTb, IIOPCTKICTh MoBepxHi [3]. B sikocTi
CTATUCTUYHOTO MeToAy OyB BHKOPUCTaHMM JAMCHEpCiiiHMI aHami3. 3a
JIOTIOMOTOI0  I[LOTO METOAY MOJKJIMBO BIAPI3HUTH CIOPaBXKHI 3MIHH Bij
xaotnyHux [1]. VYV pesynpraTi anamizy Oyno OTpUMaHO TpPU BUXIJIHUX
napametpa. [lo mepiie, 3HaueHHs BIUIMBY, SIKE€ TOKa3ye BIUIMB MapaMeTpy Ha
AKICTh y TIPOILIEHTHOMY BifgHomeHHi. [1o apyre, 3HaueHHs &, sKke € TOMOMDKHUM
JUISL BU3HAUEHHSI TPETHOTO 3HAUCHHA P - sike moka3ye CTaTUCTUYHY 3HAYUMICTh
TEXHOJIOTIYHOTO TapameTpy. 3HaueHHs P BHU3Hayae MOXIIMBICTH MOMMIIKH
excriepuMenTy. JlJis BiIOKpEMJICHHS BaXKJIMBUX MapaMmeTpiB BijJl XAOTUYHUX,
3HaueHHs P BuOpano Ha piBHI 10%. ToOTO, KOKHUN TEXHOJOTIUHUN MapaMeTp
3HadueHHs P skoro Ouneiie Big 10% He BIIMBaE Ha BUXIJHY SKICTh BIJJIMBKH.
3nauenns 3 piBHeM Binx 0,1% mo 10% BaxnuBuii mapamerp Ta 3HaueHHS P 3
piBHeM Hipkue Bin 0,1% kputuuHuii mapamerp.

ExcriepumeHT.

Jlyis mpoBeIeHHs TOCIIHKEHHS BUKOPUCTAHO TEPMOILIAcT aBToMaT Power
50/200 ¢ipmu Engel, ABctpid. /laHa mMamiMHa Ma€e CHUILy CTUCKaHHS Mpec-popMu
500 kH Ta ocHamieHa IHXXEKIIHHUM LWIIHAPOM MPUCTOCOBAHUM IS JIUTTSA
MOPOIIKOBUX CYMIIIEH 3 J1aMETPOM IIHEKY 25 MM. Y SIKOCTI TECTOBOIO 3pa3Ka
BUKOPHUCTAHO JeTaib Baroio 30 rp. 3 JAeKiTbKOMa OTBOpaMHU OBAIbHOI (OpMHU.
Touka BIOPCKYBAaHHS 3HAXOJUTHCS MO CEPE/IUHI JeTajl, TOBIIMHA AeTall 4 MM .
Ha puc. 1 noka3ano neTaiib micist CriKaHHS.

Tovka
brgpckybarys
Mamepiany

ToHa cezpezayl Mamepia/y

Upura:24mm

Lobxura 80 mM

Pucynox 1 — Jlerans micis criikaHHs

dakTopu eKCIIEPUMEHTY Ta iX piBHI MOKa3aHi B Tabiwuii 1.
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Tabmus 1- ®akTopu eKCIEPUMEHTY

3HaYCHHS
daxkrtop - 0 n
IIBHAKICT BIOPCKYBAHHS, CM/C 5 10 20
Tuck BuTpUMKH, Oap 100 800 1200
Temnepatypa npec-hopmu, °C 125 — 135
["'eoMeTpist TOUKH BIIOPCKYBAHHS PSIMOKYTHA — KpyTia
Bakyym Hi — TaK
Taomurd 2 — XiMIYHHHI CKIaq
C% Cr% Mo% Ni% Fe % C%
0.45- | 0.4-06 | 0.25- | 0.5-0.8 | ochosa | 0.45-
Taomung 3 — MexaH14H1 BJaCTUBOCTI
['yctuna >4.5 r/em’
MirHicTh Ha pO3pUB >520 MIlIa
BigHocHe BUIOBXEHHS > 8%
TBepaicTh 190-210

VYeci TectoBi 3pasku BTl 3 Marepiany Catamold 8740 dipmu BASF.
XiMIYHUN CKJIaJ] Ta MEXaHIYHI BJACTUBOCTI MaTepiaiy IicIs CIIKaHHS 0J1aH1 B
Tabnuii 2 ta 3. BuganeHHs B’43y4oi peyOBUHU Ta CIIKaHHS MPOBEJCHI B MiYax
Elnik CD3045 ta MIM 3045.CnikanHsi BinOyBajioch B 1HEpTHIM aTmocdepi
azoty npu temmeparypi 1300°C mpotsrom 90 xB. Ilicnsa crmikaHHS NPOBEEHI
3aMipu po3MipiB, nedopmariliii, IKOCTI HOBEPXHi. SIKICTh MOBEPXHI BU3HAYEHA SIK
HIOPCTKICTh, Je()EKTH MOBEPXHI, a TAKOXK CErperamis MeTajieBoro MopoIlKy Bij
B’si3y4yoi pedoBuHM. Ilicms 3amipiB, 3HAaueHHA OyJau MpoaHali30BaHI 3a
JIOTIOMOTOI0 METOJy AUCIIEPCIMHOr0 aHaizy. B tabnuii 4 mokaszaHi pe3yJbTaTu

aHaji3y Jyisl IKOCT1 IOBEPXHI.

Tabnuus 4 — Pe3ynbratu aHanizy Juist SIKOCT1 TOBEPXHI

CraTuctryna
dakTop / B3aeMoIis SHAUCHHS | JHAYCHHS BAXJIUBICTh
BILINMBY,% | —P,%
rapamMeTpy
1 2 3 4

A TIIBUJKICTP BOOPCKYBaHHS 15,68 2 BaxnuBnii
B Tuck BuTpumMKu 1,28 54 He Baxxnuswuii
C Temmneparypa dopmu 1,65 48 He BaxxnuBuii
D TI'eomerpis Touku 34.84 0 Kputnunuit
BIIOPCKYBaHHS
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[TponorxenHs Tadaui 4

1 2 3 4
E Bakyym 0,07 89 He BaxnuBnii
AC 7,52 13 He BaxxnuBuit
AD 6,42 16 He Baxxinusuii
ACD 12,72 5 BaximmBuit

[amuM  mokazHukoM sikocTi € nedopmaris dopmu  geranmi. Ha nei
BOXJIMBUN MMapaMeTp BIUIMBA€ THUCK BUTPHUMKH Ta B3a€MOJii THCK BHTPHUMKH,
TeMIiepaTypa (opMu Ta MIBUAKICTH BIOPCKYBAaHHS, THCK BUTPUMKH, TCOMETPIs
TOYKH BropckyBaHHs (ABD) (Tabmurs 5).

Tabmuns 5 — Jlucniepcivinuii anani3 aedopmairii nerai

CratuctnuHa
dakTop / B3aeMOJIis 3HauCHHA | JHAUCHHS BaYKJIUBICTH
BIuMBY,% | —P,%
napameTpy
A TIBUAKICTh BIOPCKYBaHHS 4,64 24 He BaxxinuBuit
B Tuck BuTpumMKH 9,82 8 Baxxnusui
C Temneparypa dopmu 1,18 55 He BaxnuBuii
D T'eomerpis ToukH 257 38 He Baxnusnii
BITOPCKYBaHHS
E Bakyym 0,11 86 He BaxnuBuii
BC 14,56 3 Baxnusuit
ABD 12,46 5 Baxnusui
BDE 8.4 11 He BaxxmmBuit
CDE 6.35 16 He BaxxmmBuit

HaiiOinpmmii BrunB Ha aedopmaliio AeTajli MOKIUBO JOCITTH 3MIHIOIOUH
OJIHOYACHO THCK BUTPUMKH Ta Temrnepatypy popmu. [ldedopmariiro nerani micis
CIIKaHHS MO>KJIMBO 3HU3UTH 3HU3UBIIH TUCK BUTPUMKH B KOMOIHAIII1 3 HU3bKOIO
TEMIIepaTypolo mpec-popMu (IpOTe MOKU JAETaNb MPOJIUBAETHCS MOBHICTIO).

Taki po3mipH sIK IIMPUHA JeTall Ta JOBXHHA HAHOUIbII YyTJIMBI JO THCKY
BUTpUMKU. [Ipy BeNMMKOMY THCKY JeTallb ITCHIS CHIKaHHS Ma€ HIKYUM
KOe(DIIIEHT ycaJKu a ToMy 30UTbITYEThCS Y PO3Mipax.

Sk BumHO 13 TabmuIl 6 JOBXHHA JeTajl € B OCHOBHOMY (DYHKIIIE€IO Bif
THCKY BUTpUMKH. llel edexr cuibHiIIE YMM MEHIIE BIJICTaHb JIO TOYKH
BIIOPCKYBaHHA. bis TOYKM BHOPCKYBAHHS THUCK BUTPUMKH MAa€ BEIUYUHY
BITUBY 87% ( Tabmuiig 7) TOAl SIK HA KIHIIX JIeTajli BIUIMB Ha IIMPUHY JETall
3HUXKY€EThCS 10 78,84% ( Tabmurs §).

393



Tabnui 6 — JlucniepciiiHuii aHasi3 TOBXKUHU JeTali

Cratuctuyna
dakTop / B3aeMois SHAUCHHA | 3HATCHHS BOXKJIUBICTh
BILTUBY, % -P.%
napameTpy
A 1lIBUAKICT BIOPCKYBaHHS 2.51 38 He BaxxnuBuii
B Tuck BuTpumMKu 78.84 0 | Kpurnunmit |
C Temmneparypa (opmu 441 24 He BaxxnuBuii
D ['eometpis TOYKH 3.96 28 He BaxnuBuii
BIIOPCKYBaHHS
E Bakyym 0.14 84 He BaxnuBuii
AB 2.09 44 He BaxnuBuii
Tabmuus 7 — [ucnepciiiHuii aHami3 IIMPUHUA JeTam Ol  TOYKH
BITOPCKYBaHHS
CratuctuyHa
dakTop / B3aeMOIis 3HAYCHHA | SHAUCHHS Ba)KJIMBICTH
BILIMBY,% | —P,%
napameTpy
A TIBUAKICTH BIOPCKYBaHHS 0,83 64 He BaxxinuBuii
B Tuck BuTpumMKu 86,55 0 | Kputnuumit |
C Tewmmeparypa dopmu 1,39 52 He BaxxnuBuii
D T'eomerpisi TOUKH BIOPCKYBAHHS 0,42 75 He BaxnuBuii
E Bakyym 0,5 70 He BaxnuBuii
AB 1.95 43 He BaxnuBuii
AD 2.07 42 He BaxxnuBuii
Tabmus 8 — JlucnepciitHui aHaji3 MIMPUHKA Ha KIHIAX JeTa
CratuctuyHa
dakTop / B3aeMoIis 3HAYCHHA | HAUCHHS Ba)KJIMBICTH
BILIMBY,% | —P,%
napameTpy
A TIIBUIKICTP BOOPCKYBaHHS 2,51 38 He BaxxnuBuii
B Twuck BUTpUMKHU 78,84 0 | Kpurnunmit |
C Temmneparypa dopmu 441 24 He BaxxnuBuii
D T'eomerpisi TOUKH BOOPCKYBAHHS 3,96 28 He BaxnuBuii
E Bakyym 0,14 84 He BaxxiuBuii
AB 2,09 44 He BaxxinuBuii

Takox MoOXHa TOMITUTH, WIO 1HINI TapaMeTpyd Taki $K: MIBUIKICTbH
BIIOPCKYBaHHA, TeMmIiiepaTypa (opMH Ta TeoMeTpisi TOYKH BIOPCKYBAHHS —
30UTBIIMIIM CBIM BIUIMB Ha IIMPUHY JIeTail Ha KiHLX. JaHuil egext pe3ynbrar
GI3MYHMX BIACTUBOCTEH MaTepiany. TemaonpoBiJHICT Ta TEIUIOEMHICTD
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BIUTMBAIOTh HA IIBUKICTH OXOJIOKEHHS. 30UIbIIICHA MIBUAKICTh OXOJIOKCHHS
NPU3BOJUTH JI0 IIBUAKOTO 3aCTUTAHHS BiIJTMBKUA Ta 301IBIIYE TPATIEHT THUCKY
10 JIOBXKHMHI1 J€Tal BiJl TOYKH BIIOPCKYBaHHS.

BucHOBOK.

[le nmocmimKeHHs MOKa3ye, MO0 THCK BUTPUMKH HAHOUIBII 3HAUYMMUN
napaMmeTp 31 Bcix. Takox Iei mapamMerp MOKe HIBEIIOBAaTH [il0 1HIIUX
napaMeTpiB, II0 Ba)XJIMBO MPH HHU3BKUX PIBHAX THUCKY Ta Ui JeTalen 3
MaJICHbKUMHU TOYKaMHU BIIOPCKYBaHHA. 3a3HAYMMO, IO SKICTh JETalll MOXKIIUBO
KOpPUTYBaTH 3a JOMOMOTOI0 MapameTpiB JUTTA. llpu OUTBIIMX IMIBHIKOCTAX
BIIOPCKYBAaHHS SKICTh TMOBEPXHI BIIJIMBKH 3HIKYETHCS, MPOTE 30LIBIIYETHCS
AKICTh TpoNuTTs naeram. [lpm 30unbmIeH] TemmepaTypu (QOpPMH ClalOBaHHS
MOTOKIB MaTtepiaxy MOKpAaI[yeThCs. TakoX TOCTiIKEHHS IMOKA3ye 3HUKCHHS
SIKOCTI TIOBEPXHIi MPH BUKOPUCTAHHI TOYKH BIIOPCKYBAHHS TOHKOI MPSMOKYTHOI
dbopmu, 10 MOB’A3aHO 3 CErperamiero MOpouIKy Ta B’S3y4oro mpu 301IbIIEHI
MIBUAKOCTI 3ABUTY. ToMy NIl KICHUX J€Tajedl TOYKa BIHOPCKYBaHHS KpPyIJoi
dbopmu € HalOLIBII OakKaHOIO.
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