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ABTOpBI  BBIpaXAIOT  OJIaroAAPHOCTH
noueHty kadeapsl «VHHOBaHOHHbBIC
TEXHOJIOTHH MamuHOCTpoeHusD Llym-
KOBY A.A. 32 IOMOIlb B TOJTYYECHUU U
[POEKTHPOBAHUH MacTep-Mozeiei Me-
TOZOM OBICTPOrO MPOTOTHIIMPOBAHMSL.

AHHOTANUA

Beenenne. B paGoTe npeacTaBieHbl Pe3yIbTaThl HOIYYEHHS CIOXKHOMPODHIBHOTO AIEKTPOia-UHCTPY-
menTta (OU) anst KOMTUPOBaTBHO-TIPOIIMBHON AIIEKTPOIPO3MOHHON 00paOOTKH MO TEXHOIOTWH THUThs. JlaH-
HBIH CIOCO0 3aKIIIOYaeTCsl B MCHOIb30BAHUN MacTepP-MOJIEITH, MOIY4€HHONH METOIO0M ObICTPOro MPOTOTHUIIHU-
poBanusi. Llesqib paGoThl: SKCIEPUMEHTAIBHOE UCCIIEIOBAHUE 00ECHEeUeHNsI TOYHOCTH NMPH M3TOTOBJICHUH
CIIOXKHONPOGMILHEIX DU METOIOM JIUTBS ¢ IPUMEHEHHEM TEXHOJIOTMU OBICTPOrO HPOTOTHITMPOBAHUS JUIS
KOMTHPOBAILHO-TIPOIIUBHOM 3JIEKTPOIPO3UOHHOMN 00paboTku. MeToanl ucciienoBanusi. Mactep-monens DU
u3rotasnusanyu Ha ycranoke Envisiontec Perfactory XEDE no texnonoruu crepeonurorpaduu. B kauectse
HCXOHOTO MaTepuaa ucnonb3oBajics Goromonumep Si500. [IpomMexyTouHbIe U OKOHYATEIbHBIC H3MEPEHHS
oTkiIoHeHus oBepxHOocTed BhimonHeHs! Ha KM Contura Carl Zeiss G2. Pacuet TUTHUKOBO-ITUTATEIBHON
cuctemsl BeimonHeH B [10 ProCast. [lonydena otnuBka u3 nuteitnoit narynu JIL40C. UccnenoBanue mpo-
ecca KOIMMPOBAJILHO-IIPOIIMBHON 3MIEKTPOIPO3UOHHON 0OpabOTKH AIEKTPOLOM-HHCTPYMEHTOM, M3rOTOB-
JICHHBIM JIMTHEM C NMPUMEHEHHEM TEXHOJOTHH OBICTPOrO MPOTOTHUIIMPOBAHMS, MPOBOAMIOCH C MOMOIIBIO
KOIMpOBaJIbHO-TIpoIuBHOTO cTanka Smart CNC B cpene TpancopmaropHoro macnia. Pabouune mapamerpsr:
BpeMsl BKIIOYEHMs1 umItynbea 7, , Mic; Hanpsbkerue U, B; cuna Toka /, A. Pesyabrarsl u o6ey:xkiaenue. Pas-
paboTaHa MeTOJHKa MPOSKTUPOBAHUS M U3TOTOBIECHHS CIOKHONPO(GMIbHOro DM ¢ npuMeHeHHeM TEeXHOJIO0-
THU OBICTPOTO MPOTOTUIUPOBAHUS IS KOTUPOBAIBHO-TIPOLIMBHOM IEKTPOIPO3NOHHON 00pabOTKU. AHAIN3
OTKJIOHEHHs (POPMBI MOKa3all, YTO MPH U3TOTOBICHUHM MAacTep-MOJEIN METOJIOM cTepeoiuTorpaduu npouc-
XOIMT BO3HUKHOBEHHE HOTPEIIHOCTEH. DKCIEPUMEHTAIbHOE MCCIIE0BAaHNE OTKIOHEHNUS (JOPMBI MacTep-Mo-
JIeJIM 110Ka3aJI0 BOTHYTOCTh NMOBEPXHOCTH B Auanazone ot 0,03 1o 0,07 MM B 3aBUCUMOCTH OT PACHOIOKEHHS
cropoH. [Toka3aHo, 4TO ONTUMHM3UPOBAHHAS MacTep-MOJeb UMeeT Ha 25 % MeHbIle OTKIOHEHHI (HOPMBI.
st usroronienust DU 110 TEXHOJIOTUM JIMThs pa3paboTaHa JIMTHUKOBO-TUTaTenbHas cuctema (JIIIC). Ilpu
OLICHUBaHHMH TIOPHCTOCTH YCTAHOBJIEHO, YTO TTOPHI CKOHIIeHTpUpoBans! B JITIC u nprObLUIH, YTO MOJIOKHUTEIb-
HO BJIMSIET HA KaY€CTBO OTIIMBKU. I3roToBIEHHE 3IEKTPOa-UHCTPYMEHTA C TOMOILbIO TEXHOIOTHHU JIUThS T10-
Ka3aJio, YTO BCE MapaMeTpbl TOYHOCTH U IIEPOXOBATOCTH HAXOMATCS B 3aJJaHHOM JIOIYCKE M COOTBETCTBYIOT
UCXOIHBIM JIaHHBIM 4eprexka. [IpoBesieHo IKCIepUMEHTANIbHOE UCCIIE0BAHUE Mpolecca MEKTPOIPO3UOH-
HOU 00paboTku mpoduIsHOro maza DI, KOTOpkIi OBLT U3TOTOBIEH METOMOM JIUThS 1O BBITUIABIISIEMOR MO-
JIeTIH, TIOJTy4EeHHON ¢ IPUMEHEHUEM TEXHOJIOTHU OBICTPOTrO MPOTOTUIIHPOBAHKS. YCTAHOBIICHO, UTO Pa3Mepsbl
MOJIY4EHHOTO T1a3a YAOBJICTBOPSIOT 3asBJICHHBIM TPEOOBAHUSM.

Jns nurupoBanusi: V3roToBieHHE 3IEKTPOAOB-WHCTPYMEHTOB C ONTHMHU3MPOBAHHON KOH(HTIYpalmueld IUIs KOMHPOBAJIBHO-TIPOIINBHON
ANEKTPOIPO3UOHHON 00paboTku MetomoMm ObicTporo mportotunupoBanus / T.P. A6maz, B.b. bnoxun, E.C. IllnsikoB, K.P. Myparos,
N.B. OcunnankoB // O6paboTKa METAILIOB (TEXHOIOTHs, 000pyaoBaHue, HHCTpyMeHThI). —2024.—T. 26, Ne4.—C. 138-152.—-DOI:10.17212/1994-

6309-2024-26.4-138-152.
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Z[J'ISI HU3TOTOBJICHHUA CJ'IO)KHOHpO(bI/IJ'IbHBIX I10-
BerHOCTeﬁ IMPUMCHACTCA MCXaHUYCCKasAd 06pa—
6oTka. OTOT MCTOA HMMCCT P TCXHOJIOIMYCCKHUX
N 3KOHOMMHYCCKHUX HCEAOCTATKOB. I[J'IH MOJIYy4YCHUA



EQUIPMENT. INSTRUMENTS

pa3INuYHBIX Npoduiield HEOOXOIUMO H3TOTOBIEHUE
Pa3IMYHOTO NMPO(UIBLHOTO PEKYIIETO HHCTPYMEHTA,
KOTOPBIi NPUMEHHM Ha OIHOM TEXHOJOTHMYECKOM
nepexofe. B Takux ycloOBUSX MpPOU3BOACTBEHHBIN
UK M3TOTOBJICHUS W3ETHs YBEIUYMBAETCS W3-
3a yacTol CMeHbI MHCTpyMeHTa. [Ipu obecnieuenun
HEOOXOIUMOro MpoQuiIs MOBEPXHOCTH B OCHOBHOM
TpeOyeTcs MpUMEHEHHEe O00OpYIOBaHHS C BO3MOX-
HOCTBIO MHOT0OCEBOM 00pabOTKH, YTO MPUBOIUT
K yBEJIMUEHUIO cebecTonMocTu maaenus [1-3].

Jlig monmydeHus CIOKHONPO(MUIBHBIX MOBEPX-
HOCTEH HIMPOKO MPUMEHSETCS KOMUPOBAILHO-IIPO-
IITMBHAS AJIEKTPOoIpo3uoHHas oopadoTka (KI1D30).
KIID20 mo3BomsieT moiydaTh OpoduiIb u3menui
pa3iauyHoil (HOpMBI ¢ MUHUMAaJbHBIMU 3aTpaTaMu
Ha UHCTPYMEHT U OCHACTKy. TexHonoruueckue me-
pexozbl He TpeOyeT MpUMEHEHHs CcrielnaIbHON Oc-
HACTKH B CBSA3M C OTCYTCTBUEM CHUJI pe3aHHsl B IIPO-
necce KII930 [4-7].

OddexruHOoCTs KITD30 3aBUCUT OT KadyecTBa
anekTpona-uHcTpymMeHta (OU). B coBpemeHHOM
MPOU3BOACTBE cioxHONpodunsaeie DU u3roras-
JUBAIOT MEXaHUYECKUMHU crocobamu o0paboTKu
(ToxapHas, (pesepHas obpadorka). HeoOxomumerit
KOHTYp TMOBEPXHOCTH 3adacTyio TpeOyer DU, ko-
TOPBI HEBO3MOXKHO HM3TOTOBUTH TPEXOCEBOW 00-
paboTko#, Torna usrorasnuBatoT DU Ha msaTHOCE-
BbIX OOpalaThIBAIOIIUX IEHTPaX C MPUMEHEHUEM
CHEIMAIbHON OCHACTKU U PEXKYILIEr0 HHCTPYMEHTA.
Ot Metonmbl m3roToBleHus OW TpeOyeT 3HauuU-
TEIbHBIX YKOHOMUYECKUX W BPEMEHHBIX 3arpar. B
paMKax MaccoBOTO MPOU3BOICTBA UCIIOIB30BaTh X
HerenecooOpa3Ho. [l OmbITHOTO MPOU3BOACTBA
XapaKTEPHO H3TOTOBJIECHUE OJIHOTO KOHTPOJIBHOTO
oOpasia aJisi BHECEHHUS MOCIEAYIONINX U3MEHEHUN
B €r0 KOHCTPYKIIHIO, YTOOBI MUHUMHU3UPOBATh TIPO-
M3BOJICTBEHHBIH IUKII C IeNbI0 00ecredyeHus: Heoo-
XOJIMMOTO pe3ysbTara.

AKTyallbHbBIM pEIICHUEM SIBJISIETCS HM3rOTOB-
neHue cioxHonpopuabHbIXx DU ¢ nmpuMeHeHueM
TEXHOJIOTUU JIUThS 1O BHITUIABISIEMBIM MOJEISAM U
MOJTyYEHUEM MAaCTEP-MOJICIH M0 METOAY OBICTPOTO
OPOTOTUNHPOBaHUSA. TexHOJOrusi OBICTPOro MPO-
TOTUIIUPOBAHUS TIO3BOJISIET M3TOTOBUTH OIBITHBIN
obpazerr DU st OIEHKH COOTBETCTBHSI KadyecTBa
U OBICTPOTO KOPPEKTHUPOBAHUS MOJESTH HW3EIHSI.
[IpuMeHnenne agIUTUBHBIX TEXHOJOTHM JJIS TOJY-
YEHHUsI MacTep-MOJIECNM TO3BOJIIET HM3rOTaBIMBAThH
enuHuyHble DU paznuyHOro mpoduis B CKaTbie
cpoku. CoBpeMeHHOE 00O0pynOBaHME, MpPUMEHse-
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MO€ B aJJIUTUBHOM IPOMU3BOJICTBE, MO3BOJSET 3a
OJIMH TIPOU3BO/ICTBEHHBIH IIKJI H3TOTOBUTH MAPTHUIO
DU ¢ pa3nu4HbIMU NPOGUISIMU, YTO CIIOCOOCTBYET
CHUKEHUIO SKOHOMUYECKHUX 3aTpaT U YMEHbILIEHUIO
MIPOU3BOICTBEHHOTO LIUKIIA [§].

AHanmu3 nureparypsl [9-11] noxazan, 4To 1o
TEXHOJIOTHH OBICTPOTO MPOTOTUITUPOBAHUS U3 HKH]I-
KUX (DOTOMOIMMEPOB BO3MOXKHO H3TOTABIHMBAThH
MPOTOTHUIBI M3ACIUNA C MUHUMAJIbHBIMU OTKJIOHE-
HUSMU U CTPYKTYpHBIMH aedekTamu. [Ipumenenue
JTAHHOW TEXHOJIOTUU TO3BOJISIET 00ECTIeUUTh HYX-
HBbIE TapaMeTphbl MOBTOPSIEMOW T€OMETPUHU CIIOXK-
HOMPOMIBHBIX ANIeMeHTOB. B pabotax [12-16] ot-
MedaeTcs 3QPEKTUBHOCTh YKa3aHHOW TEXHOJIOTHUU
JUTSL TIONTyYeHHUs TPeOyeMbIX CIOKHOTPODUIHHBIX
n3nenuid. OgHAaKo B HACTOSAIIEE BPEMs HE B IOJHON
Mepe H3yuYeH BOIPOC TOYHOCTH MacTep-MojeleH,
MOJyYEHHBIX METOIOM CTEPEOJIUTOrpaduu.

AKTyallbHOH 3a/1a4eil sBIseTcs pa3paboTKa Ha-
YYHO OOOCHOBaHHBIX MOJXOJOB K H3TOTOBJICHHIO
cnoxxHONPOohUIbHBIX DU 10 aabTepHATUBHBIM TEX-
HOJIOTUSIM.

Ilenvio pabomot siBnsieTcs oOeCedYeHUE TOUHO-
CTH W3TOTOBJICHHS CIOKHONPOPMIBHBIX DU MeTo-
JIOM JIUThSI C IPUMEHEHHEM TEXHOJIOTUU OBICTPOro
MPOTOTUITUPOBAHUS JJII KOMHUPOBAIBLHO-TIPOIIUB-
HOM AJIEKTPOIPO3NOHHON 00PaOOTKH.

3aoauu:

1) paspabotate METONMKY MPOEKTUPOBAHUS
U TPOM3BOACTBA CiokHOMpohuapHoro DU  mis
KIID20 ¢ mpuMeHeHHEeM TEXHOJOTHH OBICTPOTO
MIPOTOTUITUPOBAHUS JISl CO3/IaHUSI MaCTeP-MOJIEIIH;

2) mpoaHaIU3UPOBaTh OTKIOHEHUS (POPMBI MacTep-
MOJIEJIH, W3TOTOBJICHHOW U3 HUAKOTO (hOTOHOIMMEDA,
Ha KOOpAMHaTHO-U3MepuTeabHoN MatmHe (KMM);

3) BeimoniHUTh Koppekiuto CAD-moxenu st
YMEHbILIEHUSI OTKJIIOHEHUH (POPMBI MacTep-MO/IEIH;

4) pa3zpaboTarh JTUTHUKOBO-NIUTATENIbHYIO CH-
ctemy (JITIC) u oleHUTH MOPUCTOCTH OTIIMBKHU MPH
3aJIUBKE METAJIIOM;

5) IpoBecTH H3KCIEPUMEHTAIBHOE MCCIIEA0Ba-
Hue ToyHocTu mporecca KIIDD0 mnpoduibHOro
rasa 3JeKTPOAOM-UHCTPYMEHTOM, H3TOTOBJICHHBIM
JUTHEM C TIOTYYEHHEM BBIIJIABISIEMON MOJENHU T10
TEXHOJIOTMH OBICTPOTO MPOTOTUIHPOBAHUS.

MeToauka uccjaea1oBaHun

OkcnepuMeHTsl mpoBoawanck Ha 0Oaze LIKII
AT xadenps! «/IHHOBallMOHHBIE TEXHOJIOTHUH Ma-
mrHoctpoeHus» ®IAOY BO «Ilepmckuii Hammo-

Vol. 26 No. 42024 (139
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HaJbHBI HCCJEI0BAaTENbCKUM MOJUTEXHUUECKUN
YHUBEpCUTET». B pamkax uccieqoBaHHUS METOAOM
JUTHSI TIO BBIMJIABISIEMBIM MOJIENISIM H3TOTOBJICHBI
AT 00pasloB AIIEKTPOJOB-UHCTPYMEHTOB IS
KIID20 rnyxoro mpoduIbHOTO TMa3a B H3ACIHIX
CHEIMaIbHOTO Ha3HaueHUs; acku3 DU npencrapneH
Ha puc. 1. DNEeKTPOIBI-UHCTPYMEHTBI CIIPOEKTUPO-
BaHBI C YYETOM MEXD3JIEKTPOIHOTO 3a3opa (MD3),
pPacCUMTAaHHOTO IO METOAUKE, MpPEeICTaBICHHON
B paborax [17, 18].

OBPABOTKA METAJIJIOB

Puc. 1. Dcku3 deKTpona-nHCTPYMEHTA

Fig. 1. Sketch of the tool electrode

[IpoextupoBanne CAD-monenu ¢ JHUTHHKO-
BO-IIUTATEJIbHONM CHUCTEMOM OCYIIECTBISJIOCH B
CUCTEME aBTOMAaTU3MPOBAHHOIO IMPOEKTUPOBAHUS
SOLIDWORKS.

O6pabotka CAD-monenu najisi M3rOTOBJICHUS
BBIIUIABISIEMOM MOZEIN METOJOM CTEpPEOIUTO-
rpadun (SLA) ocymiecTBieHa B MPOTrPaMMHOM
komruiekce Materialles Magics. IIpoektupoBanue
nojaepxex (puc. 2) HeoOX0IUMO AJii CBOOOAHOTO
yaaneHust ot pabouero Mecta noctpoenus. s Mu-
HUMU3ALMN PacXo/l0B MPU U3TOTOBICHUH METOAOM
SLA BbINOIHEHO BHYTpeHHee 3anonHenue DU sye-
UCTOH CTPYKTYpOH TpaHEeLEHTPUPOBAHHOMN KyOHUe-
ckoii pewetku Burnepa — 3eiitua (puc. 2). JlanHbIi
TUIl PELIETKH XOPOUIO JEPKUT PaBHOOCHYIO Ha-
Ipy3Ky, 4TO IMO3BOJISIET IMOJyYUTh MAacTepP-MOJEIb
C JIOMyCTUMBIMHU OTKJIOHEHUSIMH (POPMBI TIOCTIE J10-
MOJINMEpHU3AIliu MaTepuala Ha Bo3ayxe [19-21].

BelpamuBanue DU mpoBeneHO Ha yCTaHOBKE
macounoro tuna Envisiontec Perfactory XEDE. I1a-
paMeTpsl pexXrMa IpeICTaBIeHBI B Ta0I. 1.
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Puc. 2. llonnepxku nus DU
Fig. 2. Supports for TE

Taonuma 1
Table 1

I[MapameTphl pe:kuMa BhIPAIIUBAHUS
BBLIILIABJIsAEMO Moneau MmeTtoaoM SLA

Parameters of the build mode of the investment

pattern by SLA method
[TapameTtp 3HaueHue
TommiyHa CI0s1, MKM 50
BricoTa momnepikex, MM 3
TonmwmHa nogaepxKeK, MKM 280
Bpewms 3acBeTKM cedeHHs 2500

MOJIENIY U TIOMIJIEPIKEK, MC

JIns. M3roTOBIIEHUST MOJEJIEH HCHOJb30BaAJICA
(hoTonoaMMepHBI MaTeprall Ha OCHOBE KPUJIATOB —
Si500, OTHOCSIIHIICS K KJIACCY CIIUTHIX TTOJTUMEPOB.
XapakTepucTUKU MaTreprasa Ipyu HOPMaJIbHBIX yC-
JIOBUSIX TIPEJCTABJICHBI B Ta0M. 2.

CAD-Monens onsITHOro DU ¢ IMTHUKOBO-ITUTA-
tensHOM cuctemoii (JITIC) mpencraBnena Ha puc. 3.

Hns pacuera JIIIC ucnons30BaH MporpaMMHbINA
komiuieke ProCast. [Tpu nmpoextuposanuu JIIIC He-
00X0IMMO y4eCTh CIIeTyIolIee:

1) omuHaKOBBIE YCIOBUS Ul KaXKJIOTO y4yacTKa
OTJIMBKY MU JIUTHE;

2) Ui TOJICTOCTEHHBIX YYacTKOB HajM4ue J0-
MOJIHUTENIBHOTO JIETIO JKMJIKOTO MeTajula C LEeNbio
ycTpaHeHus: nedekToB (ycagodyHOW pPaKOBHHBI,
PBIXJIOCTH U TIOPUCTOCTH B METAJLJIE);

3) HampaBJeHHe TOpsiuero MeTajia OT TOJCTO-
CTEHHBIX Y4aCTKOB K TOHKOCTEHHBIM.
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Tabnuma 2
Table 2

XapakTepucTuKH (OTONOJIMMEPHOro Marepuaia SiS00
NPH HOPMAJIBHBIX YCJI0BUSAX

Characteristics of Si5S00 photopolymer material under normal

conditions
[TapameTp 3HaucHNE
Monyns ynpyroctu Ha pactsokenue E, MITa 2,68
IIpenen npouHocTH Ha paspsiB 6, MIla 78,1
OTtHOcuTeNnbHAs nedopMalus Py pa3peiBe €, %o 4,39
[Mpenen mpouHocT Ha u3rud o, MIla 65
Temmeparypa crexnosanus 7, °C 61
[1110THOCTH B JKMJIKOM COCTOSIHUU P, /oM’ 1,1
[110THOCTE B TBEPIOM COCTOSTHUH P, r/em’ 1,2

Puc. 3. Mozens DU ¢ TUTHUKOBO-IIUTATEILHON CHUCTEMOI

Fig. 3. TE model with sprue-feeding system

[Tocne u3roToBieHUsT MacTeP-MOJEIH ISl KaXK-
noro DU 6611 chopMHUpOBaH MOIETHHBIA KOMITJIEKT
JITIC u nuTheBast MOJIEb U3 JIMTEMHOTO BOCKA C TI0-
MOIIBIO CUITUKOHOBOH (DOPMBI.

[TomyuyeHHble BOCKOBBIE MOJEIH 3JIEKTPOJIOB
osutn coenunensl ¢ JITIC. Bockossie DU ¢ JITIC
3aTeM YCTaHABIWBAJIUCh B ONOKY U 3aJUBAJIUCh
rurnicoM. [Ipokanka (OpMBI OCYIIECTBISIACH JIO
temmeparypsl 750 °C. Tlocne octwiBaHus (HOPMBI
no temmeparypsl 450 °C mpoBoauiace MpoKajka
Mojiesiel B MHYKIIMOHHOM TUTeIbHOM MeYH, 3aTeM
OTJIMBKU H3BJeKanuch u3 ¢opmel. Mcnomab3zyemsbrit
MaTtepual n3nenus — aurenHas naryss JIL40C.

MN3mepenuss mapamMeTpoB  MacTep-MOICINEH,
a TaK»Ke BOCKOBBIX MOJIEJICH U MOCIIEIYIOUX OTIIN-

BOK NPOM3BOJWINCH Ha TpexkoopauHatHou KHMM
Contura Carl Zeiss G2. PaccmarpuBaiuich OTKJIOHE-
HUS QOPMBI U BEJIMYMHBI BO3MOXKHBIX KOPPEKIHUI.
Hccnenyemble 00pasiibl yCTaHABIUBAIUCH TIEp-
NEHAMKYJISIPHO IUIOCKOCTH CTOJAa, W € IHOMOIIBIO
AKTHBHOW CKaHHPYIOIIEH T'OJOBKM MAallWHBI U3Me-
PAIKCH MEpEMEIIEHNS OTHOCUTEIBHO CEUEHUS BEp-
THUKAJIbHBIX U TOPU30HTAJIbHBIX IOBEPXHOCTEN ITPO-
toruna. Ha xaxaom nosnydeHHom DU usmepsiocsh
YeTbIPE NOBEPXHOCTU. M3MepseMble MOBEPXHOCTH
U CTpaTeTHs U3MEPEHUS IIPEACTABIECHBI HA PUC. 4.
Crparerust u3MepeHus IPEICTABISIET COOOM IMO-
TuiHu. M3Mepenne npou3BOAUIOCh TaKUM 00-
pa3oM, 4TOOBI MaKCHUMAJIBHBIM 00pa30M 3a1eHCTBO-
BaTh BCIO IIOBEPXHOCTb. B pesynbrare cobupanach

Vol. 26 No. 42024 141
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o

Puc. 4. IamepsieMble TIOBEPXHOCTH AJIEKTPOJAOB-UHCTPYMEHTOB (a) U Tpaekropus usmepenus DU (6)

Fig. 4. Measured surfaces of the tool electrodes (a) and the trajectory of measuring the TE (0)

cratuctuka n3 200 TOo4ek B Tpex KOOpAMHATAX —
X, Y, Z.

JUia TecTUpOBaHUS IOJYYEHHBIX METaJlJINye-
ckux OU nposeneH skcnepuMeHT no KIID90 cra-
m 45. O6paboTtka BeinoiHsiack Ha KII930-cran-
ke Smart CNC B cpefe MHAYCTPUAIBHOTO Maciia
Mapku 1-20a T'OCT 982-80.

Pexum KIT990 npexncrasnen B Tadim. 3.

Tabnuma 3
Table 3

PexxnM 00paGoTKH Ha KOMUPOBAJLHO-TIPOIINB-
HOM JIEKTPOIPO3HOHHOM CTAHKE

Machining mode on the copy-piercing EDM

machine
ITapameTpsl SnacHms
max
I A 8
U,B 50
T, MKC 100

Pe3yabTarbl U MX 00CYyKICHUE

Ha puc. 5 npencraBnena sueuncTas CTPYKTYy-
pa BHYTPEHHETO 3aM0JHEHUS BHITUIABISEMBIX MO-
neie.

C nomorisio mporpaMMHoro komruiekca Calypso
MOKa3aHbl CPETHUE OTKIOHEHUS OT IIOCKOCTHOCTH
Ha TOBEPXHOCTAX 1—4 (puc. 6) Bcex MATH 00pa3IoB
OU. lng MonenupoBaHus JIMHUW MOTPEIIHOCTH OT-
KJIOHEHHUS OT MJIOCKOCTHOCTH MPUMEHEH MEeTO]] al-
MPOKCUMAITUH.

s BU3yanu3aluu clelaHa BBHIOOpKA JTaHHBIX
B KOJIMYECTBE JIBEHAMAIATH TOYEK IS KaXXIOW Io-
BEepXHOCTH. TOYKM BHIOMpPATUCH HA IMHUU U3MEpe-
HUS, TJIe OHA JIOMAeTCsl.

JlanHble BBIOOPKH Ui KaKI0M MOBEPXHOCTH
NpeICTaBICHbI B Ta0M. 4.

PacrnionoxeHue ykazaHHBIX TOUEK MTPEICTABICHO
Ha puc. 7. Uepes 3TH TOUKHU MPOBEACHA JIMHUSA aIl-
IpOKCUMAaIK, 0003Havaromas cpeaHuii daxkruye-
CKHUI pa3Mep MacTep-MOJICIEN.

Puc. 5. 3anonnenue siueiikaMu CTPYKTYpO# rpaHelEeHTPUPOBAHHON KyOHUYeCKOi
pemetku Burnepa — 3elitia

Fig. 5. Cell filling with the structure of a face-centered Wigner-Seitz cubic lattice
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6 2

Puc. 6. TpaekTopusi H3MEPEHUSI CO 3HAUCHUEM CPEITHETO OTKIOHEHHUS OT INIOCKOCTHOCTH
1o oBepxHoctH [ (a), 2 (0), 3 (8), 4 ()

Fig. 6. Measurement trajectory with the value of average flatness deviation along
the surface 7 (a), 2 (6), 3 (8), 4 ()

Tabnunpa 4
Table 4
Bbi6opka Touek ¢ moBepxHocTeil 1—4
Sampling points from surface /-4
KOOpI[I/IHaTI)I TOYCK Ha MOBCPXHOCTHU
IToBepxHOCTB Touka
X Y z
1 264,2598 -513,1588 —477,3192
2 264,2567 -518,4794 —477,3239
3 259,5628 -517,3288 —477,2899
4 259,5518 -521,9996 —477,2986
5 255,7281 —-520,0690 —477,2837
6 255,7163 —525,1954 —477,2634
: 7 250,7091 —523,9416 —477,2420
8 250,6929 —529,7544 —477,2196
9 244,3490 —528,7445 -477,1874
10 244,3337 —534,6175 -477,1713
11 237,7511 —536,6551 —477,1053
12 267,6178 -513,1320 —477,3031
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OoxkHuanue Tabdmn 4
The End Table 4

MosepxHocTs Toma KoopauHatel ToYek Ha TOBEPXHOCTH
X Y Z
1 266,8592 -536,3874 —477,330
2 266,8582 —539,1545 —477,2888
3 262,9658 —539,3621 —477,3156
4 258,9135 -542,0315 —477,2840
5 254,9696 -539,4720 —477,2727
6 250,3227 -541,9105 —477,2169
2 7 245,5120 —543,7889 —477,1600
8 237,8660 —544,3309 —477,1061
9 230,9308 —544,0254 —477,0633
10 227,6826 —544,4671 —477,0632
11 2347477 —544,6761 —477,0746
12 236,7347 -543,6066 —477,0987
1 268,8741 -517,3798 —479,1381
2 268,7148 -517,5176 —488,4096
3 266,4900 -519,2954 —481,6966
4 266,5182 -519,2315 —489,1544
5 262,5285 —522,4333 —481,4241
6 262,0909 —522,7745 —489,2207
. 7 259,3579 —524,9424 —484,7519
8 258,9885 —525,2224 —489,5129
9 252,9817 —529,9868 —481,4362
10 254,9560 —528,4201 —48,5392
11 249,1152 —533,0230 —482,6272
12 242,8281 —538,0595 —489,9179
1 264,0658 -510,4802 —481,0604
2 263,1891 -511,1592 -490,5512
3 260,0128 -513,6948 —481,1179
4 258,2810 -515,0385 —488,8638
5 253,7875 -518,5229 —482,0872
6 253,1226 -519,1440 -490,6190
4 7 249,1201 —522,2798 —481,9732
8 249,2972 -522,1993 —491,0848
9 245,1400 —525,4132 —481,5228
10 242,5907 -527,4970 —491,0312
11 237,5517 -531,5133 —490,5426
12 236,7127 —532,0627 —481,5488
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pes

Puc. 7. CpenHee OTKIOHEHUE OT IJIOCKOCTHOCTH Ha OBepXHOCTH [ (a), 2 (0), 3 (8), 4 (2)

Fig. 7. Average flatness deviation on the surface / (a), 2 (6), 3 (8), 4 (2)

B ta6n. 5 mpencraBieHbl OTKIOHEHUS 00pa3LioB
OT IUIOCKOCTHOCTH BCEX H3MEPSEMBIX IOBEPXHO-
cTeil u ycpeaHeHHoe 3HaueHue. HeoOxoaumo yuu-
THIBaTh 9TH OTKJIOHEHHUS U BHOCUTH UX B UCXOIHYIO
CAD-mMozens uisi co3iaHusi HOBOM T€OMETpUH Jie-
Taju.

Jns ycTpaHeHus MOJTYYUBIIETOCs OTKIOHEHUS
paccuuTaH HOBBIM pa3mep, KOMIEHCUPYIOMIMHA OT-
KJIOHeHHE (OpPMBI M paBHBII CpeAHEMY pa3Mepy
OTKJIOHEHHsI OT ImockocTHocTH. Ha puc. 8 mpen-
CTaBJICHbl M3MEHEHUS T'€OMETpUU (POpPMBI IeTaau
Ha MOBEPXHOCTIX [—4.

PaccuntanHble HOMHHATIBHBIE pa3Mephbl BHECE-
Hbl B CAD-moznens (puc. 9), u co3gaHa HOBas Teo-
METpHUs TOBEpXHOCTEH [—4.

[locne BHeceHHs W3MEHEHHWIl MOBTOPHO BBI-
palieHbl MacTep-MOJENId B HCXOAHOM PEXHUME.
MacTtep-Mofiend  BBIPALIUBAINCH  BEPTHKAJIBHO.
[lonnepxku pacmonaratoTcsi Ha Hepabodeil yacTu
anektpoa. IlpoBeaeHbl MOBTOPHBIE U3MEPEHUS OT-
KJIOHEHUH OT TIOCKOCTHOCTH BCEX MOBEPXHOCTEH
Mactep-mojeneii. B Tabn. 6 mpencraBieHbl TOBTOP-
HblE U3MepeHust monenein JU.

AHanu3 TOJIYYEHHBIX JIAHHBIX TIOKa3bIBaeT
YMEHBILIEHUE CPETHEr0 OTKJIOHEHHS! BbIpAlBaAHU
Mactep-mojaeneil Ha 25 % mnepBoil, BTOpOH U Tpe-
Thel MoBepXHOCTH. OTKIOHEHHE OT IIOCKOCTHO-
CTU NOBEPXHOCTU 4 cHM3MiIoCh Ha 11,5 % B cBa3mM
C MEHbIICH IIOUIabI0 MOBEPXHOCTH M MEHBUINM
YIJIOM €€ PACIONIOKEHHUS IO OTHOIICHUIO K CTOITY.

Tabnuma 5
Table 5
OTKJI0HEHHS 0T MJIOCKOCTHOCTH (MM)
Flatness deviation (mm)
IToBepxHOCTHU
Ne O6paszma 1 3 1

1 0,0517 0,0512 0,0715 0,0346

2 0,0528 0,0519 0,0717 0,0341

3 0,0523 0,0519 0,0720 0,0352

4 0,0521 0,0529 0,0710 0,0351

5 0,0521 0,0530 0,0724 0,0351

Cpennee 3HauCHUE 0,0522 0,0522 0,0718 0,0348
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8 2
Puc. 8. Ilpennonaraemas reometpus Gopmel Ha oBepxHocTH I (a), 2 (6), 3 (8), 4 (2)
Fig. 8. Assumed geometry of the shape on the surface / (a), 2 (6), 3 (8), 4 (2)

2

Puc. 9. Usmenennas reomeTpus (POPMBI C YIETOM BBITIOTHEHHBIX PacieTOB
Ha noBepxHOCTH [ (@), 2 (6), 3 (8), 4 (2)

Fig. 9. Modified geometry of the mold taking into account the performed
calculations on the surface / (@), 2 (6), 3 (), 4 ()
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Tabnuma 6
Table 6
H3zmepenust mogeseii U mocJie NOBTOPHOTO BhIPAIIMBAHUS
Measurements of TE models after re-build
IToBepxHOCTH
Ne DU 1 3 4
1 0,0388 0,0400 0,0539 0,0301
2 0,0394 0,0382 0,0549 0,0305
3 0,0394 0,0395 0,0538 0,0309
4 0,0397 0,0399 0,0530 0,0311
5 0,0387 0,0385 0,0538 0,0314
CpenHee 3HaUCHUE 0,0392 0,0392 0,0539 0,0308

[Ipy n3roToBNIEHNH OTIIMBKHY YEPE3 IIEIIEBUIHBIN
nuTarenab popma 3anonssercs pacimiasom. [Ipu mo-
CTYIUICHHH pacIljlaBa B TOHKHE MECTa OTIUBKH IIPO-
UCXOIUT BBIPABHUBAHHE CKOPOCTH OXJIaKICHUS,
Onaronapst 4eMy OCYyIIECTBIIsIETCS ylaJeHHe ra3a U3
oTuBKU. O0ecneurnBaeTcss OTCYTCTBUE YCaJOUHBIX
nop B Tesie omuBKu OU.

Pacripenenenre mop B NpUObUIM U JINTHUKO-
BOil cucremMe, paccuuranHoe B [10 ProCast, mpen-
craBieHo Ha puc. 10. Ha Bcro Mozenb mpuxoauTcs
npuMmepHo 13 % mopucTtocTH. YCTAaHOBIEHO, YTO
nedeKT He 3aTparuBaeT OTBETCTBEHHYIO YacTh OT-
JIMBKU JI€TAJIM, 3TO MOBBIIIAET Ka4eCTBO MOBEPXHO-
CTH U IJIOTHOCTH MeTaia. [IporpamMmma npousBoaut

pacueTsl B HJCANbHBIX YyCIOBUSAX. DakTHUecKue
pe3yabTaThl MOTYT OTJIMYATHCSA OT MPOU3BEIEHHBIX
pacueToB.

Ha ocHoBe mnpoBeneHHOro pacuera J0Ka3zaHa
KOPPEKTHOCTD cripoekTHpoBaHHOU oTiauBku 1 JITIC.

Ha puc. 11, a npencraBnena mactep-Mozieip mo-
cJie KOPPEKTUPOBKHU; BOCKOBAsi MOJIENb MpE/ICTaBIe-
Ha Ha puc. 11, 6. Ha puc. 11, 6 nokazana merai-
nnueckas otmnuBka c JIIIC, koropast otaensercs ot
JeTaau OTPe3HBIM pe3lioM. Metammueckuit DU ¢
3aKpeIUICHHEM W OTBETHBIM Mpoduis masza, oopa-
O0OTaHHBIH METOAOM KOMHUPOBAJIBHO-IPOIIUBHOM
ANEKTPOIPO3NOHHON 0OPaOOTKU TOIYYCHHBIM Me-
tammudeckum DU, mpencrasinens! Ha puc. 11, e—e.

Puc. 10. Pacnpe):[eneHI/Ie IMOPUCTOCTHU B TCJIC OTJIMBKU ACTAIN

Fig. 10. Porosity distribution in the body of the
part casting
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e

Puc. 11. Texnonoruueckuit mpouecc u3roropieHus JU:

a — MacTep-MOJIeNb; 6 — BOCKOBask MOJICNb; 6 — MeTayutndeckas oruBka ¢ JITIC; e — OU; 0 — DU ¢ 3akpericHreM;
€ — OTBETHBIH NPO(UIIb MOBEPXHOCTH Na3a nocie KII9230

Fig. 11. Technological process of 7E manufacturing:

a — master model; 6 — wax model; ¢ — metal casting with SF'S; e — TE; 0 — TE with fixing; e — mating profile of groove
surface after CPEDM

B xome skcriepuMeHTa MOJy4YeHBI MacTep-MO-
JleNlb, BOCKOBask MOJIE]Ib M METAJNIMYECKas OTIHNBKA.
B Ta6n. 7 cobpanbl 3agaHHBIC pa3Mephl U IIEPOXO-
Baroctb CAD-Mozenu, a Takke AaHHBIE, MOTy4EH-
HbIC U3MEPEHUEM METAJUTMYECKON OTIUBKH.

[TomyyeHHbie pa3Mepbl M IIEPOXOBATOCTH Me-
TAJTMYECKOM OTIIMBKH YIOBJIETBOPSIOT 3aJIaHHBIM
napameTpam.

ITo pe3ynpTaTaM 3KCIEpUMEHTAIBHOTO HCCIIe-
JIOBaHHMS TpuUMeHeHUus DU, HM3rOoTOBIECHHOIO 10
TEXHOJIOTUH JUThS C MPUMEHEHHUEM MeETona OblI-
CTPOTO TPOTOTHUIIUPOBAHMS [JIs1 TIOJYYCHHUS Ma-
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CTep-MOJIENIH, Ka4eCTBO IMOBEPXHOCTH MHPOUIIb-
HOTO I1a3a Y/IOBJIETBOPSIET TPEOOBAHUAM UepTEXkKa.
YuTeHHBIN MEXAIIEKTPOIHbIN 3a30p (M33) mo3Bo-
asieT o0ecneunTh pa3Mepsl B mpenenax 12-ro xBa-
JUTETAa, YTO COOTBETCTBYET TPEOOBAHUSIM OIBITHO-
IO IPOU3BOJICTBA.

BriBOIBI

Pazpaborana MeTonuka MPOEKTUPOBAHUS U U3-
TOTOBJIEHUS cloxHOnpoduisHOro DU ¢ npumene-
HUEM TEXHOJIOTUU OBICTPOro MPOTOTUIIMPOBAHMS
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CpaBHuTeJIbHasI TA0JMIA Pe3yJIbTaTOB H3MEpPEeHHS

Comparative table of measurement results

Tabmuma 7
Table 7

06 Pa3zmepsl (MM) [IIepoxoBaTocTh (MKM)
'bCKT

Croponsr 1-2 Croponsr 3—4 Croponsr 1-2 Croponsr 3—4
CAD-monenb 2970’13 870’09 Ra 1,6 Ra 1,6
Meranirieckas 28,90 7,98 Ra 16 Ral6
OTJINBKA

JUIsL KOIUPOBAJIbHO-IPOIIMBHON 3JIEKTPOIPO3UOH-
HOM 00pabOTKH.

AHanu3 OTKJIOHEHUs (OpPMBI TIOKa3all, 4To Mpu
M3TOTOBJIEHUN MacTEP-MOJENIN METOJIOM CTEPEOIIHU-
Torpauu MPOUCXOAUT BO3HHUKHOBEHHUE IIOTpEll-
HOCTEH.

OKCHEpUMEHTAIIBHOE HCCIIEI0OBAHUE OTKIJIOHE-
HUSL (POPMBI MacTep-MOJIENIH MOKa3ajJ0 BOTHYTOCTb
noeepxHocTH B nuana3zone ot 0,03 o 0,07 mM B 3a-
BHUCHUMOCTH OT PacIOJIOKEHHS CTOPOH.

[TokazaHo, 4TO ONITUMHU3HPOBAHHASI MaCTEP-MO-
JeNb UMeeT Ha 25 % MeHbIIIe OTKIOHEHUH (OPMBI.

Jlna usroroBnenns DU mo TEXHONOIMM JIUThS
pa3paboTaHa JIMTHUKOBO-IIMTATENbHAsl CHCTEMA.
[Ipn oneHMBaHUM MOPUCTOCTH YCTAaHOBJIEHO, YTO
nopsl ckoHueHTpupoBaHs! B JIIIC u npubsuim, 4to
MIOJIOKUTENILHO BIIMSAET HA KAYECTBO OTIUBKHU.

W3roroBnenue anekTpoga-MHCTPYMEHTA C IIO-
MOILBIO TEXHOJIOTUH JIUThsI II0KA3aJ10, 4YTO BCE Mapa-
METpbl TOUHOCTHU U IepoxoBarocTy DU HaxonsTcs
B 33JJaHHOM JIOIyCKE U COOTBETCTBYIOT MCXOAHBIM
JTAaHHBIM YepTerKa.

[IpoBeneHo »KCHEpUMEHTAIbHOE HCCIIENO0Ba-
HUE TIpoIecca DIEKTPOIPO3ZHOHHON 00paboTKH
OpOoQUIBHOTO TMa3a 3JIEKTPOAOM-UHCTPYMEHTOM,
KOTOPBII ObUI M3TOTOBJIEH METOAOM JIUThS 1O BbI-
IUIaBJISIEMOI MOJIEIH, MTOJIyYE€HHON C IPUMEHEHUEM
TEXHOJIOTMM OBICTPOro MPOTOTUIHPOBAHHUA. YcTa-
HOBJIEHO, YTO Pa3Mephbl MOJyUYEHHOT0 11a3a yI0BIIeT-
BOPSAIOT 3asIBJIEHHBIM TPEOOBAaHUSM.
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Introduction. This paper presents the results of obtaining a complex-profile tool electrode (7E) for
copy-and-pierce electrical discharge machining by casting technology. This method consists in using a master
model by rapid prototyping method. The purpose of the work: experimental study of accuracy assurance
in manufacturing of complex-profile 7E by casting with the use of rapid prototyping technology for copy-
piercing electrical discharge machining. Research Methods. The master model of 7E was produced on the
Envisiontec Perfactory XEDE machine using stereolithography technology. Si500 photopolymer was used
as a starting material. Intermediate and final surface deviation measurements were performed on a Contura
Carl Zeiss G2 CMM. Calculation of the gutter and feed system was performed in ProCast software. A casting
was obtained from casting brass LC40S (Cu-40 Zn-Pb). The study of the process of copy-piercing electrical
discharge machining of 7E made by casting with the use of rapid prototyping technology was carried out with
the help of Smart CNC copy-piercing machine in the environment of transformer oil. Operating parameters:
pulse turn-on time (7, us), voltage (U, V), current (I, A). Results and discussion. The methodology of
design and manufacturing of complex-profile 7F with application of rapid prototyping technology for copy-
piercing electrical discharge machining is developed. The analysis of shape deviation shows that errors occur
during the manufacturing of the master model by stereolithography. An experimental study of the shape
deviation of the master model shows surface concavity in the range of 0.03 to 0.07 mm depending on the
arrangement of the sides. It is shown that the optimized master model has 25 % less shape deviation. A
sprue-feeding system (SFS) is developed for the fabrication of TE by casting technology. When porosity is
evaluated, it is found that pores are concentrated in the SFS and riser, which positively affects the quality of
the casting. Manufacturing of the tool electrode with the help of casting technology showed that all accuracy
and roughness parameters are within the specified tolerance and correspond to the initial drawing data.
Experimental study of the process of electroerosion machining of the profile groove of the TE manufactured
by casting on the investment casting model obtained with the use of rapid prototyping technology is carried
out. It is established that the dimensions of the obtained groove meet the stated requirements.

For citation: Ablyaz T.R., Blokhin V.B., Shlykov E.S., Muratov K.R., Osinnikov [.V. Manufacturing of tool electrodes with optimized
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instrumenty) = Metal Working and Material Science, 2024, vol. 26, no. 4, pp. 138-152. DOI: 10.17212/1994-6309-2024-26.4-138-152.

(In Russian).

References

1. Su X., Wang G., Yu J., Jiang F., Li J., Rong Y. Predictive model of milling force for complex profile milling. The
International Journal of Advanced Manufacturing Technology, 2016, vol. 87, pp. 1653-1662. DOI: 10.1007/s00170-

016-8589-1.

* Corresponding author

Shlykov Evgeniy S., Ph.D. (Engineering), Associate Professor
Perm National Research Polytechnic University,

29 Komsomolsky prospect,
614990, Perm, Russian Federation

Tel.: +7 961 759-88-49, e-mail: Kruspert@mail.ru

Vol. 26 No. 42024 (151



% OBRABOTKA METALLOV EQUIPMENT. INSTRUMENTS

2. Sommer D., Safi A., Esen C., Hellmann R. Additive manufacturing of Nickel-based superalloy: optimization
of surface roughness using integrated high-speed milling. Proceedings of SPIE, 2024, vol. 12876. Laser
3D Manufacturing XI. DOI: 10.1117/12.3000972.

3. Gimadeev M.R., Nikitenko A.V., Berkun V.O. Influence of the sphero-cylindrical tool orientation angles on
roughness under processing complex-profile surfaces. Advanced Engineering Research, 2023, vol. 23 (3), pp. 231-240.
DOI: 10.23947/2687-1653-2023-23-3-231-240.

4. Ho K.H., Newman S.T. State of the art electrical discharge machining (EDM). International Journal of Machine
Tools and Manufacture, 2003, vol. 43 (13), pp. 1287—-1300. DOI: 10.1016/S0890-6955(03)00162-7.

5. Porwal R.K., Yadava V., Ramkumar J. Micro electrical discharge machining of micro-hole. Advanced Science
Engineering and Medicine, 2020, vol. 12 (11), pp. 1335-1339. DOI: 10.1166/asem.2020.2586.

6. Rajurkar K.P., Sundaram M.M., Malshe A.P. Review of electrochemical and electrodischarge machining. Procedia
CIRP, 2013, vol. 6 (2), pp. 13-26. DOI: 10.1016/j.procir.2013.03.002.

7. Rathod R., Kamble D., Ambhore N. Performance evaluation of electric discharge machining of titanium alloy —a
review. Journal of Engineering and Applied Science, 2022, vol. 69 (1), pp. 1-19. DOI: 10.1186/s44147-022-00118-z.

8. Melchels F.P.W., Feijen J., Grijpma D.W. A review on stereolithography and its applications in biomedical
engineering. Biomaterials, 2010, vol. 31, pp. 6121-6130. DOI: 10.1016/j.biomaterials.2010.04.050.

9. Tumbleston J.R., Shirvanyants D., Ermoshkin N., Janusziewicz R., Johnson A.R., Kelly D., Chen K.,
Pinschmidt R., Rolland J.P., Ermoshkin A., Samulski E.T., DeSimone J.M. Continuous liquid interface production of
3D objects. Science, 2015, vol. 6228 (347), pp. 1349—1352. DOI: 10.1126/science.aaa2397.

10. Shusteff M., Browar A.E.M., Kelly B.E., Henriksson J., Weisgraber T.H., Panas R.M., Fang N.X., Spadaccini C.M.
One-step volumetric additive manufacturing of complex polymer structures. Science Advances, 2017, vol. 3 (12),
pp. 1-7. DOL: 10.1126/sciadv.aa05496.

11. Janusziewicza R., Tumblestonb J.R., Quintanillac A.L., Mechama S.J., DeSimonea J.M. Layerless fabrication
with continuous liquidinterface production. Proceedings of the National Academy of Sciences, 2016, vol. 113 (42),
pp. 1-6. DOI: 10.1073/pnas.1605271113.

12. Han D., Yang C., Fangb N.X., Lee H. Rapid multi-material 3D printing with projection micro-stereolithography
using dynamic fluidic control. Additive Manufacturing, 2019, vol. 27 (17), pp. 606-615. DOI: 10.1016/.
addma.2019.03.031.

13. Jigang H., Qin Q., Jie W. A review of stereolithography: processes and systems. Processes, 2020, vol. 8 (9),
pp. 1-16. DOI: 10.3390/pr8091138.

14. Ligon S.C., Liska R., Stampfl J., Gurr M., Miilhaupt R. Polymers for 3D printing and customized additive
manufacturing. Chemical Reviews, 2017, vol. 117 (15). DOI: 10.1021/acs.chemrev.7b00074.

15. Stansbury J.W., Idacavage M.J. 3D printing with polymers: challenges among expanding options and
opportunities. Dental Materials, 2016, vol. 32 (1), pp. 54-64. DOI: 10.1016/j.dental.2015.09.018.

16. Wang X., Jiang M., Zhou Z., Gou J., Hui D. 3D printing of polymer matrix composites: a review and prospective.
Composites, Part B: Engineering, 2017, vol. 110, pp. 442-458. DOI: 10.1016/j.compositesb.2016.11.034.

17. Golabczak A., Konstantynowicz A., Golabczak M. Mathematical modelling of the physical phenomena in the
interelectrode gap of the EDM process by means of cellular automata and field distribution equations. Experimental and
Numerical Investigation of Advanced Materials and Structures. Cham, Springer, 2013, pp. 169-184. DOI: 10.1007/978-
3-319-00506-5_11.

18. Kumar A., Mandal A., Dixit A.R., Mandal D.K. Quantitative analysis of bubble size and electrodes gap at
different dielectric conditions in powder mixed EDM process. The International Journal of Advanced Manufacturing
Technology, 2020, vol. 4 (1), pp. 1-11. DOI: 10.1007/s00170-020-05189-x.

19. Kilina P.N., Vasilyuk V.P., Morozov E.A., Khanov A.M., Sirotenko L.D. Using rapid prototyping technologies
for creating implants with cellular structure. Biosciences Biotechnology Research Asia, 2015, vol. 12 (2), pp. 1691—
1698. DOI: 10.13005/bbra/1832.

20. Yin F., Koskinen P., Kulju S., Akola J., Palmer R.E. Real-space wigner-seitz cells imaging of potassium on
graphite via elastic atomic manipulation. Scientific Reports, 2015, vol. 5 (1), pp. 1-5. DOI: 10.1038/srep08276.

21. Cho Y., Lee 1., Cho D.W. Laser scanning path generation considering photopolymer solidification in micro-
stereolithography. Microsystem Technologies, 2005, vol. 11 (2), pp. 158-167. DOI: 10.1007/s00542-004-0468-2.

Conflicts of Interest

The authors declare no conflict of interest.

© 2024 The Authors. Published by Novosibirsk State Technical University. This is an open access article under the CC BY
license (http://creativecommons.org/licenses/by/4.0).

152 Vol. 26 No. 4 2024



	_Hlk174653085
	bbib0010

