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AHHoOTauus. HMnmencupurayus passumus UHGOPMAYUOHHBIX MEXHOIOSULL U CUCEM A8MOMAMUIUPOBAHHOZ0
NPOEKMUPOBAHUS HENPEPLIBHO CNOCOOCMBYION NOBLIUEHUIO YPOGHS ABMOMAMUAYUL NPU NPOEKMUPOBAHUU U30eUll
paznuynozo HasHavenus. OOuH U3 dMAaAno8 HCUHEHHO20 YUKIA NPOOYKYUU MO cOo30aHue npomomuna usoeius. /s
U320MOBNEHU NPOMOMUNA 8 HACosWee 6pemMs AaKMUBHO NPUMEHAIOMCA ao0OumueHvle mexHonozuu u 3D
Mmooenupoganue. OOHAKO NPU UCHONBL30BAHUU OAHHBIX MEXHONO2UL HEODXOOUMO YUUMbIBAMb CEOUCMEA NAACTMUKA, d
UMEHHO YCaoKy, KOMopas e1usiem Ha pasmepbl RpOmomuna uzoenus. Ycaoka enusiem Ha pasmepvl u30enus, Komopwle
NOAYYAMCs Nocie U320MO6JeHUs aoOumueHviMu Mmemodamu. Takum o06pazom, aKmyaibHOCMb UCCTe008aAHUsA
3aKn0Yaemcs 8 paspabomke UMUMAYUOHHOU KOMNBIOMEPHOU MOOeNu, YYUmvleaoujell napamempsl, iusioujue Ha
npoyecc U320mMosNieHUss HPOMOMUNna u30enus, U HNO360JAWAL U30MOBUMb MOOeIb, NOSbIUAS MOYHOCHb ee
us2omognenus. /[ co30anus OGHHOU MoOeiu NPo8edeHsl UCCIe008aHUS NAPAMEMPO8, KOMOpble 8IUAIOM HA OMKIOHeHUe
pasmepos uzdenus om 3a0anusix ¢ 3D modenu. B dannoti umumayuonnot mooenu 3a ucciedyemvle napamempul 63amol
NJIOMHOCb 3aNOJIHEHUS. U OMKIOHEHUe PA3MeEPO8 OM HOMUHALHO 3A0aHHbIX pazmepos demanu. Ha ocnoge nonyuennvix
3HaYeHUll ucciedyemvix napamempos paspadomanHa Mamemamuieckds MoOelb, KOmopds Odem 603MONCHOCHb
CNPOCHO3UPOBAMNb  3HAYEHUS OMKIOHEHUU pasmepos8 Oemaiu 6 3A8UCUMOCIU OMm NIOMHOCMU  3ANOJHEeHUs.
Paspabomannas umumayuonnas mooenv nozgoaum cozoasams 3D modenv npomomuna ¢ pasmepamu, 8 KOmopwle
3a1001CeHbl OMKIOHEHUST HA YCaoKy, 4mo ROGblAen MOYHOCb U320MOGNeHUs Oemaneti MemoooM A0OUMUEHBIX
MeXHON02U.
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Abstract. The continuous development of information technologies and automated design systems contributes to
increasing automation levels in product design across various industries. One important stage in the product life cycle is
creating prototypes. Currently, additive manufacturing techniques and 3D modelling are widely used for prototype
production. However, when employing such methods, it is essential to consider material properties of plastics,
particularly shrinkage, which affects the dimension of the prototype product. Shrinkage influences actual sizes of parts
produced via additive processes compared to their initial designs. Therefore, the research aimed at developing a
simulation-based computer model that accounts for factors influencing prototype fabrication accuracy becomes relevant.
This study investigates key parameters affecting dimensional deviations from predefined values specified in CAD models.
These include filling density and deviation from nominal dimensions. Based on the obtained values of the parameters
under study, the authors develop a mathematical model enabling prediction of size variations depending on filling density.
This simulation model will facilitate creation of 3D prototypes incorporating compensation for plastic shrinkage, thereby
enhancing precision in producing components using additive manufacturing.

Keywords: simulation model, additive technologies, plastic shrinkage, mathematical model

For citation: Bitkina E.E., Shimokhin A.V., Nikolaecva E.V. Simulating the Design Process for Parts
Manufactured Using Additive Technologies Through Creating an Imitation Product Model. Automation and modeling in
design and management, 2025, no. 2 (28). pp. 35-44. doi: 10.30987/2658-6436-2025-2-35-44.

BBenenue

Brenpenne nudpoBbIX TEXHOJIOTHI HAa IPOU3BOJCTBO, B 00pa30BaTEIbHBIA MPOIECC U APYTHE
00J1acTH MO3BOJIMIO CHU3UTH CTOMMOCTh 000PYOBAHUS M MaTepUaoOB JUIsl U3TOTOBJICHUS U3EINI
MOCPE/ICTBOM aIIUTUBHOM neyaTu. Mojienu, U3roTOBJIEHHBIE C TOMOIIIBIO aJIUTUBHBIX TEXHOJIOTUH,
MOTYT HCIIOJIb30BaThCSl HA PA3IMYHBIX MPOU3BOACTBAX, YTO MOJOKUTEIBHO BIUSAET HAa Pa3BUTHE
TexHoJornyeckux pemenuid [1 — 3]. Jnsg 3D mneyaTu TPUMEHSIIOTCS pa3jU4yHbIE MaTepHUabl.
BriOpaHHBIi MaTepuan BIMSIET KaKk Ha ACTCTHUYECKUN BHJ M3CTHS, TAaK U Ha IKCIUTyaTal[HOHHBIC
cBoiicTBa. EciM 3KCIulyaTallMOHHBIE CBOMCTBA MO3BOJISIIOT, TO MOXHO TOBOPUTH U O 3aMEHE
Marepuajga W METOJla M3TOTOBJICHMs JeTanei. TpaJIulMOHHBINA CIOCOO HW3TOTOBJICHHS JeTajei
OTJIMYAETCS OT aJIUTUBHOTO MTPOU3BOJCTBA HA HECKOJBKUX IIUKIIaX. B ciyyae M3roToBieHus AeTaiu
TPaJAULIMOHHBIM crocoOoM, mpuMmeHeHue 3D Moaenu He o00s3aTeabHO, a MPU HMCHOJIb30BAHUHU
aJTMTUBHBIX TEXHOJOTHHA JJICKTPOHHAS MOJeNb 00s3aTenbHO. B 3TOM ciydae HEOOX0AUMO
pPaccMOTpPETh CTaJIUU KU3HEHHOTro 1ukia usnenus. B coorserctBun ¢ 'OCT 53791-2010 B sTanst
KU3HEHHOT0 [MKJIA TMPOAYKIUH MPOU3BOACTBEHHO-TEXHOJIOTUYECKOTO HA3HAUECHUS BXOMST
MIPOBEJICHUE OIBITHO-KOHCTPYKTOPCKUX PadoT, a Takke Mpou3BoACTBO W wucnbiTanue [3]. Ilpu
BBITIOJTHEHUM JTHX JBYX IIYHKTOB HEOOXOJUMO YYHUTHIBATH HA3HAUCHHE U3JENUS, YCIOBUS
JKCIUTyaTalluy, MaTeprall U TEXHOJOTHIO U3TOTOBJICHUs. MaTepuaibl, KOTOpble TPUMEHSIOTCS IS
W3TOTOBIICHUS, UMEIOT CBOIO OCOOEHHOCTh. OTIMUYUTENBHON YepPTON aIJUTHUBHOW TEXHOJOTHH
SBIIAETCS TO, YTO HEOOXOAMMO YYHUTHIBATh OTKJIOHEHHE pa3MEpPOB y M3TOTOBJIEHHOIO O0Opasia oT
3JIEKTPOHHOU MOJIeNIU, KOTOPOE BO3HUKAET M3-3a yCaaku Marepuaia. [Ipuyem B ciiyyae npuMeHEHHs
Metona 3D neuatu FDM ciaegyeTr yuuThiBaTh, HE TOJIBKO YCaAKy, YKa3aHHYIO MPOU3BOIUTEIEM, HO
U JOMOJIHUTENbHYIO0, KOTOpash BO3HUKAET U3 TOr0, YTO JETali MOTYT MMEThb pa3Hyl0 CTEleHb
3aIOTHEHUS, BHYTPEHHIOIO CTPYKTYPY, STHM OOYCIIOBICHO HCCIEIOBAHNE 3aBUCUMOCTH yCAIKH OT
3aMOJIHEHUS JETaId ¥ CO3/IaHue UMUTALMOHHON MOJIEH, B KOTOPOM ydTeHbI OTKIOHeHUs. [ToaTomy
aKTyaJbHbIM CTAHOBUTCS HCCJIEAOBAHHE IO CO3JAAHMI0 UMUTAIMOHHOM AJIEKTPOHHOW MOJENH, B
KOTOpO# OyayT BKIIOYECHBI OTKIIOHCHHS Pa3MepOB MPOTOTHIIA OT pa3zMepoB 3D mojenu. BeisiBieHue
OTKJIOHEHHSI pa3MepOB MPOTOTHUNIA JETANU U 3aJJaHHE X MPU IPOSKTUPOBAHUU FIEKTPOHHON MO
MO3BOJIUT pa3paboTaTh MAaTeMaTUYECKyI0 MOJETIb, KOTOpas OyJeT WCIOIb30BaThCA IS
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MPOTHO3MPOBAHUS 3HAYCHHUS OTKJIOHEHUS B 3aBUCUMOCTH OT IUIOTHOCTH  3arlOJHCHHSL.
[TpoeKkTHPOBIIKUKY HEOOXOIUMO UMETh 3HAYCHHUS JOITYCKOB, KOTOPHIC HAJO 3aKJIaJbIBaTh HA 3TaIle
HpOCKTHpOBaHHH 3D MOACIN, I-ITO6I>I HU3TOTOBJICHHAsA MOICJIb COOTBETCTBOBAJIa TGXHI/I‘-IGCKOMy
3amannio. COBEpPIICHCTBOBAHHME MPOIlECCa aBTOMATH3WPOBAHHOTO IMPOCKTHUPOBAHUS M CHUKCHHS
KOJIMYECTBA pa60q1/1x O6p3.3LIOB HNJIN T'OTOBBIX H3I[CJIHI>'I C y‘-IeTOM BBISIBJICHHBIX HapaMeTpOB ITIO3BOJIUT
ITIOBBICUTH Bq)(beKTI/IBHOCTB HpOL[eCCOB HCITIOJIb30BaHUA MaTepI/IaJIOB, C y‘-IeTOM COBpeMeHHBIX
CII0cO00B M3TrOTOBJICHUS IETAJIEN.

MaTepnanbl, MOAE/IH, IKCIIEPUMCEHTBI U ME€TO/1bI

AIIUTUBHOE TPOU3BOJICTBO — IPOILIECC CO3JAHMS MOJENEH MPAaKTUYECKH 000K (Gopmbl Ha
ocHoBe 1HppoBort wmomenu [4, 5]. Jlug W3rOTOBJICHHWS MOJCIH TPUMEHSIOTCS JKUIKHE
MOPOILIKOOOpa3HbIe, OyMaXXHBIE MU JIUCTOBBIC MaTEPHAIBI.

Ha puc. 1 npencraBineHbl OCHOBHBIE TEXHOJIOTHM aITUTUBHOIO MPOU3BOACTBA M MAaTE€pHUAJIbL,
KOTOPBIC HCIOJIB3YIOTCA JUIsi M3TOTOBIEHUs paetanen. Fused Depsition Modelling (FDM) —
TEXHOJIOTUSI HAHECCHHsI TIOCTIOWHOTO HarulaBlieHUs MaTepuana. Pabouas minardopma nepemMeriaetcs
[0 OCH Z, IKCTPYAep MepeMeliaeTcsl Mo OcIM X U y CHU3Y BBepX. HuTtu nns medatu mMoryTt ObITH
IJIACTUKOBBIE WM MeTaiundeckue [6]. Takke MOryT mMpUMEHSThCA MUILEBbIE MaTepuansl. FDM-
rneyaTh OJHA M3 CaMbIX JCIIEBBIX M MPOCTBIX, YTO JENaeT €€ MomyJisipHoil. Mopenu, KOTopbie
co3manbl 1o TexHosorun FDM, XapakTepusyroTcs yHOpyrocTbl0 M MPOYHOCTHIO. TOYHOCTH
noctpoenust Haxoautcst B mpenenax ot 0,027 mm no 1 mm. [loBepxHOCTh, Hame4aTaHHasi JaHHBIM
METOJIOM, KaK TPaBwIIO, cioucTas. [JlaHHas TexHonorus Haubosee JOCTymHas U nomyspHas. Mmeer
Kak MPEMMYILECTBA, TAK U ONpeAeeHHbIe HeAoCcTaTKu [7]. JIJisi JaHHOTrO BHIa MT€YaTH UCTIOIb3YIOTCA
pa3auyHbIe IIACTUKY, 3T0 U PLA, ABC u PETG u 1p.

|
! o I': | Tepmommactuxu: ABC, PLA, SBS,
DKCTPY3UOHHAS TEXHOJIOTUS — MOCIONHOE HAHECCHUE TTOJIUMEPHOTO .
HEHWJIOH, TOJTMKapOOHATHI,

: pacruiaBineHsoro marepuana (FDM/FFF/FGF) g
i i || mommamumel, momMcTHPOT U AP.
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9
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| . | - | I'umc, mmacTuku, METAITHISCKHE
: Crpyiinas tpexmepnas nedats (MJP, CJP —»
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: . . . I
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I
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Texunonorus namuauposanus LOM — nociolHoe ckieMBaHUe T

! Texnonoruu 3D nevaru Marepuansl

Puc. 1. OcHoBHBIE TexHoJIoTUHM 3D nevyaTu U MaTepuajbl
Fig. 1. Basic 3D Printing Technologies and Materials

Multi Jet Printing (MJP) — MOAeTMpOBaHME METOJOM MHOTrOCTpyHHON mneuatu. [IpuHUMD
OCHOBAaH Ha ITOCIOHHOM IOCTPOEHHH MOJEIH M3 BOCKOBBIX MJIM (POTOMOIMMEPHBIX MAaTEpHAIIOB.
[TpumeHseTcs Kak MpaByIIO IS CO3IaHHS POTOTUIIOB, MOJIEIICH /ISl HCIIBITAHNH, OCHACTKH.
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Electron-beam freeform fabrication (EBF3) — TeXHOIOTHS HArPeBaHUS METAJUIMUYECKOW HUTHU 0
TOYKHU IUIABJICHHS C TTOMOILBIO 3JEKTPOHHOTO My4YKa BBICOKOW MOIMHOCTU. C MOMOUIBIO JaHHOTO
criocoba moy4aercs OOBEKTHI, MOYTH HE OTIMYAIOIIMECS OT TPEXMEPHBIX LU(POBBIX MOJENIEH.
[TocToOpaboTka mpu TakoM crocode He Hy>KHa.

Laminated Object Manufacturing (LOM) — TexHOJOTHS TiedaTH OOBEKTOB METOJO0M
JTaMUHUPOBAHUS, B KOTOPOU MCTIOIB3YIOTCS TOHKOIUCTOBBIE MaTepralbl. Cou OymMaru uiv Ipyroro
MaTepuasa mocjae0BaTeIbHO CKIEUBAIOTCs, a 3aTeM obpe3atorcs o Gopme. OcoOEHHOCTh TaHHOM
MeyaTH 3aKJII0YaeTcsi B TOM, YTO BO BpeMsi LOM-neuatu BoiaenseTcs: 1biM. OCHOBHOE MPUMEHEHHUE
JAHHOTO METOJ1a — CO3AaHUE MPOTOTUIIOB M APXUTEKTYPHBIX MAKETOB.

Ha xadecTBO mevaTtu BIUsET TeMIeparypa IUIABJICHUs, CKOPOCTh MEYaTH, a TAKKE MIOTHOCTh
3anoyiHeHud. JlaHHbIe MapaMeTpbl BIMSIOT Ha KOHEYHBIM NpOoayKT. JlJis co3laHusi UMUTAlMOHHOU
MOJIETTM Y TIPOBEACHHSI WCCIICIOBaHMI OBUIM BBIOpaHBI CIEAYIONIME IMMapaMEeTpPhl: HW3MEHECHHUS
3HAQYEHHUI Fr€OMETPUYECKUX MAPaMETPOB JIEKTPOHHON MOJIENN U IUIOTHOCTh 3aII0JHEHUSI.

Jns co3maHus MaTeMaTH4eCKOM MOJENIU, C MOMOIIBK) KOTOPOM IMPOTHO3UPYETCS 3HAYCHHE
OTKJIOHEHHMSI pa3MEpPOB U3JENHS OT 3aJaHHBIX 3HAYEHUIN? U3y4alach ycaJiKa U3eJINi, BBITIOJHEHHBIX
u3 miactuka PLA B 3aBUCUMOCTH OT TJIOTHOCTH 3aIllOJTHEHUSI.

HocronnctBa PLA: HuW3Kas ycanaka, HETOKCHYEH W Owmopasnaraembiii. Hemocratku PLA: co
BPEMEHEM CTAaHOBUTCA XPYIKUM, HEXKeJaTelbHas 3KCIUTyaTalusl MpPU BBICOKUX TEMIIepaTypax,
BO3JICHCTBUY yJIbTpaduoseTa U 60JIbIINE 3HAUEHHUS IIEPOXOBATOCTH, IPUBOJIUT K BHICOKOMY TPEHHUIO
(8, 9].

N3 nenus, KOTOpbIE U3TOTABIMBAIOTCS 110 TEXHOJOTUH FDM, MOTYT OBITh TTOJBEPIKEHBI yCAIKE
u aedopmanuu [10, 11]. D10 Hambonee pacnpocTpaHeHHbIE IE(PEKTHl, KOTOPHIE BO3HHMKAET B
IpoLecCEe MOCIOMHOr0 HAaIUIaBJIEHUS. B CBS3M ¢ Te€M, YTO HAIUIABIIAEMbIE HUTH OXJIAKIAKOTCS C
pasHOi TemmepaTypoi, MeHsercs U ¢gopma jaerand. Takxke Ha AeopManuio U ycaaKy BIHUSET
IJIOTHOCTH HANIOJHEHUS JIETaNU, TaK Kak 00pa3yroluecs BHyTpU NePeropoku Oy 1yT UMETh pa3Hble
JUIMHBI U TONIUHY. Pa3Hbie BUABI MIacTHKa MO-pazHoMy nedopmupyroTcs. B cBsizu ¢ 3TUM ObLT
MPOBEACH KOMIUIEKC 3KCHEPUMEHTAIbHBIX MCCIEIOBAHUNW, KOTOPBIA MO3BOJIMII ONPEAEIUTh
3Ha4YECHHME OTKJIOHEHUH OT 3aJaHHOr0 pasMepa IIPU U3rOTOBJICHUM JAeTallel TexHosorue FDM u Ha
OCHOBE TNOJIYYEHHBIX 3HAYEHHMI CO3[aHa MMHTAIIMOHHAs KOMIIBIOTEPHAs MOJENb B IPOTpaMMe
KOMITAC-3D. Jlns mpoBeAeHUS UCCIEIOBAHUS UCTIONB30BaNCs puHTep FlashForgeDreamer.

Jli1s mpoBeieHHs! SKCTIepUMeHTa Oblila BbIOpaHa IUIUHAPUYECKasi IOBEPXHOCTh C OTBEPCTHEM,
ACKU3 KOTOPOH MpEACTaBIIEH Ha puc. 2, a.

Cal

a) 0)
Puc. 2. 'eomeTpuyeckue napaMeTpsl 3aroTOBKHI
a — pa3Mepbl OTBITHOTO 00pas3ia (3ar0TOBKH); 6 — yCJIOBHBIE TapaMeTPHl pa3MepoB 00pasIioB
Fig. 2. Geometric parameters of the workpiece
a — dimensions of the prototype (workpiece); b — conventional parameters of the dimensions of the samples

J1J1s I3rOTOBIICHUS 00PA3IOB YCTaHABIMBAIUCH CIEAYIONIUE TapaMeTPhI IeUaTH: TEMIIEpaTypa
CIOS — tenon = 0,2 MM; (popMa 3aroTHEHUST — MECTUYTONBHUKHU, Speuars — CKOPOCTH TEYATH, MM/CEK;
TEeMIIepaTypa CToja — ferora = 65 °C; TeMmepaTypa MiIacTUKa — fypacrnxa = 210 °C;
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Hccnenyemble mapaMeTphl: Hapy KHBIN JHAMETP LAJIUHAPA C OTBEPCTHEM.

W3mepenuss mpoBOIMIMCH B TPEX CEYEHMsS HA pa3HOM BbIcOoTe: [/ — BHEUIHMM IuameTp
IUAJTUHIPA, KOTOPBIA COMPHUKACAETCS CO CTOJIOM (pHC. 2, 6); 2 — BHEIIHUN AUAMETp MIJIMHIpA, Ha
paccTostHAU 7,5 MM OT cTosia (CM. puc. 2, 6); 3 — BHEIIHUHN JHaMeTp [UINH]PA, HA PACCTOAHUU 15 MM
oT ctona (cM. puc. 2, 0).

B kax10M cedeHnH U3MEPSAIUCh 3HAaUEHUs HapyKHOTo nuameTpa (Dsxr), uepes kaxabie 30°.

PesyabTarhl

B PE3YIbTATC MPOBCACHHBIX H3M€p€HHI>'I IMOJIy4YCeH MaCCUB OaHHBIX, KOTOprﬁ IIO3BOJINJI
CMOJIEIUPOBATh IPOLIECC MPOEKTUPOBAHUS IMIIMHIPUYECKOM NeTaly, KOTOpas HM3TrOTaBIIMBAETCS
METOOM aJTUTUBHBIX TEXHOJOTHH. B Tabin. 1. mpeacraBieHbl pa3Mephbl AUaMETPOB, U3MEPEHHBIX B
MONIEPEYHOM CeYeHUH B MecTe 2 (cM. puc. 2) uepes kaxapie 30°. Ha ocHOBe momyueHHbIX 3HAYCHUI
GBIJIO YCTAaHOBJICHO, YTO Yy O6p213].[OB, HUMEIOTCS OTKJIOHEHHUS 3HAUEHUU OT HOMHUHAJIBHO 3a1aHHOT'O
pa3mepa.

Ta6mmma 1
3HaueHHsI HCCIeAyeMbIX MAPaAMETPOB
Table 1
Values of the parameters under study
ITnoTHOCTH 3anmonHeHus, %
5 10 | 15 ] 20 | 25 | 30 | 35 | 40 | 45 [..] 100
H 7 ,
HHH?III){},IH);:ZBLIZ?:I—?I/IZGEPOO 49,75 | 49,55 | 49,48 | 49,83 | 49,59 | 49.63 | 49,97 | 49,99 | 49,99 49,90
o <
HHH;EZ;HI’CI:LI”QE“;?’]TP;OO 4976 | 49,51 | 49,87 | 49,88 | 49,74 | 49,79 | 49,79 | 49,80 | 49,87 49,93
H 7 ,
HMH?{IZ)Z‘H::’Z:;:;“?TI;SOO 49,73 | 49,49 | 49,68 | 49,65 | 49,82 | 49,70 | 49,86 | 49,81 | 49,88 49,83

Ha ocHOBe 3kcnieprMEHTalIbHBIX JaHHBIX IOCTPOEHA Juarpamma, peJcTaBieHHas Ha puc. 3,
KOTOpasi IEMOHCTPUPYET 3HAU€HHUs JAUAMETPOB Yy OMBITHBIX 00pa3lioB, U3MEPEHHBIX BO BTOPOM
MIONIEPEYHOM CEYEHHUH, U3TOTOBIIEHHBIX U3 I1acTUKA PLA B 3aBUCUMOCTH OT IUIOTHOCTH 3aIl0JIHEHHUS.

43,85
. ]
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MAoTHOCTE 3aN0AHEHKA, %

Puc. 3. 3navyeHnst HApy:KHOT0 JUaMeTPa HUJIHHAPA AJs 00pa3noB U3 miactuka PLA B cedenun 2
Fig. 3. Values of the outer diameter of the cylinder for PLA plastic samples in section 2

B pesynbrare 0O0paOOTKM MAAaHHBIX TIOJIyd4€Ha IOJMHOMHUANbHAS 3aBUCUMOCTb, KOTOpas
WCIIONB3YETC NI ONpENENeHWs  3HAYeHUs pa3Mepa LUWIMHAPUYECKOW  IOBEPXHOCTH,
paccMaTpuBaeMbIX 00pa3IoB ¢ HAPYKHBIM 1uameTpoM 50 MM, KoTopast OyeT HareyaTaHa METOJI0OM
aJIUTUBHBIX TEXHOJIOTUM B 32aBUCUMOCTH OT IUIOTHOCTH 3aIIOJIHEHUI:
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£(D,,) = 0,00001Pf + 0,00059P3 — 0,01252P2 + 0,10189P, + 49,47470. (1)

OTkoHEHHEe pasMepa auaMeTpa LMIMHApPAa OT HOMHUHAJIBHOIO JUaMeTpa IpH pa3HOU
IUIOTHOCTH 3aITOJIHEHHSI HAXOAUTCS C UCTIOJIb30BaHUEM (DOPMYJIBIL:

APZ = DHOM - DBH’ (2)

A€ Druov — 3aJJaHHBIA BHEITHUN THAMETP [UIMHIPA, B JAHHOM SKCIIEPUMEHTE paBeH 50 MM.
I[JIH OHpe,Z[G.HeHI/IH cpe;[Hero 3HAUYCHUS OTKJIOHCHU A BOCHOHBSyeMCH CHGI[YIOH.II/IM
BBIpOKCHHUEM:

N _ ZAPZ
Rp, = 222 3)
HJ’IH OILICHKHU CTCIICHHU OTKJIOHCHHUS 3HAYCHUA HCﬁCTBHTeHBHBIX pasMEPOB OT CPEITHETO
3HAYCHUA, HaXOIUTCA CPCOAHCKBAAPATHYCCKOE OTKIOHCHHE, KOTOPOC HaxXOJUTCA C IIOMOMIBIO
BBIPAXCHUA:

4 -~ 2
2 (Apzi —Apz);
1

SPZ = > (3)
n-1

rac — n KOJIM4ECTBO U3MEPACMBIX 3HAYCHUH AUaMETPOB, B JAHHOM SKCIICPUMCHTE 11 = 6.

B pesynapTare npoBEACHHBIX BBIYMCICHUN HAWACHBI 3HAYECHHUS OTKJIOHEHHM, KOTOpPHIE
BO3HUKAIOT [TPH U3TOTOBJICHUH JleTalieil MeTogoM FDM neyatu, U KOTOpble HEOOXOUMO YUUTHIBATh
111 pabOThl C UMUTAILIMOHHON MOJEJIBIO C LIEJIBIO MOBBIIIEHUS! TOYHOCTH MU3TOTOBJIEHHUS AeTaleH.

Ta6muma 2
IToJie monmycka 1Jis1 00pa3uoB U3 matepuaja PLA
Table 2
Tolerance field for PLA samples
Howmep obpasua, | MakcumansHOe Cpennee CpeaHeKkBagpaTUYecKoe [one ITone nomycka no
matepuan PLA OTKJIOHEHUE 3HaYEHUE OTKJIOHEHUE JIOMyCKa | CpeqHeMY 3HaYEHUIO
OTKJIOHEHHUS OTKJIOHEHHUSI
1 -0,68 0,44 0,202262206 h15 h14
2 -0,51 0,36 0,169941166 h14 h13
3 -0,56 0,32 0,191041008 h14 h13
4 -0,52 0,33 0,154402073 h14 h13
5 -0,41 0,20 0,127553910 h13 h12
6 -0,37 0,22 0,101472492 h13 h12
7 -0,48 0,28 0,181484618 h14 h13
8 -0,43 0,26 0,156896994 h14 h13
9 -0,42 0,23 0,164042677 h14 h12
10 -0,42 0,27 0,164772571 h14 h13
11 -0,48 0,29 0,172945078 h14 h13
12 -0,52 0,29 0,189675161 h14 h13
13 -0,46 0,27 0,160176985 h14 h13
14 -0,48 0,20 0,169705627 h14 h12
15 -0,49 0,26 0,162069944 h14 h13
16 -0,52 0,31 0,153101274 h14 h13
17 -0,49 0,27 0,143770651 h14 h13
18 -0,44 0,22 0,153025052 h14 h12
19 -0,42 0,19 0,146651514 h14 h12
20 -0,30 0,19 0,082320512 h13 h12

40



s paboThl ¢ MMHUTAMOHHOW MOJENBI0 U CO3JIaHUS KOMITBIOTEPHOW MOJEIH, KOTOopas
MO3BOJIUT YYUTHIBATh OTKJIOHEHHUS Pa3MEpPOB MPH M3TOTOBICHUH (U3MUECKON MOJEIN MOCTPOCHA
3aBUCUMOCTh, MpeAcTaBieHHass Ha puc. 4. JlaHHas nuarpamMma JAEMOHCTPUPYET 3aBUCUMOCTH
CPEIHETO 3HA4YEHUs OTKJIOHEHMS pa3Mepa LWIMHIPUYECKOW IOBEPXHOCTH OT OIPEACICHHOU
IUIOTHOCTH 3aIIOJIHEHUA.
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Puc. 4. 3aBucuMOCTH cpeIHero 3Ha4YeH!s OTKJIOHEHHsI HOMMHAJIBLHOTO pa3Mepa oT MJIOTHOCTH
3anojiHeHust Matepuaia PLA
Fig. 4. Dependence of the average value of the nominal size deviation on the filling density of the PLA material

B pesynbrare NmpoOBEACHHBIX HCCICNOBAHMM IIOJMy4eHA MaTeMaTH4ecKas MOJENb, KOTOpas
IIO3BOJISIET MTPOTHO3UPOBATh 3HAYCHHE OTKIOHEHUN OT HOMHHAJIBHOTO pa3Mepa B 3aBUCUMOCTH OT
IJIOTHOCTY 3aII0JHEHUs U3CIINS:

F(Dyor) = 0,00001 - B* — 0,00059P23 + 0,0125 - P2 — 0,10189 - P, + 0,52530, (4)

rae Pz — IJIOTHOCTb 3allOJHEHUS] JETAIIN.

ITpuMeHeHMe JaHHON MaTeMaTHYeCKON MOJIENIN JJAeT BO3MOKHOCTh CIIPOTHO3UPOBATh YCAIKY
miactuka PLA nHa 0,322 MM nipu 15 % NI0THOCTH 3amOIHEHHUS.

Ha puc. 5 mnpexncraBieHa puarpamMma, I[O3BOJISIIOIIAS OLEHUTHh HACKOJIbKO 3HAYCHMS
OTKJIOHEHUI MOTYT OTIMYaThCS OT cpenHero 3HaueHus. [lanHble uis Trpaduka IMOIYy4EHBI C
HCIIOIb30BaHUEM BBIpaxeHus (3).
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Puc. 5. CpeanexBajpaTuieckoe 0TKJIOHEHHE pa3Mepa B 3aBUCMMOCTH OT IJIOTHOCTH 3aI0JTHEHHUS
Fig. 5. Standard deviation of size depending on filling density
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Ha puc. 6 npencrabiena OJ0K-cxemMa MPOCKTUPOBAHUS W3AeIUs 0€3 MPUMEHEHHUs ITaHHOU
MMUTAMOHHON MOJIENM M C NPUMEHEHHEM. JTambl IPOEKTUPOBAHMS M M3TOTOBIIEHUS, KOTOpBIE
ONpeeNeHbl IUTPUXOBOM JIMHMEW, COOTBETCTBYIOT IIPUMEHEHUIO HMMHUTALMOHHOW MOJEINH.
[TpoBeieHHBIN SKCIEPUMEHT IMOKa3all, 4To Ojarojgaps MCIHOJIb30BAHUIO UMUTALIMOHHON MOJENH, B
KOTOpPOM YYTEHBI OTKJIOHEHHS Pa3MEpOB JCTANU OT 3aJaHHBIX Pa3MEpPOB C y4YETOM IIOTHOCTH
3aIlOJIHEHMS OTBITHBIA 0Opa3zer] n3roToBuiu 3a 1 pa3. B To Bpems kak 6e3 UMUTAIMOHHON MOJENN
TOJIBKO C TPETBHEH MOMBITKH AETajb MOJIYYHJIACh C PA3MEPAMU, YIOBIECTBOPAIOIIAMA OTKIOHCHUSIM

OT 3aJJaHHBIX Pa3MEpPOB.
( Haugaio )
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Puc. 6. Biok-cxemMa aBTOMaTH3alUH NPoOLecca NPOEKTHPOBAHNS 1€TAJIH, H3TOTOBJICHHOH MeTOI0M
AJVINTHBHBIX TEXHOJIOTHI
Fig. 6. Block diagram of automation of the design process of a part manufactured using additive technologies

3aKjao4eHue

B pesynbrare mpoBeaeHHOW paboThl pa3paboTaHa WMHTAIIMOHHAS MOJIEb, TO3BOJISIONIAS
CMOJISIUPOBATh TPOIECC NPOSKTUPOBAHMUS TMPOTOTUIA [UIMHIPUYECKOH HeTand, KoTopas
M3rOTaBJIMBACTCS MO TexHoNnorun FDM. ImMutanimonHas MOJENb CO3AETCA C pa3MepaMt, B KOTOPBIX
yYTEHBI OTKJIOHEHHSI Pa3MEpOB JIETANIN B CBA3M C ycanakoil. g obecnedenus paboTocrnocoOHOCTH
JTAHHOUM MOJEININ MPOBEIEHBI IKCIIEPUMEHTAIBHBIC UCCIICIOBAHMSI, KOTOPHIE TTO3BOJIUIIH ONPEICITUTh
3HAYCHUA OTKJIOHCHI/Iﬁ pa3Mep0B J€TaJii OT HOMHWHAJIBHO 3aJaHHBIX. Ha OCHOBC HOJIy‘IeHHI:IX
JAHHBIX pa3paboTaHa MaTeMaThyecKas MOJCNb, KOTOpas J1aeT BO3MOXXHOCTHb CIPOTHO3HUPOBATh
Hpouecc yCEl,Z[KI/I 148 OHpGI[eJII/ITI: 3HAUYCHUS OTKJIIOHCHUS pa3Mep0B OT HOMHWHAJIBHBIX. KOTOpBIe
HEOOXOIUMBI JIJIsl CO37aHUsI KOMITBIOTEPHOU Mozenu. JlaHHas MareMaTudeckas MOJIeb TTO3BOJISET
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ONpEIEINTh 3HAYECHHSI OTKJIOHEHMS DPAa3MEpPOB OT HOMHUHAIBHO 33JaHHBIX B 3aBUCUMOCTH OT
IUIOTHOCTH 3amoNHEHUs Jeranu. VMuTanmoHHass MoJAens pa3paboTaHa i MOACTUPOBAHUS
MMOBEPXHOCTHU MPOTOTHUIIOB JETANCH, KOTOPhIE U3TOTABIUBAIOTCA U3 TuiacThka PLA. JlaHHBIHA c1ioco0
aKTyaseH JJisl MOBBIIIEHUS] TOYHOCTH U3TOTOBJIEHUS Aetaned. [IpakTuueckoe mpuMeHeHUuEe JaHHOU
Mozes BO3MOXHO B cuctemax CAIIP, 4To m03BOAUT YMEHBIINTB BPEMS MIOArOTOBKH ITPOU3BOCTBA,
MOJIYYHTh JIeTalb ¢ TPeOyeMbIMH pazMepaMu MeToIoM FDM B MEHBIIINE CPOKH.
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