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NMPOEKTUPOBAHME U U3TOTOBJIEHUE OETAJIEA U Y3J1OB
A3POKOCMMYECKMX KOHCTPYKLIMM M3 KOMIMO3UTHbIX
MATEPUATIOB B YCINIOBHUAX AAANTUBHOIO NMPOU3BOLACTBA

A. O. dupcuH, P. A. BgosuH, E. C. N'oHuyapos, U. [1. MapKaHoB

CamapcKui HauMoHarnbHbIM MCCrefoBaTENbCKMA YHUBEPCUTET
umenn akagemmka C. IN. Koponesa,
Poccusi, 443086, r. Camapa, Mockosckoe wocce, . 34

B AAHHOM CcTaThe MOAHMMAETCS TeMa MOfAEPHM3aUMM CYLLECTBYIOLMX TEXHOMOrMYECKMX NMPOLLeCcCcoB
3aroTOBMTENBLHOrO NMPOM3BOACTBA B YaCTM MCKMIOYEHMS JOPOroCTOSILEro M ANMTENBLHOro 3Tana npo-
€KTMPOBAHMSI M M3rOTOBMNEHMS MEeTANNMYeCKMX npecc-(popM M BHegpeHusi TexHonoruit 3D-nevartm.
B cTaThe npeacTaBneHa MH(OPMauMs 0 TexHonormn 3D-neyaTH, OCHOBAHHOM Ha METOfe 3KCTPY3HM.
MpueoguTCcs MHOPMaLMs 06 OCHOBHBIX 3Tanax NMPOEKTMPOBaHMS TEXHONOrMYECKOM OCHACTKM ANS Ae-
Tanm «BCTaBKa» C y4eTOM OCOGEHHOCTEN M OrpaHM4eHMM, CBSI3aHHbIX C NevaTbio Ha 3D-npuHTepax.
B paMKax uccrnegoBaHusi 6bin NpoBefeH aHaNM3 LIePOXOBAaTOCTM M YCafiKM TeCTOBbIX 0OpasLLoB, KOTO-
pbie 6biInM M3roToBNeHbl Ha 3D-NpMHTEPEe U3 Pa3AMUYHbIX KOMMO3MTHBIX MaTepPManoB.

KnioueBblie cnoBa: 3D-nevarb, aaAMTUBHOE NPOM3BOACTBO, KOMMO3MUTHbIN MmaTepuan, getanu geurarene-

cTpoeHus, ycapka, FDM-neyvatb, WepoxoBaToCThb.

BBepenue

B Hacrosuiee BpeMsi AASL CEPUUHOTO IIPOU3BOA-
CTBa AeTarel ABUTaTeAel HCIOAb3yeTcs 6a3oBas TeX-
HOAOTHS, KAIOUEBOM OCOOEHHOCTBIO KOTOPOU SIBASIET-
Csl IPOEKTHPOBAHUE U H3TOTOBACHHE METaAANIEeCKUX
npecc-popM. B TEKyIINX YCAOBUSX TEXHOAOTHUUECKOTO
CyBepeHUTeTa, HMIIOPTO3aMellleHusd M HMIIOPTOOoIlle-
pe’keHus pas3BUTHE OTeUYeCTBEHHOI'O ABUTraTEAeCTpoe-
HUSI, OCHOBAHHOTO Ha UCIIOAB30BAHUU OTEYECTBEHHBIX
pecypcocbeperaromux TeXHOAOTHH, OTedYeCTBEHHOIO
000pyAOBaHUS ¥ IIPOTPAMMHOTO OOECIeYeHUs SIBASIET-
csl KpallHe Ba’KHOM aKTyaAbHOU 3apauel. B 3Tolt cBg-
3U AAUTEABHOCTH 3TAllOB IIPOEKTHPOBAHUS, CO3AAHUS
U BBOAA B IKCIAyaTallWIO HOBBIX KOHCTPYKIUN ABU-
raTenel AOAKHA OBITh MHHHMAaAbHA. [IpoBepAeHHBIN
aHaAW3 TPAAUIIMOHHOTO TEeXHOAOTHMYECKOTro IIpoliecca
ToKa3an, 4TO TPYAOEMKOCTh HPOEKTHUPOBAHUS U W3-
TOTOBAEHUS METAaAUUYeCKUX IIpecc-hopM AAS U3ro-
TOBAEHUSI OTAUBOK AETaAel COoCTaBAsieT OT 6 MecslleB
u OoAee, IPU YCAOBUM, UTO KOHCTPYKIIUS IIPOEKTUPYe-
MBIX IIpecc-opM AOAJKHA YUUTHIBATL OTPOMHOE KOAU-
YeCTBO TEXHOAOTHYECKHUX IIapaMeTpPOB (YCaAKy MeTan-
Ad B OTAWBKAX, NPUIYCKU AAS ITOCAEAYIOIIMX 3TalloB
MexaHu4yeckKon o0paboTku u 1p.). Takum obOpa3som,
B YCAOBUSIX IIPOM3BOACTBA HOBBIX KOHCTPYKIIUM ABU-
raTeAred, KOTOphle XapaKTepU3yIOTCS MHOTOBapHaHT-
HOCTBIO U UTEPAlMOHHOCTHIO, MPOCYET M OIMOKH Ha
CTaAMY TIPOEKTUPOBAHUS IIPUBOASAT B KOHEYHOM UTOTeE
K 3HAYUTEABHBIM (PUHAHCOBLIM ¥ BpPEeMEeHHBIM 3a-
TpaTaM. B 35TOM CBS3M AAS U3TOTOBAEHUS (popMoO-
oOpasyolllelf OCHAaCTKU IleAecOo0Opa3HO UCIOAB30BATh
3D-neuaTh nAactukoMm [1, 2].

AppuTuBHOE TPOU3BOACTBO (AIl) — »TO TexHoO-
AOTHSI, KOTOpasi IIO3BOASIET CO3AABaTh TpPeXMepHEIe
OOBEKTHl IIyTEM IIOCAOMHOTO AOOABAEHHS MaTepuana
[3]. AIT cTpeMuTeAbHO pa3BUBAETCSI U HAXOAWUT IIPHU-
MeHeHUe B PAa3AWUYHBIX OTPACASIX IIPOMBIIINEHHOCTH,
BKAIOYas PaKETHO-KOCMHUYECKYIO U MAlTUHOCTPOUTEAD-

Hyl0. OAHUM K3 NEpPCHEKTUBHBIX MeTOAOB 3D-medaTu
nAacTuka saBasiercs texHoarorusa FDM (Fused deposition
modeling), KoTopasg OCHOBaHa Ha 3KCTPY3HUM MaTepu-
ana u3 comnna 3D-npuntepa (puc. 1). Conro ABUKeTCS
110 3aA@HHOM IIM(PPOBON MOAEABIO TPAEKTOPUU U I1eda-
TaeT CAOM 3a croeM [4].

[Tpu 3D-neuatu MetopoM FDM B KauecTBe MaTepu-
ana Bce OOABIIee IPUMEHEHUEe HaXOAAT KOMIIO3UTHEIE
IIAAQCTHKH, COUeTalue B ceOe KOMOMHAIIUIO ABYX UAU
OoAee MaTepHanroB [5, 6].

Ha sTane IpOeKTHPOBAHMS 3arOTOBKU OIIPEAEAs-
I0TCSI TpeOOBaHUS K IIOBEPXHOCTAM, WX B3aUMHOMY
PacCIOAOKEHHIO M TOYHOCTH H3TOTOBAEHUS C YIETOM
BO3MOJKHOCTeN M orpaHudyeHuil 3D-npunTepos. [lo-
CAOIHOe BhIpammBaHue 10 FDM-TexHOAOTUHM UMe-
eT OCOOEHHOCTH, KOTOpble HEeOOXOAUMO YYHUTHIBATh
MST TIOAYUYeHUsI KadeCTBEHHBIX IToBepxHocTed. [Ipu
3D-meyati  HEOOXOAVMMO YYMTHIBATBL: TeMIIePaTypy
7eyaTH, TaK KaK HEKOPPEeKTHasg TeMIlepaTypa MOJKeT
IIPUBECTH K AepOpMaIuy UAM HEAOCTATOUYHOM aAre3uy
CAOEB; CKOPOCTbH IledaTH; BBEIOOD IOAXOAAIEro MaTe-
pHUana, Tak KakK pa3AudHble MaTepUaAbl UMEIOT pa3HbIe
CBOMCTBa, U IpUMeHeHNe HEeKOTOPBhIX M3 HUX MOIYT
TIO3BOAUTL IIOAYUYHTHL OOA€e TAAAKYIO IIOBEPXHOCTE;
paspelleHue nevartu [7].

[MapameTpsl, BAuLGIOIIME Ha pe3yAbTAT IIedyaTH,
IIpeACTaBAEHBI Ha pUC. 2.

HpOeKTMpOBaHHe 1 U3TOTOBAEHUE

B kauecTBe mpuMepa, AAST OTPabOTKH TEXHOAO-
TUM, WU3roTOBAeHUd (HOpMOOOpa3yrollel OCHACTKU
13 KOMIIO3UTHBIX MaTepHaAOB C IIOMOIIBIO AAAUTUB-
HBIX TEXHOAOTMM OblAa BBIOpaHa AeTanb «BcTaBkar,
parMeHT KOTOPOU TpeACTaBAeH Ha puc. 3. AeTarb
«BcTaBKa» BXOAUT B COCTaB KOHCTPYKIIUM KaMephl
cropauusa apurateas HK-32-2 u npepHaszHaueHa AN
CO3paHMSA OOpPaTHBIX TOKOB, YMEHBIIAIOIIUX CKOPOCTh
AaMeHU AAST Ooaee d9(PPEeKTUBHOM pabOTHI ABUTATEAS.



Pabowwii cron nprHTepa

Puc. 1. Texnororus neyatu metropoom FDM
Fig. 1. FDM printing technology

TemnepaTtypa OKpyXawLen cpeas!
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paboyero cTona npuHTepa

Puc. 2. OcCHOBHbIE IapaMeTphl, BAUSIONIAE Ha KayeCTBO MmevyaTu
Fig. 2. The main parameters that affect print quality

[TpoekTupoBaHue (opMoOOpa3yroIe OCHACTKU
AeTaru «BcTaBKa» HaUMHAETCSI C IIOCTPOEHUST TpexMep-
HBIX MOAeAel B mporpamme KOMITAC-3D.

TTocaepAOBaTEABHOCTE IOCTPOEHUSI TPEXMEPHOU MO-
penu petanu «OnopHasa IAUTa» IIPeACTaBACHA Ha puUC. 4.

[MTocaepOBaTEABHOCTH IOCTPOEHUST TPEXMEPHOM MO-
Aean peTaau «Matpuna» IpepcTaBAeHa Ha puc. d.

TTocarepOBaTEABHOCTDH IOCTPOEHUST TPEXMEPHOU MO-
AeAm pAetanm «ITyaHCOH» IIpPeACTaBAeHA Ha puc. 6.

TTocaepOBaTEABHOCTH IIOCTPOEHUSI TPeXMEPHOU MO-
AeAV AeTaar «BepxHss mAnTa» IpepCTaBAeHa Ha puc. 7.

3D-MopAeAb COOPKM TEXHOAOTMUECKOM OCHACTKU Ae-
Taru «BcTaBKa» mpeapcTaBAeHa Ha puc. 8.

B kauecTBe 00OpPyAOBaHMS AAS U3TOTOBAEHUSI OC-
HacTKu AeTaau «BcraBka» BoiOupaem 3D-mpunTep
PICASO Designer X S2. OTo HpUHTEpP C OAHUM 3KC-
TpyAepoM. AaHHAasT MOAEAb OTAMYAEeTCSI BBHICOKOW TOY-
HOCTBIO I CKOPOCTBIO PAOOTHI — IIPOU3BOAUTEABHOCTH
A0 100 cm®/yac TO3BOAsIET OBICTPO BOCIPOU3BOAUTH
ArOOBIe MopeAur. TouHag MeXaHMKa U almnapaTHas IIAaT-
dopMa X TMO3BOASIOT AOOUTHCS TOAIUHBI II€YaTHOT'O
crog Bcero 10 Mrm. [lpuHTep mO3BOAfAET IedaraTb
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Puc. 3. ®parmeHT AeTtarn «BcTaBKa»
Fig. 3. Fragment of the «Insert» part

Pa3HBIMU BUAAMU MaTepuaroB. OOAACTH IIOCTPOEHUS
npuHTepa 200x200x210.

AAST BOCIIDOM3BEAEHHSI MOAEAU TEeXHOAOTHUeCKOU
OCHAcTKU AeTaru «BcraBka» Ha 3D-npunTepe, He06XO0-
AUMO IIepeBeCTU ee B g-KOA (MHCTPYKIIUIO, MOHATHYIO
ast 3D-npunTepa). [Tostomy 3D-MopeAb, CO3AQHHYIO
B nporpamme KOMITAC-3D, He0OXOAUMO COXPAHUTH
B ¢popmare STL ars mocAepyrolllel IIOATOTOBKHM haii-
Aa K nedaTd. CAaliCUHT MOAEAU OBIA BBIIIOAHEH B IIPO-
rpamMMe PrusaSlicer, cornacHO peKOMeHAAUUsIM, KOTO-
pble OBIAU U3AO0KEHBI paHee.

PacnorosxeHue MOAEAU TEXHOAOIMUYECKOM OCHACT-
KU AeTarnu «BcraBka» Ha naaTgopMe IIOCTPOEHHH,
a TakykKe «HapesaHHBIe» CcAOM 3D-MopeAm IpepcTaBae-
HBI Ha puc. 9.

HameuaTaHHass TeXHOAOTMYeCKasl OCHAaCTKa AeTaAU
«BcTaBKka» npeactaBaeHa Ha puc. 10.

UTOOBI M3TOTOBUTL TO HMAM MHOE M3AEANe HUAU Ae-
Taab M3 KOMIIO3WUTHOTO MaTeprasa C HAWAYYIINMU
CBOMCTBaMM, HEOOXOAUMO IOA00OpaTh Hauboaee OIl-
TUMaABHBIM MaTepuan U peXUMBL nedaTu [8]. UTOOBI
BBISIBUTL HaubOoOAee IOAXOASAIIUN MaTepuaA M OIITHU-
MaABHBIM PEe’KHUM IIedaTH, OBIAW U3TOTOBAEHLI TeCTO-
Bble OOpasibl. BrocaepcTBUUM 1O HameyaTaHHBIM O0-
pasiiam ObIna OoIpeAeAeHa IMIePOXOBATOCTh M AWHeWHast
ycapKa.

BBIAU TpOBeAEeHBI HKCIIEPUMEHTEI, B XOAE€ KOTOPBIX
BBIpallleHbl 00paslbl U3 Pa3HBIX BUAOB KOMIIO3UTHBIX
MaTepHanrOB, MPU PA3AWYHBIX 3HAUEHUSIX TeMIepaTy-
PBL OKCTpy3uu. BHU3y npusepeHa TabA. 1, rae ykasa-
HBI NCIIOAB30BaHHBIE MaTepPHaAbl U COOTBETCTBYIOIIVIE
3HaYeHMsI TeMIIepaTypbl 3KCTPY3UU AAS BHIPAIIUBAHUS
00pasios.

Caepyrolliie mapaMeTphl OBIAM IOCTOSIHHBIMU IIPU
BbIpAIUBaHUN 00Pa310B:

— IIAOTHOCTB 3amloAHeHUs: MaTepuara (30 %);

— pasmep conaa (0,5 mMm);

— o6ays (0 %);

— CKOpPOCTB meyatu (45 mm/c).

Puc. 4. ITocAeAOBAaTEABHOCTDH IMOCTPOEHUSI TPEXMEPHOI MOAeAU AeTaru «OIopHast MAUTa»
Fig. 4. The sequence of building a three-dimensional model of the «Base plate» part
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Puc. 5. ITocAeA0OBaTEABHOCTh MOCTPOEHUSI TPEXMEPHOI MOAEAU AeTaru «Marpuma»
Fig. 5. The sequence of building a three-dimensional model of the «Matrix» part

Puc. 6. ITocAeA0BaTeABHOCTh MOCTPOEHUS TPEXMEPHOH MoAeAn AeTaau «ITyaHcoH»
Fig. 6. The sequence of building a three-dimensional model of the «Punch» part

e

Puc. 7. ITocAeAOBaTEABHOCTh IIOCTPOEHUSI TPDEXMEPHOI MOAEAH AeTaAu «BepxHsisa manra»
Fig. 7. The sequence of building a three-dimensional model of the «Upper plate» part

— yancon

Pasoruytas -8 nactima
/ o Pasoruyras 3-n nuactina

——

PasoruyTas 2-8 IIBCTHHD

[lepras nnacTHia ——*|

Marpima —

‘ﬁ—- Omnopuas nanTa

Puc. 8. TpexmepHasi MOAEAb TEXHOAOTMYECKOW OCHACTKU AeTaAu «BcraBka»
Fig. 8. Three-dimensional model of the technological equipment of the «Insert» part

ABS-PA GF-8 cocTouT U3 cMecu aKpUAOHUTPUAOY- K yAbTpaduoreTy. OH TakKe MHEPTeH K OOABIIUHCTBY
TapueHcTtupora (ABS) u noanamupa (PA6) c pobaBae- XUMHUUYECKUX PACTBOPUTEAEH.
HueM 8 % CTEKAOBOAOKHA. JDTOT MaTepuan UAEaAbHO PA 66 GF-30 siBAseTCSI KOMIIO3UTHBIM MaTepUaAOM
IIOAXOAUT AN TI€4aTH KOHEYHBIX M3AEAUN, KOTOPBIM U3 MOAMAMHUAA 66, CMEIIaHHOTO C apMHUPOBAHUEM CTe-
TpeOyeTcsl BBICOKAss YAAPOIPOYHOCTbH U CTOMKOCTH KAOBOAOKHOM Ha 30 %.



Puc. 9. PacnonoskeHHe N Hape3Ka cAoeB 3D-MOAeAM TEeXHOAOTMYECKOH OCHaCTKH AeTaan «BcraBka»
Fig. 9. Arrangement and cutting of layers of the 3D model of the technological equipment of the «Insert» part

Puc. 10. TexHOAOrHY€eCKasi OCHAaCTKa AeTaAmn «BcraBka»
Fig. 10. Technological equipment of the «Insert» part

ForMAX — 3TO MH>XeHEepHBIM TEePMOIIAACTHUK, KO-
TOPBI couyeTaeT B ceGe IPOYHOCTH M BBICOKYIO TeM-
nepaTypHylo CTaOMABHOCTL 3a CueT AOOABAEHUS yTAe-
BOAOKOH B OCHOBHOM MaTepuan ABS. OToT maTepman
UAEAABHO IIOAXOAUT AAS CO3AAHUSA AETarel, KOTOPHIe
BBIAEDPIKMBAIOT OOABINME HArpy3KHd M 3KCTPEManbHBIE
ycaroBusg. Haanume yrA€BOAOKOHHOTO —HAIIOAHUTEAS
(A0 15 %) B ForMAX 3HauMTEeABHO IOBLIIIAET IIPOY-
HOCTBb U JKeCTKOCThL (pHAaMeHTa.

HUccarepoBaHuE HIepOX0OBATOCTHU IIOBEPXHOCTHU

[IlepoxoBaTOCTh MOBEPXHOCTU SIBASIETCSI Ba’KHBIM
aCIeKTOM IIPU CO3AAHUM MOAEAel, U OHa MOYKeT OBITh
KOHTPOAUPYEMa depe3 METOABI BHIPAIlMBAHUS M TOA-
muHy crost. OAHAKO MHOTAQ ITOBEPXHOCTDL BLIpAllleH-
HBIX MOAEAEN HMMeeT HeAOCTATOYHOe KadecTBO, 4TO
NIPOSIBAAETCSI B BBICOKOI IIEPOXOBATOCTU. DTO MOJKET
NIPUBECTH K HEOOXOAMMOCTH IIPOAOAKUTEABHON pyd-
HOM OTAEAKe, OCOOEHHO B CAydae CAOKHOIPO(UAL-
HBIX IIOBepxHOcCTeHn. Puc. 11 mantocTpupyeT Ipoliecc
U3MepeHusl IIepOXOBATOCTH, TAe Ka’KABIM oOpaser]
TIOABEpraeTcsl U3MEPeHUIO0 B ABYX HallpaBAEHHAX. OTO
TIO3BOASIET IIOAYYUTH IIOAHOE IIPeACTaBAeHHe O XapakK-
TEePUCTHUKAX MOBEPXHOCTU M OIPEAEAUTh HaAWUUe Ae-
dexToB [9].

Vi3mepeHue I1epoxXoBaTOCTH IMPOBOAMAOCE C IIOMO-
weto npoduromerpa MIITT-210, KOTOPBIU UCIOAB3YeT
KOHTAKTHBIM ITyIIOBOU MeTOA U3MepeHusd (puc. 12).

B npeacTaBAeHHOM B TaOA. 2 UH(MOPMALIUU OTpake-
HBl Pe3yABbTaThHl U3MepeHuN IIepoXoBaTOCTeM o0pas-
LIOB II0 napaMmerpy Ra.

AHanu3 AQHHBIX U3 TaOA. 2 MOKaszaan, 4TO pa3Aud-
HBIe MaTepPHaAbl UMEIOT PAa3HyIO IIepOoXoBaTOCTh. Han-
MEeHBIIIYIO IIepOXOBATOCTh IO HapamMeTrpy Ra wumeer

Tab6auna 1. Vicnoabp3yeMble MaTepuaAbl U COOTBETCTBYIOIIE
3HaYeHMs] TeMIepaTypbl 3KCTPY3UHU AASI BbIpalMBaHUS
o0Opa3suos

Table 1. The materials used and the corresponding extrusion
temperature values for growing samples

Marepuan Tecl\gf[ig'a'fépa Teclxilrl;l)ig'a'fépa
280
ABS-PA GF-8 200 120
300
305
PA 66 GF-30 310 140
320
270
ForMAX 280 105
290

obpasel M3 KOMIIO3UTHOro MaTepmara ForMAX mnpu
TeMneparype conaa 270 °C.

HUcchrepoBaHUE BAUSIHUSI AMHEMHOM yCaAKU
Ha pa3MepHYI0 TOYHOCTh

Ycapka MaTepuana SBAAETCS Ba’KHBIM (PAKTOPOM
IPY IPOEKTUPOBAHUU U U3TOTOBACHUM AeTared C HC-
IIOAB30BAHMEM TeXHOAOTUM 3D-lleyaTw IO MEeTOAY
FDM [10]. B mpoijecce meuaTu MaTepHaA PacIIAaBAS-
eTCsl M 3aTBEPAEBAaeT, 4YTO IIPUBOAUT K H3MEHEHUIO
pa3MepoB U IOSBAEHUIO BHYTPEHHUX HAIpsSKeHUU

C
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llonepeyroe usmepeHye
wepoxobamocmy

_ [llpodoneHoe usHeperue
. wepoxobamocmy

Puc. 11. Cxema u3MepeHusi MepoxoBaTOCTH
Fig. 11. Roughness measurement scheme

Puc. 12. I3mepeHne 1mepoxoBaTocTu odpasna
npoduromerpom WIIII-210
Fig. 12. Measuring the roughness of a sample with
an WIIITI-210 profilometer

B u3peaun. I[TosToMy ImoOHUMaHHe U y4eT YCaAKH sB-
ASIOTCSI KAIOUEBBIMU aCIleKTaMU AASL AOCTHU KEHUS TOU-
HOCTM ¥ KayeCTBa IIpU IeyaTu. YcapKa MaTepuara
MOJKeT OBITh BBIpa’keHa B AMHEWHBIX UAU OOBEMHBIX
eAVHUIIAX U3MepeHus. /AWHeWHad ycapKa XapakTe-
pu3yeT u3MeHeHUe AMHENHBIX pa3MepoB. B cayuae
3D-neyaTu AMHelHas ycapkKa OIIpeAeAseTcsl pa3HU-
e Me’XAy padMepaMu MopeAu B nporpamme CAD
U (paKTUUYEeCKUMU paszMepaMU U3AEAUs, IOAYIeHHOTO
Ha 3D-npunrtepe. OAHOM M3 OCHOBHBIX IIPUYUH AU-
HEWHOM YCAAKU SIBASIETCS TepMUUYEeCKOe C)KaThe MaTe-
prasa IpU OXAQKAEHUU A0 KOMHATHOW TeMIlepaTyphl.
OTOT IPOllecC HaUYUHAETCs, KOTAQ AOCTUTAeTCsl TeMIle-
paTypa Hauara AMHeMHOM yCapKHU, TO eCTh TeMIlepaTy-
pa, Ipu KOTOPOM HAuYMHAETCa OOpa3oBaHHUE TBEPAOU
¢da3pl MaTepuansa. [locae 3TOTO IPOUCXOAUT AAAD-
HeHIlee COKpalleHWe Pa3sMepoOB W3AEAUS, OIPEeAEAsi-
eMoe TeMIepaTypHBEIM KO3(M@PUIIMeHTOM AWHENHOTO
paciuiupeHus: MaTepuara. Ba>XHO OTMETUTh, UTO IIO-
BBILIEHE AMHENMHOU YyCAaAKH MOJKET IIPUBECTU K BO3-
HUKHOBEHUIO TePMHUUYECKUX HATPSKEHUU B U3ACAUU.
TTosToMy npu pa3paboTKe TEXHOAOTMUECKUX IIpollec-
coB 3D-meuaTy HEOOGXOAUMO YUUTHIBATH 3TU (PAKTOPEI
U IPUHUMATbL Mepbl AAS MUHUMM3AUUU U KOHTPOAS
yCapKU. OTO MOXKeT BKAIOUATh OIITUMHU3AIINIO ITapaMe-
TPOB TI€YaTH, BEIOOP MOAXOASIIEr0 MaTepuasa C HU3-
KO¥ ycapkou [11].

AASL OLIEHKU YCAAKU M CTAOMABHOCTU reoMeTpuUde-
CKUX pa3MepoB 00pasloB, OBIAU IIPOBEAEHBI H3Mepe-
HUS 110 AMHEWHBIM pasMepaM. B mporecce usMmepeHu
UCIOAB30BaACS TAaAKUM Mukpomerp MK-200, ¢ TouHo-
cteio m3Mepenus Ao 0,01 mM. Kaxkabii oOpaser; OBIA
U3MepeH IO ABYM AMHENHBIM pa3MepaM a U b, cooT-
BETCTBYIOIIVE 3HaueHUsAM 15 m 60 MM, Kak ITOKa3aHO
Ha 3D-mopeam (puc. 13).

B mpeacraBaeHHOM B TabA. 3 mHpOpMauuu oTpa-
KeHbl pe3yAbTaThl M3MepeHUM 00pasloB U 3HaueHUs
CBOOOAHOM AMHEWHOU ycapkKu. Pacuer 3HaueHui CBO-
OOAHOU AMHEWHOU YCAAKU OBIA BBIIIOAHEH COTAACHO
dopmyre (1):

o, = Lot 100 %

0

(1)

Tabauna 2. 3HayeHUsT MIEPOX0OBATOCTH 00pa3L0B, N3MEPEHHbIX
B IIPOAOABHOM M INONEPEeYHOM HampaBAEHHSIX

Table 2. Roughness values of samples measured in the
longitudinal and transverse directions

INpopoarHOE HanpaBAeHUe | [TonmepeuHoe HalpaBAeHUE
DTC' Ra, MkMm Cpeanee Ra, MkMm Cpeanee
3HaUeHUe 3HaueHUe
ABS-PA GF-8
8,573 18,636
280 7,352 7,828 16,959 17,556
7,558 17,073
8,237 17,356
290 9,134 8,484 19,428 18,364
8,080 18,309
9,568 18,476
300 10,334 9,862 19,283 18,913
9,685 18,981
PA 66 GF-30
8,501 19,147
305 9,555 9,125 17,945 18,935
9,318 19,713
10,595 19,370
310 9,462 10,374 19,551 19,261
11,064 18,862
9,821 17,900
320 11,134 9,916 17,832 17,581
8,794 17,011
ForMAX
5,281 17,760
270 5,370 5,322 17,008 17,113
5314 16,570
6,749 18,682
280 6,831 6,773 18,043 18,130
6,739 17,664
5,786 17,378
290 4,916 5,363 16,643 17,177
5,387 17,511

Puc. 13. N3mepsieMble napaMeTpbl Yy 06pa31nos
Fig. 13. Measured parameters of the samples

rae I, — pasmep mopean B mporpamme CAD, mum;

I — daxTuueckull pasMep HU3AEAUs, NOAYYEHHBIHN
Ha 3D-upuHTepe.

Ananm3 AQHHBIX U3 TaOA. 3 MOKasaan, 4TO pPa3And-
HBIe MaTepHUaAbl UMeIOT pa3Hble YPOBHM ycapKu. Hau-



Tabauna 3. Pe3yabTaThl H3MepeHUs1 00pa30oB M BEAUYHUHBI
AMHENHOMN yCaAKU

Table 3. The results of the measurement of samples and the
magnitude of linear shrinkage

upuna ,A/\I/IH&( I()))Gpasua
T, o6pa3sia (a), MM o (@), MM’ o, (b),
°C % %
W3ame- Cp. N3me- Cp.
peHUe 3H. peHue 3H.
ABS-PA GF-8
15,09 60,34
280 15,06 15,09 —-0,6 60,33 60,34 | —06
15,11 60,34
15,15 59,77
290 15,17 15,16 —1.1 59,78 59,77 +0,4
15,16 59,77
15,19 59,92
300 15,17 15,18 —-1.2 59,92 59,92 | +0,13
15,18 59,92
PA 66 GF-30
15,09 60,16
305 15,12 1511 | —0,73 60,17 60,16 | —0,27
15,12 60,15
15,09 60,32
310 15,18 15,16 | —1,07 60,33 60,33 | —0,55
15,21 60,33
15,31 60,39
320 15,31 1529 | —1,93 60,39 60,39 | —0,65
15,25 60,39
ForMAX
14,96 59,91
270 14,98 1498 | +0,13 59,93 5992 | +0,13
15,00 59,92
14,91 59,87
280 14,85 1490 | +0,67 59,88 59,87 | +0,22
14,93 59,87
14,90 59,83
290 14,82 14,85 | +1,00 59,85 59,84 | +0,27
14,85 59,84

MEHBIYIO YCAAKYy AEMOHCTPHPYIOT OOpasmbl, M3To-
TOBAe€HHBIe U3 MaTepuara ForMAX, B To BpeMs Kak
HanOOABIIIas ycapKa HaOAropaeTcst y oOpasnoB us PA
66 GF-30. OTo yka3blBaeT Ha TO, UTO BLIOOD MaTepHuana
UrpaeT Ba’KHYIO POAL IIPH IedYaTu AeTarel, 0COOeHHO
€CAM TOYHOCTBH Pa3MepOB SIBASIETCSI KPUTUUECKUM (ak-
TopoM. Kpome MaTepmana, TeMIepaTypa paclAaBACHUS
TaK’Ke OKa3bIBaeT BAWSHUE Ha yCaAKy. HeM BEIlIe TeM-
nepaTrypa paclAaBA€HMs, TeM OOAbllle BpeMs OCThIBa-
HHUsI MaTepuard, 4TO IPUBOAUT K YBEAWYEHUIO YCaA-
Ki. OTO Ba’KHO yYUMTBHIBATH IIPU BHIOOPE ONTHMAABLHOMN
TeMIIepaTyphbl AAS [IedaTH, OCOOEHHO ecAu TpeldyeTcsa
MUHUMHU3UPOBATH YCAAKY.

AAST KOMITEHCAIlUM YCAaAKU U AOCTUI)KeHHUs TpeOy-
eMBIX PasMepoB AeTarel NIPU NPOeKTUPOBAHUU MOJK-
HO HMCIIOAB30BaTh KOA(PMUIUEHT yCapAKU. IDTOT KOdd-
(PULUEHT IIO3BOASET MACIITaOMPOBATH MOAEAb IIEPEeA

IlevaThbio, YYWUTHIBAS IIPEAIIOAATAEMYIO YCAAKY Mare-
purana.
3aKAOYeHne

B mepBoM pa3pene AQHHOM CTATbU OBIA TIOAHST
BOIIPOC O BO3MOJKHOM 3aMeHe MeTaAANYeCKUX IIpecc-
dopM, M3roTOBAEHHE KOTOPBIX UMeeT 3HauUTeAbHBIe
buHaHCOBLIE U BpeMeHHBIe 3aTpaThl Ha TeXHOAOTHYe-
CKYIO OCHACTKY, IIOAYYEHHYIO C HoMollplo 3D-neuartun
U3 KOMIIO3UTHEIX MaTepHaroB. AQHO OOlee MOHATHE
TepPMUHY apAAUTUBHOE IIPOU3BOACTBO, & TakyKe paccMo-
TpeHa TexHoaorust FDM-nieuaTu.

Bo BTOpOM paspene omnucaH NIPOIecC IPOEKTUPO-
BaHUS TEXHOAOTUYECKOM OCHACTKM AAS AeTanu «BcTas-
Ka» C y4eTOM BO3MOJKHOCTEW M OIpaHWYEHUN IIed4aTHu
Ha 3D-nmpunTepax. Takke AAsT BbIOOpa Hauboaee OIl-
TUMaAbHOTO MaTepuara OBIA NIPOBEAEH aHaAM3 lile-
POXOBATOCTH M YCAAKH. AAS 3TOTO OBIAM BBIpPAIlleHEBI
TeCTOBBIEe 00pa3Ibl U3 TPeX Pa3AUYHBIX KOMIIO3UTHBIX
marepuaros — ABS-PA GF-8, PA 66 GF-30, ForMAX.
HccaepoBaHUA NOKA3aAM, YTO HAMMEHBIIYIO II€POXO-
BATOCTh IO NapaMmeTpy Ra mmeeT oOpasel] M3 KOMIIO-
3UTHOro MaTepuara ForMAX mpu TemmepaType coIlAa
270 °C. HauMeHBIIYIO YCAAKY AEMOHCTPUPYIOT TaK’Ke
o0Opa3sibl, MU3rOTOBAEHHBIe H3 MaTepuara ForMAX,
B TO BpeMsd KaK HaAWOOABIIAs ycapKa HaOArOpaeTcsa
y o6pa3uos u3 PA 66 GF-30. 9To ykKa3bsIlBaeT Ha TO, 4YTO
BBIOOp MaTepHana UrpaeT Ba’KHYIO POAb IIpU IleyaTu
AeTarel, 0COOeHHO eCAU KadeCTBO U TOUYHOCTh pa3Me-
POB SIBASIETCSI KPUTHUECKUM (DaKTOPOM.
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DESIGN AND MANUFACTURE OF PARTS AND ASSEMBLIES
OF AEROSPACE STRUCTURES MADE OF COMPOSITE MATERIALS
IN CONDITIONS OF ADDITIVE MANUFACTURING

A. O. Firsin, R. A. Vdovin, E. S. Goncharov, I. D. Markanov

Samara National Research University,
Russia, Samara, Moskovskoye Shosse Road, 34, 443086

This arficle raises the topic of modernization of existing technological processes of procurement
production in terms of eliminating the expensive and lengthy stage of designing and manufacturing
metal molds and the introduction of 3D printing technologies. The article provides information about
3D printing technology based on the extrusion method. Information is provided on the main stages of
designing the tooling for the «Insert» part, taking into account the features and limitations associated
with printing on 3D printers. As part of the study, the roughness and shrinkage of test samples are
analyzed, which are made on a 3D printer from various composite materials.

Keywords: 3D printing, additive manufacturing, composite material, engine parts, shrinkage, FDM

printing, roughness.

Acknowledgements

The work is carried out within the framework of
implementation of the programme of development
of Samara University for 2021 —2030 years under the
programme «Priority —2030» with the support of the
Government of Samara region.

References

1. Vdovin R. A,, Balyakin A. V., Goncharov E. S. Sovremennyye
tekhnologii pri proizvodstve krupnogabaritnykh otlivok detaley
GTD [Modern technologies in the production of large-size
castings of GTE parts]. Samara, 2022. 112 p. ISBN 978-5-7883-
1853-0. (In Russ.).

2. Vdovin R. A. Razrabotka i vnedreniye v proizvodstvo
tsifrovoy gibridnoy tekhnologii izgotovleniya lopatok GTD
na osnove metodov bystrogo prototipirovaniya [Development
and deployment of a digital hybrid gte blades manufacturing
technique on the basis of fast prototyping methods] // Vestnik
RGATU imeni P. A. Solov'yeva. Vestnik of P. A. Solovyov Rybinsk
State Aviation Technical University. 2019. No. 4 (51). P. 47—52.
EDN: QDLSDO. (In Russ.).

3. Yablochnikov E. I., Gribovskiy A. A., Pirogov A. V.
Effektivnost’  primeneniya additivhykh tekhnologiy dlya
izgotovleniya lit'yevykh form i pri podgotovke proizvodstva
izdeliy iz termoplastichnykh polimernykh materialov [Efficiency of
using additive technologies for the manufacture of injection molds
and in preparing the production of products from thermoplastic
polymer materials] // Metalloobrabotka. Metalloobrabotka. 2013.
No. 5—6. P. 74—80. (In Russ.).

4. Bayu K. R., Ariawan L. F., Dody U. A review on the fused
deposition modeling (FDM) 3D printing: Filament processing,
materials, and printing parameters // Open Engineering. 2021.
Vol. 11, no. 1. P. 639 —649. DOI: 10.1515/eng-2021-0063. (In Engl.).

5. Vaezi M., Chianrabutra S., Mellor B. [et al.]. Multiple
material additive manufacturing — Part 1: a review // Virtual

and Physical Prototyping. 2013. Vol. 8 (1). P. 19—50. DOI
10.1080/17452759.2013.778175. (In Engl.).

6. Lopatin A, N, Zverkov I. D. Izgotovleniye
formoobrazuyushchey osnastki additivnymi metodami dlya

kompozitnykh detaley [Shaping molding tools roduction
for composite parts by means of additive technologies] //
Aviatsionnyye materialy i tekhnologii. Aviation Materials and
Technologies. 2019. No. 2 (55). P. 53—359. DOI: 10.18577/2071-
9140-2019-0-2-53-59. EDN: ZIIYWT. (In Russ.).

7. Balyakin A. V., Goncharov E. S., Zlobin E. P. Analiz
tekhnologicheskikh vozmozhnostey i ogranicheniy 3d printerov
dlya izgotovleniya prototipov GTU [Analysis of technological
capabilities and limitations of 3D printers for GTU prototype
production] // Vserossiyskiy nauchno-tekhnicheskiy
po energeticheskim  ustanovkam
N. D. Kuznetsova, posvyashchennyy 110-letiyu PAO «ODK-
KUZNETsOV». All-Russian Scientific and Technical Forum for
ngines and Power Facilities named after N. D. Kuznetsov. Samara,
2022. P. 20—22. EDN: NTBMQY. (In Russ.).

8. Doshi M., Mahale A., Singh S. K. Printing parameters and
materials affecting mechanical properties of FDM-3D printed

forum

dvigatelyam i imeni

Parts: Perspective and prospects. // Materials Today: Proceedings.
2022. Vol. 50 (5). P. 2269 —2275. (In Engl.).

9. Pi#tirez M., Medina-S6nchez G., Garcua-Collado A. [et al.].
Surface Quality Enhancement of Fused Deposition Modeling
(FDM) Printed Samples Based on the Selection of Critical
Printing Parameters // Materials. 2018. Vol. 1 (8). DOI: 10.3390/
mal1081382. (In Engl.).

10. Wang T.-M., Xi J.-T., Jin Y. A model research for
prototype warp deformation in the FDM process // Journal of
Additive Manufacturing Technology. 2007. Vol. 33 (11). P. 1087 —
1096. DOI: 10.1007/s00170-006-0556-9. (In Engl.).

11. Huang Q., Marshall G. S., Epstein D. J. An Analytical
Foundation for Optimal Compensation of Three-Dimensional
Shape Deformation
of Manufacturing Science and Engineering. 2016. Vol.
P. 061010-1. DOI: 10.1115/1.4032220. (In Engl.).

in Additive Manufacturing // Journal
138.

FIRSIN Andrey Olegovich, Laboratory Researcher of
Engineering Centre EC-206, Samara National Research
University (Samara University), Samara.
Correspondence address: firsin1709@yandex.ru

™

202 L 'ON 8 TOA ONIRIFINIONT dIMOd ANV LINDOA-NOILVIAVY SIS "NILITING DIHILNIIDOS ASWO

¥20Z LsN 8NOL IUHIOALOOHUMYIN FIONDIhULIIMIHE N JOHIIVA-OHHOUTIVMEY BUJID HIUHLOIE UIGHRAVH UMNDNO




A. O. ®UPCHH, P. A. BALOBMH, E. C. TOHYAPOB, M. . MAPKAHOB. C. 86—94
A. O. FIRSIN, R. A. VDOVIN, E. S. GONCHAROV, I. D. MARKANOV. P. 86—94

©
E

VDOVIN Roman Alexandrovich, Candidate of
Technical Sciences, Associate Professor, Associate
Professor of Engine Manufacturing Technologies
Department, Associate Professor of Advanced
Aerospace Engineering School, Samara University,
Samara.

SPIN-code: 6003-6910

AuthorID (RSCI): 745142

AuthorID (SCOPUS): 56472716800

Correspondence address: vdovin.ra@ssau.ru
GONCHAROV Evgeny Stanislavovich, Engineer of
Engine Manufacturing Technologies Department,
Engineer of Engineering Centre EC-206, Assistant
of Advanced Aerospace Engineering School, Samara
University, Samara.

SPIN-code: 7397-2590

AuthorID (RSCI): 1018716

AuthorID (SCOPUS): 57217107476

Correspondence address: goncharov.es@ssau.ru

MARKANOYV Ilya Denisovich, Laboratory Researcher
of Engineering Centre EC-206, Samara University,
Samara.

SPIN-code: 9645-1120
AuthorID (RSCI): 1218561
Correspondence address:
com

ilyamarkanoff355@gmail.

For citations

Firsin A. O., Vdovin R. A., Goncharov E. S., Markanov I. D.
Design and manufacture of parts and assemblies of aerospace
structures made of composite materials in conditions of additive
manufacturing // Omsk Scientific Bulletin. Series Aviation-Rocket
and Power Engineering. 2024. Vol. 8, no. 1. P. 86—94. DOLIL
10.25206/2588-0373-2024-8-1-86-94.

Received November 27, 2023.
© A. O. Firsin, R. A. Vdovin, E. S. Goncharov, I. D. Markanov



