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CKHMX HCCJIEJIOBAHMI YCTAaHOBJIEHA MaTeMaTH-
YyecKas 3aBUCUMOCTb JUISI pacdyeTra BbICOTHI
€JMHUYHOI0 HAIUIABJISIEMOTO CJIOS C y4ETOM
(GopMBI MTPUEMHONM MOBEPXHOCTH. Y CTAHOB-
JIEHA TEOpETUYECKasi 3aKOHOMEPHOCTh M3Me-
HEHUS BBICOTHl €JUHUYHOIO HAIUIABIISIEMOIO
CJIOSL OT KPUBHU3HBI IIPUEMHOM MOBEPXHOCTH.
Jl1s noATBEpIKACHUS IIOJIyYEHHON TeOpeTHYe-
CKOM 3aBHUCHMOCTH OBLIM CIJITAHUPOBaHbI U
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Annotation. The article is devoted to the study of
the effect of the curvature of the receiving surface
on the geometric parameters of a single deposited
layer during additive shaping by an electric arc in
a protective gas medium. Based on theoretical
studies, a mathematical dependence has been es-
tablished for calculating the height of a single de-
posited layer, taking into account the shape of the
receiving surface. The theoretical regularity of the
change in the height of a single deposited layer
from the curvature of the receiving surface is es-
tablished. To confirm the obtained theoretical de-
pendence, a series of experiments were planned
and carried out, according to the results of which,
on the basis of dispersion analysis, the influence
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IPOBEJICHBI CepuM 3KcrepuMeHToB, 1o pe- Of the curvature of the receiving surface on the ge-
3yIbTaTaM KOTOPBIX, Ha OCHOBe aucrepcuon- ometrically parameters of a single deposited layer
HOrO aHajM3a, YCTAaHOBJICHO BiMsHUE KpH- Was established.

BHU3HbI IPHEMHOM OBEPXHOCTH HA TEOMETPH-

YECKH IMapaMeTpbl CAWHWYHOTO HAarlIaBJisie-

MOTO CIIOSI.

Knrouesvie crosa:. AJJJIMTUBHBIE TEXHO- Keywords:  ADDITIVE  TECHNOLOGIES,
JIOT', ®OPMOOBPA30OBAHME, BBIITYK- FORM-FORMATION, CONVEX SURFACE,
JIAST TIOBEPXHOCTBb, BOI'HYTAS II0- CONCAVE SURFACE, SINFULNESS.
BEPXHOCTD, ITOI'PEILIHOCT.

L démop ons eedenus nepenucku

1 CocTosiHHEe BONPOCA HCCIIETOBAHNSA H AKTYAJTBHOCTH PA0ThI

B Hacrosmiee BpeMsi aJAMTUBHBIE TEXHOJIOIMU NPUMEHSIOTCS BO MHOTUX cepax MpPOMBIII-
JICHHOMW JieATenbHOCTH. [IpuMeHeH s TaKMX TEXHOJOTUM MMO3BOJISIET COKPATUTh SKOHOMUYECKUE 3a-
TpaThl HA ONPEAEICHHBIX Taax TEXHOJOTHYECKOro mpouecca. biarogaps pa3paboTke HOBBIX TeX-
HOJIOTUH U cI0c000B (hOpMUPOBAHMSI €IUHUYHBIX CI0EB, CTAHOBUTCS BO3MOXKHBIM PacIIMpEeHUe 00-
JACTH MPUMEHEHHS TEXHOJIOTHIA aIMTUBHOTO (hopMooOpazoBanus [1-5].

OpHuM U3 Hanbollee MPOM3BOIUTEIBHBIX SBIISIETCS CIOCOO aIMTHBHOTO (pOpMOOOpa30OBaHUS
W3/IeNUi, peau3yIonii OCIOIHHOE TOCTPOSHHE TIOCPECTBOM PACILIABICHHUS METALIMUECKON IPOBO-
JIOKM JIEKTPUYECKOW AYrOH € MOCIEIYIOINM 3aCThIBAHUEM PACIUIABICHHOIO Marepuana. Takoi mpo-
1[eCC MPOUCXOUT B CPEJIE 3AlIUTHOTO Ta3a, MMEET PsiJl IPEUMYILECTB, 0003HAYECHHBIX B padoTax [6-8].

B 10 %€ Bpems, cieayeT OTMETUTh HEKOTOPBIE HEIOCTATKU CIToco0a aAAuTUBHOTO (OPpMO0O-
pa3oBaHUs NEKTPUYECKON NYToil, Cpeu KOTOPBIX BBIAEISAIOT OTHOCUTENBHO HU3KYIO TOYHOCTD H3-
roToBJIEeHUS, NedopManuto usaenus. OqHako, 0003HaAUEHHBIN BBILIE CIIOCOO SIBJISIETCS MEPCIEKTUB-
HBIM, O YEM CBUJIETEIBCTBYET JIOCTATOYHO OOJIBIIOE KOJINYECTBO MyOIUKAIUi, TOCBAIIEHHBIX U3Y-
YEHUIO MPOOJIEM U PEIICHUIO 3a7a4 B 00J1aCTH aiIUTUBHOTO (OPMOOOPa30BaHUS C TTIOMOIIIBIO AJIEK-
TPUYECKOHN AYTH.

OpHolt U3 Takux NpodieM sBisieTcs npodiaemMa GOpMUPOBaHUS CTPYKTYphI METajljla HaIlIaB-
JsieMbIX BaIMKOB [9-12]. [lpyroii, He MeHee BaXXHOM MpoOsieMoi siBiiseTcst o0ecrieyeHre TOYHOCTH
re€OMETPUH JIeTallel, MOIyYEeHHbBIX TakuM criocoboM [13-20]. ABTopaMu oTMeuaeTcsi, 4YTo OJHOM U3
MPUYMH, KOTOpasi MOXKET OBITh CBSI3HA C 3TUM, SIBJSIETCS 3HAUUTENBHBIN MEeperpeB, KOTOPOMY IOJI-
BEPraoTcs NMPEeAbIAYIINE CION B X0J€ 3HAUUTEIBHOTO JI0JITOCPOYHOTO0 TEPMUYECKOTO BO3/IEHCTBUS.
Tak e, ¢ 3TUM PaKTOPOM MOXKET OBITH CBA3aHO U3MEHEHHE T€OMETPUHU NOTydaeMbIX u3aenui. [lpu
YBEJIMUEHUH BbICOTHI HAIUIABJIIEMOT0 U3/IENIHSI MOTYT HaOJI01aThCsl 3HAUUTEIbHbIE H3MEHEHUS I'e0-
METPUH HAIUIABJIIEMOTO CJIOSI.

Jpyrum HegocTaTKoM croco0a aJIuTUBHOTO (OpMOOOPa30BaHUS ANEKTPUUECKON Tyroi sB-
JsieTcs aHU30TPONHs (PU3MKO-MEXaHMUYECKHX CBOMCTB M3JIEJIMH, YTO CKa3bIBaeTCsl HA KauyecTBE U
YPOBHE 3KCIUTyaTalluy 3TUX U3Aeauid. OJHUM U3 pelieHui TaHHON MPOoOIeMbl MOXKET CTaTh peasu-
3alMsl 3allOJIHEHUSI BHYTPEHHEW CTPYKTYphI M3JIENHUH CIOSMU KpUBOJIMHEHHON (opmbl. B pabote
[21], paccMOTpeHBI crtocoObl pa3nenenus HuppoBoil MOAETH Ha KpUBOJIMHEHHBIE ciou s 3D me-
4yaTH, B YaCTHOCTH Ha CJIOM LMJIMHIPUUYECKON U KOHUYECKOM (hOpMBI, pa3paboTaH alropuT™ JIeIeHUs
U poBoi MOJIENIN Ha KpUBOJIMHEHHBIE ciion 11 3D neuatu.

2 MaTepuajbl 1 MeTObI
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[TocTpoenne u3aennii KPUBOJIMHEHHBIMH CJIOSAMHU HMIMHAPUIECKON (OPMBI BO3MOMKHO IPO-
M3BOJINTH, KaK HA MOATOTOBIICHHYIO paHee PUEMHYIO IOBEPXHOCTh, TaK U Ha MMOBEPXHOCTH, chop-
MHUpPOBAHHYIO B IpOLECCe aATUTHUBHOTO (hopmoobOpazoBanus. CienyeT OTMETUTh, YTO U3MEHEHUE
TEOMETPUUYECKUX MapaMETPOB IPUEMHOM IMOBEPXHOCTH MOYKET OKa3bIBaTh CYILECTBEHHOE BIIUSHUE
Ha T€OMETPHUYECKHUE ITapaMeTPhI MOMEPEYHOT0 CEUECHUS €AMHUYHBIX HAIUIABIISIEMBIX CIIOEB, UTO HEOO-
XOJMMO YYUTBIBATh IPU pa3paboTKe alrOpUTMOB Pa3IelICHUs U 3all0JHEHUS UX BHYTPEHHEH CTPYK-
Typsl. [103TOMY aKkTyanbHON 3ajadei SIBJISETCS YCTAaHOBJICHWE BIUSHUS KPUBU3HBI IIPUEMHOM I10-
BEPXHOCTH HAa IF€OMETPUYECKHE MapaMeTpbl €AVMHUYHBIX HAIUIABIIIEMBIX CJIOEB IIPHU aJOUTHBHOM
(bopMo0oOpa3oBaHNM HIEKTPHUUECKOM TYroil B Cpejie 3allUTHOrO rasa.

3 Pe3yabTaThl HCCJIEIOBAHU T

J1s TEOpETHUYECKOTO MCCIIeIOBAHNS BIMSHUS KPUBU3HBI IPUEMHOM MTOBEPXHOCTH HA POPMHU-
pyeMblii ClI0i OBLIO COCTABICHO YpaBHEHUE KPUBOH, OMMCHIBAIOILEH HApYKHbIN y4aCTOK HaIUIaBIs-
€MOTr0 CJI05 B BUJIE€ SKBUJUCTAHTHI (puC. 1)

n(th)=rt)+n(t) h, (1)

rae Iy — BEeKTOpPHOE ypaBHEHHUE Y4acTKa KPUBOM IPUEMHON ITIOBEPXHOCTH, BJI0JIb KOTOPOH POUCXO-

JIAT TIepeMeleHne IKCTpyaepa I (t) = [% (1), Yo (1), 0,1]T ,rae { — mapamerp onpenensromuii Touky Ha

KpuBO#i I, ; h— BbicoTa Hamasasemoro cios; N(t)— nopmans k kpusoii Iy(t), KoTOpyr0 MOXKHO BbI-
YHUCIUTH TI0 (hopMyIIe:

%0 0 o]

TGO L a— . @)
_ ayO (t) aXO (t) 0.0
Yo -
PO RO D h

Pucynoxk | — HammmaBnsiemsli cioin
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Tora, Py BEICOTE CI10st, paBHOM [, IIOIA/1b IPOIONBHOTO CCUCHHs HAIUIABIISEMOTO CIIOS
npu nepememenuu >kcrpyaepa u3 rouku fy(t) B rouky ry(t+It), rme Ut — mar guckpernoro nepe-

MeLIeHMs SKCTpyepa 1o kpuBoii I(t) MoxHO BeMHCINTE O popMmyIe:

hy eyt

[0S = jj

s npsiMonuHeHOro yyactka Gopmyay IpoAoabHOro cedeHus (3) MOXKHO MpPe/ICTaBUTh B

or, (t M ldtah . 3)

BUJIE:
s, It-h. (4)

Ec/iu NPUHSATH, YTO MpPH TepeMellieHHH 3KCTpy/epa Ha Bemuuuny Lt B j11060i MomenT Bpe-
MEHH Ha NPUEMHYIO ITOBEPXHOCTH IEPEHOCUTCS OJMHAKOBOE KOJIMYECTBO MaTepuala, IIPUHUMAs

]S =const, BeIcOTY HAIUIABIAEMOTO CIIOS (hz) Ha KpuBonHMHeitHoM yuactke [(t) mosxHO onpesne-

JIUTh IYTEM PCHICHUSI, OTHOCUTCIIBHO hl , YPAaBHCHUS:

ht+/
0s =Dt-hl—I j
Ot_‘%

GACID] . )

Ha ocHoBanuu ¢popmyinsl (5) 611 IPOBENEH pacyeT U3MEHEHHS BBICOTHI HAIJIaBIsIEMOTO
CJIOSl Ha PaJIMYCHBIX YYaCTKaX KPUBBIX, OMMMCAHHBIX YPaBHEHUEM:

I (t) = [t,i R2 —t2, 0,1}T : (6)

rae R - pamuyc KpUBU3HBI IPHEMHOI TOBEPXHOCTH, 3HAK «+» B (opmysie (6) COOTBETCTBYET BbI-
ITyKJIOW paJuyCHOW ITOBEPXHOCTH, a «-» BOTHYTOM.

Ha ocnoBe ¢opmyi (5) u (6) ObLIM BBIITOJHEHB! BEIYUCIEHHS C Pa3HBIMU BEIMYMHAMU KpU-
BHU3HBI IPUEMHON MOBEPXHOCTH, NIpH [t =0,0lum H hl =2MM . Bennumna h1 — 3TO BBICOTA €1U-

HUYHOTO HAIUIABIISIEMOTO CJIOS HA TUIOCKOW MOBEPXHOCTH. Pe3ynbTaThl BEIYMCICHUN MTPEICTABICHBI
Ha rpaduke (puc 2).
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1 - BeimykJast mOBEepXHOCTD; 2 - BorHyTasi moBEpXHOCTb

Pucynok 2 — I'pauk 3aBUCUMOCTH BBICOTHI CJIOSI OT pajinyca MPUEMHON MOBEPXHOCTH

W3 rpaduka BUIHO, YTO U3MEHEHHE BBICOTHI HAIUIABJISIEMOTO CJIOSI B OOJIBIIEH CTETICHH MPO-
SBJIIETCS HA BOTHYTHIX ydacTKax B auamnazoHe R ot 20 1o 60 MM. BeicoTa MoXkeT u3MeHAThCS OT 5,5
10 2,1 % niia BOrHyThIX KpUBBIX U OT 4,6 10 1,9 % 1715 BBIMYKJIBIX KPUBBIX.

Tax xe, B paboTe ObUIO BBINOIHEHO KCHEPUMEHTAIbHOE UCCIIEIOBAHUE BIUSHUS paguyca
KPUBU3HBI TMPUEMHOM MOBEPXHOCTH HAa H3MEHEHHE T€OMETPUYECKHX MapaMeTpoB EAMHHUYHOTO
HAIUIABIIIEMOTO CJIOS. DKCIEPUMEHT MPOBOJIWICA HA 3KCIEPUMEHTAIBHOM CTEHJIE, BKJIIOYAIOIIUM
HMCTOYHHK MUTAaHUSI CBAPOYHOM TyTH, a TAK)KE MEXAaTPOHHYIO CUCTEMY C BO3MOXKHOCTBIO YIIPaBIICHUS
MO3UIIMOHUPOBAHUEM TIO MSITH KOOPJIUHATHBIM OCsM (puc 3).

B xauecTBe HCTOYHMKA SHEPTUU IJIS TO-
PEHUS AIEKTPUUIECKON TyTH ObLT MPUMEHEH CBa-
POYHBIN TIOJIyaBTOMAT UHBEPTOPHOTO THUIIA MO-
nenn Kenp MIG-160GDM.

3a OCHOBY MeXaHH3Ma MOJaud CBapoU-
HOM TMPOBOJIOKU B3SIT NMPUKUMHONW MEXaHHU3M
skcrpynepa MKS8 3D npuntepa.

[Ipouiecc HamaBieHUsI CTaJIBHOM IpO-
BOJIOKHU MPOU3BOIUIICS B MOTyaBTOMATHUYECKOM
peXuMe Ha TOJTOTOBIEHHYIO MPHUEMHYIO TO-
BEPXHOCTb B CpeJIe 3alllUTHOTO I'a3a, 3aKPeIIeH-
HYIO0 Ha CTOJie cTeHJa. B kauectBe Marepuana
MOCTPOEHHUS MCHOJb30BANIACh CTajbHas MPOBO-
noka mapku CB09I2C.

Enunanunbie ciou OBLIM HAIJIaBJICHBI IO
CIEAYIOUIEH CXEME:

TpH 00pa3lia eAMHUYHOTO CJIO0S Ha IJI0C-
KOU ITOBEPXHOCTH;

Tpu 00paslia €IUHUYHOIO CJIOSl Ha BO-

THYTOM paJiiyCHON IIOBEPXHOCTH;

Tpu oOpaslia eJUHUYHBIX CJO0s Ha BBI-
IIYKJIOW paguyCHOU ITOBEPXHOCTH.

PexuMbl, py KOTOPBIX MPOBOAMIACH HAIJIABJICHUS €AMHUYHOT'O CJI0s MPE/ICTaBIEHBI B (Ta0-
nuare 1).

Pucynok 3 — DxciepuMeHTaJIbHBII CTEH]

Ta6J'II/II_Ia 1 — PesxuMBI HaIlJIaBKH CAVMHUYHOT'O CJI04A

3alUTHBIN ra3 JlaBneHue no- Ckopoctb nepeme- | CkopocTh nojaun | Hampsokenue
nauu rasa, MIla | mieHus ceapouHon IIPOBOJIOKH, Ha ayre, B
TOPEJIKU, MM/MUH MM/MHUH
Cwmech aprona u
YTIIEKHUCIIOTO 14 200 2800 19,5
rasa

34




BopoHeXCKkuil HaydHO-TeXHU4YeCKUMU BeCTHUK N@ 2(44) ntoHb 2023 T.

B xadecTBe npreMHOI BBIITYKIIOH MOBEPXHOCTH MPUMEHSIIUCH 00pa3Iibl KPYTJIOTO CEUYEHUs, C
BEJIMYMHON paanyca 21,5 MM U3 cTaiu, B Ka4eCTBE IPUEMHOM BOTHYTOH IIOBEPXHOCTH IPUMEHSIINCH
00pasIel KPYIJIOTO CEYSHUS ¢ BEMMUUHOM paguyca 18,5 mm. [IpumMep HarIaBKy € IMHUYIHOTO CIIOS Ha
TpeOyeMbIX BHaX MOBEPXHOCTSIX MPEACTABICH Ha (puc. 4).

B)

a) TUIOCKAs TIOBEPXHOCTH; 0) BOTHYTask paJuyCcHas OBEPXHOCTD;
B) BBIITYKJIasi painycHast TOBEPXHOCTh

PI/ICYHOK 4 - HpHMep HAIlJIaBKHU CIUHHUYHOT'O CJIOA HAa PA3HBIX ITOBCPXHOCTIAX

[Tocne BeIMOTHEHUS HAIJIAaBKU OBLT MPOU3BEICH pa3pe3 3aroTOBOK (pucC. 5).

a) Ha MJIOCKOM NMPHUEMHOM MOBEPXHOCTH; 0) Ha BOTHYTOM panyCHOM MPUEMHON OBEPXHOCTH;
B) Ha BBITYKJION pauyCHON MPUEMHOM MOBEPXHOCTH

Pucynok 5 — Pa3pe3 eqMHUYHOrO HAIIABIIAEMOTO CII0SI

Jlasee, ¢ TOMOIIBIO MUKPOCKOIIA MAJIOTO HHCTPYMEHTAJIBHOTO OBLT IIPOU3BE/ICH 3aMep ceve-
HUSI €IMHUYHOTO HATUIABIEHHOTO CJIOS Ha KaXKAOM U3 00pasioB. Pe3ynbraTel n3MepeHuii peicTaB-
neHsl B (Tabnuie 2).

Ha ocHOBe moTyueHHBIX pe3ysIbTaToB OBbLT IPOBEICH OHO(PAKTOPHBIN JUCIIEPCHOHHBIH aHa-
JIM3 BIUSTHHSI KPUBH3HBI IPHHUMAEMON MMOBEPXHOCTH HAa TEOMETPUUYECKHE TTapaMeTphl €TUHHIHOTO
HAIUTaBIIIEMOTO cJos (puc. 6).

35



BopoHeXCcKkuil HaydHO-TeXHU4eCKUU BeCTHUK N2 2(44) utonb 2023 r.

O,D,HDMEprIﬁ KpHTEpHﬁ IHAYWUMOCTW ANA BEICOTE CNOA O,D,HDMEprIH KPUTEPWA 3HAYUMOCTH ANA WWPWHEI CNoA

SS MS F p

Crenenn MS ‘ F p S8 Crenenu
Sdext cBobogbl Sdext cBobogel
Bug noeepxHocTi 0,49844 2] 0,24922 81,41 0,000045 Bug noeepxHocTi 0,64162 2 032081 18219 0,002526
Owwnika 0.01837 6 0.00306 Owwnika 0.10565 6 001761

a) 0)

a) JUIs BBICOTHI CJI0S1; O) JJI LIMPUHBI CII0S
Pucynox 6 — Pe3synbTaTsl 0JHO()aKTOPHOTO AUCIIEPCHOHHOTO aHAIIN3a

B pesynbrare npoBeneHHOro aHanu3a (CM. puc. 6) yCTaHOBIIEHO, YTO KPUTEPUM 3HAUUMOCTH
JUISL BBICOTBI M IIUPUHBI €105 p < 0,01. [TonyyeHHbIe pe3ynbTaThl CBUAETENBCTBYIOT O TOM, YTO KPH-

BHU3Ha HpHGMHOfI IMMOBEPXHOCTHU ABJIACTCA 3HAYMMbIM (1)aKTOpOM " BJIMACT HA UBMCHCHUEC BBICOTHI U
MU PUHBI CIMHUYIHOI'O HAIIJIABJIACMOI'O CJIO.

Tabmuua 2 — Pe3ynbTaThl H3MEpEHHsI CEYCHUS BAJINKA

Bun nosepxnoctu [Iupuna cnost, MM BericoTa cnos, MM

3,665 1,945

Brimyknas 3,665 1,88
3,61 1,92

3,16 2,52

Bornyras 2,965 2,45
2,975 2,45

3,37 1,995

ITnockas 2,995 2,06
3,065 2,155

brr1o MMPOBEACHO CPABHCHUEC pacuCTa BHICOTHI CIMHUYHOI'O HAIIABJIACMOT'O CJIOA € IOMOIIBIO

dbopmynsr (5), Tae [t =0,01lwmu h1 =2, 07MM, hl — IPUHUMAJACh PABHBIM BBICOTE CJIOS HAllJlaBKa

KOTOPOTO MPOUCXO/I1IIa Ha TJIOCKOM TOBEPXHOCTH, € (PAKTUUECKUM 3HAYEHUEM BEJIIMYUHBI, TOTY4EH-
HOM B pe3yJbTaTe U3MEPEHUS €AMHUYHOTO HAIUIABIEHHOTO c10s. Ha BBIyKJI0H pagnycHOM OBEpX-
HocTH, ipu R =21,5 MM, BEICOTa € TMHUYHOTO HAILIABIIAEMOTO CII0S cocTaBuia 1,92 MM, a pe3ysIbTaT
pacueToB ¢ moMoIkko popmyisl (5) coctaBui 1,99 MM, Ipu 3TOM HMIMPHHA CIIOS cOcTaBUIIa 3,65 MM.
Ha Borayroii paauycHoii mosepxuocty, npu R =18,5 MM, BBICOTA €TMHMYHOTO HATUIABJIIEMOTO CIIOS
cocraBuia 2,47 MM, a pe3ynbTar pacyeToB cocTaBuwi 2,20 MM, NpU 3TOM IIKMPHHA €0 COCTAaBUJIA
3,03 mm. CpaBHHB pe3yiIbTaThl, MOXXHO YBUJIETh, YTO MOTPEITHOCTH pacueToB He npesbimaeT 10%.

4 O0cy:xI1eHue U 3aKJII0YeHne

BI)ISIBJ'IeHO, 4TO paaAnyC KPUBHU3HEBI HpI/IeMHOfI MMOBEPXHOCTHU 3HAYUTCIIbHO BJIIMACT HA U3MCHEC-
HUE FeOMETPUYECKUX MapaMeTPOB €AMHUYHOTO HAIUIABJISIEMOTO CJI0s P aJIUTUBHOM (popMooOpa-
30BaHUU JIEKTPUUECKOM 1yroil B chepe 3alnuTHOro raza. To NOATBEPINIO MAaTEMAaTUYECKOE MO/IE-
JMPOBaHUE, B pe3yIbTaTe KOTOPOTo ObljIa YCTAHOBJIEHA MaTeMaTh4yecKasi 3aBUCUMOCTh C IIOMOIIbIO,
KOTOpOﬁ BO3MOXXHO paCcCYUTATh BBICOTY CAMHUYHOI'O HAIIJIABJIAECMOI'O CJIOA Ha HpHeMHOﬁ ITOBEPXHO-
CTH Pa3IU4HOIO Paauyca, a TAKKe IKCIIEPUMEHTAIbHOE UCCIIEJOBAHME.
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