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BBenenue

B HacTosimee BpeMsi CYLIECTBYIOT HECKOJIBKO METOAOB MO3BOJISIOMIMX KOHTPOJIUPOBATH
TOYHOCTh CHUHTE3UPOBaHHUS JeTallel, Takue KaK CUTYallUOHHOE YIpaBJIEHHE KauyeCTBOM
M3TrOTaBIMBAaEMbIX wu3fenuil [1], HelpoceTeBoe yMOpaBIEHHUS] MPOLECCOM BJIEKTPOAYTOBOTO
nocioiHoro popmupoBanus [2].

Vcnonb3oBaHne METO/OB, IO3BOJIAIONIMX KOHTPOJIUPOBATh KAayeCTBO CHHTE3UPYEMBIX
neraneil yacto TpeOyeT NpHUMEHEHHs OOJIBIIOr0 KOJMYECTBA JOIMOJHUTENIbHBIX YCTPOWCTB H
CJIO’KHBIX aJITOPUTMOB 00pa0OTKK MH(POPMALIUU U IPUHSATHS PEILICHHH.

OpHuM W3 aJbTEpHATUBHBIX METOAOB YIMPABICHUS KAaUeCTBOM CHHTE3UPYEMBIX H3AENIUil
ABIISICTCA KOHTPOJIb 3a BBICOTOM HAIJIABIAEMOrO CJOS MaTepualia U COOTBETCTBYIOIIAsS
KOPPEKTUPOBKA YIPABISIOUIUX BO3JAECUCTBUS JIJIsl KOMIEHCAlMM OOHApyKEeHHbIX NedekToB. Takas
cucreMa OOHapyXXHMBaeT pasHUIy B BbicoTe ciosi Mexay CAD-¢paiioMm U CHHTE3UPYEMBIM
uznenueM. [Ipu oOHapyKeHUU pacXOXkKJACHUN KOPPEKTHUPYETCS CKOPOCTh MOJAYM MaTepualia WU
CKOpOCTh TIEpEMEICHHS MTOIA0MIeH TOJIOBKH, YTO MIPUBOJUT K U3MEHEHHIO 00beMa HaIJIaBICHHOTO
B €MHUILY BpEMEHH MaTepuara.

Pa3paboTka MmaTeMaTu4ecKoii MOJe/IHM NMPOLECCa CHHTE3a METALIMYECKUX U31eJIuil U3
NMPOBOJIOKH

[Ipouecc cuHTE3a neraned meronoM FDM 3akimodaeTcss B IOJAYE€ METAJUIMYECKOU
MIPOBOJIOKM B pabouyi0 30HY, TJ/I€ MPOBOJIOKA PACIIABISETCS Ja3epHBIM JiydoM (puc. 1, a), B
pe3ysbTare 4ero odpasyeTcsl Karis pacIuiaBlieHHOro maTepuana (puc. 1, 6), momaromas roJoBKa
CMeEIaeTcs ¥ LUK TOBTOPSETCS.

—_——— 1
= ) NazepHbIi nyy 2
9 \ / PacnnaBneHHbIA MeTann
Mopava NpoBONOKK Mpeablaywuin cnoi
Mopnosxka r ‘q
2

<——— HanpaBnexHue ABWKEHMA AeTanKn
a) 0)
Puc. 1. CxemaTuuHoe n300paxkeHue npouecca:
a — CHHTe3a JeTATN U3 MeTaJJIN4eCKOi NMPOBOJIOKH; § — (POPMHUPOBAHMSA KAIIM MeTaJLIa.
Fig. 1. Schematic representation of the process:
a — synthesis of a part from metal wire; b — formation of a drop of metal.

B nepBom npubnmxeHuu, YHEPTUIO, KOTOPYIO HEOOXOAUMO COOOIIUTH Ty ISl U3MEHEHUS
€ro arperaTHoro COCTOSIHUSIT W3 TBEPAOrO0 B IKUIKOE MOXHO pa3feUuTh Ha CIEAYIOIINE
cocrapysomue |3, 4]:

— OJHCPrusg Jisd HarpeBa TBCPAOIO TCJIa OO0 TCEMIICPATYPbI IIABJICHUA, OMNPCACIISICTCS KakK

IIPOU3BCACHUC y,I[CJ'II;HOﬁ TCIIJIIOEMKOCTH C, Ha MacCy Harpe€Bac€Moro Teja m, K Ha BEJIMYUHY

Kr*°C
W3MEHEeHus TemnepaTypsl Tena At, °C:
Q = cmAt, (1)
rae At = t, — t; — U3MEHEeHue TeMrneparypsl Tena, °C.
— sHeprus, HeoOxoauMmas uis ($a3zoBOro mepexoja OT TBEPAOTO K KUIKOMY COCTOSIHHIO
(TemioTa IUIaBJICHHUS):
Q =Am, 2
r7e A — yJelbHas TeIoTa IJIaBJIeHHUs, i—’:

B pesynbrare nomydaem cienyromnyro Gopmyiy:

39



Q = cmAt + Am. 3)
OmnpenensieM Maccy Teja, KoTopas OyJIeT pacIuiaBiicHa B €IMHUILY BPEMEHHU:
2

d
m=pV=p7TTh, “4)

e p — IIOTHOCTH Tena, I'/cM3; d — nauameTp, cM; h — BBICOTA, CM.
— DHEprus, HeoOXoaumasi Il TUIABJICHMsI, TIOCTYMAaeT ¢ HEKOTOPOW MoITHOCThI0 P. Bpems
TIaBICHUSA (€ apnenns) MOXKET OBITH BBIPAXKEHO KaK OTHOIIEHUE SHEPTUU K MOIIHOCTH MCTOYHHKA

Teria:
_Q  cmAt+2Am

tinapnenus = E = Tl (5)
rae P — MOIHOCTH TEMIIOBOI0 HCTOYHHMKA, HArPEBAIOIIETO TeNo, BT.

Jns pganbHEWIINX BBIYMCICHHN PACCMOTPUM IUJIOCKOCTb, HAKJIOHEHHYIO K TOPHU30HTY MOJ
yriioMm 60, °. Tlo TiockocTH Mo MEUCTBUEM CHJIBI TSKECTH TEYET KUAKOCTh C TOJIIMHOU CIIOs A.
JIist HaXOXKJIEHHUsSI CKOPOCTU TEUYEHHS >KMIKOCTH BOCIOJb3yeMcs ypaBHeHueM Habbe-Crokca muist
HEC)KUMAEMOU KUIKOCTH:

dv
p(E+U-Av)=—VP+uV2v+f, (6)

r7ie ¥ — BEKTOp CKopocTH, m/c; VP — rpaaueHT aamieHus, [1a/m; | — BA3KOCTh XuAKOCTH, [la*c;
f — BHELIHHE CUIIBI (CHJIA TSXKECTH).
[TpuHuMaeM crienyronye JomyIeHHs:
Cro# XKHUIKOCTH TOHKHH, MO3TOMY rpaaueHT nasieHus orcyrctByeT (VP = 0), ¢ yueTom
CUMMETPHH U HECKMMAEMOCTH KUIKOCTH Uy, = 1), = 0.
ITonyuaem ypaBHEHHE:!
d*v
r7ie g — yCKOpeHHe CBOOOIHOr0 HajeHus, M/ c?.
OTKy/a BBIBOJIUM YPaBHEHHUE CPETHEH CKOPOCTU TEUCHMSI HKHUIKOCTH:
p-g-h?-sinb
= ) (8)
3u
Takum oOpa3oM, NpUOIM3UTENBHOE BpEMs CTEKaHUs PpACIUIaBIEHHOIO MaTepuaia Ha

paccrosiHue L, cM nof yriaoM 90° K TOpU30HTY MOKHO BBIYHUCIHUTE 1O (hopMyIIe:
3ul
tCTeKaHI/IH = 2 . . (9)
p-g-h*-sinb
Torna oGmiee Bpemsi, Tpedyemoe Ha popMUpOBaHNE KATLIN:

+p-g-sind =0, (7)

Vep

tO6LL[ee = tCTeKaHI/IH + tl'[fIanIeHI/IH' (10)

CTouT OTMETHTH, YTO JlaHHAs MaTeMaTH4eCKas MOJENb HE YUYUTHIBAET CBOMCTBA MOJUIOXKKH,

Ha KOTOpYI0 OyJIeT HAHOCUTHCS PacIliaB, YTO B CBOIO OYEpE.Ib JeIaeT HEBO3MOKHBIM yUeT 3pdexTa

CMauMBaHMA. A Takxke JUld YIPOLIEHUS BBIYMCICHUH OBUIO HPUHATO, YTO Tely cooOLIaeTcs
SHEpruu He 0oJbIle, yeM TpeOyeTcs Il MOANePKAHUS €r0 B COCTOSIHUM paciuiasa [5, 6].

3Has BpeMs, 3a KOTOPOE MPOBOJIOKA PACIIIIABUTCA 0 COCTOSHUS (POPMUPOBAHUS JOPOKKU U

3Has AJIUHY MPOBOJOKU L, KOTOpas MOKET OBITh pacIiaBiIeHa B €IUHHIY BPEMEHH MOXKHO HalTh

CKOpPOCTb, C KOTOPOI He0OXO0IMMO MOAABaTh MPOBOJIOKY VIS €€ HEMPEPHIBHOTO TUIaBJICHUS:
L

Unogaun =

. (11)
t061.uee

Heo6xoaumMo HaliTH CKOPOCTh MEPEMEIIEHUs COILIa, IPH KOTOPOH CHHTE3UpyeMasi JOPOXKKa
OyzeT npubIMKeHa K UJICATbHOM.

Jlis 3TOro HEoOXOOUMO pa3AeluTh MPOIecC CHUHTE3a JOPOKKH Ha paBHbIE BpEMEHHbBIE
y4acTku [7 — 9], rae Kaxaplii BpEMEHHOM y4acTOK PaBeH Logyee- 110 NPOIIECTBUU BPEMEHH Eopyyce
Oynet chopMUpOBaHa Karulsl paciIaBIEHHOTO MaTepuaa JITMHBI /, Kak yKa3aHo Ha puc. 2.
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0 [7 (2 [, cm

Puc. 2. UneanbHas qoposxkka MaTepuaja:
1 — karis maTepuana, 2 — HeJJOCTArIIUi 00beM MaTepuaa
Fig. 2. Ideal material path:
1 — drop of material; 2 — missing volume of material

O06bem, moayuuBIIMACS Karuu (0e3 yueTa motepu oObeMa Mpu UCIapeHUH METalIa):
2

d
e=m_h (12)
Paaunyc kammu (mpruHUMaeM JOMYIIEeHHE, YTO KaIulsd IpUHUMaeT hopMy moiychepsl):
2V,
_3|%%
R = 7 (13)
§ T
Henocratommii 00bemM MaTepuaiia (Ha puc. 2 3aIlITpUXOBaHHas 00JI1acTh):
V, =mR3 -V, (14)

Henocraronuii 06bem 1}, Oynmer 3amofHATHCS MO MEpPE YMEHBIICHHSI PACCTOSHUS MEXITY
LEHTpaMH Karejb paciiiaBa. M3 MHTerpajpHOro ypaBHEHHs 0ObeMa Teja BpalleHus HeoOX0IuMOo
HaWTH TpeAenbl OTpaHUYMBAIOLINE KPUBYIO, 00bEM KOTOpOM, MpU BpALIEHUH €€ BOKPYT OCH
abcrce gact o0beM paBHbI 00bemy 2V;.

b
f (12 — (x — 1)2)%dx, (15)

re © — paguyc Tela BpAIICHUs, CM; @ — HWKHHUU Tpeaesl WHTETPUPOBaHUS, CM; b — BEpXHHU
IIpeAeIl UHTETPUPOBAHHUS, CM.

b
b
f F)dx = FCOI = F(b) = F(a). (16)
a
b—r)3
F(b) = ‘I'[b'l‘2 — % (17)
3
a—r
F(a) = mar? — % (18)
Pe3ynbrar penieHust HHTErpaibHOTO YPABHCHUSL:
2 _ 2V, _ 3 a3
_ (3mh* — 3ma ;r mh> — ma . (19)
na® — 3na®R + (—mb3 + 3nb?R —3V) = 0. (20)

Bepxuuii npenen uHTErpupoBaHus b M3BECTEH U paBeH 2R — HEOOXOAMMO HAWTH HUIKHUUN
Ipeael HHTETPUPOBAHU A

3R?
a=R-— -

—1h3 2p — 2
o 3 2 J_2916R6+(27( b +13;nb R 3V)_54R3>
(_%_@> 27(—mb?® + 3nb’R —3V) _ . ps |

2 2T
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(-

27(—mth3 + 3mb?R — 3V)

—1th3 2R — 2
—2916R6+(27( mh +$[T[b R 3V)—54R3>

_@)
2

— 3
o 27R3 +

21)
2

3

[Tocne HaxoXIeHUSI BEPXHETO Mpejieia HHTErPUPOBaHUS CKOPOCTh MEPEMEIICHUSI TOJTOBKU:
a

Kak BuaHO U3 puc. 3 u3-3a TOrO, 4TO KaIuld UMEIOT cheprudeckyio GpopMy, UX COMMKEHUN Ha

o0beMa MaTepuaa.

vnepemem = tos .
ob1ee

(22)

paCCUUTAaHHOC PaACCTOAHUE MPUBEACT K BbIAABIMBAHHUIO HEAOCTATOYHOT'O JJIA 3aIIOJIHCHUSA ITYCTOThI

CnenoBaTenbHO, HEOOXOIUMO

BBECTH TIONPABOYHBIA KO3 (UIHEHT,

00eCIeunBarOIINI TPHUEMIIEMYIO CKOPOCTh CHHTE3a M3JIENHS U UX KauecTBO (puc. 4).
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Puc. 3. Buzyanu3zanus pe3yJjbTaTa BHIYUCIEHUI:

1 — xaruis MaTepuana; 2 — pacueTHBIM 00bEM MaTepralia I BBIIABIMBAaHUS; 3 — BBIIABIIMBAEMbIH 00bEM MaTepraia

1 —is a drop of material; 2 —

hcM

Fig. 3. Visualization of calculation results:

is the calculated volume of the material to be extruded; 3 — is the volume of the material to
be extruded
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Puc. 4. Busyanu3zanus pe3y/1bTaTa BbIYHCICHUI ¢ MONPaBKOii:

2/ 3b [ M

1 — xamsa Martepualia; 2- pacquHmﬁ 00BeM MaTtepuajia Ijisd BblAaBJIMBAHUA; 3- BI)I,HaBJ'II/IBaeMHﬁ 00BeM MaTtepuajia ¢

YUCTOM IMOIIPAaBKU

Fig. 4. Visualization of the calculation result with correction:
1 —is a drop of material; 2 — is the calculated volume of the material to be extruded; 3 — the volume of material being

Hcnonw3ys

IMMOJIYYCHHBIC

squeezed out, taking into account the correction

GOopMyIbI, MOXHO TPOU3BECTH  pacyer

MIONPaBOYHOT O
Koa(pduLeHTa CKOPOCTH NEpeMEeUIeHHs] COIUIa WJIM MOJa4yd TPOBOJOKH, JUIsl KOMIIEHCAIUH
nedexkToB cuHTe3a u3Aenuil. s 3TOro B paBHbIE HHTEPBAJIBl BPEMEHH H3MEpSEM BBICOTY
HAIUJIaBJICHHOTO CJIOSI MaTepHualla U MpPU OINPEACIICHUH PACX0XKICHUHM MEXIY 3aJaHHOW BBICOTOMN
CJI0 ¥ U3MEPEHHBIMU JAHHBIMH MPOU3BOJUTCS KOPPEKTUPOBKA CKOPOCTU MOJIa4U MPOBOJIOKU WIH
CKOpPOCTH TEPEMEIICHUSI COIUIA, YTO TO3BOJIUT MCIPABIATH NEPEKTHl HUBEIMPYS UX BIMSHUE Ha

nocnenytomue ciou [10].

Onwupasicb Ha pa3pabOTaHHYI0 MaTEeMaTHYECKyl0 MOJENb, ObUIO BBIYMCICHO W3MEHEHHE
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CKOpPOCTH IEpEeMEIIEHHsI COIUIa U MOJauyu MPOBOJIOKH JUIsl KOPPEKTUPOBKU MPOBAA U BBITYKIIOIO
nedexTa A mpouecca CUHTE3a M3JENus CO CIEIYIOIUMH MapaMeTpaMH: MaTepuall allOMUHUM,
IUaMeTp IPOBOJIOKU 3 MM.

Vo mm/c Vo o mM/c
35 W 35 WJ
[ cH Locw
Ve mm/c /o Vo mm/c
15— ————_ 68— T
[ tm [ cw
b A how
0437 0437
0216 021
[ cu [ cH
0175
a) 0)

Puc. 5. 'padukn n3MeHeHUs CKOPOCTH NMOJa4YH NPOBOJIOKH M MepeMelleHusl COIa:
a — JUIs1 KOPPEKTUPOBKH IPOBaNa; 6 — I KOPPEKTUPOBKHU BBITYKIJIOTO Ae(eKTa
Fig. 5. Graphs of changes in wire feed speed and nozzle movement:

a —to correct a dip; b — to correct a convex defect

Tabmuma 1
H3MeHeHNEe CKOPOCTH MOJAYH MPOBOJIOKH H NMepeMelIeHNs COIJIA 1JIsi KOPPEKTHPOBKH MPOBaJja
Table 1
Changing wire feed speed and nozzle movement to correct dip
1 2 3 4 5 6 7 8 9 10
V', mm/c 3,50 3,50 3,50 3,65 4,53 3,65 3,50 3,50 3,65 4,53
VT, Mmm/c 1,68 1,68 1,68 1,63 1,34 1,63 1,68 1,68 1,63 1,34
h, MM 2,16 2,16 2,16 1,91 0 1,91 2,16 2,16 1,91 0
Tab6muma 2
H3meHenne cCKOPOCTH MOAAYH MPOBOJIOKH H IepeMelleHIs COJIA I KOPPEKTHPOBKH BBIMYKJIOTO AedeKTa
Table 2
Changing wire feed speed and nozzle movement to correct a convex defect
1 2 3 4 5 6 7 8 9 10
Vi, mm/c 3,50 3,50 3,50 3,08 2,34 3,08 3,50 3,50 3,65 4,53
VT, Mmm/c 1,68 1,68 1,68 1,81 2,05 1,81 1,68 1,68 1,63 1,34
h, MM 2,16 2,16 2,16 2,76 3,09 2,76 2,16 2,16 1,91 0

3akJjaroueHue

[IpuHuMasi omMcaHHblE B CTaThbe [OIMYLICHMs, pa3paboTaHHAs MareMaTHdecKas MOJeib
MO3BOJISIET MOJIEIIMPOBATH MPOLIECC CUHTE3A U3ICIIUNA U3 METATUYECKON TPOBOJIOKK METOIOM FDM.
Pe3ynbrarel npuBeneHHbIE HA pyc. 5, Ta0u. 1 u Tabil. 2 MOKa3bIBAIOT, YTO MaTeMaTHYECKasi MOJIEIb
MOXKET OBITh WCIIOJIb30BaHA JUISI BBIYMCICHUS CKOPOCTH TIOJA4M IPOBOJIOKM U CKOPOCTH
MEepEeMEIIEHUs] COIIa, U3MEHSSI KOTOpble MOKHO HUBUJIMPOBATH pa3iMuHble AePEeKThl MeuaTd U
NOOUTHCS TIOBBIIICHNS KaueCTBA CHHTE3UPYEMBIX JIeTaleH.
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