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Annomayusn. B pabome ucciedo8ano eruanue memnepamypsl oOKpyicaiowell cpedsvl Ha NPOYHOCMHbIE XAPAKMEPUCTUKU
u30enull, U320MOBIEHHbLIX MENMOOOM NOCA0UHO20 cunmesa (FDM) uz axpuronumpun-6ymaouen-cmupona (ABC). Ochognoii npo-
Onemou, oepanuuusaroujeli npuMeHeHue U30eautll, NoaY4eHHbIX OAHHLIM MEeMOOOM, ABNAEMC s HeOOCMAMOYHAsL CIMENeHb MedXCC-
JIOUHOU A02e3Uld, Yo NPUBOOUM K CHUICEHUIO 00Well MeXaHuyeckol npouHocmu u Hazpy3ounou cnocoonocmu. Ciedosano oye-
HUMb GIUAHUE MeMNepamypbl OKpyxcaroueli cpedbl Ha NPOYHOCHMHbIE CEOUCMEA NOIUMEPHBIX U30enull. B xauecmee pewenus
npeonodscero ucnowvzosanue 3D-npunmepos ¢ Hazpesaemoll Kamepotl, Ymo no3gojsem obecneuums paeHOMePHOe HacpesaHue
U oxaaxcoeHue mamepuana 60 8pems Npou3800Cmed, mem CAMbIM VIYYUUMb QUIUKO-MeXanuieckue c8oucmea 20mosbix
uzdenuti. [ OyewKu NPOUHOCMHBIX CEOUCME NPOBOOUNUCH UCHBIMAHUS O08YX MUN08 00pasy08, U320MOBLEHHbIX HO
T'OCT 59929-2021 ¢ pasnuunoti opuenmayueti 1066 OMHOCUMENTbHO HANPAGIEHUS NPUKIAObIBAEMOU HASPY3KU. MO NO360AUL0
OYeHUMb NPOYHOCb KAK CAMO20 NOAUMEPd, MAK U MENCCIOUH020 coedunenus. Pezyiomamer ucnvimanuii 0opazyoe noxaszanu,
YUMo npu newamu 8 Hazpeeaemou Kamepe npu memMnepamype 3HaUUmeIbHo NOGbIULAIONCSL 3HAYEHUsL NPOYHOCMU HA PACMANCEHUE
U Ha uzeud. Ananuz mennozpamm noOmeepoul bojee pasHomMepHoe pacnpeoesieHue memnepamypsl no C10AM Npu UCNONb308AHUU
Hazpesaemou Kamepbl, Yo CROCOOCMBYem CHUNCEHUTO 6HYMPEHHUX HANPANCEHULL U YIYYIEeHUIo ad2e3uu mexcoy croamu. Takum
obpa3zom, npumenenue akmusHou mepmoxamepul 8 FDM-neuamu nosgonsiem cywecmeeHHo nO8bICUMb KA4eCmao U NPOYHOCMb
uzoenutl u3 aKpuIOHUMpUL-6ymaoueH-cmupona, npubIuMICas ux c8oUCmMea K JTUMbIM AHAL02AM, 3HAYUMETbHO PACUUpss 00-
Jacms UxX npUMeHeHUsl 8 KOHCMPYKYUAX, mMpebyIouux 8blcOKOU HAOEXCHOCMU U HA2PY30YHOU cnocobHocmu. Pesynemamer uc-
C1e008aHUst MO2ym Oblmb UCHOIb308AHYL 0I5l ORMUMUZAYUU MEXHOL02UYecKUX pexcumos 3D-nevamu ¢ yenvio nOGvlueHUs IKC-
NIYamayuOHHbIX XAPAKMepUcmuK uz0eull U3 mepmoniacmos.
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ATUTUBHBIE TEXHOJIOTHH U JiazepHasi 00padoTka
Additive technologies and laser processing

Abstract. The effect of ambient temperature on the strength characteristics of products manufactured by the fuse
deposition modelling (FDM), made from acrylonitrile butadiene styrene (ABS) is investigated. The main problem limiting
the use of products obtained by this method is the insufficient degree of interlayer adhesion, which leads to a decrease in
overall mechanical strength and load capacity. It was necessary to evaluate the influence of ambient temperature on the
strength properties of polymer products. As a solution, the use of 3D printers with a heated panel is proposed, which makes
it possible to ensure uniform heating and cooling of the material during production, thereby it contributes to the improve-
ment of the physical and mechanical properties of the finished products. To assess the strength properties, two types of
samples were tested, manufactured according to the State Standard (GOST) 59929-2021 with different layer orientations
relative to the direction of the applied load. This made it possible to evaluate the strength of both the polymer itself and
the interlayer joint. The test results of the samples showed that when printing in a heated panel at some temperature, the
values of tensile and flexing strength significantly increase. The analysis of thermal images confirmed a more uniform
temperature distribution across the layers when using a heated panel, which helps to reduce internal stresses and improve
adhesion between the layers. Thus, the use of an active thermal panel in FDM printing can significantly improve the quality
and strength of acrylonitrile butadiene styrene products, bringing their properties closer to their cast clones, significantly
expanding their scope of application in structures requiring high reliability and load capacity. The results of the study can
be used to optimize the technological modes of 3D printing for the performance characteristics improvement in thermo-

plastic products.

Keywords: FDM, additive technologies, strength, technological parameters, 3D-printing, thermal pattern, layering tech-

nique, thermal panel
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BBenenue

[Iupokoe MpuMEHEHHE B HACTOAIIEE BPEMsI
JUISL U3TOTOBJIEHMSI KaK MAacCOBBIX, TaK M OPUTH-
HAJIbHBIX JIeTalleH, MOIYYUIIU aIITUTUBHBIE TEXHO-
Joruu ¢ ucnoaszoBaHueM 3D-mpuntepos. llpu
9TOM NpPUMEHEHUE JeTajieil, N3rOTOBICHHbBIX Me-
TOJIOM TIOCJIOWHOT0 HAJIOKEHUS, YaCTO OIPaHUYH-
BAETCSl HU3KOM MPOYHOCThIO m3aenui. IIpoucxo-
JIT 3TO MPEX]E BCETO B CBA3U C HEAOCTATOUHOU
aJire3uel HaKJaJbIBAEMBIX CIIOEB, HAJTMUUEM MpU
3TOM ONPEJEICHHOIO KOJIMYECTBA HEIIOTHOCTEN
u op. Hanmpumep, B pabote [ 1] BBISIBUIIN MTOBBIIIIE-
HUE YCTAJOCTHON NPOYHOCTH IPU YBEIMYEHUU
MPOLIEHTA 3alOJIHEHUS] BHYTPEHHEH 4YacTH u3ze-
aus noaumepoM. [Ipu 3TOM mosyuyeHHbIe JeTanu
cMornu paboTarth 6e3 paspylIeHHUs T0CTaTOYHO
IpOJODKUTENbHOE BpeMs. HamomHutenu, takue
KaK JpeBECHasl MyKa, JIbHSHBIE BOJIOKHA TAKXKe 0-
JIO)KUTENIbHO BIUSIOT Ha MPOYHOCTH IOBBIIIAsS
KECTKOCTb U3JIENNH, IPOYHOCTh U MOJZYJIb YIIpY-
rOCTH TpPHU HAIMOJHEHHWE KOHOIUISHBIMU BOJIOK-
Hamu [2]. [loBbllieHne TeMmepaTypsl (UIbEpHI
npu skcTpy3un nommdpupumuna (IIEU, PEI) u
nommdupapupkerona (II199K, PEEK) ymens-
[1aeT KOJWYECTBO MOP B M3ACIUU U TOBBIIIAET
npoYHOCTh 10 80 % OT TUTHEBBIX AHATIOTOB ITUX
MOJIUMEPOB [3]. [TogoOHbIE POOIEMBI

XapakTepHbl U JJI JOCTAaTOYHO paclpoCTpaHeH-
HOT'O ISl TIOCJIOMHOTO HAJIOXKEHUS MOJMMEPHOTO
MaTepuasa aKpUJIOHUTPUI-OyTaleH-CTUPOIa.
UccnenoBanue BIOUSHUS TEMIEpPaTypbl

Cpelbl B IIPOIIECCE HAJOXKEHUS CIIOEB U3 aKpUJIO-
HUTPUI-OyTaJIUCH-CTUPOJIa TPEACTABIIACT HAY4-
HBIW U mpakThuueckuii uarepec. [Ipu aTom npenna-
raeTcsi MCMOJb30BaTh YCTPOMCTBA OCHAIlICHHbBIE
aKTUBHOU TepMoKamepoil. B 3Tom ciydae nerainb
M3TOTaBIMBACTCS npu HEIMOCPEICTBEHHOM
HarpeBe BO3IYyIIHON cpefbl. [l HEKOTOPBIX MO-
JTUMEPOB HAJIMYUE HArpeBaeMoil cpeinl 00s3a-
TEJIbHO, TaK KaK Mpu O60siee HU3KUX TeMIepaTypax
abCONIFOTHO OTCYTCTBYET aare3us Kak K IUIaT-
(dbopMe MOCTPOCHHUS, YTO MPUBOJUT K HEBO3MOXK-
HOCTH M3TOTOBJICHUS YEro-1u00 U3 JIaHHOTO MO-
JIuMepa, Tak U MEX]y CIIOSIMU, OTCYTCTBYET CIle-
Kanwue [4].

[IpuHUUMI MOCTPOEHHUS I€TaTl METOIOM IO-
CJIOWHOT'O HAJIOKEHUS

Meron mnocnoiHoro Hamoxenus (Fused
Deposition Modeling — FDM) npencrasnser co-
00l BHJl aAIUTUBHOTO MPOU3BOJICTBA, MPU KOTO-
POM TpexMepHble 0O0BEKTHI CO3/1al0TCS HAa OCHOBE
MOJTMMEPHBIX MaTepuaioB (puiament — filament —
«aUTHY). B FDM HuTH TOABEpraeTcs HarpeBaHuIo
710 TUIABJICHUSI C MOCTEAYIONIUM BbIIaBIMBAaHUEM
yepe3 comto. OO0pa3oBaBIIMKCS pacIljiaB CIY>KUAT
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MaTepuaioM JUIsl CO3/laHus OObEeKTa Ha IJaT-
dbopme neuatu. [locnoiitHOe HAIOKEHUE PaACIIIIaB-
JICHHOTO MaTepuasia TO3BOJISIET (OPMHPOBATH
TPEXMEPHBIE CTPYKTYpPBI, KOTOPBIE OXJIAXKIAIOTCA
U 3aCTBIBAIOT, 00pa3ys OKOHYATEIbHOE H3JeNIne
[5].

Paznuuator ycTpoiictBa, paboraroniye B
BO3AYIIHOW Cpelle W B TEIJIOU30JUPOBAHHOMN
cpelie, UMEIOTCs YCTPONCTBA, MOAEPKUBAIOIINE

He Oonee 40 °C, a Takke MOAACPKUBAIOLINE IO
250 °C kamepe. YCTpoiCTBa C aKTUBHOM TEPMOKa-
MEpOM OTJIMYAIOTCS HATMYUEM TETIOU30JUPOBaH-
HOU CpeJibl OT BHEIIHEH, a TAK)KE UMEIOT HarpeBa-
TEJU, KOTOPBIE U MOJJIEPKUBAIOT 33JaHHYIO TEM-
neparypy. Ha nanubeiii MoMeHT B Poccum Takue
ycrpoiictBa npousBoaar Total Z, 3DLife, Volgo-
bot u 1p. [6]

a)

0) 8)

Puc. 1. CxemaTn4eckasi pasHULA B yCTpoiicTBax, padoTawomux no merogy FDM:
a — TedaTh B BO3JYIIHOH cpelie; O — revyarh B 3aKpBITOH Cpejie; 6 — Ievarh B TEIIOU30IMPOBAaHHON CpeJie C I0JI0IPEBOM

Fig. 1. Schematic difference in devices operating using FDM:

a — printing in an ambient air; b — printing in a closed environment; ¢ — printing in a heat-seal environment

AKTHUBHasi TepMOKaMepa I03BOJIAET IMOJ-
JIEp>KUBaTh 3aJaHHYI0 TEMIIEpaTypy BO BpeMs
BCEro IpOLECCa MOCTPOCHUSI U3JEIUsS METOJ0M
IIOCJIOMHOrO HanoxeHus. [Ipu sTom TeMneparypa,
yale BCero, 3ajaercs ONM3KOM K TeMmmeparype
CTEKJIOBAaHUSI Marepuaia, KOTOPbIM MPOUCXOAUT
neyatb. Haxomsich Ha HUKHEH rpaHulle Auana3oHa
TEMIIEpaTypbl CTEKJIOBAHMS, ACTAllb HE TEpPSIeT
F€OMETPUUYECKYI0 TOYHOCTh, KOPOOJIEHHE JeTallu
He mpoucxoaut. [Ipolecc nmeyatu B JaHHOM CIy-
4yae MPOXOAUT C KOHTPOJIUPYEMBIM OXJIAKIECHUEM
MaTtepuana, MpoOUCXOAUT PAaBHOMEPHBIN Mepexon
OT aMOp(HON CTPYKTYpbl K MOJyKpUCTaIINYe-
CKOH [7], CHMKAIOTCSI BHYTPEHHUE HaNPSKEHUS
MEX]y CIOSMHU, MPOTMaiaeT MOTPeOHOCTh K MocIe-
nyroomeid TepmooOpaboTke [8], yBenmuuBaeTcs
cujia CBSI3M Mexay Monekyiamu [9, 10, 11]. Ox-
HaKo OBLIO MOKa3aHO, YTO MPH MOBHIIICHUN TEM-
neparypsl cpenbl Boiie 65...70 °C MoxeT Hapy-
1IaThCSl TEOMETPUS JIETalu, TaK KaK MOJIUMED MpU
3TOM TEMIIEpAType JOBOJIBHO TEKYY. XOTS JJIs aK-
PUIOHUTPUII-OyTaIUEH-CTHPOJIA HE UCTIONB3YETCS
oxXJIaXxAeHue npu neyaTu [12], mpobiema onucan-
Hasl BBIIIE pEIIaeTcs UCIIOIh30BaHUEM 00, TyBa MO-
JIeIM HA MUHUMAaJIbHBIX-CPETHUX 3HAUYCHUSX.

Metoauka uccjaeaoBaHui

UccnenoBanue BIusiHUS IPUMEHEHUS TEP-
MOKaMepbl IPOBOJAUIIUCH C IPUMEHEHHEM 00pa3-
1oB u3rorosieHHbIX Mo ['OCT 59929 [13] u3 ak-
punonutpui-oyramuen-ctupoiaa (ABC, ABS).
OO0pa3s1bl pacrieyaTanbl C pa3HON OprUeHTaluel Ha
neyaTHOU miardopme (puc. 2), OT ATOTO JTOKHA
3aBUCETh MIPOYHOCTH U3senuit [14].

Puc. 2. HanpagBJieHue cj10eB, pacTpa 1 KOHTypa 1eTajau B
3aBHCHMOCTH OT OPHEHTAIMY IeTAJU NMPH MevYaTH

Fig. 2. The direction of the layers, raster and contour of
the part depending on the orientation of the part when
printing
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B paboTe npumeHeHbl 00pasiibl ¢ MEepIeH-
TUKYJISpHBIM (ZX) 1 mapamiensHbM (XY) pacmo-
JIO)KEHUEM CJIOEB OTHOCHUTEJIBHO IpUIIaracMoun
Harpy3KH IpU pacTSKEHUH, COOTBETCTBEHHO, 00-
pasubl  ODKHBI  00nanarth HauOoNbIIeH W
HauMEHbIIeH TpoYHOCThIO [15]. Opuenramnus 06-
pasua ZX, npu KOTOpOW Ipearojaracmas pod-
HOCTbh MUHUMAJIbHA, TEOPETHUECKU, Hanbosee mo-
Ka3zaTeslbHa B XOJ€ IKCIEPUMEHTa, TaK Kak 00-
pasibl pBYTCS MOMEPEK CIIOEB, a M3JIaMbIBAIOTCA
BIOJb, M 3HAYUT MPOYHOCTH CaMOro oOpasiua
CHWJIBHO 3aBHCHUT OT MEXCJIOHHOTO aJre3uu Je-
tanu. [lpu opueHTanuu IeTanu ¢ HalpaBJICHHEM
YKJIaJKH KOHTypa JAeTaad BAOJIb IpUiIaraeMon

Harpy3ku (XY) mpu pacTsyKeHUHM U MONEPEK MpuU
u3rube, Harpy3Ky B OCHOBHOM OYJI€T UCTIBITHIBATh
cama HUTb MTOJIUMepa, COOTBETCTBEHHO IPOYHOCTh
Takoro oOpaslia He3HaYUTEIbHO 3aBUCHUT OT CIIe-
KaeMOCTH CIIOEB.

VcnpiTanus TpoOBOAUIUCH HA YHUBEPCANb-
HOW ucmbITarensbHON Mammue Biss UT-02-0025.
Tennorpaguueckue uccieqoBaHus TPOBOAUINCH
¢ momouibio TeroBuszopa Testo 875-1, mpoduio-
rpaMMbl TOJydainu Ha mpoduiomerpe Mitutoyo
Surftest SJ-411 178-580-01D. TexHonoruveckue
napaMeTpsl UCCIEI0BaHHBIX 00pa3lioB yKa3aHbl B
Tabdun. 1

1. TexHoJiorn4eckne nNapaMeTpbl U3roTOBJEHUS 00Pa30B

1. Technological parameters of sample production

I'pynma Temneparypa Temneparypa Huamerp Beicota | Temmeparypa cpensl
o 1aT(hOpMBI, o
o0pas1oB bunsepsr, °C sC (buIBepB, MM | CIIOSI, MM noctpoenus, °C
Hpu xommatHoMH 260 110 0,6 0,2 24
TeMIeparype
B kamepe 260 110 0.6 0,2 55

PesyabTarsl Hcciie10BaHU I

Pe3ynbpTaThl MCIIBITAHUS HA pa3phlB Mpea-
CTaBJIEHBI Ha PUCYHKE (pHC. 3). YCTaHOBIEHO, YTO
IIpU IIe4aTH U3JEIUN B TEPMOAKTUBHOU Kamepe
MOBBILIAETCS MPOYHOCTh U3JIENUNA Ha pas3pbiB U
u3ruo.

o 40 T 2
S 35 e ==
= 2
£ 30
£ N\
25
g
g 20
£ 15
a !
5
E 10
g
g . \
g -
= 0
7X XY

Puc. 3. 3aBHCHMOCTH MPOYHOCTH NMPH PACTSZKEHUH 00-
pa3uoB, U3rOTOBJEHHBIX 0e3 M ¢ TepMOKaMepoii, nNpu
Pa3IMYHOI cXeMe HAarpysKeHHsi OTHOCHTEJIbHO CJI0eB:

1 — 6e3 HarpeBa; 2 — HarpeB KaMepsl 10 55 °C

Fig. 3. Dependences of the tensile strength of samples
made without and with a thermal panel, with different
loading patterns relative to the layers:

1 —without heating; 2 — heating of the panel up to 55 °C.

Tak, TpOYHOCTH Ha pa3pbiB 00pPa3IOB, HA
KOTOpBIX TPUIIOKEHA Harpys3ka IOnepék CioeB
(ZX) B cpemnem yBenumuuiaace B 4,7 pasa
(5,51 26,3 MIIa coOoTBETCTBEHHO), YTO COCTABHUIIO
82 % oT npouHocTH 00pasia, MOJTy4YeHHOTO METO-
JIOM JIUThsI Ha TepMoIuIacT aproMare — 32 Mlla.

[TpoyHocTs 00pa3OB, KOTOPHIM HAarpyska
MpUJIOKEHa BAOIL cloeB (XY) BapbUpyIOTCA
B mnpenenax 5 % mnpu morpemHoctd + 0,5 %
(34,5 u 35,4 MIla cootBerctBenHo) — 50 % ot
MPOYHOCTH JHUTheBOro obpasua (72 Mlla). Tlpu
WCIBITAHUN Ha U3TUO, C MPHIIOKEHUEM Harpy3Ku
BJIIOJIb CJ10€B (ZX) MpOYHOCTh Ha M3TU0 y 00pasia,
W3TOTOBIIEHHOTO B TEPMOAKTHUBHOW Kamepe, BbI-
pocna Ha 89 % (42,3 Mlla) oTHOCUTENBHO 00-
pasiia, U3roTOBJIEHHOTO IPU KOMHATHOM TeMIlepa-
Type (22,6 Mlla), Ho coctaBuia 52 % OT MPOYHO-
ctu autoro obpasua (72 MIIa). [1pu HarpyxeHun
nonepek cinoeB (XY) MOPOYHOCTH COCTaBHIIA
63 MlIla ans obpasia, U3rOTOBICHHOTO MIPH TEM-
niepatype kamepsl 24 °C u 67,5 Mlla, nist oOpasia,
M3TOTOBJIEHHOTO IpU TeMmneparype 55 °C.
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Puc. 4. 3aBucUMOCTH NPOYHOCTH NMPHU U3rude 06pasuoB,
H3rOTOBJIEHHBIX 0€3 H ¢ TePMOKAMepOoii, NpH Pa3JIuYHOH
cXeMe HArpy:KeHUsl OTHOCHTEJbHO CJI0€B:

1 — 6e3 HarpeBa; 2 — HarpeB kameps! 10 55 °C; 3 — obpaser,
MOy YE€HHBIH JINTHEM I10]1 IaBICHHEM

[Ipounocte npu u3rute, MIla

Fig. 4. Bending strength dependences of samples made
without and with a thermal panel, with different loading
patterns relative to the layers:

1 — without heating; 2 — heating of the panel up to 55 °C.;
3 — is a sample obtained by injection molding

a)

Puc. 5. Tenmnorpamma uzfenns B npounecce Ne4aTu:
a — Ipy KOMHAaTHOM TeMneparype; 6 — C aKTUBHBIM HaIPEBOM

Amnanus npoduaorpamm nokasai, 4To ypo-
BEHb LIEPOXOBATOCTH MOBEPXHOCTH CIIOMCTOMN Ya-
cTi 000MX BHJIOB 00pa3I0B HE UMEET CYIIECTBEH-
HBIX Pa3Iuyuid.

C moMomnipio TerorpaMMsl (puc. 5) Bo3-
MO>KHO M3yUYUTh paclipe/iesieHHe TeMIIepaTyphl MO
CIIOSIM TIOCTPOEHUS JeTanu. AHalIu3y MoJBepra-
JIUCh 3HAYEHUS BIOJb JMHHM, 00pasla, U3roras-
JMBAEMOTO ITpH KOMHATHOW TeMIIepaType U B Tep-
MOKamepe cooTBeTcTBeHHO. CpenHsisi TeMIiiepa-
Typa Baoib 1MHUK P2 coctaBuna 54 °C npu MUHU-
ManbsHOH B 47 °C, Bnosb nuauu P1 — 64 °C, ¢ mu-
HumaneHoit B 58 °C. Pacnpenenenue temmepa-
TYpbI 0TOOpaKEHO B TUCTOTPAMME pacpeIesIeHUs
temneparyp i P2 ciesa u P1 cripasa (puc. 6).

17.8°C

Fig. 5. Thermal diagram of the product during the printing process:

a — at room temperature; b — through active heating

926
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Puc. 6. 'mcrorpamma pacnpepejieHus Temneparyp BaoJb JJuHun P2 u P1 cooTBeTcTBeHHO

Fig. 6. Histogram of temperature distribution along the P2 and P1 lines, respectively
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BoIBOaBI

B xope uccnenoBanus ObUI0 YCTaHOBIIEHO,
YTO UCIOJIb30BAaHWE HArpeBaeMoOM KaMmepbl MNpH
FDM-neuatn u3 ABC-nmnacTtuka 3HAYUTEIBHO
yIIy4IlIaeT MEXaHU4YEeCKHUE CBOMCTBA TOTOBBIX U3-
JIenuil. DKCIEepUMEHTAIbHO JOKa3aHO YBeluye-
HUE MPOYHOCTH Ha pa3pbiB U u3rud Ha 370 %
u 89 %, COOTBETCTBEHHO. AHAINU3 TEIIOIPaMM
noaTBepAni O0oyiee paBHOMEPHOE pacmpesielieHre
TEMIIEpaTypbl MO CJIOSM IPU HCIOJIb30BAHUMI
HarpeBaeMoil KaMepbl, YTO CIIOCOOCTBYET CHIKE-
HUIO BHYTPEHHHUX HAIPSOKEHUNW W YIY4YUICHUIO
MEKCIIOMHON aare3un.

Takum 00pa3oMm Moka3aHO, YTO MPUMEHE-
HUE TEPMOKAMEpbl IIPU H3TOTOBJIEHUH METOJ0M
MOCJIOMHOTO HAJIOKEHUS HW3LEIUN U3 TMOJIUMEp-
HOTrO MaTepHaia sBisieTcsi 3Q()EeKTUBHBIM CIOCO-
OOM TOBBIIIEHUS IPOYHOCTU U KayecTBa MPOAYK-
IIUU, OCOOCHHO B YCIIOBUSIX, TJ€ TPeOyeTcs BBICO-
Kasi MEXaHUYECKasi CTOMKOCTb.

Pe3ynbTaTel uccienoBaHus MOTYT OBITh
UCIIOJIB30BAHbI ISl ONTUMH3ALUU TEXHOJIOTHYe-
CKHMX pexuMoB 3D-nedaTtu ¢ 1enbl0 MOBBIIIECHUS
AKCIUTyaTal[MOHHBIX XapaKTEPUCTUK HU3JACIUN U3
TEPMOILIACTOB.
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Bknao aemopoe: Bce aBTOPHI CeNalld S5KBUBAIICHTHBIN BKJIAJ] B TOATOTOBKY IyOJIMKAIIUH.
ABTOpBI 3a5BJISIIOT 00 OTCYTCTBUYM KOH(JIMKTAa HHTEPECOB.

Contribution of the authors: the authors contributed equally to this article.

The authors declare no conflicts of interests.

Crarbs noctynwia B penakiuio 05.07.2025; omobpena mocne perensupoBanus 27.07.2025; npunsiTta

K myOmukanuu 30.07.2025.

The article was submitted 05.07.2025; approved after reviewing 27.07.2025; assepted for publication

30.07.2025.

Haykoémkue TeXHOJI0TUM B MalIMHOCTpOoeHnu, Nel2 (174) 2025
«Science intensive technologies in mechanical engineering», Nel12 (174) 2025



