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AHHoTanusa: BeinojiHEHO MccliefoBaHUEe CBOOOMHOM JMHEHOM ycaaku oOpa3ioB u3 ¢punamedToB Mapok PLA, HIPS u ABS, wuc-
nosib3yeMbix 1ist 3D-neyatn mo FDM-TexHo0TUM, B IMana30HaX pabouyux TeMIepaTyp 3KCTpy3uu (Af). YCTaHOBIIEHO, YTO TIpU Af =
= 200+220 °C ¢ounament mapku PLA xapaktepusyetcsi 3HaueHusiMu ycaaku B untepsaie 0,2—0,6 %. ®unamentst HIPS (Ar = 220+
+240 °C) u ABS (Af = 240+270 °C) umelor ycanky 0,3—0,8 %. 3HaueHUsI TUHEHHBIX YCATOK HEOOXOMMMO YUYUTHIBAThH MTPU MPOEKTUPO-
BaHUM MaTeMaTUYECKUX MOJENEN OyAYIEro IMTOTO u3aeus. U3y4eHo BIMsAHMUE MIOTHOCTY nedath (d, — CTENEH Y 3aI0JIHEHUs BHY-
TpeHHE! CTPYKTYpPhl) HAa BEIMUYKMHY 30JbHOTO OCTaTKa A MPU BBIXKUTaHUU 00pa310B, MOJTYyYEHHBIX U3 UCCIeOBAHHBIX (DUTAMEHTOB.
[lokasaHo, uto ¢ noseieHueM d, (5—15-30 %) Bo3pacTaeT 3HaueHue A. MuHuManbHbie 3HaueHMst 4 (0,19—0,48 %) umeeT huameHT
mapku PLA. CuoenaH BeIBOJ O TOM, 4TO A5 3D-1evyatu Moaesieit oTIMBOK o FDM-TeXHOIOTUM AJ1sI TUThSI B OTHEYTOPHBIE KEpaMU-
yeckue popMbl (OKD) 1o COBOKYIHOCTH MOKa3aTeseil CBOOOMHON JMHEHHON ycaaKH ¥ 30JIbHOTO OCTaTKa HarboJiee TEXHOJIOTHICH
dunameHT Mapku PLA. CpenctBamu 3D-1nieyaTu ObIJIM U3TOTOBJIEHBI MO/IeIbHBIE 0J10KU 13 putameHTa Mapku PLA nmo FDM-TtexHo-
JIOTUU AJIs ToJy4yeHu s oTiuBoK Tuna «I[latpy6ok» nutbem B OK®D. ITo moaenbHBIM G10KaM 6b11M chopmupoBanbsl OKD. B nmpouecce
BBIXKUTAHUSI MOAEIbHBIX 6J10K0B 13 OK® ycTaHOBIIEHO, YTO MPU JUHEHHOM HarpeBe MPOUCXOAUT pacTpeckuBaHue yacTu OK®D. 1o
00yCJIOBJIEHO U30bITOYHBIM JIaBJICHUEM pacllupsouierocs gujiaMeHTa B poliecce HarpeBa 10 TeMIepaTypbl €ro pa3MsiryeHusl, a Tak-
Xe TaBJIeHUeM Ta3a, 00pa3yolierocs Mpu MocenyoleM BeiXurannu dunaMmenTa. C yBeaInueHeM CKOPOCTHU HarpeBa JoJisl TPECHYB-
mux OK® Bospacrana. C 1e/1bl0 MpeI0TBPALleHU S paCTPECKUBaHMSI pa3paboTaH CTymeH4YaThiii pexxuM HarpeBa OK®D, coBMeleHHbI i
¢ X pokakoii. [1pu ynajseHuu MoJieTbHbIX 6JI0KOB O CTyMeHYaToMy pexxumy pactpeckuBaHust OK® He mpoucxoauniio. M3 6poH3bI
Mapku BpA92K3JI Obliv TOTyYeHbI ONBITHBIE OTAMBKU THUTIA «[laTpybok». KauecTBO OTJIMBOK COOTBETCTBOBAJIO TPEOOBAHUSIM KOH-
CTPYKTOPCKOM JOKYMEHTALMU.
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Abstract: The study covers the free linear shrinkage of samples from PLA, HIPS, and ABS filaments used for FDM 3D printing in the ranges
of extrusion operating temperatures (A7). It was found that the PLA filament features by shrinkage values in the range of 0.2—0.6 % at Ar =
200+220 °C. HIPS filaments (A7 = 220+240 °C) and ABS filaments (A7 = 240+270 °C) have a shrinkage of 0.3—0.8 %. Linear shrinkage values
must be taken into account when designing mathematical models of the future cast product. The influence of the print density d, (degree of
internal structure filling) on the ash residue A when burning out samples obtained from the studied filaments was investigated. It was shown
that the A value also increases with an increase in d,, (5—15-30 %). The PLA filament has minimum A values (0.19—0.48 %). It was concluded
that the PLA filament features the highest processability in the FDM 3D printing of casting patterns for casting into refractory ceramic molds
(RCM) in terms of the set of free linear shrinkage and ash residue indicators. Clusters were made by FDM 3D printing from the PLA filament
to produce «Nozzle» castings by casting into RCMs. Clusters were used to form RCMs. When burning out the clusters from RCMs, it was
found that some RCMs cracked under linear heating. This was due to excessive pressure exerted by the expanding filament when heated to
its softening temperature, and pressure exerted by gas emitted during the subsequent filament burn-out. The proportion of cracked RCMs
increased with an increase in the heating rate. A stepwise mode of RCM heating combined with RCM calcination was developed in order
to prevent cracking. There was no RCM cracking when clusters were removed in the stepwise mode. Experimental «Nozzle» castings were
obtained from BrA9ZH3L bronze. The casting quality met the design documentation requirements.

Keywords: additive technologies, filament, FDM technology, lost-wax casting, free linear shrinkage, ash residue, refractory ceramic mold.
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BBenenue

HoJOorMyeckoro mpoiecca. Haubonee CI0XHBIM U
TPYIOEMKUM SIBJISICTCS 3Tall U3TOTOBJICHMSI MOMEEH,

Jns mojlydeHusl OTJIMBOK C BBICOKOM pa3MepHOit
TOYHOCTbIO B MMPOBOW MPaKTUKE IIMPOKO IMpUMe-

HSIETCS CITOCO0 JINThS B OTHEYIOPHBIE KEpaMUUYECKIIE
dopmbl (OKD) [1, 2]. CorsacHo KJIaCCUYECKOMY OITpe-
JeJeHNIO, K HEMY OTHOCHUTCSI ITOJIy4YeHUe OTJIUBOK B
MHOTOCJIOMHBIX, 000JIOUKOBBIX, HEPA3bEeMHBIX Pa30-
BBIX (popMax, KOTOpBIE M3rOTaBJIMBAIOT IO Pa30BbIM
(BBIILJIABJISIEMBIM, BBIXXKHUIAa€MbIM, PAaCTBOPSIEMBIM U
T.0.) MoaeisiMm [3—3].

JIuthe 1O BHIMJIABASIEMBIM (BBIXKMTAaE€MBIM) MO-
JIeIsIM XapaKTepU3yeTCsI MHOTOCTaIUMHOCTBIO TeX-

MOIEJIBHOI OCHACTKM M KOMILIEKTOB. KadecTBO JTH-
TBIX U3ACIUI (LIEPOXOBATOCTh IMIOBEPXHOCTH, FeOME-
TpUYecKasi TOYHOCTH) BO MHOTOM 3aBUCHUT OT Ka4eCTBa
pa30BBIX MOJIeJield, KOTOPOe, B CBOIO OUYEPEllb, OITpeIe-
JISIETCS CBOMCTBAMHU MCIIOJIb3YEMBIX MOJICIBHBIX CO-
CTaBOB, CJIOXHOCTbIO KOHCTPYKLIMU MOAENE U TeX-
HOJIOTUSIMU UX TTOJTYYCHUS.

Haubonee s(p¢GeKTUBHBIM MHCTPYMEHTOM OJIS
CHMKEHUST Ce0eCTOMMOCTH TOATOTOBKM IPOM3BOI-
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CTBa, COKpAIllEHUSI CPOKOB M3TOTOBJIEHU S W TTOBBIIIIE-
HUS KayeCcTBa MOJEJICH SIBISIeTCS MHTEr palis TEXHO-
JIOTU# afguTUBHOTO Impou3BoacTBa (AIl) ¢ Tpamumm-
OHHBIMU JIUTEHHBIMH TexHomorusamu [6, 7]. TexHO-
qnorun AIl 3a cpaBHUTENBHO KOPOTKOE BpeMs CTaau
caMOCTOSITeNIbHON UMPOBOI MHAYCTpUEl U BCE ak-
THBHEE BHEAPSIOTCS B Pa3JIMYHBIE OTPACIY ITPOMBIIII-
neHHoctH [8—10].

B Hacrosiee BpeMst U3BECTHO JOCTATOYHO MHOTO
Pa3IMIHBIX TEXHOJOTHI aIIUTUBHOTO ITPOM3BOICTBA
U MatepualioB 1yd ux peaauzanuu [11]. OmHako s
MU3TOTOBJICHUST MOJEJIe U MOJETbHOW OCHACTKY TIPU
MTOJTYYCHU U JIUTHIX U3AENI IUTHEM 10 Pa30BBIM MO-
JIeJIIM 13 Bcero MHoroo6pasus ATl MOXHO BBIAEIUTH
TpU BUJA TeXHOJOTUM: cTepeonutorpadust (SLA), ce-
JIEKTUBHOE Jla3epHoe criaBieHue (SLS) u momenupo-
BaHUe IocioiiHoil HamiaBkoir (FDM) [12]. SLS-Tex-
HOJIOTUSI peaiu3yeTcsl 3a CYeT MOCTOMHOTO CTIEKaHU ST
YacTHUIL MOPOIIKOBBIX MaTepUaJiOB MO BO3ACHCTBUEM
JIa3epHOT0 UCTOYHMKA u3nydeHus [11—14]. U3roros-
neHue uznennit mo SLA-TeXHOJOTMM 3aKJII0YaeTCs
B TIOCJOHOM OTBEPXACHUU (DOTOUYBCTBUTEIbHOU
CMOJIBI TIOJT BO3ACICTBUEM YIBTPadDUOIETOBOTO U3JY-
yeHus [15]. MonenupoBaHue NOCIOMHON HaI1aBKOM
(FDM-TexHoJ0r1 ) OCYIIECTBASETCS 3a CYET OCAXKC-
HUSI HUTHU PacIlJIaBJICHHOTO MaTepuaJjia Ha MOAJI0XKY
C TIOMONIBIO TTOABUXKHOM ToIOBKH [15, 16]. [eomeTpust
MOJIy4aeMOT0 U3/ S peaiu3yeTcsl B COOTBETCTBUM C
MaTeMaTu4deckKoi (LIudpoBoil) MOAEIbIO, CO3MaHHOI C
npumenenuem CAD/CAE cuctem [16—18].

K Marepuanam, ucnosb3yeMboiM B AIl, u Mogessim,
noaydyaeMbIM cpeactBamu All, mpenbsaBisieTcss psij
TpeOOBaHUM, CXOXUX C TPATUIIMOHHBIMHU TEXHOJIO-
TUSIMU AJ1S1 U3TOTOBJICHU S PA30BbIX MOJEJIeH: HU3KHE
CcBOOOMHAsI JIMHEWHAas ycaaka IpU 3aTBepAeBaHUMU,
K03(p(PUIIMEHT TEeTI0BOTO JIMHENHOTO pacIIuPEeH s U
MPOLEHT 30JbHOCTH IPU yAAJEHU U MOJIEJIe U3 OTHE-
YIOPHBIX Kepamuueckux ¢opm. IMapamerpsr 3D-me-
YaTu OOJIKHBEI OOecIleurMBaTh TpPeOyeMBIil YpPOBEHbBb
IIEPOXOBATOCTH, TIPEABABISIEMBIII K KOHEUHOMY JIM-
ToMy uzaenuio. Kpome Toro, nojkHa o0ecrieunBaThCs
OINTUMAJIbHAsI TEXHOJIOTMYeCKass IIPOYHOCTh MOJe-
Jieil, monyyaembix cpenctBaMu All, mpu MUHUMAb-
HBIX pacxoje MaTepuaja u BpemeHu 3D-mevatu [6, 17,
19—-22].

B HayuyHBIX myOauKalusax ynejasieTcs HegocTa-
TOYHO BHUMaHUS CHUCTEeMATU3MPOBAHHOMY ITOIXO-
Iy B UCCJIEMOBAHUSX 110 BIWSHUIO BUJA TEXHOJOTUIA
3D-neyaTu, MaTepuaioB U mapamMeTpoB 3D-1eyatu Ha
KayecTBO MoIejel U JUTHIX WU3IACIUiA, IOJydaeMbIX
JINTHEM B OTHEYIIOPHBIE KepaMudecKHe (DOPMHEI.

HCJ’IB]O pa6OTI>I ABJIATNUCDH I/ICCJ'[EEZ[OB.?IHI/IFI1 CBOMCTB

MOJUMEPHBIX MaTepUaloB, UCIONb3YEMbIX IJISI pea-
Juzanuu FDM-TexHoJIoruii, U BIUSTHUS ITapaMeTpoB
3D-neyaTu Ha KauyecTBO MOJesei U JUTHIX U3NCIUA,
MOJy4aeMbIX JTUThEM B OTHEYIIOPHbIE KepamMUuueckue

(hopMbI.

Marepuabl
A METOAMKA IKCNIEPUMEHTOB

B pabore ucnonp3oBanu MojJvMEpHbIE MaTepu-
anpl, npumeHsieMble B FDM-TexHomorusx agam-
TUBHOI'O IIPOM3BOACTBA, Ha OCHOBE MOJMJIAKTUJIA,
AKPUJIOHUTPUJ OyTalueH CTUPOJa U YIAPOIIPOUHOTO
noymctupona (komnanus «FDPlast», T. MockBa) B BU-
Jie mpyTKoBoro (¢puiaameHTa. CBoiicTBa ¢UJIaMEHTOB B
COCTOSIHUU MOCTaBKU MPEACTABIEHBI B Ta0JI. 1

CBobonHylo nuHelHyo ycanky (o, %) mpu 3a-
TBepAECBaHUM (PUIAMEHTOB MTOCJE IKCTPY3U U U3 COILIa
reyaTaroueil roJJOBKM MCCIENOBaIU IO CIELYIOLIE
metomuke. Ha 3D-mmpuaTepe «Designer XPro» (koM-
nanusg «PICASO 3D», 1. 3eneHorpan) redaTtaiud 00-
pasibl B hopMe MpaBUIIbHOTO NTapaJiieSienuIiesa ¢ 3a-
MOJTHEHUEM BHYTpeHHel cTpyKTypsl 100 % (pazMepsl
MaTteMatuyeckoil Mogenu 10x10x 150 mM), Bappupys
TeMIepaTypy 3KCTPY3UU BHYTPU paboyero Auamna3oHa
(cMm. Tab. 1). [Tocie okOHYAHUS TIEYaTH U BBIIEPKKU
B TeyeHue | 4 0Opa3ubl OTAEASIN OT paboyero croja
MPUHTEPA U TIPOU3BOAUIU U3MEpeHUe UX dakTuue-
CKO1 IUTMHBI, UCTIOJNIB3YSI DJIEKTPOHHBII IITAHTEHIINP-
Kynab mMomenu «Qstexpress» (TouHocTh mpubdopa 0,01
MM; komnaHusg «QSTEXPRESS-09», Kuraii).

CBoOOMHYI0 IMHENHYIO YCaaKy 00pa3IoB ormpee-
JISLIY TIO YPaBHEHU IO

0= [(Ly — L)/Ly]-100 %, (1)

rae L, = 150 MM — nuiMHa MaTeMaTU4eCcKOl MOIENIn
obpasua; L — pakTuueckas qjmHa odpasia, MM.

C uesblo ompeneieHus 30JbHOro ocrarka (A4, %)
B YCJIOBUSIX MPSIMOTO BBIXXMTaHUS MOJEJeil U3 OTHe-
VIIOPHOM KepaMU4ecKoil (GopMbl pa3paboTaiu Te-
CTOBBIII OOpaszenr (puc. 1), MMEOIUI CleayIoNIre
KOHCTPYKTHUBHBIE OCOOEHHOCTHU: HalWu4yKhe MOBEepX-
HOCTEM, OXBaThIBa€MbIX KepaMUYECKOI 000JI0UKOR 1
OXBAaTBIBAIOIINX €€; HaJIMYMe PaglyCOB CKPYIJIICHUI
U OCTPBIX YIJIOB Ha oOpaslie AJs OLIEHKU HaIpsixke-
HMI B KepaMuiecKoil obojiouke. OOpa3iibl Moayvaan

! UccnenoBanus BHITIONTHEHBI B LleHTpe TUTEHHBIX TEXHOJIO-
ruii CamI'TVY.
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Taomuma 1. CpoiicTBa dpuiaamenTos 1 FDM -TexXHOJIOTHA B COCTOSTHUN MOCTABKH

Table 1. Properties of filaments for FDM technology in as-delivered state

Pabounii nuanazon | Temnepatypa | JluHeliHas ycamka TTpourocts, MIla MIOTHOCTS
Mapka TEMITEPATYPBI pa3MsIT4eHus, | Py 3aTBEPAECBAHNH, 3
sreTR, O °C % Ha M3ru6 | Ha pacTsikeHue | 1/CM
PLA (monunakTum) 200—-220 50 OtcyTCTBYET 94,2 34,8 1,23—1,25
ABS (axpuosmTpun 240270 103 0,4—0,7 65,4 29,6 1,02-1,08
OyTamueH CTUPOJT)
HIPS (ynapompounniid 220-235 96 100,8 37,6 16,4 ~1,05
MOJCTUPOIT)

Puc. 1. KoHcTpyK1IMs TecTOBOTro 00pasiia, Mmojay4aeMoro CpeacTBaMu afIuTUBHOTO ITPOMU3BOICTBA,
IUJIST OTpeieIeH sl 30JIbHOTO OCTaTKa B OTHEYIMOPHOI KepaMMUYecKoil (hopMe B YCIOBHUSIX MPSIMOTO BBIXKMTAHU S

Fig. 1. Design of a test sample obtained by additive production means for determining ash residue in a refractory ceramic mold

under direct burn-out conditions

C TUIOTHOCTBIO TTeYaTH (CTENEHBIO 3aIIOJTHEHUST BHYT-
peHHeit cTpyKTyphI) d, = 5, 151 30 %.

Ha Monensix, monyyeHHbIX cpeactBamu All, mo-
CNIOTHO (hOPMUPOBAIM OTHEYTIOPHYIO KEPAMUYECKYIO
dopmy (OK®D). [Inst ee M3roTOBJIEHUS MPUMEHSIINA
MIaBJIeHBINH KBapl «9kocuia-Menyp» (TY 5931-002-
71435339-2004, P®D), a B KauyecTBe CBSI3YIOIIETO —
«Cuamut-20C» (TVY 2145-003-438/1938-97, PD). I1Ipu
n3rotopieHnn OK® Ha Momenu HAHOCHIH S5 CIIOEB
TTOKPBITHUST ¢ OOCHITIKOM, 6- CJIOW (3aKPEeTUISTIONIIA)
dopmupoBanu 6e3 obceinku. Pasmep ¢ppakuum or-
HEYIIOPHOTO MaTepuajia B TIEPBOM CJIO€ COCTaBIISI
0,2 MM, Bo BTOpoM U niocaeayomux — 0,4 mm. O6au-
LIOBOYHBI (TIEPBBIi) CIOM CYIININ 4 4, MOCESAYIOLINE
CJIOU TIOABEPTAIU CYIIKE B TeUCHHE 2 9 IMPU KOMHAT-

HOIi TeMIiepatype. BeixkuraHue MoaieIbHbIX OJIOKOB 13
OK® ocy1iecTBIISLIN B TPOKAJIOYHON MYy(eTbHOI ITe-
g momenu [1C 51.41.52 (kommanust «<KOBHUH», r. Moc-
KBa), 3aTeM OLIEHUBAJIM 30JIbHBI OCTAaTOK B (hopMme,
KOJMYECTBO LEIbIX U pa3pyIIeHHBIX (DOPM.

OTIMBKH TI0JIy4aau u3 0poH3sl Mapku bpA9XK3JI
(Tab. 2).

Jna mpuroToBiieHUss OpoH3bl Mapku bpA9XK3JI
HCITOJIb30BAJINChH CICAYIONINE IIIMXTOBBIE MaTePUAJIHL:

— Mmenb nepBuyHasgs M1 B Buzme npytkosB (I'OCT

495-92);
— oTxombpl Memm aneKkTporexHmdeckoit (IF'OCT
1639-2009);

— tabimeTupoBaHHag nuratypa Fe80d20;
— amomuHuit mapku AJ11 (TOCT 4784-97);
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Ta6muna 2. Xummdeckuii coctas ciiasa bpA92K3JI (TOCT 493-79)
Table 2. Chemical composition of the BrA9ZhZL alloy (GOST 493-79)

Jlerupylomue 3;1eMeHTbI, %

Ipumecu, He Gonee, %

Al Fe As Sb Sn

Si Ni Pb P Zn

8,0—10,5 2,0-4,0 0,05 0,05 0,2

0,2 1,0 0,1 0,1 0,5 1,0

— nuratypa Meab—dochop mapku MP1, M®D2
(TFOCT 4515-93);

— BO3BpaT COOCTBECHHOT'O IIPOM3BOICTBA.

[IInakoobOpa3ytoyre MaTepurabl BKIOYaJIN:

— KapOropusarop apeBecHoyronbHbIi, [OCT 2407-83;

— paduHupyoume TabieTku «Jlerasep».

[IpuroToBiieHNe CILJIaBa OCYILIECTBJISIIN Ha ycTa-
HOBKE MHAYKLIMOHHOM IaBuiabHoi YUII 16-10-0,01
(xommanust «POJITEK», r. EkarepunHOypr) B rpadpuro-
BOM TUIJIE eMKOCTbIO 110 Meau 30 KT.

Pe3yabTaThl 3KCIEPUMEHTOB
U UX 00CYyXKIeHHe

Onpenesenue CBOOOIHOI JHHEHHOI ycaaku ()
¥ BeJIMYMHDI 30JIbHOTO ocTaTKa (A)
(hnaaMeHTOB pa3HBIX MapOK

BnussHMe TeMnepaTyphl 3KCTPY3UH HA CBOOOTHYIO
JIMHEHWHYIO ycaaKy 00pa31ioB U3 huJaMeHTOB pa3anyd-
HBIX MapOK MOKa3aHo Ha puc. 2. BumHo, 4To HamMeHb-
My 3HadeHussMu o, (0,2—0,6) B pabouyeM auana3oHe
TeMIIepaTyp BKCTPY3UU XapaKTepusyeTcsl (pUIaMeHT
Mmapku PLA. ®unamenTsl Mapok HIPS n ABS B cBoux
WHTepBajax At obnamarloT 3HayeHUusI MU o = 0,3+0,8.
BonbmimHcTBO TMpou3BonuTeNei (puaamMeHTa MapKu
PLA oTMeualoT B CONpOBOAUTEILHON TOKYMEHTALIUY,
YTO JaHHBIH MJIACTUK He 00JIafaeT yCcaaKoU B IIpOLIeC-
ce 3arBepaeBaHUsA. 3HAUeHUS O, (PUIAMEHTOB MapOK
HIPS u ABS B 1ie1oM yKJIaIbIBalOTCS B AUATIA30HBI,
yKa3bIBaeMble ITPOM3BOAUTEISIMA. V3 MpaKTUKK 13-
BECTHO, UTO 0O0Jice BBICOKME TeMIlepaTyphbl 3KCTPY-
3MM Ha3HAyaloT TP ITeYaTu rabapuTHBIX MOJeNeit.
PesynbTaThl 3KCIIEpUMEHTa CBUAETEIBCTBYIOT, UTO C
YBEJIMUEHUEM TeMIIepaTypbl 9KCTPY3UU 3HAUCHUS O
HMEIOT TeHICHIINIO K POCTY. DTO HEOOXOTUMO YIUTHI-
BaTh MPU MPOSKTUPOBAHUY MaTeMaTUIYeCKON MOICIN
JIUTOTO U3JETHUS.

BiusHue IOTHOCTY TeYaTy Ha BEIUYHUHY 30J1b-
HOTro ocTaTkKa (pMJIaMEHTOB Pa3JIMYHBIX MapOK Ipel-
cTaBJieHO Ha puc. 3. BugHo, YToO MUHUMAaIbHBIM 3Ha-
yeHHeM A B IuMalia30He MCCIeAOBAaHHBIX TIOTHOCTEM

rneyaTu xapakrtepusyeTcs ¢duiameHT Mapku PLA,
MakcuMaabHbBIM — ABS.

Hanuuyue 301bHOr0 ocTaTKa B OTHEYIIOPHBIX Ke-
paMHuuecKux (opmax mocje BBIXXKMTaHUS Mopeleit
MOXET 00ycCJIaBIMBaTh BO3HUKHOBEHHE TaKHUX IE-
(GeKTOB JIMUTOTO M3AeNAMs, KaK HeCIUTHHa, CHai,
HapylueHue reoMeTpuu. Bo uzbexaHue ux BO3ZHUK-
HOBEHUSI Ha MpaKTHUKE UCIOJb3YIOT MOBBIIIICHHBIC
TeMIlepaTyphl BEIKUTaHUSI Moneieit n3 OK®D, a Tak-
Xe TTponyBKY miu mpoMbiBaHe OK® mociie BbIKU-
raHus Moneieil. Takum o6pa3oM, IO COBOKYITHOCTHU
3HAaYeHUH o0 1 A HanboJee TeXHOJIOTUIHBIM IJISI U3-

a, %
’ HIPS ABS A
0,74
0.5 PLA
0,3
0,1 T T T T T T
200 220 240 260 t,°C
Puc. 2. BiusiHue TemriepaTypbl 3KCTPY3UU
Ha CBOOOIHYIO TWHEHHYIO ycalKy 00pa3iioB
Fig. 2. Effect of extrusion temperature
on free linear shrinkage of samples
A, % Y
ABS
0,8
HIPS 3
0,4
PLA
0 T T T T T
5 10 15 20 25 d, %

>

Puc. 3. BausiHue nI0THOCTH NeyaTy (dy)
Ha BeJIMYMHY 30JIbHOT'O OcTaTKa (A)
00pa3uoB U3 pUIaMEHTOB Pa3IMUHBIX MapOK

Fig. 3. Effect of print density (d,) on ash residue (4)
values of samples made of different filament grades
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TOTOBJIEHU ST BEIKMTaeMBIX MOJIeNIei ABaseTCs (puia-
MeHT mapku PLA.

Hasee viccaem0BaIv BINSTHAE TEXHOJIOTUH BBIXKUTA-
HUST MOJIETBHBIX OJIOKOB JJIS TTOJTyYeHHST OTIIMBOK «I1a-
TpyOOK-1» u «IlaTpy6ok-2» (Tabia. 3) Ha LEITOCTHOCTh

Puc. 4. MaTtemaTuuyeckue MOAEIU MOJEIbHBIX 0JI0KOB
a — «Ilatpy0ok-1»; 6 — «IlaTpyOoK-2»

Fig. 4. Mathematic models of clusters

a — «Nozzle-1»; 6 — «Nozzle-2»

Puc. 5. ['oToBbIe MOIEIbHBIE OJIOKU
a — «[larpybok-1»; 6 — «[Tarpybok-2»

Fig. 5. Finished clusters
a — «Nozzle-1»; 6 — «Nozzle-2»

OK®. ITpn mpoeKTUpOBaHUU MaTeMaTUYECKUX MOJIe-
JIell yYUThIBAIU CBOOONHBIE TUHENHHBIE YcaaKu ¢uia-
MeHTa Ipu Temueparype skctpysuu 210 °C (0,32 %) u
6pon3bl Mapku BpA9XK3JI (2,49 %). Maremaruyeckue
MOJIEJIN MOZIEJIbHBIX OJIOKOB MPeNCTaBIEHbI Ha puc. 4.
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Ta6auua 3. Texnonornyeckne 0COOEHHOCTH
Moze1eil OTIIMBOK U MOJEIbHBIX 0JIOKOB

Table 3. Processing features of casting patterns and clusters

MakcumanbHbie KonnuectBo
rabapuTHbIE MoJenen
HanmeHoBaHue
OTANBKI pa3Mepbl OTJIMBOK B MOJIEJIbHOM
(AXxBxI), 6JI0Ke,
MM IIT.
[Tarpy6ok-1 100x70x35 2
ITarpy6ok-2 240x65%x40 2
Tabnuina 4. IlapameTpsl nevyaTu Moaeei
Table 4. Pattern printing parameters
Bricora ITnoTHOCTH
Tun
OOBEKT MevaTu cJ1o1, TeyaTu,
3aIMOJIHCHUS
MM %

Mojenab OTIUBKU 0,2 5 3ursar

Mopnens JIIIC 0,5 5 3ur3ar
Bbpakx OK®, %
90 1
704
504
304
10 T T T T
10 30 50 70 v, °C/Mun

Puc. 6. BiusiHue ckopocTu Harpesa
Ha oo TpecHyBIInx OKdD

Fig. 6. Effect of heating rate on the proportion
of cracked refractory ceramic molds

[legaTp Momeneil OTIMBOK M 3JEMEHTOB JUTHU-
koBo-nurawouein cucrembl  (JITIC) mnpousBoauiu
oTIesIbHO. MopeabHble OJIOKU TOJydYaau CKIEHKOI
a]IeMeHTOB. [lapaMeTpsl IeyaT IMpUBEICHH B Ta0. 4,
TOTOBBIE MOJIeJIbHBIE 0J10KU — Ha puc. 5. C ueibio 00-
JIeTYEHU ST BbIXOAa IPOLYKTOB, OOpasyMOIIUXCS IPU
BBIXKUTAaHWHY MOIEJIBHBIX 0JI0KOB 13 OK®, B KOHCTPYK-
UM MOIEJIBHBIX OJIOKOB MPEAYCMOTPEIH CIIeIINaTh-
HbIe TEXHOJIOTUYECKHE KaHaJIbI-BEeHThI, paciojarao-
Iurecs Ha TOpIlax Moaesieii OTIIMBOK.

B mpoiiecce BEIXUTaHUST MOACIBHEIX OJIOKOB U3
OK® 6n1710 ycTaHOBJIEHO cienylomee. [Ipu aunHei-
HOM HarpeBe IMPOUCXOIMJIO pAaCTPECKMBAHNUE YaCTH

Puc. 7. Cxema cTyneH4YaTOro BbIXKUTaHU S

MOJIEIBHOTO 0JI0Ka, COBMEIIEHHOTO ¢ MpoKaJikoii OK®
1-2 — zarpy3ka OK®; 2—3 — npeaBapuTeIbHbIA HarpeB;

3—4 — ynaneHue MaccoBOii YaCTU MOIETBHOTO GJIOKa

YEepe3 pacCIuIiaBJICHUC, 5—6 — BbDKUTaHME OCTATOYHOM JOJIN
MOJIeJIbHOTO 6JI0Ka; 6—7 — HarpeB mof rnpokaiky OK®d

Fig. 7. Diagram of stepwise cluster burning-out combined
with refractory ceramic mold calcination

1-2 — refractory ceramic mold loading; 2—3 — preheating;
3—4 — removing the mass part of the cluster by melting;
5—6 — burning-out the residual part of the cluster;

6—7 — heating for refractory ceramic mold calcination

Puc. 8. OnbiTHBIE OTIWBKY 13 6poH3bI Mapku BpA92K3J1

a — otivBKa «[laTpy6ok-1»; 6 — ominBKa «[latpybok-2»

Fig. 8. BrA9ZhZL bronze test castings
a — «Nozzle-1» casting; 6 — «Nozzle-2» casting

64

lzvestiya Vuzov. Tsvetnaya Metallurgiya e 2021 « Vol.27 « N25



AUTENHOE MPOU3BOACTBO

OK®, o00ycioBIeHHOe W30BITOYHBIM IaBJICHUEM
pacumupsonierocs: ¢pujlaMeHTa B IMpolecce Harpe-
Ba IO TEMIIEpaTyphl eTO pa3MsITIYeHUS U JaBJICHHEM
rasa, ooOpa3ylomerocst pu MocjaeayoeM BhIXXuTa-
Huu ¢uiaaMmeHTa. [IpuyeM c yBelIMYEeHUEM CKOPO-
cTh HarpeBa mojis TpecHyBmux OK® Bo3pacrtanra
(pwuc. 6).

C uenbio obecnevyeHus uenoctHoct OK®D paspa-
00TaNu CTyIeHYATHIil peXKMM UX HarpeBa, BKIIIOYa0-
MU TPOIIECCHl yAaJeHUsI MOIEIbHBIX OJIOKOB Yepe3
UX pacrjaBjieHue, ra3uduKauio 1 COBMELIEHHBIN ¢
npokankoit OK®. Cxema cryneHuyatoro HarpeBa OK®
npeacraBieHa Ha puc. 7. [Ipokanka nmo pazpaboTaH-
HOMY CTyleH4YaToMy pexumy obecrneunna 100 % ue-
161X OKOD.

3aJuBKYy paclijiaBa TpOM3BOIUIN B TPOKaJICHHBIE
OK®, nmermue tremneparypy 850 = 50 °C. Otnus-
k¥ BoinepxkuBanu B OK® B treuenue 1 u. Ha puc. 8
MpeACTaBJICHBI ONIBITHBIC OTIIMBKH, KOTOPBIE HE UME-
JIY IOBEPXHOCTHBIX Ae(EeKTOB, a UX TEOMETPUUYECKIE
pa3Mepbl U LIEPOXOBATOCTh ITOBEPXHOCTU COOTBET-
CTBOBaJIM TPeOOBAaHUSAM KOHCTPYKTOPCKOM MTOKY-
MEHTallUHU.

BriBoabI

Ha ocHOBaHMM BBIIIOJTHEHHBIX WCCICIOBAHUI
YCTaAHOBJIEHO CJIeAyIOlIIee.

1. UccnenoBanHbie punaMeHThl Mapok PLA, HIPS
n ABS mMeloT pa3anyHbIl ypOBEeHb CBOOOTHON U~
HelfHol ycanku (o) B Auara3oHax paboyux Temmepa-
TYp 3KCTPY3uU. MUHUMaAbHBIMU 3HAYCHUSIMU O =
= 0,2+0,6 B uHTepBajie paboYMX TeMIlepaTyp 3KC-
Tpy3uu At = 200+220 °C xapaktepusyercs HuiaMeHT
mapku PLA. I1pu co3zmaHuu MaTeMaTUYeCKUX MOJE-
JIeil HeOOXOAMMO YUYNTHIBATh BEIMUMHY O, IJIST 00ecIIe-
YeHU S TEOMETPUUYECKOl TOUHOCTU OYAYIIEero JIMTOTO
U3IeTUS.

2. BennmunHa 301bHOTO octaTtka (A), obpasyiolie-
rocsi B mpoliecce Beixkuranust mojesneit u3 OK®, 3aBu-
CUT OT IMJIOTHOCTH TevaTH (d,). MuHMMabHbIC 3HaYe-
Hus A B3aBucuMocTu ot d, (5—15—30 %) umeer puna-
meHT mapku PLA: 0,19—0,25—0,48 coOTBETCTBEHHO.

3. JIng mpeaoTBpallleHUs] pacTpeCKMBaHUS OTrHe-
VIIOPHBIX KepaMUUecKUX (opM HEOOXOOMMMO IpUMe-
HSTh CTYIEHYATBIII PEXXWM BBIXKUTaHUST MOICIBHBIX
0JIOKOB, COBMEIIEHHBII C MPOLECCOM MPOKaIUBAHU S
OK®. Pa3paboTaHHBIN CTYNEHYAThIH peXUM HUBE-
JIMPYET HETAaTUBHOE BJIMSHUE PACIIUPSIONIETOCS TP
HarpeBe (puaMeHTa 1 JaBJIeHU S Ta30B, 00pa3yolIuX-
csI B IIpolIecce BRIXKUTaHU .

Pabora BbIrioIHeHa TPpH (PHHAHCOBOMH ITOAAEPKKE
MuHobpHayku P® B pamMkax MpOEKTHOH YaCTH
rocynapctBeHHOro 3agaHus Ne 0778-2020-0005.
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