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Aunnoranus: [IpuBeneHbl pe3yabTaThl UCCIEeOBaHW, HATIpaBJICHHbIE HA COBEPUICHCTBOBAHME JTUTEHHON TEXHOJIOTUU MOTYyUESHU I
ONBITHO-9KCIIEPUMEHTATbHBIX OTIMBOK U3 aTIOMUHUEBBIX CIIJIABOB METOIOM JIUThS 11O BBIXKMTaEMBbIM MOIEJISIM, U3TOTOBJICHHBIM C TIPU-
MeHeHueM 3D-nevyatu. 1715 co3gaHus BbIKMTaeMbIX MOJeseil CMONb30BaJIu METOMA ocaxaeHus pacriasieHHoit Hutu (FDM — fused
deposition modeling), a B KauecTBe MaTrepuajia Molesieil OblJI BbIOpaH Ouopasyaraemblii Matepuai — nonuiaaktun (PLA — polylactide).
YcTaHOBJIEHO, UTO [IJIS1 yMEHbLIEHM S IEpOXOBATOCTH BblxkuraeMoil PLA-Monenn Heo6xoquMo NPOBOAUTH XMMHUUECKY IO TOCTOOPAOOTKY
ee TIOBepXHOCTHU NUXJIOpMEeTaHOM. B pe3ynbraTe oKyHaHUsI MOJENU B pacTBOpUTenb Ha 10 ¢ oHa mproOpeTaeT rMaaKyio U TISHIIEBYIO
IMOBEPXHOCTh. MICTIBITAHUSI MEXaHUUECKOI TPOYHOCTH PLA-TIJTAaCTUH Ha TPEXTOYEUHBII CTATUYECKU I U3TMO TTOKa3aJii, YTO NaHHbBII TT0-
KazaTesb cocTaBisieT B cpenHeM ~ 45,1 MIla. TepMoMexaHUYeCKUIA aHAIU3 TIOJIMJIAKTHIa BBISIBUJI, YTO B Mpoliecce HarpeBa KepaMu-
4yeckoii 060souku Bhimie 150 °C monviaakTUIHAS MOIEJIb HAUMHAET MHTEHCUBHO PACIIUPSTHCS, OKa3bIBasi CYIIeCTBEHHOE JaBJIeHUEe Ha
KepaMUyecKylo 0060J0uky. sl yMeHbLIEHMsI HaNpsiKeHUI B npoliecce yaajleHusl MOoJMIaKTUIHON MOeIU U3 KepaMuyecKoil ¢hopMbl
HEOOXOIMMO MaKCUMaJlbHO YBEJIMYUTH BpeMsl Harpesa B nHTepBajie Temmepatyp 150—300 °C, a Takxke 1enecoo0pa3HO UCIOIb30BaTh
MyCTOTEJIble BBIXKMTAEMble MOJIEJN OTJIMBKHU CO CTENEHbIO 3aMOJHEHUS STYEUCTON cTPYKTYphl He 6osiee 30 %. Ilpu aTOM HaNpsIKeHU st
B 000J104Ke He OyIyT MPeBbIIATh €€ MPOYHOCTh. C MOMONIBI0 TEPMOTPABUMETPUYECKOTO aHAIN3a BBISIBJICHBI XapaKTepHbIe TeMIlepa-
TYpHBIC XapaKTePUCTUKU TepMoaecTpyKiuu PLA-mracTika. YcTaHOBJICHO, YTO MaTepHal U3 MOJUJIAKTH/IA TIOJTHOCTHIO BBITOPAET TP
Harpese 70 Temnepatypbl 500 °C, He ocTaBsisl ocie ce0s1 OCTATKOB 30J1bl. AHAJIU3 PE3yJIbTATOB MO3BOJIMJI OMPEIEIUTh TEXHOJOTMUECK1e
PeXMMBbI BBIXKUTaHU S MOJMIAKTUIHBIX MOIeJiei n3 kepamuueckux popM. Ha npuntepe Picaso 3D Designer (Poccust) Obliu HaniedaTaHbl
PLA-Moznenu, KOTopble MCIIOJAb30BaIH AJI51 MOJTYUYEHUST ONBITHO-2KCIIEPUMEHTATbHBIX OTIIMBOK U3 aJTIOMMHUEBBIX CIJIaBOB. BuIsiBIICHO,
YTO LIEPOXOBATOCTb NOBEPXHOCTHU (R,) OTJIMBKU, MOJYYEHHO MO BLIXXUTAaEMOii Moen, 00paboTaHHOI 1MXJIOPMETAHOM, YMEHbILAETCS
Ha 81,75 % — ¢ 13,7 10 2,5 MKM.

KuroueBbie ¢J10Ba: JIMThE 110 BIXKHUTaeMbIM MOAECIAM, IMOJINJIAKTU I, 3D—He‘{aTb, METOO OCaKACHMU L paCHﬂaBﬂeHHOﬁ HUTHU, AJTIOMUHUEBDLIC
CIIJIaBbI, II€POXOBATOCTb MOBEPXHOCTU.
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Abstract: This article describes the results of a study aimed at improving production technology of experimental castings from aluminum
alloys by investment casting using models produced by 3D printing. The consumable models were produced using fused deposition
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modeling (FDM). Biodegradable polylactide (PLA) was used as a material for the models. In order to decrease the surface roughness
of consumable PLA model. chemical post-treatment by dichloromethane needs to be performed. After immersion of the model into
the solvent for 10s, its surface becomes smooth and glossy. Three-point static bending tests of PLA plates demonstrated a mechanical
strength of average ~45.1 MPa. A thermomechanical analysis of polylactide demonstrated that in the course of heating of ceramic shell
in excess of 150 °C, the polylactide model begins to expand intensively by exerting significant pressure on the ceramic shell. In order
to decrease stress during the removal of polylactide model from ceramic mold, the heating time in the range of 150—300 °C needs to
be heated to a maximum. The use of hollow consumable casting models with a cellular structure not higher than 30 % is also sensible.
The stresses on the shell will not exceed its strength. Characteristic temperature properties of PLA plastic thermal destruction were
detected using thermogravimetric analysis. Polylactide was established to completely burn out upon heating to 500 °C leaving no ash
residue. Analysis of the results identified the burning modes of polylactide models from ceramic molds. Using a Picaso 3D Designer
printer (Russia), the PLA models were printed used for production of experimental castings from aluminum alloys. It was revealed that
the surface roughness (R,) of a casting produced using a consumable model treated by dichloromethane decreases by 81.75 %: from 13.7

to 2.5 um.
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JInThe MO BBIIJIABISIEMBIM/BBIKUTAEMbIM MOJIE-
JISIM — 9TO TPaAUIIMOHHAs TEXHOJIOTUS ITPOU3BOACTBA
BBICOKOTOUHBIX M3aeauit. C IMTOMOIIBIO 3TOTO METoIa
JINTHS MOXKHO TIOJTyYaTh JETaIN CIOXKHEHTIIeH (OpMEI
C TOHKMUMHU CTEHKAMU U BBICOKOW YMCTOTOU MOBEPX-
HocTH. KadecTBO JIWUTHIX W3OEAW II0 BBHITIABIISC-
MBIM/BBIKHUTAEMBIM MOJEJISIM 3aMETHO TTPEBOCXOIUT
NPYTHe CIOCOOBI IUThS, IO3TOMY 3TOT METO IIpUMe-
HSIETCS B pa3IMIHBIX O0JTACTSIX.

OcHoBHa4 ImpobieMa IIpu eTMHUIHOM U MEJIKOCEe-
PUIHOM POU3BOLACTBAX U3AEIUI — BBICOKUE 3aTPaThI
Ha M3TOTOBJICHNE OCHACTKU. [JIsT TpaIUIIMOHHOTO U3~
TOTOBJICHUS KepaMUUeCcKOi (hopMbI HEOOXOIMMO KC-
MOJIb30BaTh BBIILIABISEMYI0/BbIXKUTAEMYIO MOJIENb,
KOTOpPYIO TIOJIy4aloT B Ipecc-opmax. DTOT IIPOU3-
BOJICTBEHHBIN MPOIIECC M3TOTOBJICHUS TIpecc-(POpMBI
OYEHb CJIOXEH, a CTOUMOCTb U3rOTOBJIEHUSI TaKOM OC-
HACTKM Ype3BBhIYAliHO BEICOKA. PelraeTcss maHHas mpo-
6JeMa IMyTeM MHTErpalli B IUTEIHOE ITPON3BOICTBO
COBpPEMEHHBIX aAAUTUBHBIX MeToaoB 3D-neuatu [1; 2].
DTO OTHOCHTEJIBHO HOBas IPOM3BOACTBEHHAST TeX-
HOJIOTHSI, KOTOpas CTaJla MHTCHCUBHO Pa3BUBAThCA U
MPUMEHSTHCS B Pa3JIMYHBIX 00J1aCTSIX, B TOM YMCJIE U
B JIUTEIHOM TipousBoacTBe [3—5]. IIpsimoe BoIpamm-
BaHME BBIXKUTAaeMBIX MOZCJICH HE TOJBKO peHTa0eIbHO
IUISI MEJIKOCEPUIMHOrO U OMBITHOIO MPOU3BOACTB, HO
TaKXe CIIOCOOHO CO3IaBaTh OYECHB CIIOXKHBIC TeoMe-
Tpuueckre (popMbI, KOTOPEIE OBIJIO OBl Ype3BEIYAiHO
CJIOXKHO MJIU CJIUIIKOM JOPOTO MoJay4yaTh TPpaauIlMOH-
HBIM CIIOCO00M [6].

IIpouiecc M3rOTOBJICHUST BBIKMIAEMOM MOIEIHN C
nomolibio 3D-neyaTy Mo3BoJisieT CHU3UTH CTOUMOCTh
W BpeMsI M3TOTOBJICHUS OTJIWBKHU U IIOJIy4aTh U3JeC-
JIVIST CJIOKHOM TeOMETPUU 10 CPABHEHUIO C OOBIUHBIM

6

ITPOIIECCOM JIMThSI TIO BHITLIABIISIEMBIM/BBIXKTaeMbIM
moaeasaM [7—9]. DTu npeumyliecTBa HUBEIUPYIOTCS
CTYIIEHYATOCTHIO TTOBEPXHOCTU MOJIEINIH, CBSI3aHHOM ¢
ocobeHHOCThI0 3D-mevyaT, KOTopasi OTPULATEIBHO
BJMSIET Ha IIEPOXOBATOCTb MOBEPXHOCTH M JOIYCKU
Ha pa3Mephl OTJIUBOK.

Ha ceromHsi caMbIM IOCTYITHBIM M pacIpocTpa-
HEHHBIM MeToaoM 3D-meyaTtu SIBASETCS TEXHOJIOTUS
ITOCJIOMHOTO HAIJIaBJICHUS pa30TrpeToil MOJIMMEPHOU
Hutu (FDM — fused deposition modeling) [10]. DToT
METO 3aKJIIoYaeTcsl B MOCJIOMHOM HaHECEHMHU pac-
TLUIABJICHHOTO TTOJIMMeEpa C TIOMOIIBIO 3KcTpynepa. [1o
CPaBHEHUWIO C IPYTMMM QJJAUTUBHBIMU IpoOlleCCaMu
M3TOTOBJICHUSI BBIXKMTaeMbIX MOJEjei, TAKUMM KakK
crepeonutorpacus (SLA — stereolithography) u ind-
poBas cBetonuoaHas npoekuus (DLP — direct light
processing), 3D-neuats MmeTogom FDM saBnsiercs oa-
HUM U3 HanOoJiee MeIIeBhIX Oiaromapsi HU3KOU IICHE
Ha 000pyZ0BaHWE U PaCXOMHbIE MaTepUaJbl, 4YTO 00€e-
crieyMrBaeT ero 0osiee MUPOKYIO JOCTYITHOCTD [11].

OCHOBHBIMU MaTepuajaMM, HWCIOIb3yeMBIMU B
3D-neyatu FDM-meTonom, SBASIOTCS TEPMOILIACTU-
KHW: aKpuJoHUTpuadbyrtagueHctupoa (ABS) [12,13],
nonunaktua (PLA) [13,14], momuamun (PA) [15], mo-
nusTuieHtepedTanar-rmukons (PETG) [16], monu-
apupadpupkeron (PEEK) [17], monukap6onat (PC)
[18] u ap.

B kadecTBe anbTepHATUBHI MOJMMEpaM Ha HeTSI-
Hoit ocHoBe (ABS, PA, PETG, PEEK, PC) mupoxkoe
TIPUMEHEHHNE BO MHOTUX OTPACISIX IIPOMBIIIICHHOCTH
Hallesa OropasyiaraeMblil OUOMOJIUMED — MOJUTAKTHUL
(PLA) Ha ocHOBe Kpaxmaja U MOJIMMOJOUYHON KUCTO-
TBI, KOTOPBI M3TOTaBIMBACTCS U3 TIOJTHOCTHIO BO300-
HOBJISIEMBIX TPUPOIHBIX MaTepUATIOB.
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IMonunakTua TpeacTaBisieT CcoO0OUl TMOTHOCTHIO
OuopasaaraeMblil TEPMOTUJIACTUYHBIN TOAUdUp —
MMOJIMMEP MOJIOYHOM KMCIOTHI, TTOJTYIeHHOI B IIpOIIeC-
ce TmepepaboTKM KYKYpy3bl, Kpaxmaja, IeJLTI003bI,
caxapHOro TpocTHUKa. HeTokcMuHOCTh MaTepuala
ITO3BOJISET IIPOBOIUTH IIPOIIECC TIEYATH ITaXKe B ITJIOXO
MIPOBETPUBAEMEBIX ITOMeIIeHUSAX. [IpoayKThI TepMOzE-
CTPYKLMU MOJUTAKTHIA CUMTAIOTCS O€3BpEeAHBIMU, a
ero TopeHue IMPOUCXOAUT ITOBOJILHO MemIeHHo. bia-
rogapsi CBoeil 3KOJOTMYHOCTU, OMOCOBMECTUMOCTH,
OuopasjiaraéMocTi, BO300HOBISIEMOCTH, BbICOKOI
JKECTKOCTH M TIPOYHOCTH Ha pPACTsSXKEHME, a TaKXkKe
JIETKOCTU 00paboTku wucrnoib3oBaHue PLA B mupe
pacteT. B aToil cBSI3U psinm aBTOPOB paccMaTpuBaloOT
BO3MOXHOCTb €r0 IMPUMEHEHUS AJis W3TOTOBJIECHUS
BBIXKMTaeMbIX Moneneit [19—22].

OCHOBHOI1 11eJ1bI0 pabOTHI OBIJIO M3YYEHUE TEXHO-
JIOTUYECKHMX BO3MOXHOCTEH mpuMeHeHns 3D-1euatn
JUTST OBICTPOTO TIPOU3BOACTBA BBIKUTAEMBIX MOJEIei
U3 TOJMJIAKTHUAA C IOCIEAYIOIIMM H3TOTOBJIECHUEM
OMBITHO-3KCIIEPUMEHTAIBHBIX JUTHIX M3ACAUN M3
QJIIOMUHUEBBIX CILJIaBOB.

MarepuaJbl
M METOJAUKA UCCIeI0BAHUM

HsT M3rOTOBJICHUST BBIXKUTAEMBIX MOZCIECH MHC-
MMOJIb30BAaIM METOJI OCaXKJIeHUS pacljiaBJIeHHOW HU-
™ (FDM), B KauecTBe Marepuaja Mojejieii BbIOpaH
nonunaktua (PLA). Karymka nutu PLA auamerpom
1,75 MM Oblna mpenocTaBjieHa KOMMEpPUYECKUM Mpo-
usBonuteseM Huteir ais 3D-mevatu «Bestfilament»
(Poccus). OmBITHO-3KCIIEpUMEHTAIbHBIC BBIKUTae-
MBbI€ MOACIU OTIIMBOK M MOIENH IJIsI MEXaHMYECKUX
WCIBITAHUI M3roTaBaMBaau Ha npuHTepe Picaso 3D
Designer X (Poccust) co cTeneHbI0 3aIIOTHCHUS STUC-
uctoii cTpykrypsl 30 %. Mcronb30Baiu COIIO IPUH-
tepa nuametrpom 0,5 MmMm. ToJlMHa HAHOCUMOTO CJIOSI
coctaBisiia 0,2 mm. TemIrepatypsl medaT v ItaTdop-
MBI BO BpeMs Ipoliecca MoAAePXXUBaJINCh Ha YPOBHE
200 °C u 75 °C cooTBeTcTBeHHO. CKOPOCTH MevyaTu —
20 mMm/c. [1na monupoBKU moBepxHOCTU PLA-Monemneit
MPUMEHSIIA TUXJIOpMeTaH. MoJesin OTIMBOK OKYHa-
nuHa S, 10 u 15 ¢ HenmocpeaACTBEHHO B pACTBOPUTE b.

MexaHMYeCKME WCHBITAHUS Ha TPEXTOYCUHBIHN
u3ru6 PLA-o6pasioB padmepamu 40x20x5 MM mpo-
Bonuau Ha MamuHe Instron 5982 (CIIIA). CkopocTh
TmepeMeIIeHns TpaBepChl cocTaBisia 1 MM/MUH, pac-
CTOSTHHE MEXIy ormopaMu — 30 MM, KOJIUYECTBO WC-
NbITAHHBIX 00pa31oB — 10 1IT.

Kepamuueckue ¢GopMbl M3roTaBIMBaJIM IO Tpa-
IUIIMOHHON TEXHOJIOTUM JIUThSI II0 BHITLIABISIEMBIM

MOJIEJISIM ITYTEeM IOCIOMHOTO HaHECEHUsI Ha MOJIEJb-
HBI OJIOK KepaMUUYEeCKOU CYCIEeH3UU, COCTOSsIIIEH U3
STUJICUJIMKATHOTrO cBa3ytomero OTC-40 u HanmoHU-
Tens (MbLJIEBUAHOTO KBaplia), ¢ mocjaenytolieii ooCchimn-
KO KaxKJIOro CJIOsl 3epHUCTHIM KBapleM (paxkiueit
0,2 mM. Bcero 6b1710 HaHECEHO 5 CIIOEB.

IIpokanky KepaMWUUYECKUX  OITBITHO-3KCIIEPHU-
MEHTaJbHBIX (DOPM OCYILECTBJISJAM B OMOPHOM Ha-
IOJTHUTEJIC B JIEKTPOIICYHN COIPOTHUBIICHUS TIPU | =
= 900 °C B arMoc(depe Bo3ayxa (IJIUTEIbHOCTh Ha-
rpesa 5 4) u BBIACPKKOI ITPU ITOI TeMIlepaType B Te-
yeHHe 2 4. 3aJMBKY KepaMUUeCKUX (OPM OCYIIECT-
BJISLIV aJlloOMUHUKEBbIM crijiaBoM AK74, xuMmuueckui
cocTaB KOTOpOro cienyomuii, mac.%: Al — ocHoBa,
Si — 7,21, Mg — 0,36, Fe — 0,147, Cu — 0,011, Mn —
0,0026, uto coorBerctByeT TOCT 1583-93.

IInaBky cnmaBa AK74 maccoit 800 r mpoBoauIn
B MY(eIbpHOI 3JIEKTPUICCKON TeYN COIIPOTUBICHUS
CHOJI-1,6.2,5.1/11-U3. TlpenBapuTelbHO OCYIIECT-
BJISIJIM JIera3aliMIo paciijiaBa ¢ MOMOIIbIO €T IMTPOIYB-
KU1 MHEPTHBIM Ta30M (apTOHOM).

PacnaB MoaguduuupoBanu ctaHIapTHBIM (GJIIO-
coMm coctaBa 25%NaF + 62,5%NaCl + 12,5%KCI npu
temriepatype 740—750 °C. Ha moBepXHOCTb pacrjaBa
€ro 3achllNajJi POBHBIM cjioeM B KonudecTse 1,5 % ot
macchl iaBku. [locie Bbiaep:XKu B TeyeHue 10 MuH
IIpY TaHHOU TeMIlepatype (BIroc TIIaTeIbHO 3aMEeIIH-
BaJIu BI1yOb pacriaBa. Criycts 15 MUH mocJie BbIcTau-
BaHUS pacrJjiaBa IPOU3BOAUJIU €ro 3aJUBKY IIPU
t = 710+720 °C B nmomorpeTbie 10 350 °C mpoxajieHHbIe
KepaMmndecKue (QOpPMHEL.

OnbITHO-3KCIIEPUMEHTabHbIE OTJMBKHU M3 CILJa-
Ba AK74 nopBepranm TepmMooOpabOTKE COTJIAaCHO
T'OCT 1583-93 mo pexumy TS5 (3akanika B BoJe Mpu
Temriepatype 53515 °C B reyeHue 4 4, 3aTeM CTapeHUe
B TeueHue 3 4 ripu 41515 °C).

TepmorpaBumeTpuueckuii (TGA) u nuddepeHn-
anbHbIN TepMudeckuit (SDTA) aHanussl IPOBOAUIN
Ha mpuoope TGA/SDTA 851 («Mettler Toledo», I1IBeit-
mapust) co ckopocTthlio Harpesa 10 °C/mun o 1100 °C B
arMoc@depe Bo3ayxa.

Tepmomexanndecknii aHanui (TMA) mmactuka
BBITIOJIHSIJIM C UCITOTb30BaHMeM aHanu3atopa TMA/
SDTA 840 («Mettler Toledo») B uHTepBajue t = 20+
+350 °C.

IllepoxoBarocTh (R,) NMOBEPXHOCTU OTIMUBOK Ha
yyacTke pazMepoM 50x 50 MKM aHaJIM3UPOBAJIU C MO~
MOIIIBIO oNTUYecKoro npoduiaomerpa MicroXAM-100
(«<KLA-Tencor Corp.», CIIIA). 51 OLIEHKHU LIEPOXO-
BaTOCTHU IMOBEPXHOCTU M3IEJUIl ObLIM OTOOpaHBI MO
2 OTJIMBKH (C 00pabOTKOM AUXJIOPMETAaHOM M Oe3 Hee),
Ha KaxJoM oOpa3slie ucciieqoBaiu mno 3 o6j1actu — B
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Kaxaoit nmo 4 uamepeHusi. CTaTuCTUYECKU aHAJIU3
MOJIYYEHHBIX PE3YJIbTaTOB OCYIIECTBIISIJIN C TPUMEHE-
HHEM KOMIThIOTepHOI mporpaMMbl Statistica 10.

Pe3yabTaTsl H HX 00CyXKIeHHE

OCHOBHBIMU HaMpaBJIEeHUSIMU pabOTHI ObLIU W3-
yYeHMe BO3MOXHOCTU wucnoab3oBaHus PLA-mnac-
THKa B KaueCcTBe MaTepuasa JJIsSI U3TOTOBJICHUS OITBIT-
HO-3KCIIepUMEHTAJIBHBIX MOJICJICH B JIUThE IO BBIKUTA-
€MBbIM MOJEJISIM, a TaKKe OIlpele/ieHrue TeMIepaTyp-
HBIX XapaKTepPUCTUK MOIEILHOTO MaTepHala.

Metogamu TGA u SDTA Obliu ucciaegoBaHbI
TePMOXUMUYECKHME IPEeBpallleHUs IMOJUIaKTUAA 10
1100 °C, pe3ynbTaThl KOTOPBIX IIPEACTaBIeHbI Ha puc. 1.
Cornacno kpuoiit TGA npu ¢ = 30+300 °C kakux-iu-
00 M3MeHeHM I He 3a(MKCUPOBAHO M Macca obpaslia
MIPaKTUUYECKU He M3MEHMJIACh (ITOTEepsI COCTaBMJIa BCe-
ro 1,09 %).

TepMorpaBumMeTpuyeckue MCCACAOBAHUS IOKa-
3aJIM, 9YTO OCHOBHAS ITOTEpsl MacCHl BEIeCTBA MPO-
UCXOAUT TIPU TOBBILIEHUM TemIiepaTypbl 10 390 °C
u cocraBisgeT 96,98 %, npu 3ToM Ha KpuBoii SDTA
HaOmogaeTcs 3K3oTepMudyeckuit addext. Ipm ¢ =
= 300+390 °C mpoucxonuT aKTUBHAsI TEPMOJECTPYK-
s noaumepa (Macca obpasia mamaeT ¢ 98,91 mo
3,02 %). IlonHoe BbIXKMIraHWE MOJUJIAKTUIA IIPOKMC-
xonut npu ¢t ~ 500 °C, npu 3TOM OH TOJHOCTbIO BbI-

t,°C

ropaetr, He OCTaBJss IMOCJe ce0sI OCTAaTKOB 30JIbl.
HanbHeiimunii ero Harpe 10 1100 °C mpakTUyeckKu He
BBI3BIBACT HUKAKNUX M3MEHeHM1. Macca obpa3siia yxo-
IUT B MUHYC. CBSI3aHO 3TO MPEXJe BCETO C YAaJleHN-
€M OCTaTOYHOM BJaru M3 MOPHUCTOTO KEPaMUYECKOTO
TUTI B pe3ynbrare Harpesa n1o 1100 °C.

I[To pesynapratraM TepMOTIPaBUMETPUUECKOTO WC-
clefOoBaHMSI MOXHO celaTh BBIBOM, UTO OOpas3libl U3
PLA-nactuka nipu Harpese Boilre 500 °C o6namaioT
HYJEeBOU 301bHOCTbIO. CTOUT OTMETUTbH, UTO 30Jb-
HOCTb (TBEpABIi OCTATOK) BBIXKUTaeMOW MOACIU TP
MpOKaJIKe KepaMUIeCKUX (OpPM — 3TO OYCHb BaX-
HBIU TTapaMeTp, KOTOPBIN JTOJIXKeH OBITh MUHUMAJITh-
HBIM MJIU TMOJHOCTBIO OTCYTCTBOBaTh. IloBhIlIEHHAs
30JIBHOCTH IIPUBOIMUT K 00pa30BaHNIO OCTATKOB 30JIbI
TOCJe TPOKAJTUBAHUS B TeJIe 000J0UKH, CHUKAIOIINX
KauyecTBO I10Jy4YyaeMbIX B HUX JTUTBIX U3IETUIA.

M3ydeHrne TepMONECTPYKIIUM MOIEIBHOTO Ma-
TepHalia MO3BOJMJIO ONPEACINTh TEeMIICPATypPHBIC W
BpPEMEHHbIE TapaMeTpbl IIpollecca yaajJeHus (Bbl-
KUTaHUS) TIOJUIAKTHAA U3 KepaMHUIECKOU (DOPMHEI:
TeMmrepaTypa Beixkuranus — 6ojee 500 °C, miurtensb-
HOCTb — He MeHee | 4.

CTOUT OTMETHUTH, YTO OCHOBHOM MPUYMHON pa3-
PYIICHUST KepaMUYeCcKoil (hOpMBI NPU BBEIXXKUTAHUN
MOJIMMEPHOM MOJENU SIBISETCS pasauuue Kodpdu-
IIMCHTOB paCIIMpPEeHMs] KEepaMUKU W TOJIUIAKTHUIA.
st ycTaHOBJIEHUS TEPMOMEXaHWUYECKHX XapaKTe-

%

- 100

- 80

- 60

- 40

- 20

CU100 200 300 400 500
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T T T T

700 800 900 1000

Puc. 1. Kpusbie TGA (uepHasi) u SDTA (kpacHasi) mojiujiakTujaa

Fig. 1. TGA (black) and SDTA (red) curves of polylactide
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Puc. 2. Kpussie TMA u TGA nonunaktuia
Fig. 2. TMA and TGA curves of polylactide

PUCTHUK I1JacTUKa Obla mpoBeaeH TMA moaniaakTu-
na B uHTepBasie temneparyp 20—350 °C (puc. 2). Kak
BUJHO U3 MPEICTaBJCHHbIX TaHHbBIX, B 1MaNa30He =
= 20+150 °C xakux-11ud0 CylIeCTBEHHBIX U3MEHEHU1
He 3a(puKcupoBaHO. AKTUBHOE paclliMpeHUe Moauaak-
TUAa HaUMHaeTcs npu Temmneparype Boiiie 150 °C, uyto
CBUACTEILCTBYET O HavaJje uiaBiaeHus PLA-TuracTuka.

B npouecce HarpeBa KepaMuyecKoii 000J04-
k¥ Bbie 150 °C nmonunakTuaHasi MOJEIb HAYMHAET
WHTEHCHBHO PACIIMPSATHCS, OKa3biBasl CYIIECTBCH-
HOe HaBJieHMEe Ha KepaMMuuyeckylo obosouky. IToa-
TOMY AJS YMEHBIIEHUS HaIpsXeHU B Mmpoliecce
yIaJeHUs TOIWIaKTUIHOW MOACIM U3 KepaMudye-
CcKOIt (pOpMBI HEOOXOAMMO MaKCUMaJabHO YBEJIUYUTD
MHTEpBaJ BpeMeHU HarpeBa B AuamnaszoHe ¢ = 150+
+300 °C, a TakxXe 1IeJeco00pa3HO UCITOJIb30BaTh My-
CTOTEJIbIe BbIXKMraeMble MOJEJU OTJIUBKU CO CTe-
MEeHbIO 3aMOJHEHUS STYEUCTOU CTPYKTYpPhl He OoJjiee
30 %. I1pu 3TOM HampsiXeHUs1 B 000J10YKe He OYAyT
MpeBbIIATH €€ TPOYHOCTb.

I[IpuMeHeHMEe TEeXHOJOIMM IOCIOMHOro HarJjaB-
JICHUSI TTIOJTUMEPHOM HUTH JJIST U3TOTOBJICHUSI TOUHBIX
BBIKMTAaeMBbIX MOJEJIell OrpaHMYEHO BBHAY BBICOKOM
1IEPOXOBATOCTU MTOBEPXHOCTU U HETOUHBIX Pa3MEPOB.
DTO CBSI3aHO C 0COOCHHOCTSIMU TEXHOJOT MU UX MU3r0-
ToBJieHu . [1pu 3D-neyat u3nenus B BEpTUKaIbHOM

220 240 260 280 300 320 340 360 380 f°C

HampaBJCHUM Ha €Tro IOBEPXHOCTH 00pa3yeTcs rod-
pUpoOBaHHasA CTPYKTypa (Tak Ha3bIBaeMblil 3¢hdhexkT
JleCTHULBI) [23; 24].

TaxkmMm o0pa3oMm, IS Yy qIIeHUS KadecTBa ITOBEPX-
HOCTH HEOOXOIMMBI HEKOTOpHIE OIepaluyu TOCIemy-
olieil mocrodbpaborku [25—27]. B HacTosiiiee BpeMs
IUTST JOCTUIKEHUST TJIAIKOU IMMOBEPXHOCTHU U3IEINI MC-
MOJTB3YIOT JIBA OCHOBHBIX ITOAXOAA: XMMHWYECKOE WU
MmexaHuvyeckoe craaxuBaHue [28—30]. Tlocnegnui
C11oco0 SIBIsIeTCS Maa03(pGEeKTUBHBIM IPU MOJTYUYCHU N
MO/IEJIEN CO CJIOXKHOM reOMETPUYECKON TTOBEPXHOCTBIO
U Pa3BUTON CTPYKTYPOii. XUMUUECKUI METOJ, CIJIaXK U~
BaHU S IOBEPXHOCTU JITKOJICTYIMMU PACTBOPUTEIISIMUA
aBJseTcs 6osee 9PHEKTUBHBIM.

B Hacrosiieit padoTe 11 yMEHBILICHUS IIEPOX0-
BaTOCTH ITOBEPXHOCTH BhIKMTaeMbIX Moaeseit u3 PLA
(puc. 3, a) UCHoJb30BaJU PACTBOPUTEIDL AUXJIOPME-
taH (CH,Cl,) [31]. CortacHO NpoBeAEHHBIM UCCIEN0-
BaHUSAM BBIJICPKKA MOICIN B IUXJIOPMETaHE B TeUe-
Hue 10 ¢ TPpUBOAUT K CIJIAXKMBAHUIO €€ TIOBEPXHOCTHU
(puc. 3, ). [Ipu mMeHblIel TTPOIOJXKUTETBHOCTH BbI-
Iep>KKHU B pacTBopuTese 3PMEKT IeCTHUIIH YACTUIHO
coxpaHsieTcs (puc. 3, 6), a mpu 0oJibllIeil — MPOUCXO-
JIUT B3AyTHUE TTIOBEPXHOCTU MoaeaU (puc. 3, 2).

Takum oOpa3om, Giaaromapsi Takoil IMPOCTOM, Obl-
CTPOW U PKOHOMHUYHOW XMMHUYECKOU 00paboTKe MO-

9
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Puc. 3. BHemHuMit BuI moBepXHOCTH BbixkuraeMoii PLA-monenn

a — nocye 3D-rnevyaru; 6—e — rocyie 00paboTKU JUXJIOPMETaHOM B TeueHue S ¢ (6), 10 ¢ () u 15 ¢ (e)

Fig. 3. External view of surface of consumable PLA model
a — after 3D printing; 6—e — after processing by dichloromethane for 5 s (6), 10 s (¢) and 15 s (2)

Puc. 4. OnbiTHas PLA-Monenb (@), oHa ke ¢ HAaHeCEHHBIM CJI0eM KepaMUKU (6) ¥ rOTOBast aJlloMUHKUEBas OTJIIMBKa (6)

Fig. 4. Experimental PLA model (a), applied ceramic layer (6), and final aluminum casting (g)

JeJb MPUOOpETaeT TIaIKylo U IMISHUEBYIO IMOBEPX-  SIBSETCS JOBOJBHO BBICOKUM pe3yiabTraToM. COOTBET-
HOCTb, YTO MO3BOJISIET CHU3UTh 3aTPaThl Ha pabOUYyl0 CTBEHHO, B IMpOLECcCce IKCILTyaTaluu (K MpuMepy, Ha
CUJTY U PEXYIIIUI UHCTPYMEHT. y4yacTKe HaHEeCEHUs CYCTIeH3UU WU MPU TPAHCTIOPTHU-

HccnenoBanus mexaHuueckoii mpouyHoctu PLA-  poBKe MOAEIBHBIX OJIOKOB) BEPOSITHOCTD UX CIyYaliHON
TUIACTUH Ha TPEXTOUYEUHBIM CTAaTUYECKUI U3TMO MOKa-  TOJOMKH WJIM 00pa30BaHUSI BMSITUH JOBOJIBHO HU3KAasI.
3aJ14, YTO JAHHbBIM MOKa3aTelb COCTABJISIET B CPETHEM Ilo pesynbraTaM MpoOBENEHHBIX UCCAEAOBAHUIN Ha
~45,1 MIla. Ins nuteiiHbIX BbIXKUTaeMbiXx Mofesieli aTo  npuHTepe Picaso 3D Designer X («Picaso 3D», Poc-

10
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Puc. 5. BHemrHuit BUI OTIIMBKHU, MMOJYYEHHOMU
10 BbIXKMTaeMoil HeoOpaboTaHHOI Mozenu (a)
M TIOCJIE €€ BBIAEPKKU B IUXJIOpMeTaHe (6)

Fig. 5. External view of casting produced using
non-processed model (a) and after its holding
in dichloromethane (6)

cHsl) OBIJIM M3TOTOBJIEHBI OITBITHO-3KCIIEPUMEHTAITb-
Hble Mmoaenu u3 PLA-monumepa (puc. 4, a). Ans ¢pop-
MUPOBAHMS KePAMUIECKON 000JT0UKH MUCTIOIb30BaTIN
KBapleBYIO KepaMUKY Ha TUIPOIM30BAHHOM DTUJICH-
JIMKaTHOM cBs3ytolieM (puc. 4, 6). Ha npumepe usz-
TOTOBJIEHWS OTJIMBKM TUIIA «KPOHIITENH» U3 CIIaBa
AK74 mokazaHa BO3MOXHOCTb IMOJYYEHUS TOAHBIX
aJTIOMUHUEBBIX TUTBIX U3AeNnii (puc. 4, 6).
CpaBHHUTEIBHBIN aHAJM3 MOBEPXHOCTHU OITBITHBIX
OTJIMBOK TOKa3all, YTo Ojaromapst XUMHUIECKOI obpa-
0OTKE BBIKMTa€MOW MOMAEIU AUXJIOPMETAHOM JIMTOE
U3IeIre IIpruodpeTaeT IIaaKyIo IIOBEPXHOCTD (puc. 5).
JIIs OLIEHKM KadecTBa ITOBEPXHOCTHU OTIMBOK C
IOMOIIIbIO JIA3€PHOTO OITUYECKOro IpoduaoMeTpa
M3MEPSUT UX IIePOXOBATOCTh M CPaBHUBAIU MEXIY
coboii. Ha puc. 6 mpeactaBieHbl MUKpodoTorpabuu,
a takxe 2D- u 3D-penbed MOBEpXHOCTU OTIMBOK.
M300paskeHNST OTIMBOK BBHITIOJHEHBI B OOMHAKOBOM
Maciurade. 3aMepsl MX LIEpOXOBaTOCTH (R,) ocyllecT-
BJISIJIUCH B HECKOJBKMX MECTaX, yKa3aHHBIX Ha pUC. 5.

Puc. 6. Mukpodortorpacdun 2D- (cipaBa) u 3D-u3006pakeHus (cjaeBa) TOBEPXHOCTHU OTJIUBOK,
MOJIYYEHHBIX 110 BIXKUTaeMbIM PLA-MozmensimM, 6e3 00paboTKu (a) 1 TTOcJie BEIASPXKKY B AUXJIOpMeTaHe (6)

Fig. 6. Micro images 2D (on the right) and 3D (on the left), of surface of castings produced using consumable PLA models,

without processing (@) and after holding in dichloromethane (6)

1



13BecTig By30B. LiBeTHOS MeTaAAyprng o 2023 o T.29 o N24 e C.5-14

Bapgponromees M.C., [Metpos N.A. OCOBEHHOCTN N3TOTOBAEHMSI OTAMBOK M3 OAIOMUHWNEBBIX CITAGBOB MO BbIXXMIOEMbBIM AAAUTVBHBIM FDM-MoaeAsm

Yucno nzmepeHuit

S
: \

- N
0 T
10 11 12 13 14 15

16 R, MKM

a’

Yucno usmepeHuit

0
10 -
8-
6 \
.- / N\
2 -
0 / \
1,5 2,0 2,5 3,0 3,5 R, MKM

Puc. 7. T'ucTorpaMMbl pacnpeeaeHus 3Ha4eHU 1 11epoxoBaTocTu (R,) IOBEPXHOCTU OTIIUBKY,
MOJyYeHHOI 110 HeoOpaboTaHHOU Moaeu (a) 1 TTocjie ee 00pabOTKM IUXJIOpMeTaHOM (6)

Fig. 7. Distribution histograms of surface roughness (R,) of casting produced using non-processed model (@)

and after its processing by dichloromethane (6)

Kak moka3zaHo Ha puc. 6, IIepoXoBaToCTh 006pas-
110B 3HAYMTEJbHO CHU3MJIACH 3a CUET UCITOJIb30BaHUS
XUMHWYECKONM ITTOCTOOPaOOTKM BBIXKUTAECMBIX MOJIE-
Jielt mapamu nuxJjopmetaHa. Ha uzobpaxeHusx mo-
BEPXHOCTU OTJMBOK, MOJYUYEHHBIX IO BBIXKMTAaeMbIM
PLA-Monmenssm u o0paboTaHHBIM AUXJIOPMETAHOM,
JIMHUU TIOBEPXHOCTU MEXIY COCETHUMU CIOSIMH OT-
CYTCTBYIOT (cM. puc. 6, 6). HaGmogaeTcss 3aMeTHOE
YMEHBIIICHNE IIEePOXOBATOCTH M HCKJIIOUaeTcs 3¢h-
(GeKT IECTHULIBI.

3HavyeHU s IIePOXOBATOCTU IMTOBEPXHOCTU OTJIMBOK,
MTOJIYYEHHBIX TI0 MOIEJSIM IO M ITOCNIe XMUMHYECKOU
00paboTku, mpuBeaeHbl puc. 7. [IpoBepka HOpMalb-
HOCTM pacIpeneyieHUsl KOJMUYEeCTBEHHBIX IToKa3aTe-
neit KommoropoBa—CwmupHoBa u Illanupo—Yunka
rmokasaja ajgeKBaTHBIe pe3ysibrarel. CpegHue 3Have-
Hudg R, ymenbuatorcs ¢ 13,7 1o 2,5 MKM. ¥V 0TJIMBKY,
MMOJIy4YeHHOM 10 00paboTaHHOUW AUXJIOPMETAHOM BHI-
KUraeMoi MOAeNU, BeluduHa R, cocrasiser oT 1,8
1o 3,5 MKM, T.e. Ka4e€CTBO MOBEPXHOCTU 3HAYUTEIIb-
HO YAYYIIMJIOCh — IIEPOXOBATOCTh YMEHBIINJIACh
Ha 81,75 %.

3akJ/ioueHue

Hacrosias wucciaenoBaTenbckasi padoTa MOCBSI-
IeHa WM3YYCHWIO TEXHOJOTUYCCKUX TIapaMeTpOB
npuMeHeHUs: 3D-mevyatu i OBICTPOTrO IPOU3BOJ-
CTBa BbIXXUTaeMbiX Moneneilt us PLA-niactuka ¢ no-
CIEAYIOIMUM M3TOTOBJICHUEM OITBITHO-3KCIIEpUMEH-
TaJBbHBIX JIMTHIX U3ACTUI U3 aTIOMUHUEBBIX CIJIABOB.
HccnenoBaHbl MeXaHMYECKHUE CBOMCTBA M 30JIbHOCTD
BBIKMTaeMBbIX 00pas3loB U3 IOJMJIAKTHUIA, ITPOBEIe-
HBI TEPMOMEXaHUYECKHUI ¥ TEPMOTPaBUMETPUIECKHIA

12

aHAJM3bI TTOJTUMEpa, 0 pe3yTbTaTaM KOTOPBIX ceIa-
HBI CJICIYIOII1Ee OCHOBHBIE BHIBOBI.

1. I[IpoYyHOCTh Ha CTAaTMYECKUI M3TMO HameJYaTaH-
HbIX Ha 3D-mpuHTepe BbIXUraembix PLA-momeneit
cocraBuiia ~45,1 MIla.

2. C MoOMOIIIbI0 TepMOTPaBUMETPUUIECKOTO aHaIH-
3a BBISIBJICHBI TeMIIEPAaTypPHBIC XapaKTePUCTUKH TEP-
monpecTpykuuu PLA-monuMmepa. YcTaHOBJIEHO, 4TO
MaTepura U3 MOJIUIAKTUIA TIOJTHOCTHIO BEITOpAET MpHU
Harpese 10 Temriepatypsl 500 °C, He ocTaBisgs nocie
ce0s1 0OCTaTKOB 30JIbl.

3. B mporiecce HarpeBa KepaMHYECKONM 000JIOYKU
Beire 150 °C mommiakTUAHAS MOJEIb HaduMHAET WH-
TEHCUBHO paciiupsaThbcs. C Leblo YMEHbIICHUS Ha-
MIPSIKEHU B TIpoliecce €€ BBIKMTaHUS HEOOXOIMMO
MaKCHMaJIbHO YBEJIMUYUTh BpeMs HarpeBa B MHTEpBa-
ne temneparyp 150—300 °C, a Takke Lieecoodpa3HO
HCIIOIb30BaTh ITYCTOTEIbIC BBIKMTAEMbIC MOICIH CO
CTETICHBIO 3aIlOJIHCHUST TUYCHCTOU CTPYKTYpPhI He 00-
nee 30 %. I1pu aTOM HanpsiKeHUsT B 000JI04Ke He Oy-
YT IIPEBHIIIATH €€ IIPOUHOCTD.

4. 11 yMEHBIIEHUS IIEPOXOBATOCTU ITOBEPX-
HOCTM BbIxkuraemMboix PLA-mopmeneii HeoOXoauMMo
MCIOJIb30BaTh XMMUUECKYIO mocToOpaboTKy. Jlyu-
UM pacTBOPUTENIEM IJIS CTJIaKMBAaHUS CJIOEB ITO-
BEPXHOCTU MOjeJel sABaseTcs nuxjopMmetaH. B pe-
3yJIbTaTe OKYHAHMS MOIEIU B pacTBOpUTEIh Ha 10 ¢
MOJZIeIb MPpHOOpeTaeT IIagKy W TJISHIEBYIO IO-
BEPXHOCTb.

5. [lonyyeHHBbIE pe3yabTaThl UCCAEIOBAHUM Tex-
HOJIOTUYECKHUX ITapaMeTpOB OBLIM MCIIOJb30BaHBI U
OINpoOOBaHbI B TaOOPAaTOPHBIX YCIOBUSIX, UTO MO3BO-
JINJIO TIOJYYUTh TOMHBIE ONBITHO-3KCIIEPUMEHTAaIb-
HbIC OTJIMBKM TUTIA «KPOHIITEHH» M3 aJTFOMUHUEBBIX



lzvestiya. Non-Ferrous Metallurgy 2023 ¢ Vol. 29 « No.4 e« P.5-14

Varfolomeev M.S., Petrov |.A. Consumable additive FDM models in the production of aluminum alloy castings

criaBoB. OOHAPYKEHO, YTO Y OTJMBOK, U3rOTOBJIEH-
HBIX C UCIOJb30BaHHUEM BBIXKHUIaeMbIX MOJeseii, 00-
pabOTaHHBIX MUXJOPMETAaHOM, MOCTUTAECTCS YMCHB-
weHue wepoxosatoctu R, ¢ 13,7 po 2,5 MKM u
HUCKITIoUaeTcss 3(P@PeKT TeCTHULIBL.
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