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Pesiome

Lenb uccnedoeaHus. ViccriedogaHue MocesiUEHO U3YHEHUIO 8IUSIHUS yara HaK/loHa npueMHoU rnosepxHocmu Ha
yyacmkax C 8bIMyKilbIM U 802HYMbIM POQUIEM Ha U3MEHeHUE 8eMuYUHbI CMeWeHUs1 eOUHUYHO20 HarlassiseMoeo
crnosi npu addumusHom hopmoobpaszosaHuu anekmpudeckoli Oyzol e cpede 3awjumHoz2o 2asa. [lposedeHbl
3KCriepuMeHmarbHble Ucciedo8aHusi Mo opMoobpasos8aHuo Ha MPUEMHbIE MOBEPXHOCMU C Pas/UuYHbIM yarioM
HaKfoHa. Ha ocHoeaHuu nosny4YeHHbIX 3nekmpodyz2oeoll Hanaskol 6 cpede 3auumHo20 2al3a 06pasyos,
onpedesnieHbl 8€/IUYUHbI CMeWeHUsT eOUHUYHbIX HariasnsaemMbix coée. [ns OUeHKU 6nUsIHUSI yana HaK/oHa
npuémHoU noeepxHoCMuU Ha cMmeuweHue eOUHUYHO20 Hariaenssemozo criosi npu addumusHom ¢hopmMoobpasoeaHuUU
aniekmpu4yeckoui dyaol 8 3auumHol cpede, 8bINoIHEH 0OHOaKMOPHbIL AUCepPCUOHHBbILU aHarnus.

MemoOdsbi: opzaHu3ayuu U MaHUpo8aHUsi 3KCcriepuMeHma, Mamemamu4deckol 06pabomku pesyribmamos sKcriepu-
MeHma, 00HoghakmopHo20 OUCNepPCUOHHO20 aHasu3a.

Pe3ynbmamsbl. B pe3ynbsmame npogedeHuss QUCMEPCUOHHO20 aHasu3a 6bISIBNIEHO, YMO Y2051 HaKioHa npuémMHoU
nosepxHocmu rpu addumusHom ¢hopmoobpasogaHuu u3denuli okasbleaem euUsHUEe Ha cMeweHue eOUHUYHO20
HaraesisieMoa0 CJ10s1 Ha ydyacmkax C 8bIryK/IbIM U 802HYMbIM MpoghusieM, s8/I5emcsi 3Ha4uMbIM riapamempom npu
addumusHoM ¢hopmoobpazosaHuu aniekmpudyeckoli Oyeol e cpede 3auumHo20 2asa. B yacmHocmu ycmaHoerneHo,
Ymo Kpumeputi 3HadumMocmu Onsi yena HakroHa cocmassisiem p < 0,01. B ceoro o4epeldb, Onisi 8biryKol nosepx-
Hocmu cocmasnsem p < 0,03, dns eoeHymoli nosepxHocmu cocmasnsem p < 0,004. AHanu3 pesynbmamos
uccnedogaHuUs1 oKa3arl, Ymo yeorl HaKIoHa rnpuéMHOU o8epxHOCMuU oka3bigaem borbuiee 3Ha4YeHUe Ha 8e/IUHUHY
CMeuweHUs1 eOUHUYHO20 HarlaesseMoz0 C/10s1 Ha yYacmkax npuemMHoU Mo8epxHocmu ¢ 802HYMbIM POQUIIEM.
3aknroyeHue. OrpedesieHO, YMO y20s1 HaKITOHa MPUEMHOU MOBEePXHOCMU 3HaYUMEsIbHO 8nusiem Ha U3MeHeHue eerlu-
YUHbI CMeUWeHUs1 eOUHUYHO20 HarnassemMoe20 ¢riosi rpu adoumusHoM ¢hopmoobpasosaHuu arekmpu4veckoli dyeol 8
cohepe 3awumHo=20 2a3a. Y2051 Hak/IoHa rpueMHOU No8epxHOCMU Ha ydacmkax fMpueMHoU noeepxHoCmu € 8bIryKribIM U
802HyMbIM POGhuUrieM S8MIAEMCH 3Ha4YUMbIM U €20 criedyem ydumbiamb pu MPOEKMUpPO8aHUU MEeXHOM02U4eCcKUX
npoueccos addumusHo20 (hopmMoobpasosaHusi uzdenul arekmpudeckol Oy2ol 8 3awumHol cpede.

Knroyeeble cnosa: addumuseHbie mexHonoauu;, ¢hopmoobpalsosaHue; 8blryKnasi [08epxXHOCmb; 802Hymasi
108epxXHOCMb, M02PEWHOCb.

KoHgpriukm unmepecoe: Asmopsbi deKkiiapupyrom omcymcmeue sI8HbIX U NomeHyuanbHbIX KOHIUKMOo8 uHmepe-
€08, c8s3aHHbIX € nybnukayuel Hacmoswel cmambu.
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Investigation of the effect of the angle of inclination of the receiving
surface on the displacement of a single deposited layer during
additive shaping by an electric arc in a protective gas medium
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Abstract

Purpose of research. The study is devoted to the study of the influence of the angle of inclination of the receiving
surface with a convex and concave profile on the change in the displacement of a single deposited layer during
additive shaping by an electric arc in a protective gas medium. Experimental studies on shaping on receiving
surfaces with different angles of inclination have been carried out. Based on the samples obtained by electric arc
welding in a protective gas medium, the displacement values of the individual deposited layers are determined. Since
the angle of inclination of the receiving surface can affect the displacement of a single deposited layer during additive
shaping by an electric arc in a protective environment, a one-factor dispersion analysis was performed.

Methods. Methods of organization and planning of the experiment, mathematical processing of experimental results,
single-factor analysis of variance.

Results. As a result of the dispersion analysis, it was revealed that the angle of inclination of the receiving surface
during additive shaping of products affects the displacement of a single deposited layer and is a significant parameter
during additive shaping by an electric arc in a protective gas environment. In particular, it was found that the
significance criterion for the slope angle is p < 0.01. In turn, for a convex surface it is p < 0.03, for a concave surface
it is p < 0.004. Comparing the results, it can be seen that the criterion is more significant for a concave surface.
Conclusion. It is determined that the angle of inclination of the receiving surface significantly affects the change in
the displacement of a single deposited layer during additive shaping by an electric arc in the sphere of protective gas.
Therefore, the angle of inclination of the receiving surface with a convex and concave profile is significant and should
be taken into account when designing technological processes for additive shaping of products by an electric arc in a
protective environment.
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BBepgeHue

Hannane BO3MOXHOCTH TPUMEHEHHUS
TEXHOJIOTUH aJIUTUBHOTO (opMooOpa3o-
BaHUS 00ecleYnBaeT pazIUYHbIE OTPaCIu
MPOU3BOJCTBA, BKJIIOYAs MAaIIMHOCTPOU-
TEJbHBIE, LIEJIBIM PAIOM IPEeUMyLIecTB [ 1-
5], cpeau KOTOPHIX OTAEIbHO MOXHO BbI-
JIeNUTh CHIDKEHHWE (PMHAHCOBBIX 3aTpaT, B
TOM 4YHCJE, 3a CUYET HUCKIIOUCHHSA U3 TEX-
HOJIOTHYECKOT0  MpoIecca  OTAENbHBIX
TPyAOEMKHUX oneparuii’.

OpnHoil u3 Haubosee MPOU3BOAUTEIND-
HBIX TEXHOJOTHH SBJISETCS aJIuTHBHOE
dbopMooOpa3zoBaHUE METALIUYECKUX W3-
JEIUN DIEKTPUYECKOW TyrOol B Cpene 3a-
IIMUTHOTO ra3za. B ocHOBe TexHOJOTHH Jie-
KUT TIPOLIECC HAIUIABJICHUS PACIUIABJICH-
HOW METaJUIMYeCKOW MPOBOJIOKH MOCpe.-
CTBOM DJJIEKTPUYECKOW JyTW B 3aIIUTHBIX
cpenax. /laHHas TEXHONOTHS IMOCIOWHOTO
dbopmooOpazoBaHusi 00NamaeT MpPUBIIEKA-
TEJIHHOCTBIO JUISI TPOMBIIUICHHBIX TPEeI-
npusiTui [6-8].

Cnemyer OTMETHTb, UTO BJIEKTPOAYTO-
BOE aJuTHBHOE (POpMOOOpa3oBaHue B Cpe-
Jie 3aIlUTHOTO ra3a UMEEeT U CBOM HEIOCTaT-
KU, CONPOBOXK/IAIOIINE HAIIABKY AJIEKTPH-
YECKOM Jyrod, Takhe KakK BO3MOXHOCTH
HENpoIiaBa, IeperpeBa, BO3HUKHOBEHUS
TpeuuH, 1ehOopMUPOBAHUS H3AETUS, KO-
TOpPBIE MOTYT BO3HUKATh MPH HETPABUIIb-

HOM BBIOOpE pexuma HaruiaBieHus. Tem

! Canpeikud  A.A. TloBbllieHHE TPOU3BOIU-

TEJBHOCTH TpOLIECCa CEJEKTUBHOIO JIa3epHOTO CIIe-
KaHUs TIPH M3TOTOBJICHUM MPOTOTHUIIOB: JHUC.... KaH]I.
TexH. Hayk. FOpra, 2006.

HE MEHee, CTOUT OTMETUTh IMEePCHEeKTHB-
HOCTh JAHHOTO crnocoda agIUuTUBHOTO
dbopmooOpazoBanus [9-14].

OIHNUM U3 HEOOCTATKOB CIIOCOOOB aji-
JIUTUBHOTO (HOpMOOOpa30BaHUs HU3JACIUI
JJIEKTPUYECKON yrOW SIBJISIETCS BBICOKAs
MOTPEUIHOCTh  (hOpMOOOpa30BaHUS H3e-
muit [15-20]. Bonpocsl obecnieuenus To4-
HOCTH TIpH aJIMTUBHOM (opmooOpa3oBa-
HHUM DIIEKTPUYECKOM Iyrol B cpene 3a-
IIMUTHOTO ra3a SIBISIOTCS HE JIOCTaTOYHO
u3y4yeHHbIMH. VHTEpec mpencraBiser H3y-
YCHHUE BIIMAHUA YIVIA HAKJIOHA INPUEMHOMN
MOBEPXHOCTH Ha BEJIMYMHY CMELICHUS €1H-
HUYHOT'O HAIUIABJISIEMOTI'O CIIOSL.

JInst u3ydeHus: BIMSIHUS yTila HaKJIOHA
Ha BEIMYHMHY CMenleHus Oblia pa3zpaboTa-
Ha CXeMa aJJuTHBHOTO (GopMooOpa3oBa-

Hus (puc. 1).

MaTepMan bl U MeTOAbI

Jlyis mpoBenieHsT UCCIIEAOBAHUS ObLIH
MPUMEHEHbI METOJIbl OpPTaHW3aluu U IUIa-
HUPOBAHMUS SKCIIEPUMEHTA, MATEMATHIECKOM
00pabOTKN pE3yIbTaToOB IKCIIEPUMEHTA, OJI-

HO(AKTOPHOTO ANCHEPCHOHHOTO aHAIH3A.

Pe3ynbTaTtbl U UX 06CyXaeHne

B cooTBeTCTBHM CO CXEMOH aJlJIUTHB-
HOTO hopMooOpazoBaHus (cM. puc. 1), ObI-
JIO TIPOM3BE/ICHO HAIUIABJICHHUE HA MPUEM-
HbIC TOBEPXHOCTH C PAa3IMYHBIM YIJIOM
HaKJIOHA.

[Inan npoBeneHMs SKCIIEPUMEHTA MIPE-
CTaBJIeH B TaoOu. 1.

d®opmoobOpazoBaHe OCYIIECTBISLIIOCH

Ha KCIIEPUMEHTAIBHOM CTeHie (puc. 2).
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Fadugnexsy waz 10°

Fodugaenay waz 10°

a) 6)

Puc. 1. CxeMbl agauTMBHOro oopmMoobpasoBaHmst Ha NMPUEMHbIX NOBEPXHOCTSIX C PasfNYHbLIM Yriiom
HaKJloHa: @ — Ha BbIMYKIION MOBEPXHOCTU; 6 — Ha BOTHYTOM NOBEPXHOCTU

Fig. 1. Schemes of additive shaping on receiving surfaces with different angles of inclination:
a —on a convex surface; 6 — on a concave surface

Tabnuua 1. [naH NnpoBeAeHUsA 3KCNEPUMEHTOB 1 NapaMeTpbl HannaeBneHns

Table 1. Experimental plan and deposition parameters

[TapameTps! HaraBieHus / Ne n/m sxcniepumenta / N/a of the experiment
Deposition parameters 1 2 3 4 5
S 5| 8| 5| 2| 35| 8| 3| 8|3
[TIpuémuas noBepXHOCTh g E‘ g E‘ g E‘ g E‘ g E‘
= = = = = = = = = =
22222222z
VYo Hak/IoHA TPUEMHON MTOBEPXHOCTH, ° 0 11,5 21,5 31,5 41,5
JlaBrieaune mogaum rasa, Mlla 0,25
CKopOoCTh TIEpeMeNIeHUs CBa- 4
Pexum POYHOI ropenKu, MM/MHUH
HaruiaBiaeHus | CKOpOCTh MOJIauu POBOJIOKH, 4000
MM/MUH
Hanpsokenue Ha nyre, B 19,5
[Tpucamounsrii | Mapka cranu CB-0912C
MaTepuan Huamertp, MM 0,8
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Puc. 2. DkcnepuMeHTarbHbI cTeHa Ans
aaauTUBHOro popmoobpasosaHmns

Fig. 2. Experimental stand for additive shaping

CreHl COCTOMT U3 JBYX OCHOBHBIX
COCTABJISIIOILUX: CTPOUTENbHON MIaTdop-
MBI (CTONA) M JIKCTpyAepa (PIEKTPOMYTO-
BOil ropenku). OHU NepeMenalTcs OJUH
OTHOCHUTEJIBHO APYTOTO 3a CUET JIMHEUHBIX
IIPUBOJIOB U YIIPABIISIFOTCS Yepe3 KOHTPOJI-
aep, o0pasysi MexaTpoHHYIO cuctemy. Ye-
pe3 TOpeNIKy, K 3aKpEIUIEHHOM Ha CTOJe

CTEHJ1a NPUEMHON MOBEPXHOCTU MONAETCS

—

.i
|
i
i
\

MIPOBOJIOKA, U OT HHBepTOpa (Moaens Keap
MIG-160GDM) uepe3 TOKOIPOBOJ K HEH
MOJBOJUTCS TOK. Tak Kak IMPOBOJIOKA OJ-
HOBPEMEHHO BBICTYIAET CTPOMTEIbHBIM
MaTepHAIIOM U 3JIEKTPOJIOM, IOCPEACTBOM
IIPElyCMOTPEHHOW B TOpPEIKE KaMeEphl, B
30HY HaIUJIaBJICHMS NPU MOMOILHU IEKTPO-
MarHMTHOIO KJlalaHa, TaK K€ IO0Jaércs
3aIATHBINA ra3 u3 OajuIoHa ¢ Ta30BOU CMe-
cpro. [logaua npoBOJIOKH C 3aKPETUIEHHON B
BEPXHEN YacTU CTEH/A KaTyIIKH OCYLIECTB-
JSIETCsl MOAAOUIMM IIPUKUMHBIM MEXaHU3-
MoM 3kcTpyaepa MKS8 3D-npunrepa.

Hannasnenne enMHUYHBIX CIOEB IPO-
W3BOJMIOCH B CIEAYIOLIEM MOPSAKE:

— ISTh 00pa3LOB €AMHUYHOTO CJI0S Ha
BBIITYKJION IOBEPXHOCTH;

— ISTh 00pa3LOB €AMHUYHOTO CJI0S Ha
BOTHYTOM ITOBEPXHOCTH.

OO0pa3ipl eIMHUYHBIX HAIUIaBISEMBbIX
CJIOEB, IIOJIyYEHHBIE TEXHOJIOTHEH aJiu-
TUBHOTO (pOopMOOOpa3oBaHUsA Ha MPUEM-
HBIX IOBEPXHOCTSX C Pa3JIMYHBIM YTIJIOM

HAKJIOHA, IIPEJICTaBJICHBI HA pHUC. 3.

Puc. 3. O6pasubl eAMHNYHbBIX HanMaBNseMbIX COEB: a — Ha BbIMYKITON NOBEPXHOCTY; 6 — Ha BOTHYTOW

NOBEPXHOCTU

Fig. 3. Samples of single deposited layers: a — on a convex surface; 6 — on a concave surface
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JUis uccnenoBaHus BIUSHUA yIjla Ha-
KJIOHA IPUEMHON IOBEPXHOCTH HA BEIU-
YUHY CMELICHMs €IMHUYHOIO HallIaBlise-

MOTO CJI0sI, OBIITM TTOJTOTOBJICHBI 00pa3IlbI
(puc. 4).

a) 6)

Puc. 4. O6pasupl eAMHNYHBIX HannaBnsemMbIX
CIOEB: a — Ha BbINYKMOWN NOBEPXHOCTY;
6 — Ha BOrHyTON NOBEPXHOCTYU

Fig. 4. Samples of single deposited layers:
a — on a convex surface;
6 — on a concave surface

OnpeneneHre BEIUYMHBI CMEILICHHS
€AMHUYHOTO HAIIABJIEHHOTO CJIOSl IPOU3-
BOJMJIOCH C MOMOIIBI MHKpockona bpu-

HEJUTSA Ha KaXa0M U3 00pa3nos (puc. 5).

Tabnuua 2. CeogHas Tabnvua pesynbTaTtoB U3MEPEHUN

Table 2. Summary table of measurement results

Puc. 5. CeyeHve eanHNUYHOro HannaBnsemoro
CnosA noa MUKPOCKOMNMom

Fig. 5. Cross section of a single deposited
layer under a microscope

Haiinena u ouepueHa cepeawiHa 30HBI
IIPOILIaBa, MPOBEAEH NEPIEHIUKYIIAP K Ipa-
HUIIAM 30HBI IIPOILUIaBa 10 BBICOTE MAaKCH-
MaJIbHOW TOYKHM HAIUIaBJIEHHOro cios. IIpo-
BEJIEH NEPICHIUKYJISIP, COCIUHSIOIMNN Ce-
PEIMHY 30HBI IIPOILIABA U CaMYIO BBICOKYIO
TOUKY HAaIlIaBJIEHHOrO ciosl. PaccTosiHue ot
NEPIEHMKYIIpa A0 CEpEelrHBI 30HBI IIPO-
IUIABJICHUS SBIIIETCSI KOHTPOJIMPYEMBIM I1a-
paMeTpoM, BBIPAKECHHBIM BEIMYMHOM CMe-
LICHUS.

Pe3ynbpraTel NMpOBENEHHBIX W3MEPEHUMN

npeCTaBIIeHbI B Ta0OM. 2.

Breimykiras mosepxHocts / Concave surface Bornyras moBepxHocts / Concave surface
No Yron Yron
o /;I HaKJIOHA, ° /| BemnunHa cMeleHus, MM / o /;I HakJIoOHa, ° /| BenmnmunHa cMemenus, MM /
Angle of | The displacement value, mm Angle of | The displacement value, mm
inclination inclination
1 0 0,25 10,3 10,25/0,2( 0,15 | 1 0 0,3 103 |0,25 10,3 (0,35
2 11,5 0,4 (0,251 0,2]03| 0,2 | 2 11,5 0,25 10,2 0,25 (0,2 |0,2
3 21,5 0,55103]021(04]0,15]| 3 21,5 0,125/ 0,2 | 0,2 |0,25|0,25
4 31,5 0,6 [0,25/0,45/0,4| 0,5 | 4 31,5 0,2 |03 (0,275] 0,2 0,25
5 41,5 0,3 [0,45/0,7]03] 0,5 | 5 41,5 0,32510,25| 0,3 |0,25|0,35
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Ha ocHOBe mOy4eHHBIX pe3yJIbTaTOB
ObUT TIPOBEACH OJHO(AKTOPHBIN nucmep-

CHOHHBIM aHaJiu3 BIIUSHUSA yriia HaKJIOHa

IIPUEMHON MTOBEPXHOCTU HA BEIIMYMHY CMe-
LICHUS €JUHUYHOIO HAIUIABISAEMOIO CJOS
B porpamme STATISTICA (puc. 6).

ﬂeKOMﬂOISI/ILI,VIﬂ rmnoTesbl

OAOHOMEPHbLIN KPUTEPUI 3HAYUMOCTM NS
Curma-orpaHudeHHas napameTpusauus

BennunHbl cmeleHns

SS CteneHn MS F p
OdbdekT cBoboabl
CB. uneH 2,924100 1 2,924100 | 182,1869 | 0,000000
Yron cMeleHns 0,197400 4, 0,049350 3,0748 | 0,039843
Ownbka 0,321000 20 0,016050
a)
OaHOMEpPHBIV KpUTEPUIA 3HAUMMOCTK ANa BenndnHel cmelenns
Curma-orpaHuyeHHasi napameTpusaums
[ekomnosunums runoTessb
SS Ctenenn MS F p
Odpekt cBoboap!
CB. yneH 1,600225 1/ 1,600225| 927,6667| 0,000000
Yron cmewienns | 0,037150 4| 0,009288 5,3841/ 0,004143
Owunbka 0,034500 20 0,001725
6)

Puc. 6. PesynbTatbl AUCNEPCMOHHOrO aHanus3a: a — Ha BbIMyKron NOBEPXHOCTMU;

6 — Ha BOrHYTOWM NOBEPXHOCTMU

Fig. 6. The results of the analysis of variance: a — on a convex surface; 6 — on a concave surface

B pesynbraTe npoBeneHHOrO aHalu3a
(cM. puc. 6) ycTaHOBIJIEHO, YTO KpUTEpHUil
3HAYMMOCTH JUIs yTJIa HAKJIOHA COCTABIIsAET
p<0,01. B cBowo ouepenb, KpUTEpHil 3Ha-
YUMOCTH Ul yIJla HaKJIOHA Ha BBITYKJION
noBepxHoctu cocrasisier p<0,03, yrox
HAKJIOHAa HA BOTHYTOH MOBEPXHOCTH CO-
craBisier p<0,004. AHanu3 pe3yibTaToB
MCCIIeZIOBAHUS TIOKA3all, YTO yrojl HaKJIoHa
NpUEMHON MOBEPXHOCTH OKa3bIBaeT OOJIb-
niee 3HAYCHHE Ha BEIMYUHY CMEILEHUS
€IMHUYHOTO HAIUIABJISIEMOrO CJIOs Ha yda-
CTKax IMPHEMHOM MOBEPXHOCTU C BOTHY-

TeiM mpodusiem. IlomydeHHBIE pE3yib-

TaTbl CBUACTCILCTBYIOT O TOM, 4YTO YIoOJ
HaKJIOHA ABJIACTCA 3HAYUMbIM (i)aKTOpOM u
BJIMACT Ha BCIWYMHY CMCHICHUA CAWMHUY-

HOIo HarujiaBJaA€MOIro Cjiaos.

BbiBogbl

bb110 onpesneneHo, 4To yros HakJIoOHa
MPUEMHON MOBEPXHOCTH 3HAYUTEIBHO BIIH-
SeT Ha WM3MEHEHHE BEIWYMHBI CMEIICHHS
€IMHIYHOIO HAILIABJIAEMOrO CJIOsl IpH aj-
JUTUBHOM (popMOOOpa30BaHUN SIIEKTpHUUE-
CKOIl ayroii B cpepe 3alMTHOTO rasza. 1o
HOATBEPAKAAETCA pe3yabTaTaMyu OJHO(AK-

TOPHOTO JUCTIEPCHOHHOTO aHAJIN3A.
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[lo3aTOMy yron HakjiOHa IPUEMHOM TO- TMYECKHUX TPOLIECCOB aJUIMTHBHOTO (OpPMO-
BEPXHOCTU C BBITYKJIbIM M BOTHYTBIM IPO- 00pa3oBaHUsl M3/CNUN DJCKTPHUUECKON JTy-
(dwteM SBISETCS 3HAUUMBIM U €0 CIIEAYeT TOM B 3allIUTHOU CpeJie.
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