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AHHOTALMUA

BBenenne. AnnuTHBHOE IIPOH3BOJACTBO, B YaCTHOCTH MOJEIMpPOBaHHE MeTogoM HamasieHus (FDM), mo-
3BOJIICT M3TOTABINBATH T€OMETPHIECKH CIIOXKHBIE JeTaal 0e3 CIeNHaIbHOH OCHACTKH, YTO OCOOCHHO LIEHHO IS
CO37aHUS TEPCOHANN3HPOBAHHBIX MEAUNUHCKHUX m3menuid. OJHAKO MEXaHWYeCKHEe XapaKTepPUCTHKU AeTaneil u3
MONUMONIOUHOH KHCIOTH! (PLA) CHIIBHO 3aBHCST OT COYETAaHHs MapaMeTPOB IIeUaTH, a HMEIOIIHEeCs JaHHBIC O CO-
BMECTHOM BIIMSIHHU TONIIUHBI CIOs, TEMIEpaTyphl COIUIA M CKOPOCTH MOTOKa MaTepuajia Ha BCIO COBOKYITHOCTH
IIPOYHOCTHBIX XapaKTEPHCTUK OCTAIOTCS (PparMEHTApHBIMU, YTO 3aTPYyIHSICT BHIOOP PEKHMOB JUISl aHATOMHIECKHX
NpOTOTHIOB. I]ens padomer — ONPENEIUTh ONTUMATIBHOE coueTaHue napamerpoB FDM-neuarun i aetanei us
PLA, obecnieunBaroniee MaKCHMaJIbHBIH KOMILIEKCHBIH IIPOYHOCTHOH OTKJIMK, ¥ H3TOTOBHUTH I10 BHIBICHHEIM pe-
JKMMaM HOJIHOPa3MEpHbIH epCOHATH3UPOBAHHBIN IPOTOTHI TAPAHHON KOCTH UEJIOBEKa Ha OCHOBE JAHHBIX KOM-
IBIOTEPHOIT ToMorpaduu. Marepuaasl U MeToabl. Peann3oBana oproronansHas marpuia Taguchi L27 ¢ Tpems
ypoBHsMu TormuHb! ciost (0,1...0,3 mm), Temneparypst comra (190...210 °C) u cKOpOCTH IIOTOKAa MaTepHaa
(95...105 %). TIpenen MpOYHOCTH MPU PACTSHKEHUU U MOIYb FOHra Onpeessyii B COOTBETCTBUH CO CTAHIAPTOM
ASTM D638-22 Ha yHHBepCaIbHON HCIIBITATENILHON MAIINHE IPH CKOPOCTH TPABEPCHI 5 MM/MUH; YACIbHYIO YHEp-
THIO pa3pyIIeHUs (BS3KOCTH) M3Mepsud 1o crannapty ASTM D256-23 Ha MasTHHKOBOM KOIPE C HaJpe3aHHBIMH
obpasuamu 1o cxeme M3oma. 3Ha4NMOCTH (haKTOPOB OLEHUBAIN C IOMOIIBIO AucTiepcuoHHoro aHamu3a (ANOVA),
MHOTOLIEJIEBYIO ONTHMH3AIUIO BEIIOIHSIIM METOIOM ceporo persinuonHoro ananusa (GRA). T'eomerpuio u3roros-
JIEHHOTO IPOTOTHUIIA KOHTPOJIMPOBAIHM HA KOOPAUHATHO-H3MEPHUTENbHON Mammue. Pe3ynbrarsl m obcyxiaenue.
YeTaHOBIEHO, UTO JOMUHUPYIOMNM (haKTOPOM IS IpeIelia IPOYHOCTH IPH PACTSIKEHUH SIBILIETCS CKOPOCTH IIOTOKA
Marepuana (Bkiaz 50,3 %), IJs BSI3KOCTH — TAKXKe CKOPOCTH 1oToKa (92,9 %), Torna kak Moxyis FOHra onpenensercst
MIPEHMYIIECTBEHHO TOMIUHOHU cinos. HanBblcmmii cepslil pestiuoHHsi panr (0,853) momydeH npH TOMIIHHE CIOS
0,1 mm, Temneparype comra 210 °C u ckopoctu notoka 105 %. OTKIOHEHHUS pa3MepPOB U3TOTOBICHHOTO IPOTOTHIIA
ot pauHblX KT me npessicunu 0,2 MM, 4TO HOATBEPIKIAET €T0 IPHIOAHOCTE B KAYECTBE MAaCTEP-MOIENIH IS IT0CIe-
JYIOILIET0 H3rOTOBJICHUS UMIUTAHTATa U3 OOCOBMECTUMOTO MaTepHaa.

Jlnst umrupoBanus: MccieoBanue BIHSHUS TapaMeTPOB MIPONECCa A TUTUBHOIO IPOU3BOICTBA HAa H3TOTOBICHNE 3 D-11eqaTHOro MpoTOTHIIA
tapannoit xoctu / JI. Arpasan, C. Ilarun, H. Am6xope, /. Bammmkap, 1. Arpasan // O6paboTka MeTamuIoB (TEXHOJIOTHSI, 000pyIOBaHUE,

uHCTpyMeHTHI). — 2026. — T. 28, Ne 3. — C. 331-344. — DOI: 10.17212/1994-6309-2026-28.3-331-344.

BBenenue

AnnutuBHOe mpou3BoAcTBO (additive manu-
facturing, AM) npencraBinser coO0N MEPCIEKTUB-
HYIO TEXHOJIOTHIO, OTKPBIBAIOIIYID BO3MOXHOCTH
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JUI  CO3/IaHUSl TEOMETPHUYCCKU CIIOKHBIX (HOpM
U apXUTEKTYp, HEJOCTH)KMMBIX TMPH HCIOJIb30Ba-
HUU TPAJULMOHHBIX METONOB oOpabotku [, 2].
bnaromaps mocnoitHoMy IpUHIKITY POPMUPOBAHHSI
U3IeNMuid 00eCTICYMBACTCS pealln3aius KOHCTPYK-
LHMH BBICOKOM CIIOXKHOCTH 0€3 HEOOXOAUMOCTH
B COE€IMHUTEILHEIX dJIeMeHTax. B mocieanue romsl
QJTUTUBHBIC TEXHOJOTUH AaKTUBHO BHEIPSIOTCS
B MEIMIIMHCKYIO MPAKTHKY, YTO MMO3BOJISCT aIarTH-
POBaTh MPOAYKIIMIO MOl HHAWBUAYaIbHBIC TOTPEO-
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HOCTH MAIIMEHTOB U Bpaue. Takol moaxo HaXOAUT
MPUMEHEHNE TIPU HM3TOTOBICHUH XUPYPTHUECKOTO
1 IMarHOCTUYECKOTO 000PYI0BAHUS, BKJIFOUAs OPTe-
3Bl U TIPOTE3bI, YTO COMPOBOXKIACTCS COKpAIICHUEM
KaK MPOM3BOJICTBEHHBIX 3aTpPaT, TAK U BPEMEHHBIX
nukiIoB. AM s¢ddexTuBHO HcTONb3yeTCs B OPTO-
MeJINU, CTOMATOJIOTHH, TPOTE3UPOBAHUH, MTHUIIEBON
MIPOMBITIUICHHOCTH U TEKCTUIILHOM TIPOW3BOICTBE.
Kpowme Toro, paccmarpuBaeTcsi B3aUMOCBS3b MEXTY
aJIUTUBHBIMHU TEXHOJIOTHSIMU W KoHIenimuei u-
nyctpud 4.0 B KOHTEKCTE yCTOMYMBOTO Pa3BUTHS;
MIPU 3TOM TOKa3aHO, YTO AM OTKpBIBaET MIUPOKHE
MEePCIEKTUBBI JJI CO3JaHUSI TIEPCOHATM3UPOBAH-
HBIX KOCTHBIX U CYCTaBHBIX UMILUIAHTATOB IO CPaB-
HEHUIO C KJIACCUYECKUMH METOoaMH |3, 4].

B OuomemumuHCcKOW cdepe aqauTHBHOE TIPO-
W3BOJICTBO IIUPOKO PACHpPOCTpaHEHO Oraromaps
TaKuM TIPEUMYIIECTBAM, KakK OBICTpPOE MPOTOTH-
MAPOBaHUE, U3TOTOBJICHUE MO TPEOOBAHUIO M KO-
HOMHYECKass dS(PPEKTUBHOCTh TEXHOJIOTHYECKHUX
nporeccoB. OTMeUaeTcs, 4TO0 UMIUIAHTATHI, MOTY-
YEHHBIE AJIUTUBHBIMU METOJAaMH, CIOCOOCTBYIOT
MTOBBIIICHUIO TOYHOCTH U 0€30MaCHOCTH METUIINH-
ckux BMmemarenscTB [1]. B pabote [5] mpoBenen
aHaJM3 TIEPEMEHHBIX, BIUSIOMIUX Ha XapaKTepH-
CTUKHM KOCTHOM TKaHH, BKJIIOYAsi MaTepHal, MOpHU-
CTOCTh, TOBEPXHOCTHYIO MOIU(PUKAIIUIO U MEXAHU-
yeckue cBOMCTBA. ONTHMAIbHBIE PEKUMBI ITEYaTH
(cKOpOCTB, pacxojl Marepuaia, BBICOTa CJI0sT) OBLITH
ompe/iesieHbl Ha OCHOBE KPUTEPUEB MPOYHOCTH Ha
CXKaTHe ¥ TEOMETPUICCKON TOYHOCTH OMOUMITIaHTa-
Ta C UCIOJIb30BaHUEM TOJHO(PAKTOPHOTO aHATN3a
[6]. UccnenoBarncs Takke MOTEHITMAT TPUMEHEHUS
3D-neyaTHBIX KOMITO3UTHBIX cKaddomnaos (Onome-
JTUIMHCKUX KapkacoB) Ha ocHoBe PLA-Mg B Tka-
HeBo mHxkeHepun [7]. B pabote [8] paccmoTpeno
BIIUSHUE AJINTUBHBIX TEXHOJIOTHH HAa SKOHOMU-
YECKHE AaCIMEeKThl WX BHEIPEHHUS B MEIUIIMHCKUN
CEKTOp Ha IMPUMEPE TPOU3BOJCTBA CTOMATOJIOTHYE-
CKHUX U OpTONEaNYECKUX npoTe30B. [lorenman AM
B OMOMEIUITMHCKUX TPHIOKEHUSIX JTEMOHCTPUPY-
€TCSl C MPUMEHEHNUEM Pa3JIMYHbIX KJIACCOB MaTepH-
anos [8, 9].

YcTaHOBIEHO, YTO ONTUMHU3AIMS TEXHOJIOTHYE-
CKHX TapaMeTPOB, TAKUX KaK TOJIIHWHA CJIOS, TEM-
neparypa coruia, CKOpOCTh TI€UYaTH U PACCTOSHUE
MEXIy JUHUSAMH 3alOJIHEHUS, OKa3bIBACT 3HAUMU-
TETHbHOE BIMSHHUE HA MPOYHOCTH MPU PACTHKEHUN
u rabaputHyto TouHOCTh m3aenuid [10]. OnTtumu-
3amusl TapaMeTpoB IIpollecca C HCIOIb30BaHU-
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€M METOJla Ceporo pesIAlMOHHOrO aHanu3a (gray
relational analysis, GRA) BblmojgHeHa Ui TaKuUX
XapaKTEepPUCTUK, KaK TOJIIMHA CJI0s, CKOPOCTh Iie-
yatu u ¢opma siueiiku [11]. B uccnenosanuu [12]
MIPOBEJIEHa HACTPOMKa MapaMeTpoB MeyaTu npumMe-
HUTENbHO K FDM-nponeccy ¢ 1einbro JOCTUKEHUS
ONTHUMAJIbHBIX PEXKMMOB U1 MUHUMAJIBHOTO BPEMEHU
MIPOM3BOACTBA ISl M3JEIUNA U3 MOJUMEpPa Ha OC-
HOBe ToMMosiouHoi kucioTel (PLA). M3ydanock
BIIMSIHHUE ITapamMeTpoB 3D-nedary Ha XapaKTepUCTH-
KU IIPU PACTSKEHUH HEMPEPBIBHBIX YIIIEPOA-BOJIOK-
HUCTBIX PLA-KOMIO3UTOB, a Tak)Ke aHAIM3UPOBA-
JOCh ycTtanocTHoe mnoBenenne PLA B paznuyHbIx
ycnoBusix nedatu [13, 14]. OtaenbHO uccieaoBaHo
BIUsHUE Temmeparypsl comia (N7 — nozzle tem-
perature), ckopoctu neudatu (PS — printing speed)
u TonmuHel cios (layer thickness, L7T) Ha ynenb-
HBIH Mpeaen NpOYHOCTH NpHU pacTsbkeHud (ultimate
tensile strength, S)) u snepronorpebnenue (energy
consumption, S, ) geranei u3 noaudGUpIPUpKeTo-
Ha (PEEK) [15].

Taxum 00pa3zom, alTUTUBHOE POU3BOJICTBO 00-
Ja/iaeT psAIoM HEOCTIOPUMBIX MPEUMYIIECTB, BKITIO-
yasi OTHOCHUTEIBHO HEBBICOKYIO CTOMMOCTH 000-
PYZIOBaHUS U PACXOJHBIX MaTepuajoB, MPOCTOTY
tpancpopmarun CAD-moznenu B dusmueckoe usz-
nenve, cCBOOOAY MPOEKTUPOBAHUS (B TOM YHCIIE CO3-
JTaHHUE PelIeTYaThIX U COTOBBIX CTPYKTYP), BOBMOXK-
HOCTb OBICTPOTO MPOTOTUIMPOBAHMSI, COKpAILlEHUE
JUTUTEIIBHOCTH O0pabOTKM M W3TOTOBICHUS TI0O
CPaBHEHMIO C TPAJUIIMOHHBIMH METO/IaMH, a TaKxkKe
CIIOCOOHOCTh BOCHPOM3BOJUThH JI€TAIH CIIOKHOM
koHurypaunu. AM obecrieunBaeT BHICOKOE OTHO-
LIEHHE MTPOYHOCTU K Macce U MO3BOJISET MOJIydaTh
KOMITOHEHTBI C 33JJaHHOW TOYHOCTHIO U BOCIPOU3-
BOJIMMOCTHIO. [Ip1 3TOM KITIOUEBBIM acCEeKTOM MpHU-
MEHEHUS aJINTUBHBIX TEXHOJOTUHN C MCIOJIb30Ba-
HueM 3D-neuatu sBnsieTcs BBIOOP ONTHMATIbHBIX
rapaMeTpoB MeyaTu, 00eCcreurnBaoIuX TpedyeMble
MEXaHMYECKHE CBOMCTBA KOHEUHBIX U3JIECIUMN.

B Hacrosimieit pabore B kauecTBe OMOMEIUIINH-
CKOT'O ITPOTOTHUIIA BbIOpaHa TapaHHas KOCTh (acTpa-
raji) — HeOoJbIlas KOCTh TOJEHOCTOITHOTO CycTaBa
(puc. 1), aHaTOMHYECKOE PACIONIOKEHHUE KOTOPOil
MIpeJICTaBlIeHO Ha puc. 2. TapaHHast KOCTh SBISETCS
BTOPO 110 BEJIMYMHE KOCTHIO B 3a/IHEM OTJIEJIE CTO-
IIBI U COWICHSIETCS ¢ OOMBINIEOEPIIOBOI U Maooep-
LOBOM KOCTAMH, 00pa3ysl rOJIE€HOCTONHbBIN CyCTaB.
Orta KOCTh o0ecreurBaeT ABUKEHHUE CTOIBI B BEp-
TUKaJIbHOW ITUIOCKOCTH, YYacCTBYET B MOJIEPKAHUU
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Bnok TapaHHo KocTH
(ﬂ,nﬂ CO4NeHeHus ¢

P J'IaTepaanaﬂ NoAblKKOBasA NOBEPXHOCTb
BonbLuebepLOBO KOCTbIO)

(noBepXHOCTL ANA NatepansHO NOALDKKKA)

LLierka TapaHHOM KOCTK

38AHHR nAaToYHasA cycraBHas
NOBEPXHOCTb
NapbesuaHan KocTb Boposna TapaHHoit kocTu
(cycTaBHasi NOBEPXHOCTb
ANA NaabeBUaHON KOCTH)
MepenHsas naToyHas
cycTaBHas NnoBepXHOCTb

Puc. 1. Mopdomorus TapaHHOU KOCTH

Fig. 1. Morphology of the talus bone

Mano6epuoeas kocTb BonblwebepLosas kocTb

Teno TapaHHoR KOCTH _
(Brok)

Llelika TapaHHOA KOCTK

lonoBeka TapaHHOA KOCTK

Puc. 2. AnaToMHUYeCKO€ PACIIONOKEHNE TapaH-
HOW KOCTH B COCTaBE I'OJIEHOCTOITHOTO CyCTaBa

Fig. 2. Anatomical location of the talus bone
within the ankle joint

paBHOBECHS TeJla U JI0IyCKaeT OOKOBbIE CMEIEHUS
cronbl. OHa BBINOJHAET ONMOPHYIO M 3aLUTHYIO
(YHKIMY 1O OTHOIIEHUIO K CBS3KaM T'OJIEHOCTOI-
HOTO CyCTaBa, IATKU U cTonbl. CeJIOBUIHOE CTpOE-
HUE C JBYMs PaCIIMPEHHBIMU HWKHUMU KOHLIAMU U
KyT0JI000pa3HbIM TpeOHEM B Cpe/IHel yacTH, a Tak-
K€ TIOKDPBITHE XPSIIEBBIM CJIOEM, BBIIOIHAIOLINM
pOJIb aMOpTH3aTopa, MPOKJIAJKU U CMa3Ku, obecrie-
YHUBAIOT IJIABHYI0 OMOMEXaHMKy cycTaBa. B omiu-
Yyhe OT MHOTHX JIPYTMX KOCTHBIX CTPYKTYp acTparai
HE UMEET NPSMBIX MBILIEYHBIX NpUKpeTuieHui. [Ipu
€ro nepejaoMax MOXKET MOTpeboBaThCsl XUpypruye-
CKasi pero3uLus Judo Gpu3noTepaneBTHIeCcKoe BOC-
CTaHOBJIEHUE CWJIbI U NOABWXKHOCTU. I TuarHo-
CTMKH COCTOSTHHSI TAPAHHOM KOCTH Hanbosee 4acto
npumenserca aeHcuromerpusi (DEXA- wnmu DXA-
CKaHUPOBAHUE).

OBRABOTKA METALLOV %

Ocno6noii uenvlo Hacmoauwieii paodomul SB-
JISIeTCS MCTIOJIb30BaHUE AaJJUTHUBHOTO TPOU3BOJI-
CTBa Ha OCHOBE METOJIa MOCIOINHOr0 HarlIaBICHUS
(FDM) nns  co3gaHusi TIEPCOHAIM3HPOBAHHOTO
TPEXMEPHOT0 MPOTOTHUIIA TAPAHHON KOCTH YelIOBEKa
¢ npumeHeHueM STL-gaHHBIX, MOJYyYEHHBIX METO-
JIOM KOMIBIOTEpHOM ToMorpaduu. B ccnenoBanuu
TaK)Ke MU3y4aeTcsl BIUSHUE KIIOUEBBIX MapaMeTpoB
FDM-nporiecca — BBICOTHI CJ10s1, TEMIIEPATyPhl COT-
J1a ¥ pacxoia Marepuaia — Ha MeXaHHM4eCcKHe CBOM-
CTBa 00pa3lioB, U3TOTOBJIEHHBIX U3 MOJIUMOJIOUHOM
kucioTel (PLA). MexaHnueckue XapakTEepPUCTHKU
OLICHMBAIOTCS MO TpEJeNy MPOYHOCTU MPU PacTs-
xeHuH, Monyato FOHra u BS3KOCTH € MCIIONIb30Ba-
HUEM CTaHJIaPTU3UPOBAHHBIX METOJUK UCTIBITAHUH.
Jns ontumuzanuu napametpoB FDM-nieuatu npu-
MEHSIETCS cepblii pensanuoHHbIH aHamu3 (GRA),
KOTOPBIM TIO3BOJISIET OMPEACTUTh ONTHUMAIBHYIO
KOMOUMHAINIO TEXHOJOTHYECKUX HACTPOEK, obecrie-
YUBAIONIYI0O MaKCUMaJlbHble MHTErPalibHBIE MeXa-
HU4eckue noka3arenu PLA-o6pa3ios.

B HacTosiiiem uccrnenoBaHuu aJIuTUBHOE MPO-
M3BOJICTBO HAa OCHOBE TEXHOJIOTUU MOCIONHOTO Ha-
mnasiaeHus: (FDM) npumensiercss mis pa3paboTKu
MIPOTOTUIIA TapaHHON KOCTH uejoBeka. ONnTuMu-
3a1Ms KJIIOYEBBIX MMapaMeTpoB MeUaTH — TOJIIMHBI
cnost (Mm), Temneparypsl coria (°C) u pacxona Ma-
tepuana (%) — OCyIlIecTBISETCS C HCIOJIb30BaHU-
eM MeTofa ceporo pensiuonHoro aHanuza (GRA)
MPUMEHHUTETIFHO K TAKMM MEXaHMYECKHM XapaKTe-
puctukam PLA, xak mpenen mpoyHOCTH MPHU pac-
Tsokenun (MIla), moxyns FOnra (I'Tla) u Bs3koCTh
pa3pyuIeHus (I[}K/MMZ). BrnusiHue ykazaHHBIX TeX-
HOJIOTUYECKUX (PaKTOPOB Ha BBIXOJHBIE CBOMCTBA
MaTepuaia UCCIeAyeTCsl SKCIIEPUMEHTAIbHO, a JIJIs
BBISIBJICHUSI CTAaTUCTUYECKU 3HAYUMBIX MapaMeTpoB
mpolecca NPUMEHSETCS AMCIEPCHUOHHBIN aHaIu3
(ANOVA). Ha ocHOBe mMOJNy4YEHHBIX pPE3yIbTaTOB
OTIpe/IeTISIeTCSl ONTUMANbHBI HAa0Op THapaMeTpoB
TevaTH, IpeJHa3HAuCHHBINH A7 U3enuil buomenu-
LIMHCKOTO HAa3HAYEHUs, B YaCTHOCTH MAJII M3TOTOB-
JICHUS MHANBUAYAIU3UPOBAaHHON MOJIETTU TapaHHON
KocTH. VcxonHble reomMeTpuyeckue aaHHble (op-
MHUPYIOTCS Ha OCHOBE KOMIIBIOTEpHOI ToMorpaduu
(KT) marmenTa ¢ mociueayromieil renepamuei dai-
na B ¢popmare STL. Jlna Bepudukanuu reoMeTpu-
YECKOr0 COOTBETCTBHUSI MPOBOJIUTCS CpPaBHUTEIb-
HbI{ aHaJM3 pa3MEepOB HATUBHON TapaHHOW KOCTH
B3pPOCJIOrO YeJIOBeKa U aJIUTUBHO U3TOTOBICHHOTO
MIPOTOTHUIIA B YCIOBUAX M3MEPUTEIHHON 1abopaTo-
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pun. PazpaGoranHblii OAX0 MOXKET ObITh M0JIE3€H
JUISL CO3/1aHUsl PEATMCTUYHBIX MOJEJIEH Pa3IMUHbIX
KOCTHBIX MMILIAHTATOB U CYCTaBHBIX CTPYKTyp [16].

OBPABOTKA METAJIJIOB

MarepuaJjbl 1 METObI

[Tonumonounas kucinora (PLA) siBasercs on-
HUM M3 HauOoJsiee IIMPOKO MCIIOJIb3YEMBIX Mare-
pHaJIOB B MOJAEIMPOBAHUU METOJIOM HAIUIaBICHUS
(FDM) Gnaronapsi HU3KOM CTOMMOCTH, TOCTYITHO-
CTH, HU3KOM TeMIlepaType IUIaBJIEHUS, XOpoIIei
MEXaHUYECKOM IPOYHOCTH, HU3ZKOW CKIOHHOCTHU
K KOpOOJICHHIO U OTCYTCTBHIO 3amaxa. B mporecce
FDM Ttpexmepnas CAD-momens mpeoOpasyercs
B STL-(aiin, koTopslii 3aTeM pa3OuBaeTCs Ha CIOH
JUIS TEHepaluu yIpaBisIOIINX KOMaHJA IpPUHTE-
pa. M3nenue U3roraBiMBaeTcs MOCIONHO MyTEM
OCaXJEHMUS MaTepuajia ¢ MOCIEAYIOUENd MOCTO-
OpaboTkoii, HapuMep 00pabOTKOW mapamMu, s
yIydlleHus: KauecTBa MOBEPXHOCTU. bnaromaps
CBOEM TOYHOCTU M BO3MOKHOCTH HWHJAMBHUIYyaIH-
3auuu TexHonorus FDM mupoko ucnoisb3yercs
B OWOMeIUIIMHE, BKJIIOYas MPOTOTHIHPOBAHHE
OpTOIEINYECKUX, MO3BOHOYHBIX, YEJIIOCTHO-JIH-
LIEBBIX, HEHPOXUPYPTUUECKUX U CEPIEUYHO-COCY-
JUCTBIX UMILJIAHTATOB.

Ouenka ymapHoit BsskocTH FDM-u3roros-
JeHHbIX 00pa3uoB u3 PLA npoBoauiack B COOTBET-
ctBuu co cranaaptoM ASTM D256-23 «Crangapt-
HbIE METO/IbI UCIIBITAHUN JIsI OIIPENIEICHUS YIapHOI
BS3KOCTH I1acTMacc 1o M3o1y» ¢ ncnoib30BaHUEM
MasiTHUKOBOTO Kompa. McmeiTaTrenbHble 00pasibl ¢
IIPEBAPUTEILHO BBIMOJIHEHHBIM HAJAPE30M IOJrO0-
TaBJIUBAJINCh COMIACHO TPEOOBaHUAM YKa3aHHOI'O
CTaHJapTa U YCTaHABIMBAJIUCh BEPTUKAJIBHO B Ka-
YEeCTBE KOHCOJILHOM OAJIKU HaJpe3aHHOW CTOPOHOMU
K Ooiiky masTHuKa. B mpouecce ucmbitanus 06o-
pyZIOBaHUE aBTOMATHYECKH (PUKCHPOBAJIO SHEPTHIO,

MATEPUAJIOBEJIEHUE

MOIIOLICHHYIO MTPU Pa3pyLIeHUH 00paslia B pe3yiib-
TaTe OJIHOKPATHOTO yzapa. YiapHas BA3KOCTh (Bs3-
KOCTb pa3pyllEHHs) BBIUUCIIATIACH KAK OTHOIIEHUE
MONJIOIEHHON PHEPruM K IUIOIIAJU IONEPEYHOrO
CEYCeHHS B 30HE Hajape3a (21>1</MM2). Jns xaxxzmoro
9KCHEPUMEHTAJILHOIO PEKMMa HCIBITHIBAIOCH I10
ISTh 00pa3lioB, @ KOHEUHBIH pe3ynbTar MpeacTaB-
JISUICSL KaK cpeqHee apupMeTHYecKoe 3Ha9YeHUE, YTO
o0ecrneyrBago BOCIIPOU3BOIUMOCTb U CTaTUCTHYE-
CKYI0 HaJIeXKHOCTb IOJIyYEHHBIX JaHHbIX.

Mexanunyeckue cBoiictBa PLA-o0pasnoB mnpu
pacTsSHKEHUU OLEHHBAIUCh B COOTBETCTBUU CO
cranaaprom ASTM D638-22 «CranpapTHbiii Mme-
TOJI UCHIBITAHUM Ha pacTsDKEHHE IIacTMacc» C Uc-
MIOJIB30BAaHUEM YHHMBEPCAJIBHOW HCIBITAaTEIbHON
MaiuHsl (universal testing machine, UTM). B xone
SKCIEPUMEHTOB PErHCTPUPOBAIHUCH MPHUIIOKEHHAS
Harpy3ka U NepeMelleHue TPaBepChl IIPU CKOPOCTH
5 MM/MUH, HA OCHOBE YE€ro CTPOMJIUCH AUArpPaMMbl
nedopmupoBanus. Momayns KOHra onpenesnsicst mo
HA4aJIbHOMY JIMHEHMHO-YIIPYITOMYy y4acTKy KpHUBOH
«HAIpsDKEHHE — AeopMalus», Toraa Kak IMpenes
IIPOYHOCTH IPU PACTSKEHUU BBIUYUCIISIICS KaK MaK-
CUMaJIbHOE HaIpsDKEHUE, TOCTUTaeMo€e BIUIOThH JI0
MOMEHTa pa3pylieHus: oopasiia.

st ompenieneHus ONTUMAIbHOW KOMOWHAIIUU
apaMeTpoB I€4aTH, MpeAHa3HAYeHHON IJIs U3ro-
TOBJIEHUS] OMOMMIIAHTATOB (B YaCTHOCTH, TAPAHHOMN
KOCTH), IPUMEHSJICS METOJ CEPOro PEISLUOHHOTO
ananu3a (GRA) [17]. B kauecTBe KpUTUUECKHUX TE€X-
HOJIOTMYEeCKUX (DaKTOPOB, OKA3BIBAIOIINX HAHOOIb-
niee BJIMSHHE HAa NPOYHOCTHBIE XapaKTEPUCTUKHU
3D-nevaTHbIX W3ENUNA, paccCMaTpUBAIMCh TOJIIU-
Ha cnost (MM), pacxon Marepuana (%) u TeMrepa-
Typa comia (°C). IIpu pa3paboTke IaaHa dKCHEpH-
MmeHTa (DoE) kaxxaplii U3 yka3aHHBIX ITapaMeTpOB
BapbUPOBAJICS HA TPEX YPOBHIX — HU3KOM, CPETHEM
1 BBICOKOM (Tabm. 1).

TaOnuna 1
Table 1
TexHoJIOrHYecKUe MApaMeTPbI EYATH H YPOBHH HX BAPbUPOBaHUS
Printing parameters and DoE levels
Ennnnna usmepenus / VYpogens 1 / VYposenb 2/ | Yposens 3 /
[apaetp / Parameter Unit Level 1 Level 2 Level 3
Tommuna ciost / Layer thickness MM / mm 0,1/0.1 0,2/0.2 0,3/0.3
Temneparypa corta / Nozzle oC /°C 190 200 210
temperature
Koadduuuent nomaun marepuana / % 95 100 105
Flow rate
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OcTranpHble TEXHOJIOTMYECKUE MapaMeTphl Ie-
YaTH, BKJIOYash CKOpOCThb nedatu (60 mm/c), Tem-
neparypy crona (60 °C), BbIcOTy 3a3opa coruia
(0,1 mM) u paccrossHue BrsruBaHus (1 mMm), moa-
JIepKUBAJIMCH MOCTOSHHBIMU Ha MPOTSIKEHUU BCe-
ro skcriepuMenTa. [1omHbI Mi1aH 3KCIIepUMEeHTa 110
marpuue L27 ¢ TpeMs HOBTOpEeHUsIMH ObLI peasinzo-
BaH B JJa0OPATOPHBIX YCIOBUX (Ta0. 2).

Jlns nuHEMHON HOpManu3aluuy UCXOIHBIX JTaH-
HBIX HCIIOJIB30BAIUCh KPUTEPUU KauecTBa «4eM
Oosbliie, TeM JIy4lie» MPUMEHHUTEIbHO K Ipeeny
IPOYHOCTU TPU PACTSKEHHM, BA3KOCTU pas3pylie-
HUs 1 Moayito FOHra B COOTBETCTBUU CO ClEyIO-
UM ypaBHeHueM [18]:

0BRABOTKAMETALLOV M

%0 (k) - min x,(9 (k)

max xi(o)(k) — min xi(o)(k) .

x; (k) = (1

Jnst HOpManu3aluu XapakTepUCTUK IO KpH-
TEPUIO «YEM MEHBIIE, TEM JIy4lle) MPUMEHSIIOCh
ypaBHEHUE

max x? (k) - x,9 (k)

x; (k) = :
l max xi(o)(k) — min xi(o)(k)

2

e xl-(O)(k) — 9JTaJlOHHAs II0CJIE0BATEILHOCTD;
min xi(o)(k) — MUHUMAaJbHOC 3HAYCHUE xi(o)(k);

max xi(o)(k) — MaKCHMaJbHOE 3HAYEHUE xi(o)(k);

Tabnuma 2
Table 2
OproronanpHblii m1aH 3xkcnepuMenTa (L27) u nmoxy4eHHbIe OTKJINKH
Orthogonal array (L27) with output responses
Ne Tonmuna Temmneparypa IIpounocts npu Yaaphas Monysb
n/m/ | cios, MM/ cormuta, °C/ KOBq)(bHHI:eHT pactsbxenun, MlIla / BASKOCTE, YHIPYTOCTH,
. ronaun, % / . Jox/mm”™ / I'Ma/
Sr. | Layer thick- Nozzle 0 Tensile strength ,
No ness (mm) | temperature (°C) Flow rate (%) (MPa) Toughngss Young’s
] (J/mm”) modulus (GPa)
1 0,1/0.1 190 95 21 35 2,40/2.40
2 0,1/0.1 190 100 28 48 2,52/2.52
3 0,1/0.1 190 105 42 59 2,68/2.68
4 0,1/0.1 200 95 25 41 2,45/2.45
5 0,1/0.1 200 100 48 47 2,62/2.62
6 0,1/0.1 200 105 54 58 2,80/2.80
7 0,1/0.1 210 95 47 44 2,95/2.95
8 0,1/0.1 210 100 55 48 3,05/3.05
9 0,1/0.1 210 105 57 58 3,49/3.49
10 0,2/0.2 190 95 17 34 3,20/3.20
11 0,2/0.2 190 100 28 45 3,25/3.25
12 0,2/0.2 190 105 38 61 3,30/3.30
13 0,2/0.2 200 95 23 38 3,20/3.20
14 0,2/0.2 200 100 30 48 3,40/3.40
15 0,2/0.2 200 105 40 62 342/3.42
16 0,2/0.2 210 95 26 41 3,25/3.25
17 0,2/0.2 210 100 32 50 342/3.42
18 0,2/0.2 210 105 42 64 3,48 /3.48
19 0,3/0.3 190 95 27 34 3,40/3.40
20 0,3/0.3 190 100 35 46 3,58/3.58
21 0,3/0.3 190 105 44 57 3,52/3.52
22 0,3/0.3 200 95 28 36 3,45/3.45
23 0,3/0.3 200 100 38 47 3,60/3.60
24 0,3/0.3 200 105 46 59 2,89/2.89
25 0,3/0.3 210 95 29 39 3,52/3.52
26 0,3/0.3 210 100 42 44 2,80/2.80
27 0,3/0.3 210 105 52 60 2,50/2.50
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x;(k) — 3Ha4YeHUWe, MOITYYEHHOE TIOCJIC TeHEePAIUH

OBPABOTKA METAJIJIOB

CEPOro OTHOILICHU.
HOCJ’ICI{OB&TCJ’IBHOCTB OTKJIOHEHHI pacCUnuThI-
BaJ1aChb CICAYIOIIUM o6pa30M:

A0; (k) = |xq (k) = x;(K)|. (3)

DTa MOoCIIen0BaTeIbHOCTD MPEACTABISET COO0M
aOCOJTFOTHYIO Pa3HOCTh MEXKIY ITAJIOHHOW ITOCe-

*

JOBaTENILHOCTRIO X (k) ¥ mocaenoBarebHOCTBIO
*

cpaBHEMOCTH X (k) mOCIe mporeaypsl HOpMAaIH-

*
3arun. 3Hauenue koddduimenta Xy (k) npuHuMa-

J0Cch paBHBIM enuHuie. Cepolid  PENSIIIMOHHBIN
koo duument (GRC) y(xo(k), x;(k)), xapakrepu-

3YIOIIMHM CTeNneHb OIM30CTH KaXXJIOro OTKJIMKA
K HJleaJbHOMY (3TaJJOHHOMY) 3HAYE€HMIO, OIpejie-
JISUICSL COIVIACHO YPaBHEHUIO

A min+ EA max
v (xo(k), x;(k)) =

A0;(k) + EAmax

4

Ceppiii penssunonHsiii panr (GRG), no3Boisio-
Ui 00bEAMHUTH MHOYKECTBO OTKJIMKOB B €IMHBIH
WHTETPAJIbHBIA TIOKa3areiab 3(PGEKTHBHOCTH, pac-
CUMTHIBAJICS KaK

n
> 7(x0(9, x;(k))
F(xg, %) = 22— NG
J
rae I'(Xy, X;) — B3BEIIECHHbIN CEPhIN PENSLUOHHBIHA

paHr; j — UHCIO TapaMeTpoB  OTKIIHKa,
v (x0(k), x;(k)) — cepslii pensunonHsIii k03(Qu-

1ueHT (Tabmn. 6).

HcxonHble reoMeTpUuyeCcKUe JaHHBIE JJIS U3r0-
TOBJICHUS MIPOTOTHUIA TapaHHOM KOCTH TPEIOCTaB-
JISTTUCH OPTONEINYECKUM XUpyprom B Buae CD- nnn
DVD-nocurens, conepxamero KT-cHumku nanum-
€HTAa, MOJYYEHHbIE B OTJICJICHUU PATUOJIOTHH WU
MEIUIMHCKON Bu3yaim3auuu. KT-ckanupoBaHue
TapaHHOM KOCTH BBINOJHSAIOCH C LENbIO BBISICHEHUS
TOYHBIX AHATOMHUYECKUX pPa3MepOB KOHKPETHOIO
nanuenTta. I[lonmydeHHble CKaHMPOBAHHBIE JTAHHbBIC
BIIOCJIEICTBUU TpeoOpa3oBeiBaiuck B STL-daiin,
a CTeHEPUPOBAHHBIN YIIPABIISIIOIIUN KOJ ITOAaBaJICA
Ha YCTaHOBKY aJJIMTUBHOTO MPOM3BOACTBA. Takoi
MOJIX0/1 00ECTIEYMBAET BHICOKYIO TOUHOCTh BOCIIPO-
U3BEICHUS TPEXMEPHOM IN€OMETPUM TAPAHHOM KO-
CTH YeJIOBEKa.
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Pe3ysabTarbl U MX 00CYyKICHUE

B Xome sKcrepUMEHTAILHOTO HCCIEA0BaHUS
OLICHEHO BJIMSIHUE KJIIOUEBBIX IMAPAMETPOB MPOLEC-
ca aJIMTUBHOTO TPOM3BOJCTBA Ha MEXaHHUYECKHE
xapaktepuctuku PLA-00pa3noB. YcTaHOBIEHO,
YTO YMEHBILEHHE TOJIIMHBI OCAXIAEMOIr0O CIOs
XOTSl U COIPOBOXK/IAETCS YBEJIMUEHUEM BPEMEHU U
CTOMMOCTH IT€YaTH, HO ITOJOKUTEILHO CKa3bIBAET-
Csl Ha pa3pellIeHUU W, B ONPEIEICHHBIX MpeAeax,
Ha MEXaHUYECKUX CBOMCTBax uanenus. [Ipu manon
tommune cios (0,1 mm) HabmrOmaeTcs ymydiieHue
MEXMOJIEKYJISIPHOTO CBSI3bIBAHUS MEXKIY COCEell-
HUMU CIIOSMU BCJIEJCTBUE YBEIMUEHUS IUIOIIATN
KOHTAKTHOM TOBEPXHOCTHU: KaXIbIM CJIOW YILUIOT-
HSIETCS ¥ IEMOHCTPUPYET O0Jiee BHICOKYIO aATe3UI0
C TOCIEYIOIUM OcaxaaeMbiM cioeM. [Ipu yBe-
auyeHu ToauuHel ciosd ¢ 0,1 go 0,3 MM mpenen
MPOYHOCTH TPU PACTHKEHUH Bo3pacTtaeT ¢ 21 1o
42 MIIa. Ognako nanpHeHIIee yBeaInyeHUe TOMIIH-
HbI cinos (¢ 0,2 1o 0,3 MM) BBISBIISCT TCHICHIIMIO
K CHIDKEHHUIO MPOYHOCTH, YTO OOBsICHsSIETCSI 00pa-
30BaHMEM MYCTOT MEX]y CIIOSIMU B IpoIecce 3a-
MIOJTHEHHUSI, YMEHBIIAIOUIUX MTPOYHOCTh U3ACTUS Ha
€IMHUILY TUTOIIAIH.

[loBbIIEHME CKOpPOCTH TOJAUYM MaTepuasa
c 95 no 100 % cnocoOcTByeT (HOpMHUPOBAHHUIO
MIPOYHBIX KOBAJICHTHBIX CBS3€H MEXIY OCaXKIeH-
HBIMH CJIOSIMH, COITPOBOKIAETCS CHUKEHUEM TIOPHU-
CTOCTH U KOJIMYECTBA MYCTOT, a TAK)KE YITyUILIEHUEM
CIUIaBJIEHUS clO€B. B To ke Bpems nanbpHelmiee
yBEJIMYEHUE CKOPOCTH nojayu marepuana (ot 100
no 105 %) npuBoaut k 3¢p¢dekTy pasmyTus, BO3-
HUKHOBEHHUIO BHYTPEHHHUX HAMPSKEHUM U MHUKPO-
TPEUIMH B MPOLECCE OTBEPKIAEHUS, YTO YXYALIAET
KauecTBO MOBEPXHOCTH. Takum oOpa3om, oOrmiee
BIMSIHHE CKOPOCTH TMOJauu MaTepuana Ha Mpod-
HOCTHBIE CBOMCTBA HOCHUT MapabolnyecKuil Xapak-
tep. Ha puc. 3 mpeacraBneHo cOBMECTHOE BIUSHUE
TOJIIMHBI CJIOS U TEeMIIepaTyphl COIUIa Ha IMpenes
MPOYHOCTH MpU pacTskeHuu. CornacHo JTaHHBIM
JUCTIEPCUOHHOTO aHanu3a (Tabin. 3), Hanbonee 3Ha-
YUMBIM TIapaMeTPOM MpoIriecca i peaena mpoy-
HocTH Tipu pacTsbkeHuu (MIla) sBasieTcst ckopocTh
MoJIa4u MaTepuana, 3a KOTOpOil CIenyIoT TONIINHA
CJI0s1 U TeMIIepaTypa COILIa.

Uro kacaercs moxynst FOHra, To ¢ moBBIILIEHH-
eM Temmneparypsl corta ot 190 no 210 °C nabumro-
JTAeTCsl €r0 yCTOWYMBBIA POCT, YTO OOYCIIOBIEHO
yAy4YIIeHHEeM TEIUIOBOTO KOHTAaKTa M Oojee Moii-
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Puc. 3. 3aBUCUMOCTB POIHOCTH TIpH pacTsokeHuu (MlI1a)
OT TOJIITUHBI cJI0sT (MM) 1 Temrieparypsl cormia (°C)

Fig. 3. Tensile strength (MPa) as a function of layer
thickness (mm) and nozzle temperature (°C)

0BRABOTKAMETALLOV M

MNpenen npouxHocTH
npw pacrsaxenum, MMNa

TabOnuma 3
Table 3

Pesynbrarbl nucnepcuonnoro anajausa (ANOVA) niis npouHocT npu pacrsixenuu, MIla
ANOVA results for tensile strength (MPa)

Crenenu [locnenoBatenbHas CKOppEeKTHPOBaHHBIN . VYpoBeHb
Ucrtounnk / . Kpurepuit
Source cBOOOBI / CyMMa KBaparos / cpeaHuil kBaapar / Dumepa / F 3HAYUMOCTH /
DF Seq. SS Adj. MS P

Tomttia cos / 2 582,30/ 582.30 291,15/291.15  [12,43/12.43| 0,000 /0.000
Layer thickness
Temnepatypa
comuta / Nozzle 2 578,07 / 578.07 289,04 /289.04 12,34 /12.34| 0,000/ 0.000
emperature
Koadpunment
nojgauu / 2 1647,19/1647.19 823,59 /823.59 35,16/35.16| 0,000/ 0.000
Flow rate
Omm6ka / Error 20 468,00 / 468.00 23,43 /23.43 - -
Uroro / Total 26 3276,00/3276.00 — — —

HbIM CILJIaBJICHUEM cJIoeB. MexcioiiHas rpaHuna
CTaHOBHUTCS O0Jiee KaueCTBEHHOM Onaromaps Tiaj-
KOMY OC@XJIEHUI0O U MHHHMMAJIbHOW MOPHUCTOCTH.
[Ipy nanpHEWIIEM TOBBIIEHUH TEMIEPATypPhl OT
200 mo 210 °C npocruraercsa 0Oojiee MHTEHCUBHOE
IUIaBJICHUE U NPOYHOE MEXKCIOWHOE CBS3bIBAHUE,
IIpU 5TOM MaTepuaj pPaBHOMEpPHO HMCTEKaeT 4epes
corio. Monyne KOHra nemoHcTpupyer Bo3pacrta-
IOLIYI0 TEHJCHIMIO C YBEIMYEHUEM TEeMIIepaTypbl
corma. Hanpotus, noBeillieHUE pacxosia MaTepuaia
Y TOJIIIMHBI CJI0S PUBOJIUT K 00pa30BaHUIO MTyCTOT,
3a30pOB U HEMOJHOMY CILUIABJICHUIO MEXIY CIOs-
MH, 9TO yMeHbIaeT 3(p(HEKTUBHYIO IUIONIA/b T10-
MEPEYHOTr0 CEYCHUS U OCNabseT MEKCIOMHYIO al-
re3uto, BCIIEICTBUE yero Moaynb KOHra cHkaercs.
Ha puc. 4 nokazaHo BIMSIHUE pacxojia Marepuaia
U TeMIIepaTypbl corjia Ha Moyib FOHra, nmeroiee
napaboandeckuii xapakrep. JucnepcuoHHbIN aHa-
nu3 (Tabi. 4) MoKa3bIBACT, YTO TOJIIMHA CIIOS SIBJIS-
eTcst HauboJee 3HAYMMbIM ITApaMETPOM TSI MOt

IOnra, Tornma xak Temreparypa coruia U CKOpPOCTh
MOJIauu MarepHalia OKa3bIBalOT MEHbIIEE BIUSHUE.
Jnst mpenoTBpalieHust 3aCOpeHMs coruia HeoOxo-
TUMO 00€eCrevnuTh JOCTATOYHO BBICOKYIO TeMIepa-
Typy miaBineHus ¢puiamenta. ToYHOCTb TeoMeTpu-
YECKHUX pa3MepoB YAydyllaeTcs MPH ONTUMHU3ALUU
CKOPOCTHU IOJjauu MaTepHalia; MpHu ero Hel0CTaTKe
B CJIOSIX (POPMUPYIOTCSI ITyCTOTHI M 3a30Pbl, YTO HE-
TaTWBHO CKa3bIBAETCS HA are€3MH CJIOEB U MEXaHU-
YECKUX CBOMCTBaxX wu3aenus. BsA3kocTb paspyiie-
HUSL ompenenseTcs KOMOMHUPOBAHHBIM BIUSHUEM
CKOPOCTH TOJa4yM MaTepuaja, TOJIIMWHBI CJIO0S U
TEeMIIEpaTyphl COIUIA: CKOPOCTh MOAAYM Marepuasa
KOHTPOJIUPYET IJIOTHOCTh, TOJNIIMHA CJOSl BIUSET
Ha TPACKTOPHUIO paCIPOCTPaHEHUsI TPELIMHBI U T1J10-
1a/ib CLEIUJICHHS, a TEMIIepaTypa COIlia yCUIIUBACT
MOJIeKYIsIpHYI0 quddys3uro. BzaumonelictBue Beex
(haKTOpOB Ha ONITUMAJIBHBIX YPOBHSIX 00€CIICUYNBACT
HaWIydIllie 3HaueHus Ba3KocTu. Kak mokazaHo Ha
pHC. 5, BI3KOCTh BO3PACTAET C YBETUUECHHUEM TOJIIIN-
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Puc. 4. Biusnue ko3 puimenTa nojauu Mmarepuaia
U TeMIleparypsl coria Ha Moyinb ynpyroctu (I'Tla)

Fig. 4. Effect of material flow rate and nozzle tempera-
ture on Young’s modulus (GPa)

TabOnuma 4
Table 4

PesyabTarsl AucnepcuonHoro anaauia (ANOVA) st moayas ynpyroeru, I'la
ANOVA results for Young’s modulus (GPa)

Crenenn IlocnenoBarenbHas CKOppEeKTUPOBAHHBIN Kpurepuit YpoBeHb
Hcrounuk / .
Source cBOOO/IBI / CyMMa KBajparoB / CpeaHui KBapar / Oumepa/ | 3HaYUMOCTH /
DF Seq. SS Adj. MS F P

Tommra cnost / 2 1,6121/1.6121 0,8061 /0.8061 6,86/6.86 | 0,005/0.005
Layer thickness
Temmneparypa
comna / Nozzle 2 0,0285/0.0285 0,0142/0.0142 0,12/0.12 | 0,886/0.886
temperature
Koo puument 2 0,0100/ 0.0100 0,0050 / 0.0050 0,04/0.04 | 0,958/0.958
noxaun / Flow rate
Owmbka / Error 20 2,3490/2.3490 0,1175/0.1175 — —
Uroro / Total 26 3,9996 / 3.9996 - - -

Puc. 5. BnusHue temnepaTyphbl cOIUIa U TOJILIMHBI CIO0S
Ha YIapHYIO BA3KOCTh (Jx/MM?)

Fig. 5. Effect of nozzle temperature and layer
thickness on toughness (J/mm?)

HBI CJI0Sl U Temreparypsl cora. CornacHo JaHHBIM
Tabm. 5, Hanbosee 3HAYNMBIM NTAPAMETPOM ISl BSI3-
KOCTH SIBJISIETCS CKOPOCTh OAA4YX MaTepuaa, Toraa
KaK TeMIeparypa coIjia M TOJIIIMHA CJI0sl OKa3bIBa-
IOT MEHEE BBIpAKCHHOE BIIUsHUE. 15 JOCTHIKEHUS
HAWTYYIINX KOMIUIEKCHBIX MTPOYHOCTHBIX XapakKTe-
PUCTUK HEoOXOolMMa MHOTOLETeBas ONTUMHU3ALUSL
3HAUUMBIX TEXHOJOTHUYECKUX MTapaMeTPOB.
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03

BA3KkocTh paspywenus, Ix/mm’

0,20
0'100"5 A: TonuwmHa cnos, MM

9
1
B: Temneparypa conna.ic

B pamkax MeToia ceporo peisiiuOHHOTO aHaIU-
3a (GRA) Oosiee BbICOKOE 3HAYEHHE CEPOro pes-
nuronHoro panra (GRG) cBuneTenscTBYeT 0 Oomee
CHJIBHOM CBSI3M MEXIYy 3TaIOHHOM MOCea0Ba-
TEJIBHOCTHIO M TIOCJIEIOBATEIIBHOCTHIO CPABHEHHUS
(Tabn. 6). Haubonpmee 3Hauenue GRG (panr 1)
3aUKCUPOBAHO JJisi  JEBATOTO  DKCIIEPUMEH-
TagbHOrO pekuMa. OnTuManbHash MHOTOLETeBast
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Tabnuma 5
Table 5
PesyabTarel qucnepcuonHoro ananausza (ANOVA) s yiapHoii BA3KOCTH, ]_I)K/MM3
ANOVA results for toughness (J/mmz)

Crenenu | [locnemoBarenbHast CKOppEKTUPOBAHHBIN Kpurepuit Yposenb
Ucrtounuk / .
Source cBOOOABI / | CyMMa KBajapaToB / CpeaHuil kBajapar / Oumepa/ | 3HAYUMOCTH /
DF Seq. SS Adj. MS F P
Toma cos / 2 26,74 /26.74 1337/13.37 2,92/2.92 | 0,077/0.077
Layer thickness
Temneparypa
coruta / Nozzle 2 47,19 /47.19 23,59 /23.59 5,15/5.15 | 0,016/0.016
temperature
Kosqmmmenr 2 2155,63 /2155.63 1077,81 /1077.81 233,257 16,000 /0.000
nogauu / Flow rate 235.25
Ommbka / Error 20 91,63 /91.63 4,58 /4.58 — -
HUroro / Total 26 2321,19/2321.19 — — -
Tabnauma 6
Table 6

Cepble K03 PULMEHTHI U cepasi peIIHMOHHAS OLEHKA JJIsl HCCllelyeMbIX OTKJIUKOB

Grey relational coefficients and grey relational grade for response characteristics

Nen/m/| Hopm. o,/ Hopwm. a / Hopwm. E/ GRCo,/ |GRCa/GRC| GRCE/ GRG Panr /
Sr.No. | Norm. TS | Norm. Tough. | Norm. YM GRCTS Tough. GRC YM Rank
1 0,1/0.1 0,033 /0.033 | 0,000/0.000 {0,357 /0.357| 0,340 /0.340 |0,333/0.333| 0,3437/0.3437 | 27
2 0,275/0.275 | 0,466/0.466 | 0,100/0.100 {0,408 /0.408| 0,484 /0.484 [0,357/0.357|0,4162/0.4162 | 25
3 0,625/0.625 | 0,833/0.833 | 0,234/0.234 {0,571 /0.571| 0,749 /0.749 0,394 /0.394| 0,5723/0.5723 | 13
4 0,200/0.200 | 0,233/0.233 | 0,041 /0.041 [0,384/0.384| 0,394/0.394 [0,342/0.342| 0,3741/0.3741 | 26
5 0,775/0.775 | 0,433/0.433 | 0,183 /0.183 {0,689 /0.689| 0,468 /0.468 [0,379/0.379| 0,5128/0.5128 | 18
6 0,925/0.925 | 0,800/0.800 | 0,334/0.334 {0,400/0.400| 0,714 /0.714 {0,428 /0.428] 0,6716/0.6716 | 5
7 0,750/0.750 | 0,334/0.334 | 0,458 /0.458 | 0,667/ 0.667| 0,428 /0.428 |0,479/0.479| 0,5250/0.5250 | 16
8 0,950/0.950 | 0,467/0.467 | 0,541/0.541 {0,500/0.500| 0,484 /0.484 [0,521/0.521] 0,6382/0.6382| 8
9 1,000/ 1.000 | 0,800 /0.800 | 0,908 /0.908 | 1,000/ 1.000| 0,714 /0.714 0,844 /0.844 06?8553305*/ 1
10 ]0,000/0.000 | 0,000/0.000 | 0,667/0.667 |0,334/0.334| 0,334/0.334 [0,600/0.600| 0,4222/0.4222 | 24
11 0,275/0.275 | 0,367 /0.367 | 0,708 / 0.708 | 0,408 / 0.408| 0,441/0.441 |0,631/0.631| 0,4936/0.4936 | 20
12 ]0,525/0.525 | 0,900/0.900 | 0,750/0.750 |0,512/0.512| 0,833 /0.833 |0,666/0.666| 0,6709/0.6709 | 6
13 0,150/0.150 | 0,133/0.133 | 0,666/ 0.666 {0,370 /0.370| 0,365/0.365 {0,599 /0.599| 0,4454 /0.4454 | 23
14 ]0,325/0.325 | 0,467/0.467 | 0,833 /0.833 |0,425/0.425| 0,484 /0.484 |0,749/0.749| 0,5531/0.5531 | 15
15 0,575/0.575 | 0,933/0.933 | 0,850/ 0.850 {0,540 /0.540| 0,881 /0.881 {0,769 /0.769| 0,7306/0.7306 | 3
16 |0,225/0.225| 0,234/0.234 | 0,708 /0.708 {0,392 /0.392| 0,394 /0.394 (0,631/0.631|0,4728/0.4728 | 22
17 10,375/0.375| 0,534 /0.534 | 0,850 /0.850 |0,445/0.445| 0,517/0.517 {0,769 /0.769| 0,5802/0.5802 | 12
18 ]0,625/0.625 | 1,000/1.000 | 0,900/0.900 |0,571/0.571| 1,000/1.000 |0,833/0.833|0,8015/0.8015| 2
19 ]0,250/0.250 | 0,000/0.000 | 0,833 /0.833 |0,400/0.400| 0,334 /0.334 (0,749 /0.749| 0,4983/0.4983 | 19
20 | 0,450/0.450 | 0,400/0.400 | 0,983 /0.983 |0,476/0.476| 0,454 /0.454 10,967 /0.967| 0,6328 /0.6328 | 9
21 0,675/0.675 | 0,767 /0.767 | 0,933 /0.933 {0,606 /0.606| 0,682 /0.682 |0,881/0.881|0,7233/0.7233 | 4
22 10,275/0.275| 0,066 /0.066 | 0,875/0.875 0,408 /0.408| 0,348 /0.348 |0,800/0.800| 0,5190/0.5190 | 17
23 0,525/0.525 | 0,434/0.434 | 1,000/ 1.000 |0,512/0.512| 0,469 /0.469 |1,000/1.000| 0,6605/0.6605 | 7
24 10,725/0.725| 0,834 /0.834 | 0,408 / 0.408 |0,645/0.645| 0,750/0.750 |0,457/0.457|0,6177/0.6177 | 10
25 0,300/0.300 | 0,167 /0.167 | 0,933 /0.933 |0,416/0.416| 0,375/0.375 {0,881 /0.881|0,5579/0.5579 | 14
26 | 0,625/0.625| 0,334/0.334 | 0,334/0.334 10,571/0.571| 0,428 /0.428 0,428 /0.428 | 0,4761/0.4761 | 21
27 10,675/0.675] 0,867 /0.867 | 0,083 /0.083 |0,606/0.606| 0,789 /0.789 [0,352/0.352] 0,5828/0.5828 | 11

IIpumeuanue. G, — IPOYHOCTH IPU PACTSIKEHUH; d — yAapHas BA3KOCTh; £ — MOy/b ynpyrocTy; * — HanOonburee 3Hauenne GRG.
Note. TS — tensile strength; Tough. — toughness; YM — Young s modulus; * — the highest GRG value.
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KOMOWHAIHS TTapaMeTPOB TeYaTH, MOTyUeHHas JIJIs
PLA-06pa3moB, Bkirodaet ToimuHAy cios 0,1 mm,
temriepatypy cormta 210 °C u ckopocTu mojadu
Matepruana 105 % u obecrieunBaeT MaKCUMAaJIbHBIC
3HAYEHUsI Tpefesia TMPOYHOCTH TPU PACTHKEHUH,
BS3KOCTH U Moyisi FOHTa cormacHO MHOTOIICNIEBO-
My metoxy GRA [19].

Ha 3axmrounTesbHOM 3Tare MpoBEACHO CPaB-
HEHHE TEOMETPHUYECKUX pPa3MEpOB TapaHHOU
KOCTH, M3TOTOBIICHHOM MeTojgoM 3D-meuatn c
HCIIOJB30BaHUEM ONTHMAJIIBHOTO Habopa mapame-
TPOB, C pEAIbHBIMU pa3MepaMH KOCTH B3POCIO-
ro TaIMeHTa, MOJTYYCHHBIMH Ha OCHOBE JTaHHBIX
3D-ckaHMPOBAHMS U3 MEAULIMHCKUX YUPEKICHUN.
Koopaunarno-usmepurensnas wmamuHa (KHUM)
MO3BOJIMJIA OMPENCIUTh TPU JTHUHEUHBIX pa3Mme-
pa: X = 51 mm (daxtuueckuii pasmep: 50,8 Mm),
Y = 39 MM (daktuueckuii pasmep: 38,9 mm)
u Z = 66 Mm (daktuueckuii pazmep: 66,1 mm).
Bricokasi cTemeHb COOTBETCTBHUS Pa3MEPOB TOJI-
TBEP)KIA€T BO3MOXKHOCTH HCTIOJNBb30BAHUS Pa3-
paboOTaHHOTO MPOTOTHUIIA B KaY€CTBE MOICITH JIJIs
MOCJIEYIONIETO W3TOTOBJIEHUSI TapaHHOW KOCTH
U3 OMOCOBMECTHMOTO MaTepuaja, Halmpumep He-
pxaBeromierd cranu SS316L. Takoit moaxon MokeT
OBITh MPUMEHEH JIJIsi 3aMEIIeHUs] KOCTHOW TKaHHU
NP TPABMATHYECKUX TOBPEKICHUSIX WM JIeTe-
HepaTUBHBIX U3MeHeHusX [20]. BuemrHuit Bug u3-
TOTOBJIGHHOTO MPOTOTHIA TapaHHOW KOCTH TPEj-
CTaBJICH Ha pUC. 6, a pe3yabTaThl KOOPJIMHATHBIX
M3MEPEHNH B3pOCION KOCTH — Ha puc. 7.

OBPABOTKA METAJIJIOB

Y =389 mm

Puc. 6. ®aktuueckue pazmepsl TapaHHOMN
KOCTH (B3pOCIIbIiA MTAI[UCHT)

Fig. 6. Actual dimensions of the talus bone
(adult patient)
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Puc. 7. Pasmepsl TapaHHOHR KOCTH,
M3MEpEeHHbIE Ha KOOPJIMHATHO-U3-
MEpUTEIbHON MallHe

Fig. 7. Dimensions of the talus
bone measured using a coordinate
measuring machine (CMM)

3akjaoueHmne

B Hacrosmem uccienoBaHuu aaIuTUBHOE TIPO-
HM3BOJICTBO HAa OCHOBE TCXHOJIOTHH ITOCJIIOMHOIO
HarasieHus: (FDM) ¢ ucnonb30BaHHEM MOTMMO-
noyHoi kuciaotel (PLA) B xauecTBe KOHCTPYKLHU-
OHHOTO Marepuaja yCHEIIHO MPUMEHEHO IS pa3-
paboOTKU MPOTOTHIA TapaHHOW KOCTH 4esoBeka. B
XO0JI€ SKCTIEPUMEHTAIBHOU pabOTHl YCTAHOBIICH PST
3aKOHOMEPHOCTEH, OMPEEIIONNX B3aUMOCBS3b
MEXIy TEXHOJIOTHUECKUMU TTapaMeTpaMu TedaTy u
MEXaHUYECKUMH XapaKTEPUCTHUKAMHU MOJIyYaeMBbIX
HU3NICITHH.

— [lokazaHo, 4TO TIpeies MPOYHOCTH MIPHU PACTS-
keHuu 3D-meuaTHBIX 00pa3oB Bo3pacTaeT ¢ 21 10
42 MlIla npu yBenuueHun ToiauuHbl cios ¢ 0,1 1o
0,3 MM; OmHAKO JanbHEHUIIEe ITOBBLINICHUE TOJIIIH-
HbI cios (¢ 0,2 7o 0,3 MM) CONTPOBOXKIAETCSI CHH-
JKEHUEM 3Toro mokaszatensi. CoriacHO pe3ylibTaTaM
JTUCTIEPCUOHHOTO aHajlIn3a, Haubojee 3HAYUMBIM
(hakTOpOM, BIUSIONIMM Ha MPEET MPOYHOCTU MPHU
pPaCTSHKEHUH, SIBJISIETCS CKOPOCTH TIOJIaud MaTepua-
Jla, TOT/Ia KaK TOJIIHMHA CJIOS U TeMIIEparypa Coruia
BHOCSIT MEHBIINM, HO TAK)KE CYIIECTBEHHbBIN BKJIA].

— YCTaHOBIIEHO, YTO YBEJIWYEHUE CKOPOCTH TIO-
naun PLA ¢ 95 1o 100 % criocoOCTBYeT CHUKECHHUIO
MMOPUCTOCTH W YMEHBIIEHUIO KOJUYECTBA IyCTOT
3a CYET YJY4IIIEHHOTO CIUIaBJICHUs cloeB. B To xe
BpeMsl JTalibHEHIee TOBBIIICHHE CKOPOCTH TOAaun
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Mmatepuasa 10 105 % mpuBoaut k 3 dexTy pasmy-
THS, COMPOBOXIAIONIEMYCSI BOSHUKHOBEHUEM BHY-
TPEHHUX HAMPSHKEHUH U MUKPOTPEIIMH B MPOIIECCce
OTBEPKJICHHUS, YTO HETAaTUBHO CKAa3bIBAETCSA Ha Ka-
YECTBE MOBEPXHOCTH. JIMCTIEpCUOHHBIN aHAIU3 TO-
Ka3aJj, 9YTO TOJIIHMHA CJI0s SBISETCS Hanbosee 3Ha-
YUMBIM MapaMmeTpom st moayiis FOHra, Torga kak
TeMIIepaTypa coIuia ¥ CKOPOCTh MOIaYl MaTepuasa
OKa3bIBAIOT HA HETO MEHBIIIEE BIUSIHHE.

— B orHomiennn monynst KOHra BBISIBIEHO, YTO
MOBBIIIEHHE Temneparypsl comia ot 190 o 210 °C
obecrieunBaeT YJIy4IICHHBIA TEIUIOBOM KOHTAKT U
0oJee MOJIHOE CIIABJICHHUE CIIOEB, BCIEACTBHE YETO
MOJZyJIb YIPYTOCTH 3aKOHOMEPHO Bo3pacrtaer. Ha-
MPOTHB, YBEIMYECHUE CKOPOCTH TOJIa4M Marepuasa
Y TOJIIIIMHBI CIIOST BEIET K 00pa30BaHUIO MyCTOT, 3a-
30pPOB M HETIOTHOM MEXCIONHOM aare3uu, 3To 00y-
CIIOBJIMBAET CHUkeHne Moy FOura. Yo kacaercs
BS3KOCTH pa3pylIeHUs, TO HAanOOJIee 3HaYNMbIM T1a-
paMeTpoM Mpu3HaHa CKOPOCTH TOJauid MaTepHaia;
TeMIIepaTypa CoIljia U TOJIIINHA CJI0SI OKa3bIBAIOT Ha
ATOT MOKa3aTesib MEHEE BHIPAKCHHOE BIIUSHHE.

—Ha ocHoBe MHOroIeNneBOro MeTroja Ceporo
pensimmonHoro anammsa (GRA) ompenenena or-
THMaJibHasi KOMOWHAIIUS TIapaMeTPOB TeYaTh st
PLA-06pa3ioB, obecrnieunBaromias MakKCUMaJIbHbIE
3HAYEHUsI Tpefiesia MPOYHOCTH TPU PACTHKEHUH,
BSI3KOCTH 1 MOy st FOHra: Tonmmna cinost — 0,1 M,
teMrieparypa comia — 210 °C, pacxon marepuaia —
105 %.

— C uCnonap30BaHUEM TOJIYYEHHOTO ONTHMAJTh-
HOTO Ha0opa TapamMeTpPOB H3TOTOBJIEH MPOTOTHUII
TapaHHOM KOCTH dYenoBeka. KoopamHaTHO-m3Me-
puTenbHAs MallMHa IO3BOJWIA ONMPENETUTh TPH
OCHOBHBIX I€OMeTpHYecKux pasmepa: X = 51 mm
(paxTrueckuit pazmep: 50,8 mm), ¥ = 39 mm (dak-
Thueckuit pasmep: 38,9 mm) u Z = 66 mm (dak-
TH4Yeckuil pasmep: 66,1 mm). Bpicokas TOUHOCTH
BOCIIPOM3BE/ICHNUS ~ aHATOMHYECKOW  T€OMETPUU
MOJITBEPXKAACT BO3MOXKHOCTh HCIIOJIb30BAHUS pa3-
pabOTaHHOTO TMPOTOTUIIA B KAYECTBE MOJICIH IS
MOCJIEIYIONIETO U3TOTOBJICHUS TapaHHOW KOCTH W3
OMOCOBMECTUMBIX METAJUIMYECKUX MaTepualioB,
TAKUX KaK Hepxaperomas craib SS316L.

[IpencraBneHHbI MOAXOJ OTKPHIBAET MEPCIEK-
THBBI IS JTaJIbHEHUIIIEro TpaHCchHOPMHUPOBAHUS TI0-
JUMEPHBIX TPOTOTHIIOB B TIOJHOIICHHBIC METall-
JUYECKHE MMIUIAHTATHI, YTO OCOOCHHO aKTyaJbHO
B KOHTEKCTE pa3BUTHs OMOMHXKEeHepuu. B 1emom
3D-agAuTUBHOE MTPOU3BOJICTBO MOATBEPIUIIO CBOIO
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3¢ ()EeKTUBHOCTh B Ka4eCTBE MEPCIEKTUBHOTO TEX-
HOJIOTHYECKOTO WHCTPYMEHTA Il WCIIOJIh30BAHUS
B OMOMEIUIINHE.
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Accepted: 14 August 2026 on the combination of printing parameters, and the available data on the joint influence of layer thickness, nozzle
Auvailable online: 15 September 2026 temperature, and material flow rate on the full set of strength characteristics remain fragmentary, which complicates
process selection for anatomical prototypes. The aim of this work is to determine the optimum combination of
Keywords: FDM printing parameters for PLA parts that maximizes the integrated strength response, and to fabricate, using the
3D printing identified settings, a full-scale patient-specific prototype of the human talus bone from computed tomography data.
Additive manufacturing Materials and methods. A Taguchi L27 orthogonal array was implemented with three levels of layer thickness
Fused deposition modelling (0.1-0.3 mm), nozzle temperature (190-210 °C), and material flow rate (95-105%). Tensile strength and Youngs
Polylactic acid modulus were determined in accordance with ASTM D638-22 on a universal testing machine at a crosshead speed
Talus bone of 5 mm/min; specific fracture energy (toughness) was measured according to ASTM D256-23 using a notched
Grey relational analysis Izod pendulum impact tester. The significance of the factors was evaluated by analysis of variance (ANOVA), and
Prototype multi-response optimization was performed by grey relational analysis (GRA). The geometry of the fabricated

prototype was inspected on a coordinate measuring machine. Results and discussion. Material flow rate was found
to be the dominant factor for tensile strength (contribution of 50.3 %) and for toughness (92.9%), whereas Young's
modulus is governed primarily by layer thickness. The highest grey relational grade (0.853) was obtained at a layer
thickness of 0.1 mm, a nozzle temperature of 210 °C, and a flow rate of 105%. The dimensional deviations of the
fabricated prototype from the C7T data did not exceed 0.2 mm, which confirms its suitability as a master model for
the subsequent manufacture of an implant from a biocompatible material.
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