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AnnutuBHble TexHOJIOTUU (AT) akTUBHO UCTIOIB3YIOTCS JISl CO3/1aHUS KaK MPOTOTUIIOB, TaK
1 (YHKIIMOHAIBHBIX JETajlei, TO3BOJATh HM3ACTHUS 000K (OpMBI U3 DIEKTPOHHOW MOJETH Ha
onHoM obopymoBanuu [1]. OnHako AT He ABJISIFOTCS YHUBEPCATBHBIM PEIICHUEM U 4acTO TPeOyIOT
COUYETaHHUs C TPAJAUIIMOHHBIMU METOJAMH U3 SKOHOMHUYECKHUX WM TEXHUYECKUX COOOpakeHHi [2].
Ha pannbiii moment AT He Bcerna yaoBJIETBOPSIOT TpeOOBaHHS K KadecTBY, OCOOEHHO IO
IIEPOXOBATOCTH MOBEPXHOCTH M TOYHOCTH, M TpeOyroT mocToOpaboTku. IlosTomy nmaHHas tema
BOCTpeOOBaHA U aKTUBHO M3y4aeTCs Pa3IMYHBIMU YICHBIMHU.

B psne wuccnenoBaHui aHAIM3UPOBAIACh TOYHOCTH Pa3sMEpPOB W (POPMBI  M3ICIHM,
MOJIYUYEHHBIX CEJIeKTUBHBIM JlazepHbIM ciiiaBieHueM (SLM). Tak, Sur u ap. [3] u3y4uau TOUHOCTD
(OpMBI OPTOJOHTUYCCKUX OPEKETOB M3 HEPIKABCIOIICH CTaM, MOJIYYeHHBIX MeTogoM SLM, u
CMOIJIM YMEHBIIUTh CPEIHIOK TMOrPEHIHOCTh pa3mepoB a0 10 MukpoMmerpoB Omaromaps
ONTUMU3AIMKA TEXHOJIOTHYECKUX mapaMmeTpoB. Kyacta u np. [4] mpoaHaau3upoBaiud BIIUSHUE
MECKOCTPYHHON 00paboTKU 1 TepMOooOpabOTKH Ha pa3Mepbl U MJIOCKOCTHOCTh IpaHeill KyOUKOB U3
HepkaBeromeld cramu. WX  pe3ynbTaThl  MPOJAEMOHCTPUPOBAM  aHU3OTPONHBIA  APPeKT
MECKOCTPYHHONH 00pabOTKHU: Hampumep, Oblla CHUKEHA IMIOCKOCTHOCTH OOKOBOIl MOBEPXHOCTHU C
67,2 no 42,1 mxm. Il u nmp. [5] cooOmmnm O HETOYHOCTH pa3MepoB KyOOBHIHBIX 00pPa3IoB,
M3TOTOBJIEHHBIX ¢ TOMOIIbI0 SLM 1151 vicnibITanuii Ha pacTshkeHue. B xoje ux skcnepuMeHTa ObLn
n3MeHeHbl mapaMerpsl SLM u opueHTanus usnenuii Ha miatgopme noctpoeHus. [lorpentHoctu
M3MEpEHUs JUTMHBI 3aBUCIT OT Ka)XJOro JKCHEpUMEHTANbHOTrO (aktopa U cocTaBisitoT 0,1 M.
Maamyn u 1p. [6] mpoBenu SKCHEPUMEHTAIBHOE HCCIEOBAaHUE HA TPEX PA3IMYHBIX CIUIaBax
AIIOMUHUS, B pe3yJbTaTe KOTOPOro UM YAAIOCh YMEHBIIUTh OTKJIOHEHHE Pa3MEPOB B IMAMA30HE OT
0,15 no 0,19 mm Onaromapss ONTHUMHU3AIMU IMapaMETPOB TMPOIECCA CEJIEKTUBHOIO JIa3€PHOTO
wiaeneHus (SLM). Xour u ap. [7] npuMeHWIM CHCTEMY HCKYCCTBEHHOM HEHpOHHOM cetu s
KOMIICHCAIIMM  TIOTPEIIHOCTEH  pa3MepoB  pEHIeTYaThIX  CTPYKTYP,  HM3TOTOBIEHHBIX  C
ucnons3zoBanueM SLM, ¢ nenbro MeauuuHckoro npumeHeHus. Commep u ap. [8] uccienoBann
BIIUSIHUE MHUKpO(pe3epoBaHUsl HAa TOYHOCTh pa3MepoB U (OpMbl JeTanied, KOTopble ObLIn
U3roToBIEHBI MeTo oM SLM B BuJe OIOKOB, U CyMeNIH COKPAaTUTh OTKIOHEHHE pa3MepoB JI0 2
MHUKPOMETPOB.

Ditzenbapt u ap. (2018) mpoBenu wucCcleOBaHWE MO HM3YUYCHHUIO BIUSHHS (pe3epHOi
00paboTKM Ha 00paslibl, H3TOTOBJICHHBIE C TIOMOIIBIO TEXHOJOTHMH TMPSMOTO Ja3epPHOTO
BeipamuBanusi (DMD), B 3aBUCHMOCTH OT TOCJIEIOBATEILHOCTH W KOMOWHAIMHM AJJUTHUBHBIX U
cyOTpakTuBHBIX TexHonoruii [9]. OCHOBHON IeNbl0 UCCIENOBaHHUS OBUIO  OMpeelieHre
ONTUMAIBHOTO  COYETAHUS  TEXHOJIOTHH, TMO3BOJISIONIETO MHHHUMH3UPOBATH  OTKJIOHEHUS
MoBepXHOocTe. Pe3ynbrarhl MoOKa3anu, YTO TMpPU ONPEACICHHOW MOCIEAOBATEIbHOCTH H
KOMOWHAIIMK aJTATUBHBIX M CYOTPAKTHBHBIX OMNEPAIMii BO3MOKHO JIOCTHKECHHUE MHUHUMHU3AIUU
oTkioHeHui mnosepxHocTedl g0 0,03 mm. OpHako, aBTOpbl MOAYEPKUBAIOT, UYTO JOCTHUKEHUE
CTPOTHX JIONYCKOB IO pa3MepaM © (opMe oOCTaeTcs CIOXKHOW 3amauei, TpeOyromein
WHIUBUAYAIBHOTO TIOJIX0a K KOKIOMY KOHKpeTHOMY cinydaro. OnHol u3 3a1a4d B pabote [lepeiips
u gap. [10] Obuto0 wWccenoBaHWE PEXUMOB (pe3epoBaHUE HA KAueCTBO IMOBEPXHOCTHOTO CIIOS
KOHCTPYKTUBHBIX 3JIEMEHTOB, MOJIydeHHbIX TexHosorueit DMD. beuio ormedyeHo, uro mpu
WCIOJIb30BaHUHU MOMYTHOTO (hpe3epoBaHUs IIEPOXOBATOCTh 3HAUMUTEIBHO CHUXKAETCS (10 6 MKM),
9TO JIeNaeT ATy TEXHOJIOTHUIO 0oJiee MOAXOMSIIEH Ui TOJYyYHCTOBBIX M YHCTOBBIX OMEpaIuil ¢
TOYKH 3PEHUS KauecTBa IIEPOXOBATOCTH MOBEPXHOCTH.
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OavH W3 BapuaHTOB TMOCTOOPAOOTKM STO ajaMa3HOE BBITJIAKMBAHHE, KOTOPOE MOKHO
MPUMEHSTh JJIsl MOBBIIIEHUS TOYHOCTH (popmbl. Panee aBTOpBI ATHX CTaTbU H3y4dajdd TOYHOCTb
pasmMepoB u (OpPMBI JeTalield, HW3TOTOBJIICHHBIX W3 TOHKOCIOWHOW cramm, 0e3 Kakou-1mbo
nocnenyromeid oopadorku [11]. MccnenoBanus mokasaiu, 4TO MOTPEHTHOCTh (HOpMOOOpa30BaHUS
3aBUCUT OT IMAapaMETPOB Ipoliecca CEJIEKTUBHOIO JiazepHoro cruiaBieHus (SLM). B wactHoCTH,
ObUIO MPOAHATM3UPOBAHO BIMSHHUE NapaMeTpoB SLM U aliMa3HOro BBIMIaKMBAHUA HA YIIy4IlEHUE
IEPOXOBATOCTH MOBEPXHOCTU U3JEIINMA, CO3/TAHHBIX C UCIIOJIb30BAHUEM JIJAHHOM TexHosoruu [12].

HecmoTps Ha cylecTByromMe TOCTHKEHUS, TeMa MOCTOOPabOTKM OCTA€TCs aKTyalbHOW U
HE JI0 KOHIA W3yYeHHOH o6nactpio. B  ganmpHEWIIMX UCCIEIOBAaHHMAX CTOUT H3YYUTh
KOMOMHHUPOBAHUS PA3IMYHBIX METOJIOB OCTOOPAOOTKU C aIIUTUBHBIMU TEXHOJIOTHSIMH U BBISIBUTH
HanOonee A(PQPEKTUBHBIX COYCTAHUN  AJIUTUBHOTO M CyOTPAaKTUBHOIO  TPOU3BOJICTBA,
CHOCOOCTBYIOUIMX JOCTHXKEHUIO ONTHUMAJIbHBIX pPE3yJbTaTOB B O0JACTH TOYHOCTH (POPMBI,
pa3MepoB U MIEPOXOBATOCTU IIOBEPXHOCTH.
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Ceenenus o0 aBTOpax:

3mo6un E.Il., acnupant kadeapsl TEXHOJOTHHM NPOU3BOACTBA jBurareneii. OOmacTh
Hay4YHbIX HMHTEPECOB. TEXHOJOTUS  MAIIMHOCTPOUTEIHHOTO  MPOU3BOACTBA,  AJJUTHUBHBIC
TEXHOJIOTHHU.

REVIEW OF THE CURRENT STATE OF METHODS FOR IMPROVING THE SURFACE
QUALITY OF PRODUCTS PRODUCED BY ADDITIVE MANUFACTURING

Zlobin E.P.!
Samara University, Samara, ep.smr@mail.ru

These theses present an analysis of current methods for improving the surface quality of
products manufactured using additive manufacturing (AM). The key problems that arise in
connection with the roughness and accuracy of products after additive processing are discussed. In
addition, the available methods and solutions for overcoming them are listed, as well as various
achievements in the field of reducing roughness and increasing the accuracy of product dimensions.
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