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BJINAHMUE 30JIbBHOCTHU MATEPHUAJIA MOJIEJIN HA
KAYECTBO OTJIMBOK, IIOJIYYAEMBIX ITPH JIMTBHE I10
BBI’KUT'AEMBIM MOJIEJISIM

INFLUENCE OF THE ASH CONTENT OF THE MATERIAL OF
THE MODEL ON THE QUALITY OF THE CASTINGS OBTAINED
WHEN CASTING BY BURNING-OUT MODELS

Annomayus:  Jlumve no  evldicucaemviM  MoOOeIIM — OOHA U3
PA3HOBUOHOCTEL MOYHO20 JUMbs. TeXHOI02Us L UCTONIL3YEeMC s NPU U320MOBIeHUU
OMBEeMCMEEeHHbIX  Odemaiell,  UCNOAb3YIOWUXCS 80  6ceX  00aacmsx
MawuHocmpoerus. TexHoioecuuecKuti npoyecc Tumss no 8blHCUSAEMbIM MOOETISIM
CX0%C ¢ Opy20l MmexHOoN02Uel MOUYH020 UMb — JUMbeM N0 GbINIABILeMbIM
MoO0eniam, 00HAKo 0baadaem ps0omM NPeuUMyulecmas, a UMEeHHO. ONepPamueHOCbIO

noiy4erus u3()€]luﬂ, 061/14811 9KOHOMUEU 6peMEHU peaiusayuu npoekmada, a maxkoice
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6 HEKOMOpblX CayddaiAx CHUSNCEeHUeM 3ampam Ha mamepuaibsl. BHec)peHue
AOOUMUBHBIX ~ MEXHOJNO2UU HA  JUMEUHOM NpeOnpusmuu  no3eossem 8
3HAYUMETbHOU mepe onmumMusupoeamas np0u3€000m€€HHblﬁ npoyecc.

Knoueesvie cnosa: numve no ewviocuzaemvim mooensim, cmaiv 35J1, ABS,
PLA, xepamuueckas ¢popma.

Abstract: Burnt-out casting is one of the varieties of precision casting. The
technology is used in the manufacture of critical parts used in all areas of
mechanical engineering. The technological process of investment casting is
similar to another precision casting technology — investment casting, but it has
a number of advantages, namely: the efficiency of obtaining a product, the overall
savings in project implementation time, and in some cases, reducing the cost of
materials. The introduction of additive technologies in the foundry allows for an
intensive production process.

Key words: casting according to a burnt pattern, steel 35L, ABS, PLA,
ceramic mold.

HpOHGCC MMpOnU3BOACTBA OTIIMBOK M3 CTallk 35J1 HaumHaeTcsa C
npoektupoBanus 3D-moneneir ortinuBok ¢ JIIIC mpu momomu MHXKEHEPHBIX
IIporpamMM JUisd MOJACIIUPOBAHUS.

[Tomyuennsie Moaenu peodpazoanus B STL dhopmar.

3aTeM OCYILECTBISAECTCS MPOIECC MEeYaTH MOJUMEPHBIX MOJIEJIEH OTIMBOK
o FDM-texnonorun Ha 3D-tipuraTepe u3 PLA u ABS [1].

I[J'IH OIIPCACICHUS 30JIbHOCTHU IIPOBOAUTCS SKCIICPUMCHT, B XOJ€ KOTOPOI'O
MpeBapuTeIbHO HamevyaTaHHble o0pasnsl w3 ABS u PLA xmanyrcs B
KCPAMHUUYCCKHUC YalllkM, 3daTCM BBbIACPIKHNBAKOTCA B KaMCPC OJICKTPOIICUYH IIPH
temrneparype 900 °C no momHoro cropanus. B pesynbrare skcriepuMeHTa
yaaercs onpeaenutb, uto ABS o6anaer MeHbIel Maccoi MpoayKTOB CTOPAHHSI,

gem PLA (taGnuma 1).
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Tabnuna 1 — Pe3ynbrarsl uCnIbITAHUI

Macca oOpa3sna a0 npoBefieHus | Macca ocTaTkoB
Marepuan oOpasua

I/ICHBITaHI/II\/'I, I CI‘OpaHI/ISI, T
ABS 23,227 0,0495
PLA 25,94 0,12

Jnst nonmyueHust kepammuueckux ¢opm wmozaenu ommBok ¢ JIIIC,
HarieyatanHble 1o FDM-texnomorun u3z ABS u PLA, mnorpyxkawrorcs B
CYCIIEH3HI0, OOCBINAIOTCS CyXUM TECKOM JI0 MOJIHOTO HackleHus cios. Cyinka
Ka)KJIOTO HOBOTO CJI0S OCYIIECTBISIETCS B KAMEPE BO3AYIIHO-aMMHUAYHOU CYIIKH.
Ha xaxzapiii 610k HaHOCUTCS OT 4 710 6 CII0€B OrHEYIOPHOTO OKPHITHS.

Monenu BbDKUTAeTCs U3 KepaMUudeckoi (popMbl B KAMEPHOH 3IIEKTPOIICYH.
Hanee dopmbl octeiBatoT 10 80 °C B kamepe Mevu U NpoJI0JIKAIOT OCTHIBATh HA
Bo3ayxe. OcymiecTBisieTcss TMpokaidka (opM B MNPOKAJTOYHOW TMEYH TIpH
temnepatype 900 °C B reueHue 6 yacoB. OCTaTKM 30J1bl YIAISIOTCS IIPU MPOAYBKE
KepaMUu4ecKux Ghopm.

Kepamuueckue ¢popMbl GOpMyIOTCS B ONOKK U OTIIPABISIOTCSA Ha 3aJIMBKY
[2].

[Tony4yeHHble OTAWMBKM OCMAaTpuBalOTCS Ha Haiauuue nedextoB. B
pe3yJibTaTe BU3yaJlbHOTO KOHTPOJIS BBIABIECHO, UTO B TEJI€ OTIIMBKH, OJTYYEHHOMN
IpU JIUThe B KepaMHueKylo ¢GOpMy, HU3TOTOBICHHYIO T0 Moaenu u3 PLA,
MPUCYTCTBYIOT KpPYIHBIE T'a30BbIE PAKOBUHBI, HE MOMJIECKAILIME HCHPABICHUIO
3aBapkod. [IpyumHOIl 00pa3oBaHMs ra30BbIX PAKOBUH IMOCTYKHJIO BCKHUIIAHUE
AKUJKOTO METajla MpU B3aUMOAECHCTBUM pacillaBa C MNPOAYKTaMU CTrOpaHUs
MOJIMMEPOB HE YIaJIEHHBIMU JI0 U3 MOJIOCTU (POPMBI.

I[Ipu nutbe 1O BbDKHUraemMbiM MozensaM u3 ABS-miiacthka ynanoch

MOYYUTh TOAHYIO [3] oTuBKy U3 ctanu 35J1.
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Takum 00pa3oM, MOMKHO CHENaTh BBIBOJ, YTO 30JIBHOCTh Marepuaia
MOJENN MPSAMO WM KOCBEHHO BIIMSET Ha KadyeCTBO OTIMBOK M3 crtamu 35JI,

MoJIy4a€MbIX ME€TOAOM JIMTH 11O BBIDKUT'Aa€CMBbIM MOACIISAM.

Tabnuma 1 — Pe3ynbrarsl UCHIBITAHUI

Macca obOpa3sna a0 npoBefieHus | Macca ocTaTkoB
Marepuan oOpasua

HCHBIT&HPIIZ, I CI‘OpaHI/IH, T
ABS 23,227 0,0495
PLA 25,94 0,12
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