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AHHOTAUS

Ipeamer uccaenoBanusi. PaccMotpeH oauH U3 3QPEKTOB, BO3HUKAOIIUX IPU MEYATH 10 TEXHOJOTHH IKCTPY3HH
MaTepuaja Wi MOCIOWHOTO HAIJaBICHUs, KOTOPbIH HAa3bIBAETCS HEXKENIATeJbHONH NMHAMUKOM IKCTPY3UH. DTOT
s¢dexT mposBIseTCs MpU OONBIINX YCKOPEHHAX MEYaTAIOIIEeH TOMOBKY M MPUBOAUT K HAIJIABICHUIO B yIVIaxX AeTalen
1 HEPOBHOCTSIM IEUaTHOTO cios. YTOOBI MUHHUMH3HPOBATH 3TOT 3(D(HEKT, B COBPEMEHHBIX CHCTEMaX yNPaBICHUS
TIPUMEHSIOTCS AITOPUTMBI KOHTPOIIS AuHaMuku Advance. OHAaKO Takue HEIOCTATKU KaK HHEPTHOCTh, HEOOXOANMOCTh
SKCIEPHMEHTAIBHOTO OIIPEJIEICHUsI CTEEHH KOMIIEHCAINH, a TAKKe HEONPEe/IeIICHHOCTh BIMSHUS MaTepuala, FTeOMEeTpHI
COILIa M ITapaMeTPOoB Ipoliecca Ieyary Ha paboTy alropuT™Ma He IT03BOJISIOT HCIOIb30BaTh JAHHYIO TPYIITY PEIICHUH B
HPOMBINUICHHBIX MaciuTabax. Metoasl. [IpescTaBieHo ucciejoBaHe BIUSHUS CICAYIONINX XapaKTePUCTUK TIeUaTH:
TUIIOB MaTepuaja U 3KCTpyAepa; TeMIepaTypbl MaTepuala; TeOMETPUH CJIO0s M COIUIAa Ha MPOSBICHUE AMHAMUKH
9KCTPY3HH IyTEM HPOBEACHHUS CEPUU IKCIIEPUMEHTOB. TecTbl BbINONHEHbI Ha TpexmepHoM npunTepe Creality Ender 3.
ITomy4eHHble SKCIIEpPIMEHTATbHBIE JAHHBIE MO3BOJSAT PACIIMPHTH MOHUMAHUE BIUSHUS JUHAMHUKH SKCTPY3UH IPU
FDM-neuaru, a Takke Haii1yT IPAIMEHEHHUE ST MOIU(PHUKAIIIH CYIIECTBYIOMINX alTOPUTMOB YIIPABICHUS JMHAMUKOM.
Ipencrasnena momu¢ukamnus amropurma Advance Ha OCHOBE MallIMHHOTO o0yuenws. [IpeaoxkeHo BHEIPUTH allTOPUTM,
comeprkamuil [Be o0ydeHHbIE MO HeHpOHHOM ceTn. OQHA MOJENb IPEICKA3bIBACT U3MEHEHHUSI HAIIPABICHUS
JIBIDKEHHMSI I1eYaTaIOIICH TOIOBKHY JUISI MUHUMHU3AINH OCTaTOYHBIX Ae()EKTOB 1 MOBBIIICHHS CPEIHEH CKOPOCTH IIeUaTH.
Bropas Mozens NporHo3upyeT napamMeTp KOMIICHCALMH JJIsi KOHKPETHBIX YCJIOBHH neyaTn 06e3 HeoOX0ANMOCTH
pyuHoii kann6poBky. OcHOBHBIE pe3yabTaThl. [Ipeioxkena HelipoHHast ceTh, MO3BOJISIIONIAS ONPEACIATh MapamMeTp
KOMIIEHCAIMH B 3aBUCUMOCTH OT TUIIA MaTepHUaJa, TONIINHEI CJ10s, TEOMETPUH COILIA U TeMIiepaTypsl euat. O6ydyeHne
HEWPOHHOI CEeTU BBIIIOTHEHO Ha OCHOBE SKCIEPHUMEHTAIBHBIX JAHHBIX. Pa3paboTaHHBII aNrOpHUT™M BHEAPEH B alTOPUTM
Linear Advance cucremsl ynpasienus Marlin u nporectupoBan Ha ycranoBke Creality Ender 3. DxcnepumeHTHI
MOKAa3aJId, YTO pa3paboTaHHAs MOJENb CIIOCOOHA YCIEIIHO IPOTHO3UPOBATh TPEOyeMyI0 BEIMINHY KOMIICHCAIIUU U
MOKET OBITh IPIMEHEHa BO BpeMs porecca nedatd. [lpakrudeckast 3HaunMocTs. [Ipeuroxkennas Moxudukanys
anroput™Ma Advance moMoxxeT oOJIETYUTh U aBTOMAaTH3HPOBATh MPOIECC KOMICHCAIIMH JUHAMUKY DKCTPY3UH, YTO
PACIIMPHUT BO3MOXXHOCTHU IIPUMEHEHHSI TPEXMEPHBIX IIPUHTEPOB B IPOMBILIICHHBIX yCIOBUSX. [1oyd4eHHBbII alroput™
MOXKET IMMOBBICUTH TOYHOCTb U CKOPOCTH M€YaTH, YTO BIIOCJICIACTBUU IMOBBICUT JKOHOMHUYCCKYIO HE3AaBUCUMOCTDL U
KOHKYPEHTOCIOCOOHOCTh MaNbIX MPOEKTHBIX OpTaHU3alui U Mpeanpuatuii Poccun, mpuMeHSIOMMUX TPeXMEpHbIe
npuHTephl. [lomydeHHsIe pe3yabTaTsl pabOThl PACIIMPST BO3ZMOKHOCTH OBICTPOTO MPOTOTUIMPOBAHUS U obecreyar
YCKOpEHHE CO3[aHHs ONBITHBIX MApTHH.
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Abstract

This paper discusses the effect called undesirable extrusion dynamics that occur during material extrusion printing or
fused deposition modeling. This effect is revealed during high acceleration and deceleration of printing head and results
in over-extrusion on corners of parts and printed layer unevenness. To minimize this effect, modern control systems use
Advance algorithms for dynamics control. However, such disadvantages as inertia, reduced printing speed, need for
manual calibration, as well as uncertainty of the influence of material, nozzle geometry, and printing process parameters
on the algorithm performance do not allow this group of solutions to be applied on an industrial scale. The paper presents
a study of the influence of printing characteristics, such as material type, extruder type, printing temperature, layer
and nozzle geometry, on extrusion dynamics through a series of experiments. The experiments were carried out on a
Creality Ender 3 printer. The obtained experimental data will allow us to deepen the understanding of extrusion dynamics
influence in FDM printing; they are also used in the present study to modify existing dynamics control algorithms. The
paper proposes a modification of Advance algorithm based on machine learning. It is proposed to implement an algorithm
containing two trained neural network models. One model predicts changes in printing head motion to minimize residual
defects and increase average print speed. The second model predicts the compensation parameter for specific printing
conditions without the need for manual calibration. A neural network model was trained to determine the compensation
parameter depending on the type of material, layer thickness, nozzle geometry and printing temperature. The model
was trained based on experimental data. The developed algorithm was introduced into Linear Advance algorithm of the
Marlin firmware and tested on Creality Ender 3. The experiments showed that the developed model can successfully
predict the required compensation and can be applied during the printing process. The proposed algorithm helps to
facilitate and automate the process of extrusion dynamics compensation which will expand the possibilities of FDM
printers’ application in industrial conditions. The obtained algorithm can improve the accuracy and printing speed which
will subsequently help to increase the economic independence and competitiveness of small design organizations and
enterprises in Russia that use 3D printers. This research expands the possibilities of rapid prototyping and may help to
ensure the rapid creation of pilot batches.
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3D printing, additive manufacturing, advance, extrusion dynamics, pressure control, extruder, fused deposition modeling,
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BBenenune

Onna u3 Hambosiee pacpOCTPAHEHHBIX TEXHOJIOTHH
aJIMTUBHOTO IPOU3BOJICTBA — TPEXMEpHas Iedarb 1o
METOAY SKCTPY3UN MaTepHaja MK ITOCIOHHOTO HallIaBiIe-
uus (FDM, fused deposition modeling), Takxke nu3BecTHas
KaK M3rotoBieHue cnocodom HarmasineHus Hutel (FFF,
fused filament fabrication). IlepBbIii TepMUH OBLT BBEICH
n3obpeTaresneM TEXHOJIIOTHH U COYYPEUTENIeM KOMIaHUU
Stratasys Ckorrom Kpammom!. TTocne ucreuenus cpoka
JieficTBUS aTeHTa Ha TexHonoruio B 2009 rony cTopoHHHE
KOMITaHUH TIOJTyYHIIH BOBMOXKHOCTB pa3paldarbiBaTh MPHH-
TEpbl Ha OCHOBE 3TOT0 METO/1A, a It 00X0/1a FOPHIHIECKUX
orpanuueHuit npumMensierca tepmuH FFF.

Texnonorus FDM npearnonaraer ¢popmMupoBaHue Tpex-
MEpHBIX 00BEKTOB ITyTEM I10CIIEJOBATEILHOTO HaIlIaBIIe-
HUSI CJIOEB Marepuala Mo KOHTypaM 33laHHOH nupoBoit
Mozenu. B kauecTBe eyaTHOro Marepuaa uCIoIb3yrOTCs
TEepMOIUIACTHI B )OpME HENPEPBIBHBIX HUTEH. HuTh moza-

! [Dnextponnsiii pecypc]. Pexum goctyna: https://www.
stratasys.com/en/about-us/history/ (nara obpamierus: 20.05.2022).

eTcsl B 9KCTPYJIEP, YCTPOUCTBO ¢ MEXaHMUYECKUM TIPHBOJIOM,
KOTOPOE HAMPABIISIET €€ K HarpeBaTeIbHOMY dleMeHTy. OH
pacIuIaBiIsieT MaTepHal, KOTOPBIH 3aTeM BBIBOAUTCS depe3
COIUIO Ha MOAJTIOKKY HIIH MPEABITYIINE CIOH.

Onun u3 5¢PeKToB, MPUBOAILIMX K Ie(eKTaM reyaru,
— HeXXeJaTesbHas TUHAMMKA SKCTPY3HHM, BBI3BaHHAS 3a-
Ma3/bIBaHUEM N3MEHEHHS IaBICHUS MaTepuaa B COIUIE 110
CPaBHEHUIO C I3MEHEHUEM CKOPOCTH NEYaTAIOIIEH TOIOBKH
akcrpynepa [1]. Dddexr nposiBisiercs mpu pe3koM pasrone
U TOPMOYKEHUU MeUaTaroliei roIoBKU U MPOJEMOHCTPUPO-
BaH Ha puc. 1. [Ipu pe3kom pasrone (ydacTok 2) qaBjicHHUE
B COIUIEC HE YCIICBACT YBEIMYUTHLCS TaK K€ OBICTPO, KaK
CKOpPOCTh MepeMelieHns pabodero oprana, ¥ Ha cioe 00-
pazyercs yTsHKUHA, KOTOpasi TOCTETICHHO YCTPAHSIETCS PU
HOBOM YCTOSIBIIIEUCS CKOPOCTH (YIaCTOK 3). AHAIIOTHIHBIM
00pa3oM MpH TOPMOKEHHH JIaBJICHHE €IIle KaKOe-TO Bpe-
M$ OCTAeTCsl BEICOKMM M 00pa3yeTcsl HAIUIBIB MaTepHasa
(yuactku 4-5). Yame Bcero Ha nedyaru JaHHbBIH dPPeKrT
MPOSIBIISICTCS B BUJI€ HAIUIBIBOB B YIJIaX, I/l OOBIYHO Tpe-
OyeTcst TOpMOXKEHHE, a TAaK)KE B BHJIE HEJ0IKCTPY3HH TIPH
nepexozie OT MeyaTy BHEIIHUX CTEHOK K 3allOJHEHUIO, I/1e
MPOUCXOJUT CTPEMUTENbHBINA pa3roH. [ockonbky onu-
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Puc. 1. TunnuHas kapTHHA Ne(EKTOB CIIOS TPU yCKOpEHHN/
TOPMOYKCHUU

Fig. 1. Typical pattern of layer defects during acceleration/
deceleration

CaHHBIE Ne(PEKTHl CYIIECTBEHHO BIUIIOT Ha MOTydaeMbIe
JOITYCKH U Ka9eCTBO IMMOBEPXHOCTH, MMOTyUEHHBIC JETaN
4acTo TPEOYIOT MOCTOOPAOOTKY ISl yIalleHUs JTUIITHETO
Mmarepuana. 1 ecau HarmIbIBBI MOTYT OBITH YCTPAHEHBI J10-
MOTHUTETHHON 00pa0OTKOM, TO HEZOIKCTPY3HSI OTHOCUTCS
K KaTeropuu HeMCIpaBUMOoro Opaka.

YroObl MUHUMH3UPOBATH JaHHBIC 1e()EKThI, HE0OXO-
JVMBI aJITOPUTMBI YIIPaBICHUS SKCTPY3HEH, CIIOCOOHBIE
PeryaupoBarh TEMIIbl SKCTPY3HH, B COOTBETCTBHH C U3-
MEHSIOIICHCS CKOPOCTRIO TIEYATAOMICH TOJNIOBKU, U 3TUM
TTO/ICP’KUBATh TIPABUIIBHYIO TCOMETPHIO CIIOS.

ITocTanoBka 3agaun

B nacrosiiee Bpems CyliecTByeT IpyIa alropuTMOB
(umenyemsbix Advance), KOTOpbIE UCIIOIB3YIOTCSI B CHCTE-
Max YHCJIOBOTO IporpaMMHoro ynpaeienus (UITY) mis mu-
HUMU3AIMA HETATUBHOTO BIMSHUS JHHAMUKH SKCTPY3HU.
B anroputmax Advance mepen TOpMOKEHHEM TTPOU3BO-
TUTCS OTIOTHUTENBHBIA PETPAKT (BTATHBAHUE MaTepHalia
00paTHO B COIIIO), a TIepel YCKOPEHUEM — JOTIOHUTEIh-
HBI BBIBOJ MaTepHaia, 9TO CTAOMIN3UPYET JaBICHHEC B
COIUIE MIPY U3MEHEHHUH CKOPOCTH. PacyeT TOMONHUTENbHBIX
PETPaKTOB U BBIBOJOB MaTepHasia BHIMOIHEH C MTOMOIIBIO
KOPPEKIIUHU MTepeMEeHHONH 00BEMHOTO pacxoja IacTHKa,
IIPUMEHSIEMON B CUCTEMaXx YIPAaBICHUS [1€4aTblO, CIIELU-
aJIbHBIM [1apaMeTPOM KoMIeHcauu K 4.

JlaHHBIC AITOPUTMBI HMCIOT PSIJT CEPhE3HBIX HETOCTAT-
KOB, HE MO3BOJISIFOIIIX HUCIIONH30BATh UX B IPOMBIIIICHHBIX
Macmrabax. Bo-niepBhIx, TpeOyemoe 3HaYeHUE mapameTpa
KOMITCHCAITMA MOYKHO HAHTH TOIBKO AKCIIEPUMEHTAIHHO,
a TIOCKOJIBKY TTapaMeTp 3aBHCUT OT OOJIBIIOTO KOJUIECTBA
rmapaMeTpoB MeYaTH, ero HeoOXOAMMO HaXOIUTh BPYU-
HYIO JUIS Ka)KJIOTO KOHKPETHOTO CiIydas, 9TO 3aHUMaeT
MHOTO BpeMEeHHU. B 11esoM oTCcyTCTBUE MCCIEI0BAHUN B
STON 00JACTH MPUBOAUT K HEONPEAEICHHOCTH TOTO, KaK
Ha JWHAMHUKY DKCTPY3UH BIHUAIOT pa3JHYHBIE Xapak-
TEPUCTHUKH Ipoliecca (BBICOTA €05, MaTepua, TeMIepa-
Typa u reoMeTpusi coruia) [1]. Bo-Bropsix, 3¢ eKkTHBHOCTH
QJITOPUTMA CYIIECTBEHHO CHI)KACTCS M3-3a 3a/ICPKKH, KO-
TOpasi BO3HUKAET MEXKIy IIEPBBIM IMOSIBIICHUEM Jc(eKTa
¥ eT0 KOMIICHCAINCH, TPUBOASAIICH K OCTaTOUYHBIM Je(hek-
TaM ¥, KaK CIICICTBUE, K CHIDKCHHUIO CPEIHEH CKOPOCTH
TIeYaTH.

Hacrosiast pabora HanpasiieHa Ha UCCIIEIOBaHNE BIIU-
SIHUSI XapaKTEePUCTHK I1€4aTH, TAKUX KaK THII MaTepuaa,
TeMIieparypa, napamMeTpsbl CJIosl ¥ COIUIA, Ha JUHAMUKY JKC-
TPY3HH, a TAKXKE Ha MOIU(UKAIHIO anropuTMoB Advance,
KOTOpast II03BOJIUT YCTPAHUTH CYILIECTBYIOIINE HEOCTaTKI
U yIy4IIUTh KauecTBO U ckopocTh FDM-neuaru.

[pemnoxxena momudukarms anroputMa Linear advance,
npumMensiemoro B cucteme ¢ YIIY Marlin, Ha ocHOBe Ma-
IIUHHOTO 00yueHus!. BHeapeHbl aBe Mojean 00y4eHHOM
HelipoHHOU cetu. IlepBas Mozxenp NpeacKas3blBaeT U3Me-
HCHUSA HAITPABJICHUSA JBHKCHUA Heana}omeﬁ T'OJIOBKH, KO-
TOpBIE ITPUBOAAT K U3MEHEHUIO CKOPOCTH, JJIsl YCKOPEHUS
npolecca KOMIEHCAIMH. DTO TI03BOJIUT YMEHBIIHUTh Hera-
TUBHOE BJIMSIHUE MHEPLIMOHHOCTH aJITOPUTMA U YBEIHUYHUTD
CPEJTHIOI0 CKOPOCTh Iledatu. Bropast Mozens nporuo3upyer
3HAYCHUE TIapaMeTpa KOMIICHCALUH TPH KOHKPETHBIX yC-
JIOBUSIX I1€YaTH, YTO MO3BOJISICT N30€KaTh HEOOXOMMOCTH
MIPOBEACHUS YKCIIEPUMEHTOB.

Pe3ynpraToM BHEIPEHUS MOJENN CIYXKHUT ONTHMU3a-
ST QITOPUTMOB, HCIIOJIb3YyEMbIX B CHCTEMAX yIPABICHUS
FDM-neuarsio.

Pabora npoBesieHa B paMKax Hay4HO-HCCIIET0BATEIb-
CKOTO mpoeKTa «MeTo/ibl HICKYCCTBEHHOT'O MHTEJUICKTa
Juis Kubeppu3nueckux cucrem». TpeXMepHBIid pUHTEp
SIBJISIETCSL OJTHUM M3 SIPKUX NPUMEPOB KHOSpPU3NUECKOIM
CHCTEMBI, BKJIIOYAIOIIEH B ce0sl MHTEIUIEKTyaIbHbIE U (Pu-
3WYECKHE COCTaBIISIONINE.

Llens paboThl — BHEAPEHNE HHTEIUICKTYJILHOM CHCTe-
MBI, HAIIPaBJICHHOH Ha yaydIIeHne (PU3MIECKOro mpolecca
TeyaTH.

BrinonHen aHanu3 cyiecTBYOMMX UCCIEI0BAaHUN A1-
HaMHUKHU 3KCTPY3HH, a TAKXKE aJTOPUTMOB €€ KOHTPOJIS.
OmnucaHbl TEOPETHUECKHUE OCHOBBI AJITOPUTMA U PACKPBITHI
€ro HEA0CTaTKH. HpI/IBe}leHBI PE3YIBTATHI UCCIICAOBAHUA
BJIMAHUA XapaKTCPUCTUK NT€YATH HA JUHAMUKY SKCTPY3UH,
a Tarxke 000CHOBaHUE BBIOOPA UCCIIEAYEMbIX ITapaMETPOB,
TUIaHa YKCIIEPUMEHTOB, TPUMEHIEMOTO 000PYAOBaHHS U
nporpamMMHoro obecrieuenusi. [IpuBeneno odocHoBaHMe
npeuIokeHHoH Moaudukanun anroputMa Linear advance,
a TaKoKe aHAJIM3a IOJTYYECHHOTO aITOpHTMa Ha OCHOBE HEl-
POHHOH CETH.

O030p mpegMeTHOI 001acTH

O06nacTh aTUTHBHOTO MPOM3BOJICTBA ¥, B YACTHOCTH
FDM-nieuaru, B HacTosiiiee BpeMs JUHAMUYHO Pa3BUBa-
ercst. CooOIIeCTBO SHTY3MACTOB aKTHBHO BHENIPSICT HOBBIC
METOIUKH, IPEXK]IC YeM OHH OYIyT MCCIICIOBAHBI U Harle-
YaTaHbl B HAYYHBIX paboTax.

OmHa U3 TaKUX HOBBIX, ITUPOKO MCIOIB3YEMBIX, HO
eIle He OIMMCAHHBIX, TEXHOJOTHH — TPYIIa aJrOPUTMOB
Advance s KOMIeHCAIH Ie(EKTOB, BEI3BAHHBIX HEXKe-
JIaTeIbHOM JMHAMUKOM SKCTPY3UH, BOSHUKAIOUIEH P pas-
TOHE/TOPMOXKCHHUH TI€YATAIOIICH TOJIOBKU. B CBs3M ¢ TeMm,
41O paboTa HaJ ITUMH aJITOPUTMAMHK BEACTCS B OCHOBHOM
OTKPBITBIMH COOOIIECTBAMH, OOIBITUHCTBO HCTOYHHKOB,

I [Dnektponnsiii pecypc]. Pexxum noctymna: http://marlinfw.
org//docs/features/lin_advance.html (mara obpamenus:
05.05.2022).
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HCIIONIb30BAaHHBIX B JJAHHOM pasjiene, He OTHOCSTCS K Ha-
YUHBIM paboOTaM.

JlaHHBIIT METOJ KOHTPOJISI OJTYYeH OTHOCUTEIBHO He-
naBHO. [1epBblIif allTOPUTM € OTKPBITHIM HCXOTHBIM KOJIOM,
MIPUMEHEHHBIN JJI1 MUHUMHU3AIM1 OITUCAHHBIX Je(eKToB,
pazpadoran Mattom Pobeprcom (Matt Roberts) 8 2019 romy
u noyunt Haseanue Advance!. TTozke oH ObLI peanu3o-
BaH B cucTeMe ympasieHus Marlin. ATropuTM OCHOBaH
Ha YTBEPXKACHHUM, YTO IVIaBHAS MPUUNHA HEPOBHOCTEH
CJ10 — CKaTHe HUTU BHYTPU DKCTPYAEPA, a TAK)KE Maje-
HUE JIABJICHUSI B COILIC M3-32 CHJI, BHI3BAHHBIX YCKOPEHHUEM
Matepuana. Onnako nosxe bepuapa Kyouuek (Bernard
Kubiceck) yka3zan, 4to Ha otepro JjaBieHus B COILIE B O0JIb-
LIeH CTeIEeHH! BIUSIOT CHIIbI TPEHHSI, @ HE CHJIBL, BBI3BAaHHBIC
yckopeHneM. Ha ocHoBe mociennei unen pa3padoTanKu
MIpeJICTaBUIN HOBYIO Bepcuio ainroputma JKN-advance
115 TiporpamMmHoro obecnieuenus Sailfish?. Ha Gase Tex xe
¢msmueckux npuHIUNoB CedactrsH [Tormm (Sabastian Popp)
paspaboTan aIropuTM IS TPOTPaMMHOTO 00eCIIeUeHHUS
Marlin. On Ha3siBaeTcs Linear advance u B Hacrosmiee
BpeMsI ABJIsieTCA HanboJee 9acTo NCIONb3yeMOil BepCHEn.

PackpriTie Bonpoca, CBSI3aHHOIO ¢ AMHAMUKOM 3KC-
TPY3UH B aAAUTUBHOM IIPOU3BOACTBE, B HACTOAIIEC BPEM
CTAJIKMBAETCS C HEXBATKOW Hay4YHBIX paOOT, CBSI3aHHBIX C
FDM-neuarsto. B pabote [2] npuMeHeHO 000pyI0BaHHE
Stratasys ayst pa3pabOTKH CTpaTeruy yIpaBJICHNs TOTOKOM
Marepuaia. OTMETHM, YTO JlaHHAsl paboTa 3aKio4yaslach
B pa3pabOTKe IEKTPOHHON CXEMBI M OCHOBBIBAJach Ha
TIPEITOIOKEHUH, YTO TEIUIoNepeada, a TakKe XapaKTe-
PHUCTHUKH, Ha KOTOPBIE BIUSAIOT CKOPOCTh U TEMIIEpaTy-
pa — OCHOBHAs MPUYMHA TUHAMUKN SKCTpy3uH. Pabora
[1] comepkuT MaTreMaTHYEeCKHE MPUHIIUIIB aJTOPUTMA
Advance u uccienyer 3aBHCUMOCTb MEXAY TOIIIHHON
CJIOS1 ¥ IPOU3BOJIUTENILHOCTBIO AJITOPUTMA.

B Poccum takke umeroTcs paboThl, ONMUCHIBAIOIINE
Mpo0JIeMbl HEPABHOMEPHOCTH 3KCTPY3UH, OJHAKO B HUX
npuuuHOi ddekra paccmarpuBaroTcs KojaeOaHUs TeM-
neparypsl. Hanpumep, B [3] npuBeneHa nuHaMuueckas
cUCTeMa KOHTPOJIS TeMIIepaTyphl SKCTpyAepa, KoTopas
TI03BOJISICT CHU3UTD KOJIEOAHMS! TOJIIINHBI CJIOS TTPH MeYaTH.
OnHako 3(GeKThI HeT0IKCTPY3UH U EPEIKCTPY3HH C TOU-
KM 3pCHUS] N3MCHEHUSI JABJICHUS B COIIIC ITPU M3MEHEHNH
CKOPOCTH TeYaTH HE pacCMaTpHUBAIOTCA. TakKe MMEI0TCS
MaTrepHuabl OT MPAKTHUKOB-3HTY3HAaCTOB, KOTOPBIE PACIIpoO-
CTPAHSIOTCS Yepe3 COOOIIECTBa B COLMATIBHBIX CETAX U
(dopymax3, HO OHU CBOIATCS K ONMMCAHUIO d(peKra u Ha-
crpoiiku anropurMa Advance?.

Ha ceronnsimiHuii 1eHb HET UCCIIEAOBAHUN WU pa3-
paboTOK B 00JACTH YIPABICHUS TUHAMUKON 3KCTPY3HH,
HalpaBJIeHHbIX Ha MOBBIIIEHUE Y(PPEKTUBHOCTH aJITOPHT-

! [Dnextponnsiii pecype]. Pexum mocryna: https://reprap.
org/wiki/Mattroberts’ Firmware (nara odpamenust: 15.05.2022).

2 [DnexTponnbiit pecype]. Pexum mocryna: https://web.
archive.org/web/20210120142459/http://makerbot.wikidot.com/
jetty-firmware (mara oOpamenus: 28.04.2022).

3 [Qnexrponusiii pecype]. Pexxum nocryma: https://3dtoday.ru/
blogs/nayuch/get-rid-of-the-sag-on-the-corners-or-linear-advance
(mara obpamenus: 01.06.2022).

4 [DrnekTpoHHbIi pecypc]. Pexnm nocryna: https:/3dgram.ru/
nastrojka-linear-advance/?utm_referrer=https%3A%2F%2Fwww.
google.com%2F (nara obpamenus: 01.06.2022).

MoB Advance. Kpome Toro, HeonpeeleHHOCTb BINSTHHS
Ha AMHAMHKY Pa3JIMYHBIX MapaMeTpoB Ipolecca IevyaTH
NPHUBOJUT K HEBO3MOXKHOCTH pa3pabOTKM CHCTEMBbI aHa-
JUTHUYECKOTO PacyueTa CTENEeHH TPeOyeMOil KOMIICHCAIHH.
B pabote [1] ynomuHaeTcss HEOOXOAMMOCTD TOTYYCHUS
AaBTOMATH3MPOBAHHOTO criocoda pacdera napamerpa K4,
a TaKKe BAKHOCTD JAJIbHEHINIETO MCCIICIOBAHNS BIUSHUS
apaMeTpoB Iporecca (Marepuana, TEMIepaTypsbl, FeoMe-
TPHU CIIOS ¥ COIIJIA) HA MPOSBIECHHUE Ne(EKTOB U BIUSIHUS
JTUHAMUKH KCTPY3UH HAa TEOMETPUIO U3ICTIHSL.

AJITOPUTM KOHTPOJISI TMHAMUKHU IKCTPY3HH.
Ipunuun padoThl M HEIOCTATKH

PaccmoTprM prHITUTT pabOTHI METOAA KOHTPOIIS THHA-
MHKH KCTPY3HUH Ha IIpUMepe HanOoJiee pacpoCcTpaHeHHO-
ro anroputMa Linear advance.

JlaHHbBIE nedopMalMK MEYaTHOTO CIOSI MOT'YT BBI3BI-
BaThCS CIENYIOIIUMH SBICHUAMHU: NEPENasoM aBICHUS
B PACIJIABICHHOM IUJIACTHKE BHYTPHU COIIJIA, BHI3BAHHBIH
YCKOPEHHEM MaTepHaa; OTKIOHEHHEM IMOJIO0KEHHUS KO-
Jieca, HalpaBIIAOLIEro MaTepuai, OTHOCUTENIBHO COIIa;
JedopManyeil HUTH MEXIY HalpaBISIOIIMH U COTIIOM;
OTKJIOHEHUEM TpyOku boyneHa, HampaBisOmed HUTH;
3aBHCSIIEH OT HAarpy3Ku (Ha30BOH 3aIepKKH B MIATOBOM
JBUTaTEIe dKCTpyaepa [2].

B pa6ore [1] mano moapoOHOE onrcaHne MaTeMaTHye-
CKHX OCHOB aJTOPUTMA, JJIS TIOJIYYCHUS TPEACTABICHIS
0 MPHUHLHUIAX ero PaboTHl AaTUM KPaTKOE OMUCAHHE €TO
(hu3MUECKOTO CMBICIIA M MATEMATHUECKYIO (DOPMYITHPOBKY.

[Ipenmonokum, 4TO CUCTEMA IKCTPYAEP-HUTh-COIIIO
KBa3MCTaTUYECKasl, TO3TOMY CHJIbI, BO3HHKAIOIIUE MEXITY
HarpaBJSIOIIEeH TPYOKOIH M HUTBIO, PaBHBI CHJIaM, BbI3BaH-
HBIM IIEpenaioM JaBleHus B comie. Bkman cuisl TpeHus,
BO3HHUKAIOIIEH MEXy HAIpaBISIOUUMU U COILIOM, HE
YUUTBIBAETCSI, TAK KaK MY HUTBIO MJIACTUKA U CTEHKAMH
HAIPABJIFONICH TPYOKH OOBIYHO UMECTCS JHaMETPaTbHBII
3a30p 10 0,25 MM, IpY 3TOM MOCIEIHS, KaK IPaBUII0, UMe-
€T MTOKPBITHE ¢ HU3KUM K03 duitmenToM Tperns. B cuibl,
BO3HUKAIOIIKE B COILIC, BHOCST BKJIAJ CHIIBI TPeHUs F, 1
yCKOpeHue Marepuana I,

[Toka)kem, 4TO CHJIBI, BEI3BAaHHBIE YCKOPEHUEM, SBIIAIOT-
cst npeobnazarommmu. Cuity TpeHus F; IOy YnM, UCTIONb-
3ys1 ypaBHeHue XareHa—Ilya3eiins, eciu NpuHATH TEUEHUE
Marepuaia B COIUIE JAMUHAPHBIM!

Ef: APonut = TCS“Lvout’

TIe APf— MaJicHUE JTaBJICHUS B COIIJIC, BEI3BAHHOE CHIION
TpeHust; A ,,, — NONEPEYHOE CEYEHUE COILIA; |l — BI3KOCTb
Marepuana; L — JjIMHa BBIXOJHOIO OTBEPCTUS COILIA;
Vot — BBIXOJIHASI CKOPOCTB DKCTPY3HUH.

Cuutbl, BEI3BaHHBIE YCKOPEHHEM MaTepuaina F,, HailieM
110 3akoHy bepnysu:

out

4
out

pv3ut 1- d4
_ _ mn
F, a— AP, aAin - ] >
rae AP, — najieHne AaBlICHUs B COILIE; A;, — MONepedHoe

CEYeHUe HUTH; p — IUIOTHOCTh Marepuana; d,,, — aua-
METpP OTBEPCTHUS COILIA; d;, — IUAMETP HUTH IUIACTHKA.
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K.B. 3umeHko, M.A. AdaHacbes, M.B. KonecHukos

B panHell Bepcuu aJroputMa Mpe/osiarajoch, 4To
Tepenas AaBjICHUs 10 3aKOHY BepHysun sBiIsieTcs T0MuU-
HupyrouwM. OHaKo ObLIO ITOKa3aHO, YTO CHJIBI TPCHUS Ha
YeTHIpE MOPSIKA BEIIIE, YeM CHIIBI YCKOpeHus. I HinTo-
CTpAIM{ JAHHOTO YTBEPIKICHHS PACCUUTACM 3HAYCHHS CHII
YCKOPEHHS ¥ TPSHUS IS ABYX TUTACTHKOB, IITUPOKO UCTIONb-
3yembix B FDM-meqatn: momunakruna (PLA), nveromiero
wiotHocTh 1250 kr/m3 u Baskocts 200—-1000 ITa-c npu
190-220 °C, u ABS-mnacruka ¢ miotHoctsro 1080 kr/m3
u BsazkocThio 20004000 ITa-c mpu 220-240 °C. {ns PLA
BKJIaZ cui yckoperust F, = 1,50-10-5 H, a Bkmajg cui
TpEeHUS F = 0,3—1,5 H. Jliis ABS 3Ha4ueHuUs COCTaBIISIFOT
1,29:10~5 H u 3—-6 H cOOTBETCTBEHHO.

B pesynbrare moimydum, 4To 3aBHCUMOCTD MEXKIY CKO-
POCTBIO ¥ CHJIAaMH, ICHCTBYIOIIMMH Ha COILIO, CYATACTCS
JMHENHHOH [1]. 3aBUCUMOCTb MEXY CKOPOCTBIO U CKATUEM
HUTH CBSI3aHA C TIOCTOSTHHOM K Mt (paKTOpOM 3ama3/ibiBa-
HUS COOTHOIICHUEM:

QOMt
b
Ain
rre Q,,, — BBIXOTHOU 00beMHBLI pacxon Marepuaina; Al —
BEJIMYUHA CXKATHSI HUTH.

CooTHolIeHNEe MEX/ly CKOPOCTBIO pabovero oprana u
DKCTPY3HH ONPEJENAETCS MPOrpaMMO AeTIEHHs TPEXMep-
HOW MOJIETIM Ha CJIOM (Ci1alicepoM) Ha OCHOBE TeOMETPUH
HUTH, 9b€ MOIEPEIHOE CEUCHUE MPEINONAraeTcst Ipsmo-
YTOIBHBIM C TONYKPYTIBIMU KOHIIaMU [4]. Yike mMeroTcs
PabOTHI IT0 MEUKPOTEOMETPHHU H3CTHH, TOTydeHHBIX FDM-
TIeYaThio, IJ€ ONPENENACTCs CBSI3b ITAPAMETPOB IIpoliecca
U IIEPOXOBAaTOCTH MOBEPXHOCTH, HAIPUMEP MOEINb dII-
JIMTITUYECKUX TOMEPEYHBIX ceYeHUH [5], OCHOBaHHBIE Ha
SKCIEPUMEHTAIBHBIX HAOMIOICHUSIX.

Jlis yckopeHust 1 TopMokeHus: ypaBHeHue (1) MoxeT
OBITH BBIPKEHO KaK:

d Al Kd Qout Qin - Qout KQout
dt dt 4;,,° A Ay’
QOMI + Q()llt (2)
in >
Ain Ain

Al=K (1)

TJIE V;, — BXOIHAs CKOPOCTh IKCTPY3HH; (), — BXOIHOM
00beMHBIN pacxon Matepuana; Q,,, — MPOU3BOTHAS MO
BPEMEHH BBIXOHOTO OOBEMHOTO pacxoja MaTepuania;  —
BpeMst; Al — MPOU3BOHAS CIKATHSI HUTH IO BpEMEHHU.

C npyroit ctopoHsbl, B anroputme Advance BxoaHast
CKOPOCTb V;,, KOPPEKTUPYETCS KaK:

_ - 0 0
Vin = KAvin + Vin (3)

r1e V), — TpeGyemas CKOPOCTh SKCTPY3HH (3a1a€TCs B KOJIE

yIpaBIsoLIell TporpamMmel); K, — mnapaMeTp KOMIIeHca-

TIUH; \'zl% — MpON3BOIHAS TPEOYyeMO CKOPOCTH SKCTPY3UH O

BpeMeHH. BennanHa omnpenensercs sKCIepuMeHTansHo [ 1].
B pesynprare u3 ypaBHerni (2) u (3) momydnm:

Qou _ Qo Lour

0
v + K -
Ain in A

- 4
Ain Ain ( )

[Ipu ycnosuu K = K, Belpaxenue (4) npumer Buj
QoA = ng 41O TpedyeTcs Ul KOPPEKTHOH TOJIIMHBI
cios. Tak kak Ha mepenaj AaBIEHUS BIUSET MHOKECTBO

(hakropoB, FDM-mipuHTEp HEOOXOMUMO HACTPAUBATh MH-
JUBUAYAIBHO I Ka)KJOTO THUIIA MallMHBI, MaTepuaia u
napameTpoB redard, 4ToOsl anroput™ Advance padoran
KOppeKTHO [1].

HecmoTpst Ha TO, YTO MaHHBIM aNroOpUTM CHOCOOEH
3 exTHBHO CTaOUIN3NPOBAThH NaBICHIE, OH UMEET Ce-
PBE3HBIE HEOCTATKH, KOTOPHIE MOXHO PA3ACINTh Ha JIBE
TPYIIIBL.

ITepBas rpymnma cBsi3aHa ¢ yIPaBISIIOLIIM 1apaMeTPOM
xomrieHcanuu K. TTockonbKy €ro 3HaueHHEe 3aBUCUT OT
60MBIIOr0 KOJTMYECTBA XapaKTEPUCTHK COILIA, MaTepraia
U CJIOSI, U MOXET OBITh HAWJECHO TOJIBKO AIMIIUPHUYECKH, TO
IIpY JIF000M M3MEHEHUH YCIIOBHH TI€4aTH ero He0OXO0HMMO
OIIpeJIesIsITh 32aHOBO, YTO TPeOyeT OOJIBILIKX 3aTpar BPEeMEHH
u MatepuainoB. Taxke U3-3a OTCYTCTBUSI UCCIIEIOBAaHUN B
9TOH 00JacTH COXPaHIETCsl HEONPEICICHHOCTh TOTO, Kak
BIIMSIOT XapaKTePUCTHKH IIpOLecca, TaKue KakK BhICOTa
CJI0S1, MaTepuall ¥ TEOMETPHS COTIIA HA TPOSIBIICHNE JTHHA-
MUKH SKCTPY3UH U Ha paboTy anroputma [1].

Bropas rpynma otHOCHTCS K TIpoOieMe HHEPIIMOHHO-
ctu anroputMa. [Ipu kanubpoBKe CKOPOCTH IKCTPY3HUH
MMEeT MECTO 3ajiepyKKa MEXKIy HauyaJloM HpOSIBICHUS Jie-
(hexTa u ero KoMIeHcalyen, YTo IPUBOJUT K OCTATOYHOM
HEpaBHOMEPHOCTH TIOJIy4YE€HHOTO cJIosi. YTOObI ONTYyYnTh
cioi 6e3 ocTaToOYHBIX 1e(EeKTOB, KOMICHCAIIUIO HEOO-
XOIMMO MHMIIMUPOBATh PaHbIIIE, 32 HECKOJIbKO 1Iaros A0
U3MEHEHHUsI CKOPOCTH Mevararomieid rotoBku. OqHaKo Ams
9TOTO MOTPEOYyIOTCSI U3MEHEHUSI B aJITOPUTME, KOTOPBIE OBl
TIO3BOJIVIIN TIPOTHO3MPOBATH M3MEHEHHE JIABJICHHS B COTIIIC
BO BpeMs Irevaru. DTa mpobiemMa TakKe OTPULATEIBHO
CKa3bIBACTCS HA MPOM3BOJUTEILHOCTH: YTOOBI yMEHBIINTD
MPOSIBIIEHNE NHEPLUOHHOCTH, CHIKAETCSI CPEIHSS CKO-
POCTb Ieuarty, a 3Ha4MT, pacTeT BpeMs nedaru. Emie onqHo
CIIEZICTBHE MHEPIIMOHHOCTH CBA3aHO C PESKUMaMH ITEUaTH.
B FDM-nieuatu ecTh J1Ba pexxuMa — redarth 000J0YKH U
3aI0JIHEHNS, M aJropuTMbl Advance 0ObIMHO PUMEHSIOTCS
TOJIBKO K 000JI0YKe, YTOOBI CBECTH K MUHUMYMY yBEJIHYe-
HUe BpeMeHHU nedatu. OpHako cTabuinzanus AaBiIeHHs
IpH Ne4YaTH 3aloNHEHHs TaKXKe BajKHA AJI yIaydlIeHUs
KaueCcTBa MOJy4aeMbIX JeTasel.

Takum 00pazoM, y IPUMEHSEMBIX JUIl CTAaOMIM3ALUH
JIaBJICHMs aNropuTMOB Advance nMeeTcs psiji HeIOCTATKOB,
KOTOpBIE MPHUBOAAT K CHIKEHHIO CKOPOCTH M KadecTBa
negatu. Hacrosmmas paboTa HarmpaBieHa Ha HX MO (HKa-
LU0 C LIEJIBIO MCIPABIICHUS JTaHHBIX HEIOCTATKOB.

Hccaenopanue BIUSIHUS MAPaMeTPOB Me4YaTH
Ha IMHAMHKY dKCTPY3UH

[TpoBenem cepHrio SKCIEPHUMEHTOB, € LENBI0 UCCIEO0-
BaHMS 3aBUCHMOCTH JMHAMUKHU SKCTPY3UH OT IapaMeTPOB
Marepuana u npouecca rnedatd. OnuieM Xoz 1 pe3yabTaThl
IKCTIEPHUMEHTOB.

MeTonuka npoBeeHus! IKcnepuMeHToB. Onpenenium
rapaMeTpsl MeyaTh, KOTOpbIe MOTYT BIMATh HA TUHAMUKY
9KCTpy3uu. PaccmMoTpuM: BUA MaTepuaia; TeMIeparypy
nedary, 7; TeMieparypy croia, I,; tuamerp comna (pusu-
ueckuit), D,;; inamerp comuia (napamerpst), Dg; Tonmuny
cios, h.

Bribepem Tpu Hanbomee mupoxo nmpumeHsemsie B FDM-
neyatn Mateprana: ABS (akpumoHUTpuIOy TaAneHCTHPOIN),
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KOHTPOJIb AMHaMUKKM SKCTPY3UM NMPU TPEXMEPHOM NnevyaTn nagenum

PLA (mommnaktun) u PETG (nonustunenrepedranar-rim-
KOJIb). ABS-TIIaCTHK He MOJBEPKEH ObICTPOMY pa3ioxKe-
HUIO, KaK 3T0 npoucxoaut ¢ PLA, BeIep:kuBaeT Oospine
yAapHbIe Harpy3Ku 1 00J1aJaeT O0JIbIIeH TEPMOCTONKOCTHIO
[6]. C npyroii croponsl, B ortnaue ot PLA oH TpeOyet Ha-
IpeBa MOIOXKKH, & TAKIKE C TPYIOM TTOJJBEPracTCsi MEXaHH-
geckoit oopadotke [7]. PETG coueraeT B ceGe MpOIHOCTE U
nmonroseyHocts ABS n HeToxkcmunocts PLA, ogHako numeer
HU3KYIO TEPMOCTOWKOCTh M 3aTPYJHEHHOCTh MOCTOOpa-
OOTKH, YTO HE MO3BOJISIET BBIACIHUTH €ro KaK OJHO3HAYHO
ontumansHbIN Marepuan [8]. Tak kak FDM-neuats B pa-
0oTe paccMOTpeHa Kak crioco0d U3roTOBJICHUS IPOTOTHUIIOB
Y TOTOBBIX M3CIHH, a TaKKe JUIsl TOJydYeHHs OOJIbIIEero
KOJINYECTBA JJAHHBIX, BHIIIOJIHUM DKCIIEPUMEHTHI JUIsl BCEX
TpEX BHUJIOB IUTACTHKA. BrIOpaHb! Marepuaisl co crangapT-
HbIM cocTaBoM. CocraB ABS-miacTika — akpUIOHUTPIIT
(25 %), Oyramuen (25 %) u crupon (50 %). PLA-mmacTuk
OCHOBAH Ha CHHTE3€ PACTUTEIILHOTO ChIPhsI C TIPUMEHEHNEM
kpaxmana. PETG-mracTik — IpoayKT MOTMKOHICHCATINN
STHIICHIIINKOIIA C TepeTaneBoii KUCTI0TOH. EMMHCTBeHHBIM
IIPUMECHBIM 3JIEMEHTOM SIBIISCTCS KPACUTEb.

st KaK0ro U3 MaTepralioB BBIACIUM CIEAYIOINE
Iuana3zoHsl TeMuneparyp nedatu 7: 7 p¢ = 230-260 °C;
Tpr 4 =200-230 °C; Tprrg = 220-260 °C. 3MeHeHue TeM-
neparypsl nedatu npoucxoaut ¢ marom A7 = 2.5 °C. Tak
KaK TeMIIepaTypa MOATI0KKH 7, OCHOBHOE BIMSHHUE OKAa3bl-
BAeT TOJBKO HA aJIF€3HI0 MEPBOTO CJIOS K €€ MOBEPXHOCTH,
nostomy 7, moctosaHa: 110 °C mra ABS, 60 °C i PLA,
85 °C nnsa PETG. Bribpan cranmapTHbIi Gu3ndecKkni
muamerp comna D,y = 0,4 Mm (comto E3D) kak HanGonee
LIMPOKO NpuMeHsieMblid. [lapameTp anameTpa comuia, onpe-
JeNsIeMBIi B HACTPOMKax mpommBky, — oT 0,4 mo 0,6 Mm.
TonmmHa ciost pacnonoxkena B rpeaenax ot 0,1 10 0,4 mwm.

JUis Ka)k10r0 M3 MaTeprajoB MPOBeICHa Cepus dKCIIe-
PYIMEHTOB TIO BBISIBJICHHIO BIIMSIHUS 3HAYESHUI ITapaMeTpoB
(Tabm. 1), Ha AMHAMUKY DKCTPY3HH.

Jl1s OIlEHKU CTENeHU MPOSIBICHUS AMHAMUKHU dKC-
TPY3UH B DKCIEPUMEHTax NMPUMEHHM ajroputm Linear
advance, KOTOpBIH onpeneseT ONTHMAIbHOE 3HAYCHHE
rapaMeTpa KoMIIeHCauu K 4 JIUIsl KOHKPETHBIX YCIOBHUI
nieqaty. Yem OorblIe ero 3Ha4eHHUe, TeM OOJIbIIast KOMIICH-
canust TpedyeTcs Ul COXpaHEeHHsI PABHOMEPHOCTH CIIOSI, &
3HAUWT, TeM OOJIbIIast ANHAMUKA IKCTPY3UN HAOMIONAeTCs.
B skcnepumeHTax NpUMEHEH HACTOJIBHBIN TPEXMEPHBII
npuntep Creality Ender3 ¢ sxerpynepom Bowden u maroit
ynpasienust SKR E3 mini V2.0.

Jlnst Kax10ro coueTaHus BIOPaHHBIX TapaMeTPOB MPo-
BEJIEM HKCIIEPUMEHTANIBHYIO I1e4aTh TECTOBOH TPaeKTOPHH,

CreHEepHPOBAHHOM HAa OCHOBE CTaHJAPTHOTrO MIalloHA U3
JokymeHTanuu Marlin (puc. 2, a): pa3roH ¢ HU3KOIH CKOpo-
CTH JI0 BEICOKOHM M 00paTHO MPH Pa3INYHbIX 3HAUYCHUSIX K 4.
Cxema COfep KT OT/IENIBHBIC OTPE3KH, TAe KKIAash TNHHS
COCTOMT M3 Y4acTKa ¢ HU3KOH ckopocThio V; = 20 mm/c,
yckoperreM 4 = 1000 mm/c2 o ckopoctu V), = 80 Mm/c
topmoxkerrem D =—1000 mm/c? 10 ;. HU3KOCKOpOCTHBIE
Y9acTKH UMEIOT [HY 30 MM, a YyCKOpEHHE/TOPMOKeHIE
BMECTE C BBICOKOCKOPOCTHBIM yyacTkoM — 40 mm. C ka-
XKIOU CTpoKoM 3Hadenue K, ysenuuusaercs. VcnbIranus
MPOBEACHBl HAHECEHWEM MaTepuala Ha moaiIoxkkKy. Ilo
pe3yapTaTaM KaKIoro TecTa ONpeAesIeHO ONTHMAaJIbHOE
3HaucHue K, Ha OCHOBE BU3yaJIbHO OILICHKHU MTOTy4YEHHBIX
JIMHUH.

Pe3ynbTarsl s3xcnepumenTtoB. Ha puc. 2, b nokaszan
MpUMEp NeYaTH TECTOBOH TPAEKTOPHUH JUIsl MaTepHuaa
PLA npu Temneparype 215 °C u Tonmuse cnost 0,4 Mm.
Cpenu HareuyaTaHHBIX OTPE3KOB BBIOpaHa Hanbosiee poB-
Has Ha OCHOBE BU3YaJbHOH OIEHKH, B TAaHHOM CIydae
K,=0,55.

Ha puc. 3 npencrasien rpaduk 3aBUCUMOCTH Tapa-
MmeTpa K, OT MCHOIb3yeMOro Marepuala Ui pa3InuyHbIX
TOJIIIUH cJ10s1 Tpu Auamerpe comia 0,4 MM u Temmepatype
230 °C. 3na4yeHus A pa3HbIX MaTepHANIOB CYILECTBEHHO
OTJINYAIOTCS, YTO CBSI3aHO C PA3IUYUEM UX (PUIUUECKUX
csoiict. [Inactuk PETG norpeboBan Haubonbliel kom-
MEeHCAUH. DTO MOXKET OBITH BBI3BAHO €T0 BBHICOKOI T'MO-
KOCTBIO W HU3KHM II0Ka3aTesieM TPEHHs, YTO 3aTPyIHsCT
pPeTpakT M ONEepaTHBHOE M3MEHEHUE CKOPOCTH BBIBOJIA
Marepuaia u3 coria.

BrImomHuM aHanm3 BIMSIHUS THITA SKCTpyJepa Ha Au-
HAMUKY SKCTpy3uH. [Ipy cpaBHEHUH PE3ysIbTaTOB 3KCIIE-
pUMEHTOB B pabote [1] BUAHO, YTO TIPH MEYATH C IKCTPY-
nepom boynena nuHamuka nposieisiercst Oomnpire. B tadm. 2
MIpYBE/ICHBI 3HAUYEHHSI TapameTpa At skeTpyaepa boynena
(3HAYCHMUS MOJYUYCHBI B HACTOSINECH paboTe) U 3KCTpyIepa
npsimoro tuna (u3 [1]) ans PLA niactuka npu Temmnepa-
type T =215 °C. Jlnametp comia B 000uX ciiy4asix paBeH
0,4 mM. [TapaMeTpbl CKOPOCTH U YCKOPEHUS TaKXKe OHHA-
koBbL. [lomy4yeHHble 3HaUeHUs TapaMmeTrpa K, OTINYaloT-
Csl Ha MOPSAZOK. DTOT (aKT MOKHO OOBSICHUTH OONbIICH
JUITMHOM TyTH HUTH TIACTHKA OT HANPAaBISIOLIETO Kojieca
K HarpeBaTeIbHOMY IEMEHTY IPHU TIE4aTH C SKCTPYAECPOM
Boynena, gto Bieuet 3a co0oif OorbIiee MPOSBICHUE AH-
HAMUKH SKCTPY3HUH.

Ha puc. 4 npencrasneHs! rpaguky, JEMOHCTPUPYIOIINE
BJIMSTHUE TEMIIepaTyphbl NiedaT 7 Ha JUHAMHKY SKCTPY3UH
JUIS TPEX paccMaTpUBaeMbIX MaTepuasoB. BunHo, uTo yBe-

Tabnuya 1. XapakTepUCTUKHU TIEUATH, BHIOPAHHBIC IS SKCIIEPUMEHTOB

Table 1. Print parameters selected for experiments

Haspanue napamerpa 3HaueHUs MapaMeTpoB
ABS PLA PETG
Temmeparypa nedaru 7 (mpu AT = 2,5), °C 230-260 200-230 220-260
Temneparypa noanoxku 7, °C 110 60 85
Huamerp comna (Qusnueckuii) D, Mm 0,4
Jluametp coma (HacTpoeuHslit) Dy, MM 0,4;0,5;0,6
TonmmwmHa ciost 7, MM 0,1; 0,2; 0,25; 0,3; 0,4
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Vi Vi Vi

Puc. 2. Cxema skcniepuMenTa (@) v IpuMep HaredatanHoi Tpaekropud (b). Pazmep ydacTka TectoBoil TpaekTopun 120 x 220 mm;
1Pl Ha U300PAXKECHUM COOTBETCTBYIOT 3HAYEHUAM napamerpa K

Fig. 2. Experimental pattern (a) and example of a printed trajectory (b). The size of the test trajectory area is 120 x 220 mm; the
numbers in the image correspond to the values of the K, parameter

—
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o
[ee]

[Mapamerp
KoMITeHcanuu K

Beicora ciost £, MM

Puc. 3. Tpaduk 3aBUCHMOCTH CTEIEHHU MPOSBICHUS AUHAMUKH
SKCTPY3HH OT BBICOTHI CI10A /1

Fig. 3. Dependence of extrusion dynamics vs. the layer height /4

JIMYCHUEC TEMIIEPATYPhI IPUBOAUT K CHHKCHUIO 3HAYCHUA
K A Tennenuus COXpaHACTCA IJIs1 BCEX BBICOT CJIOSA U BUAOB
Marepuala. DTO MOKET OBITH BLI3BAHO TCM, YTO Marepural
CTAaHOBUTCS MCHEC BA3KHM ITPU IMOBBIIICHUU TEMIICPATYPHI,
YTO YMCHBIIACT MEPLCIiaj JaBJICHUSA U3-3a €TI0 0oJiee BBICO-
KOt TEKY4YCCTH. B 10 xe BpeMs YIYyUIICHHASA TCKYYCCThb

Taonuya 2. CpaBHeHne 3HaueHHI K 4 171 Pa3HBIX THIIOB KCTPY-

JIepoB
Table 2. Comparison of K, values for different extruder types
ITapameTp xommnencanmm K
Tonuuua cnost /1, Mm DKeTpyzep SkeTpyaep
Boynena MIPSIMOTO THUTIA
0,3 0,59 0,045
0,2 0,63 0,060
0,1 0,90 0,090

Marepualia CHIKaeT CONPOTHUBIICHUE SKCTPY3UH TIPH TPaHC-
MOPTHPOBKE PACIIIABICHHON HUTH Yepe3 KaHaJl COILIa, 4To,
B CBOIO O4epe/ib, 00JIeryaeT Mporece peTpakTa v KOppeK-
THPOBKH CKOPOCTH mojadu. Takxke u3 rpadukos puc. 4
BUJIHA 3aBUCUMOCTH IapameTpa K, OT TOJIIIMHEI clos /.
Habmonaercst TeHeHnns K pocty K npu yMEHBIICHNH /1
JUTsE Bcex MarepuaiioB. OCOOEHHO 3aMETHOE IPOSBICHHE
JTUHAMUKA HAOJTIOMAeTCs Y MUHUMAIBHOM TONIIUHBI CIIOS
0,1 MM, KOTOPOE MOYKHO OOBSICHUTH TEM, UTO MPH BHIKJIAIKE
CJIOS Ha TOJJIOKKE CYILECTBYET KOHTAKT MEXJY COILIOM
U PACIUIaBOM KaK BHYTpPH, TaK U CHApYKH. DTO MPUBOAUT
K pasHHMIIe B Nepenaje JaBjIeHUs M0 BBICOTE CiI0os. TOYHO
Pa3HUILy ONPEJIEINTh 3aTPYAHUTEILHO U3-32 CII0KHOMN Kap-
THHBI TOTOKAa ¢ KOMOMHUPOBaHHBIMU OTKPBITHIMH, TTOABHX-
HBIMH M CTAI[IOHApHBIMU TpaHunamH. [Ipeanonoxum, 9ro
YeM MCHBIIIE BBICOTA CIIOS, TEM OOJIBIIIE ITeperna TaBICHHUS
1 TeM OoJIbIasi KOMICHCAIHS TPeOyeTCsl, YTO COTTIacyeTCst
C TaHHBIMH B [1].

IIpoBenem aHATOTHYHBIE SKCIIEPUMEHTHI IS Pa3HBIX
3HAYEHUI HACTPOEYHOro auamerpa coruia D,. Jlannas xa-
PaKTCPUCTHUKA UBMCHICT HIMPUHY CJIOA. TecTh! BBITIONHE-
HBI 71 BBICOTHI ciost 0,4 MM M BCETO paccMaTpuBaeMoOro
JIarna3oHa TeMIleparyp JUls KaXkJI0ro U3 TpeX Marepuasos.
[Tpumep nonyuennoro rpaduka st ABS-mnacruka npen-
cTaBieH Ha puc. 5. Habmonaercst CHIKEHHE CTENeHH 1po-
SIBJICHHS] TMHAMUKH SKCTPY3HH IIPU YBEIWYEHUH JJHAMETpa
COIIA, YTO MOXKET OBITh BBI3BAHO MEHBIIUM IEPENaioM
JTABJICHUS 10 IIHPUHE CIIOSL.

Pesynbrars uccieoBaHus BIUSHUS ITapaMETPOB IIe-
YaTH Ha AMHAMHUKY IKCTPY3HUHU TTOKA3aJIH, YTO KaKaas pac-
CMOTpEHHAs XapaKTePUCTHKA OKA3hIBACT CYIIECTBEHHOE
BIMSHUE HAa IUHAMUKY TI€YaTH.
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Puc. 4. 3aBucumoctn mapamerpa K4 ot Temneparypsi 7 as miactukos: PLA (a), PETG (b), ABS (c) anst pa3nu4HbIX TONIINH CIIOs, 7
Fig. 4. Dependence of parameter K, vs. temperature 7" for PLA (a), PETG (), ABS (c) and different layer heights /4

I[pennaraemasi oNTUMHU3AIHUS AJITOPHTMA

[IpuBenem 000CHOBaHUE TpEITaraeMor MOTU(PHKAITUH
QJITOPUTMA KOHTPOJISI IKCTPY3HH.

s moBeimenws 3¢ GeKTuBHOCTH anroputMoB Advance
HEOOXOMMO: OMPEICINUTh 3aBUCHMOCTH MapameTpa KOM-
MEHCALUK OT XapaKTEPUCTHK TIe4aTH; pa3padoTars ajro-

PUTM pacueTa ONTHMAaJIBFHOTO TapaMeTpa KOMIICHCAIUH;
MUHUMH3UPOBATh 3ala3bIBaHUE KOMIIEHCAIIUU BO H30e-
JKaHUE TOSIBJICHUSI OCTATOYHBIX JE(EKTOB CIIOS, a TaKkXKe
JUIS YBEJIMUEHUSI CPEeTHEH CKOPOCTH MEUaTH.

IlepBas 3amaua pereHa IyTeM MPOBEIEHUs SKCIEepU-
MEHTOB. A B Ka4eCTBE PEIICHMsI BTOPOW U TpeThed Nmpoo-
JeM TpeUIoKeHa onTuMH3anus anroputma Advance Ha
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Puc. 5. 3aBucumocTs napamerpa komnencauuu K, ot
HACTPOEYHOTO AuameTpa coma Dy

Fig. 5. Dependence of parameter K 4 vs. nozzle diameter D,

OCHOBE O0Oy4YEHHBIX HEHPOHHBIX ceTeil. MammHHOe 00y-
YeHHE B HACTOAIICE BPEMS NIPUMEHSETCS B aINTHBHOM
MIPOM3BOJICTBE OT ONTHUMM3AINN JN3aliHA YCTAHOBKHU JI0
KOHTPOJISI KadecTBa NPOAYKIMH [9] M oNTHMH3ALUK TIPO-
necca nedaru [10]. [Tockompky obmacTu ero mpUMEHEHHUS
OTIpEeNeIISIIOTCS pa3sHOOOpa3neM U 00BEeMOM JaHHBIX, BHI-
COKasi pa3MEPHOCTh JAHHBIX aINTHBHOTO NPOU3BOACTBA
ACJIAaCT UX NOAXOAAUMIUMHU IJI TaKUX aJITOPUTMOB, KakK
METO/bl 00yUEHHUS C YUUTEIeM, HallpuMep, HeHPOHHbIE
cetu [11].

MHepunoHHOCTh KOMIIEHCAIINY AaBICHHS TPEIOKEHO
CHH3UThH C TIOMOIIBIO aJITOPUTMa IIPOrHO3MPOBAHNUS H3Me-
HEHHMs HalpaBJIEHUsI IBM)KEHHS SKCTpyaepa. B cucreme ¢
UITY 3HaHWE 0 MOCIEAYIOIHUX IMepEeMEIICHUSIX padboue-
TO OpraHa OrpaHMYEHO KOHEYHBIM Pa3MepoM KaJpOBOTO
Oydepa. YacTo 1o XoAy aHaIM3a TPACKTOPHH BO3HUKACT
cuTyanus, Koraa Oydep HamONMHAETCS KOPOTKIMH Kaapa-
MU, HE JAIOMIMMH OJTHOW MHPOPMAIUH O JajdbHEeHImeM
nBikeHun. IlotoMy HanpsaMyro HH(GOPMALUIO O MOCIeny-
IOIIIEM MTOBOPOTE MOJYYHTh Helb3sl. HeoOXommumo o0yunTh
MOJIelb, KOTOpast OyJeT mpe/cKa3biBaTh U3MEHEHHUS Ha-
MpaBJICHUA IBHKCHUA BHE 3aBUCUMOCTHU OT 3alIOJITHEHHOCTH
kaznpoBoro Oydepa. 3a HECKOJIBKO HIATOB JI0 TOBOPOTA
WA KPUBOJMHEHHOTO y4yacTka OyJeT TepenaBarhCsi CUr-
HaJI K MOJLYJIIO YIIPABJICHHS SKCTPY3HeH, HHUIUUPYIOMINI
KOPPEKTHPOBKY CKOPOCTH TO/Ia4l MaTeprasa HeCKOIBKO
paHbIe, BEIpaBHUBaAs cloi. TakuM 00pa3oM, MOXHO MH-
HUMHU3UPOBATH HHEPIIMIO aITOPUTMA U TIOBBICUTH CKOPOCTh
TIeyarH.

BeimonnuM ananuTUaeckuil pacuer napamerpa K 4, 1ms
3TOTO UCIOJIb3YEM aJITOPUTM Ha OCHOBE HEHPOHHOU CeTH,
IpeACKa3bIBaIOIIel HCKOMOoe 3HaYeHne. Tak MOKHO u30e-
»KaTh HEOOXOIMMOCTH IKCIIEPUMEHTAILHOTO OTPE/ICIICHUS
napamerpa, 4To COKOHOMHUT BpeMsi U pecypcsl. Kpome Toro,
BMECTO HCIIOJIb30BaHMS allPOKCUMAIINH, ITOJTY4YECHHOH Ha
OCHOBE DKCIEPHMEHTOB, IIapaMeTp MOXKET ObITh Hal/ICH C
0O0JIBILCH TOUHOCTBIO.

Cxema mpeJiaraeMoro ajJropuTMa BMECTE ¢ dTarna-
MU aHanu3a Tpaektopuu B UIIY nmpezacrasnena Ha puc. 6.
Mogenp UYIIY ocHoBaHa Ha cucteme Smoothiewarel.
[Tocne uaTepIIpeTaTopa KoMaHab! G-Koza mpeodpasyrores
B OTPE3KH TPACKTOPUHU M MEPEAAIOTCS B OJIOKH «AHAIN3
npxkeHus» u «KoHTponb ckopoctu» [12]. B Omoke
«AHanTn3 ABMKEHUS» K NaHHBIM IIPUMEHsIETCS pa3pado-

I [Dnexkrpounnsiii pecypc]. Pesxxum moctyna: https://
smoothieware.org/ (nata obpamenus: 05.05.2022).

TaHHBIN QJITOPUTM, COZAEPIKAIINIl MOAENb MPOrHO3a U3-
MEHCHHUS HaIpaBJICHUs IBUKEHUs (Moxens 1). B ciyuae,
©CJIH KaJIpOBBIN Oy(hep OKa3hIBACTCs 3allOJTHEH KOPOTKAMHU
y4acTKaMH, He TPEIO0CTABIISIONIMMY ITOJHYIO KapTHHY O
MOCIIEAYIOMIEM TIepEeMEIICHHH paboduero oprana, MoieiIb
OyIeT aHaITM3UPOBATh BEPOATHOCTH IMMOBOPOTA, KOTOPHIH
TIOBJICYET 32 COOOH M3MEHEHNE CKOPOCTH.

3aTeM TaHHBIE TIEPEArOTCs B MOLYITh «VIHTepIONMAIHsD)
1 «YTIpaBiIeHUE SKCTPYACPOM», TI€ PACCUUTHIBACTCS CKO-
pocTh dkcTpy3uu [13]. Ecu ObUT0 CIIPOTHO3UPOBAHO M3-
MEHEHHE HalpaBJICHUs IBUKEHUS padOvyero opraxa, To
IIPUMEHAETCA MOZEIb IIPOrHO3UPOBaHUs napamerpa Ky
(Momenb 2). Hakonen, uauIuupyetcs anroputM Advance,
KOTOPBII Ha OCHOBE ITOJIyYSHHOTO [TapaMeTpa Ha4HeT Ipo-
[ecc CTadWIM3aluy AaBJICHUS PaHbIIC, M CHIKCHUC CKO-
pocTH neyaTy He moTpedyeTcs.

IIpobiemoii pa3paOOTKH SBISETCSI OTCYTCTBHE TOCTYII-
HBIX HaOOpPOB TaHHBIX Ui 00ydeHHs moxaenen. s 06o-
UX Mofeneil oOyJaromue JaHHbIe HEOOXOIUMO TIOTy9aTh
BPYYHYIO.

3anada MoNy4eHus: NaHHBIX IS IPOTHO3a IBHKCHUS
MOXET OBITh PeIIeHa OTHOCHUTENIBHO MPOCTO. Tak Kak 3Kc-
TPYAEp COBEpIIAET OOJIBIIOE KOJUUECTBO JBIIKCHUI NIPU
TIeyaTH, TO JJaKe MeyaTy HeOOIBIIOro KOTMUECTBa AeTaeit
Oy/ieT JOCTaTOvHO JJIsl ITOTYYeHHs JJ0CTaTOYHOTO KOJInye-
CTBA JIAHHBIX TPU PA3JIMYHBIX BUJAX TBIKCHUS (TIOBOPO-
THI, INHEHHOE ¥ KPUBOJIMHEIHOE NBIDKeHHE). Tak Kak B
cucteme YITY Tpaekropus MPOXOAUT HECKOIHKO ITAIMIOB
aHaIN3a, I7e JaHHBIC JIOTUYECKU TPYIITHPYIOTCS, €€ yIo0-
HO WCTIONB30BaTh ISl 00yUCHHSI MOJICITH.

[TockombKy 3a/1a4a COCTOHT B IIPOTHO3MPOBAHUH JHHA-
MHYECKUX TTapaMETPOB IBIKEHIS, B JOMOTHEHHE K CTAaTH-
YECKUM JAaHHbIM, [10JIy4eHHBIM U3 cuctemsl UITY, pemeno
TAKXXC YUYHUTBIBATh IMOKa3aHUA OT BHCUIHETO JaTYHKa (aK-
ceJepoMeTpa).

B ciryyae nporuosupoBaHus mapamerpa KOMIIEHCALUH
npo0OiieMa OTCYTCTBUSI AOCTYITHBIX HAOOPOB JIAHHBIX COUe-
TAETCsI C 3aBUCHUMOCTBIO 3TOTO MapaMeTpa OT OOJIBILIOTO KO-
JIMYECTBA XapaKTePUCTHUK mporiecca. J[ist o0ydeHus taHHOM
MOJIeNH OBLIM MPUMEHEHBI PE3yIbTaThl IKCIICPUMEHTOB,
OMHCaHHBIX B pasznene «lccrnenoBanne BIMSHUS IMapaMe-
TPOB TIEYaTH HA JUHAMUKY DKCTPY3HUM.

HuceTrpymenTsl pa3padorku. Pazpadorka anropurma
OCYIIIECTBJICHA Ha S3bIKe MporpammupoBanus Python 3.5.
Jlst paboThI ¢ HEHPOHHBIMU CETSIMH BbIOpaHa OMOIMOTEKa
mamuHHOro 00yuenus Tensorflow 2.6.0 B cuiry Ooraroii
(hyHKIMOHAIBHOCTH. JlaHHbIC 1151 00yUYCHHSI HEHPOHHOMN
CETH IOJYYEHBI U Pa3MEUYEHBI BPYYHYIO 10 pe3yjbraraM
MPOBEICHHBIX YKCIICPUMCHTOB. J[aHHBIC 11 OOyUYCHHS U
TECTUPOBAHUS CPOPMUPOBAHBI H OIyOJIIMKOBAHBI HA TIOP-
tane Kaggle?. Bribpana HelipoceTeBas perpeccus, Tak Kak
OHa TI03BOJISICT MOTyYUTh JCHCTBUTEIHFHOE YHCIIO.

Texyuiue pe3yiasTarbl. Ha manHoM 3tame paboTsl
MoJTydeHa MOJIENb HeHpOHHOW CEeTH pacueTa mapaMmerpa
KOMIICHCAITNN Ha OCHOBE JTaHHBIX, MIOTyYeHHBIX U3 IKCIIe-
PUMEHTOB.

2 [Dnekrponnslii pecype]. Pesxxum mocryma: https://www.
kaggle.com/kseniazimenko/fdm-linearadvance (nara obpatenus:
14.05.2022).
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Kontpoas ckopocTi

HNuTepnoasinus

+ Pacuer pa3roHOB/TOPMOXKEHHI >
+ IocTpoenue TPodHIST CKOPOCTH

Yaactkn

+ Pacuer elMHUYHBIX IEpEMEILEHUI
+ dopMupoBaHUEe YIPaBISIOMNX IPOTPAMM

Komanbr

TPaeKTOPUU

JUTSI TIPUBOJIOB

AHaJM3 IBHKEHHS
(npumenenue mooenu 1)

‘YunpagsiieHne 3KCTpya1epoM
(npumenenue mooenu 2)

>
+ IIporHo3 M3MEeHeH s HAlIPABICHUS
+ IIporHo3 U3MEHEHHs CKOPOCTH

>

+ Pacyer ckopocTu 3KCTpy3un
+ IIporHo3 napameTrpa KOMIICHCALUH
+ KomneHcanus 1aBiieHus

Puc. 6. Dramnsl q)OpMI/IpOBaHI/IH TPACKTOPHUHU B CUCTEME C YHUCIIOBBIM IPOIrpaMMHBIM obecreueHueM ¢ MPEI0KEHHBIM aJITOPUTMOM

Fig. 6. Stages of trajectory generation in a numerical control system with the proposed algorithm

Topmorkenue

Puc. 7. Ilpumep nevarn: 6e3 KOMIICHCAINH AMHAMHUKH 3KCTPY3HH (@); ¢ KOMIIEHCAIMEll Ha OCHOBE Py4YHOH KanuOpoBKH (D)
U IIpU KaInOpoBKe HEHpOHHOM ceThio (¢). Pasmep yuacTtka TectoBoii Tpaekropun 100 x 30 MM

Fig. 7. Printing example: without compensation of extrusion dynamics (a); with compensation based on manual calibration (b);
and with neural network calibration (c¢). The size of the test trajectory section is 100 x 30 mm

Certb coctout u3 Tpex cnoes. K cnosm 1 1 2 npumenena
¢byHKIMSA akTHBanuy relu, x cioro 3 — curmounga ¢ OMHUM
JINHEWHBIM HEUPOHOM IUIsl [TOJIyUEHUS 1€HCTBUTEIBHOIO
ymcna. Jlanusie mpuBeneHs! K auamnazony ot 0 mo 1. dus
BBIXOIHOTO 3HAYCHUS HCII0Ib30BaHa 00paTHas IPOLenypa.
U oOyuatoas, ¥ npoBepouHasi BHIOOPKH HOPMHUPOBAHBI
CTaTHUCTHKOM Ha OCHOBE 00y4Yarolieil BBIOOPKH, UTO M03BO-
JIMJIO BBISIBUTH OIIMOKK TECTOBOM BHIOOPKH! .

Pesysnbrarel 00y4eHHs TOKa3ajiy OTKIOHEHUS B Ipe-
nenax 0,015 B TecroBoii BeiOOpke. [loydeHnas cets BHe-
apeHa B anroputM Linear Advance u nporecTupoBaHa.
Haneuaransl oTpe3ku Marepuana ¢ U 0e3 NpuMEHEHHS
00ydeHHOI MOZEH, COCTOSIINE U3 PAa3TOHa 10 BEICOKOH
CKOPOCTH U TOPMOXKEHHUS 10 HU3KOH ckopocTu. B skc-
MepUMeHTe UCToib30BaH ABS-mnacTuk ¢ mapamerpamu
nedaru h = 0,35 mm, 7=212 °C, D, = 0,4 mm. B pe3ynsrare
crabunu3anys GOpMBI CII0S ITO CIIPOTHO3UPOBAHHOMY 3HA-
YeHUIo napamerpa K, oka3aHHas Ha puc. 7, ¢, HE yCTy-
naeT cTabuiIM3alny Ha OCHOBE ITapaMeTpa, ONpeIeNeHHO-
To dKCTepuMeHTanbHo (puc. 7, b). bonee Toro, Ha sramne
TOPMOXKEHUSI CIIPOrHO3MPOBAHHOE 3HAYCHHUE MapamMeTpa
TTO3BOJIMJIO TOYHEE BBIPOBHHUTH CJIOH M MUHUMH3UPOBATH
OCTaTOYHBIE IC(EKTHI.

[Moy4yeHHass Monenh HEHPOHHON CETH MOXKET OBITH
IpuMeHeHa ¢ anroputMoM Advance st cTaOMIN3AINH
JIaBJICHUSI B COTIIE KAK TIEPEel HadaJloM II€JaTh C 3aliChio
pe3ynbrara B ypasisIOLIyI0 IPOTPaMMYy, TaK U B PEKIME
peaIbHOTO BPEMEHH.

I [Dnekrponnsiii pecypc]. Pesxum mocryna: https://www.
tensorflow.org/tutorials/keras/regression (nara oOparieHnus:
08.05.2022).

B nanpHeimem mraHupyercss 00yduTh MOAETH IS pa-
0OTEHI ¢ IPYTUMH (GPU3UUECKUMHA THAMETPaMH corrIa. Taroke
HEOOX0IMUMO cOOpaTh HAOOPHI TaHHBIX U O0YIHTH MOAEIH
JUTSI TIPOTHO3UPOBAHMS N3MEHEHHST HAIIPABIICHUST TBHYKECHUS
MeYaTHON TOJIOBKH.

3akiaouenue

Paccmotpena npoGiieMa HeXenaTeNbHON TUHAMUKH
akeTpy3uu npu FDM-neuaru. [IpoananusupoBassl anro-
PHUTMBI, KOTOPbIE IPUMEHSIOTCS sl PEIICHHsI 3TOH Mpo-
OsieMbl, BBIZICNIEHBI NX HepocTaTKi. OCHOBHBIE TTPOOJIEMBI
QJITOPUTMOB — HHEPIUOHHOCTH U HEOOXOAUMOCTb CHIKE-
HUsSI CKOPOCTH IeYaTH, a TaKkKe py4Has KaJuOpoBKa.

HpOBeHeHO HCCJICAOBAHUC BIIMAHUA THIIA MaT€pHaia
U DKCTpYyZAEpa, TOJIIINHBI CJIOS M TEMIIEpaTyphl Ie4aTd Ha
NpOsIBJICHUE HEXeJlaTelbHOH quHaMuku. [lomydeHHble
9KCTIEPUMEHTAIIBHBIE PE3yJIbTaThl YIIyOIISIOT TIOHNMaHne
BIMSHUS AUHAMUKU dKCTpy3un ipu FDM-nieuatu ¥ OTKpBI-
BAIOT BO3MOXHOCTH JUIS ONTUMH3AIHMH CYIIECTBYIOIINX
AJITOPUTMOB €¢ ynpasieHus. [Imanupyercs B naibHEHIIEM
HCCIIEZIOBATh BIMSTHNAE BEJIMUUHBI TIOTOKA, APYTUX PHU3Hde-
CKUX MaMETPOB U JJIMH BBIXOJHOTO OTBEPCTHS COIUIA HA
JUHAMHKY 9KCTPY3HH.

[Ipennoxena moaudukaius anropurma Advance Ha
OCHOBE MallIMHHOTO 00yueHusi. PaccMoTpeHHoe pelieHue
TMO3BOJISIET OBBICUTH KQU€CTBO MOJY4aeMOro CJIOS U CKO-
POCTb IeYaTH, a TaK¥Ke N30eKaTh HEOOXOJUMOCTH PYUHOMH
KaInOpoBKH. BrinonHeHo oOy4yeHne Monean HEHPOHHOM
CETH, OIPE/ICISIONICH BEIMUNHY KOMIICHCAIH B 3aBHCH-
MOCTH OT TIapaMeTpPOB IeyaTH, KOTOPYIO PaHbIIE MOXKHO
OBUIO OTIPEAETNUTH TOJBKO BPYUHYIO. DKCIIEPUMEHTHI T10-
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Kasaji, 4TO pa3padOoTaHHas MOJEIb CIIOCOOHA YCIIEIIHO
IIPOrHO3UPOBATH TPEOYEMYIO BEIUYNHY KOMIIEHCAIIMH H
MOXKET OBITh IPUMEHEHA BO BpeMs Ipoliecca Ie4aTH.

B nanpHeimem rranupyercst 00yduTh HEHPOCEeTh s
paboThl ¢ APYTrUMH THIIAMH MaTepuasioB (B TOM 4YHCIE C
rHOKMMHU M KepaMUYECKHMHI) U MapaMeTpaMy IIedaTH, a
TaKXKe MOTYYNTh MOJIENb JUIsl TPOTHO3UPOBAHUS N3MEHE-
HUSI HAIIPABJICHUSI ABHKEHHS SKCTPyZepa.

IIpennoxennas monudukanus anroputmMa Advance
CIIOCOOCTBYET aBTOMATH3AIMH MPOIIECCa KOMIICHCAITNT
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