Lugpposoe mamepuanogedeHue — 2025 43

YOK 621.928.3

TeopeTuKo -aHanNUTU4YeCcKoe nccnenoBaHne NnpumMmeHeHusa
MeTOoA0B MAalMHHOro 0byyeHunsa anA aHanusa gedeKros
FDM-neyatun no nsobpaxkeHnam nigenum

l'ycapoBsa CBeTnaHa ButanbeBHa gdup03@mail.ru
SPIN-kopa: 9938-2790

MITY um. H.3. baymaHa, Mockea, Poccus

Annomayusn. Paccmompena npobnema xonmponsi kauecmea u3oenuii, nOayYeHHbIX Memo-
oom nocnotinoeo nannasrenus (FDM). Ilposeoena cucmemamuueckas xiaccugpuxayus
oegpexmos FDM-neuamu no eceomempuueckum, mononocuveckum, puzuseckum u 10KaIu-
sayuonnvim npusnaxam. Obocrnosan évibop PLA-nracmuxa 6 kauecmese 6az06020 mamepu-
ana o UCcnedo8anus 61a200aps e20 MmexHoJI02UYeCKol CMabulbHOCMU, HU3KOU ycaoke U
8bICOKOU BU3VANLHOU pazauyumocmu Oepexmos. Ilpoananrusuposanvl coepemeHHble Noo-
X00bl K A8MOMamu3supoO8aAHHOMY BbIABIEHUI0 0eheKmo8 ¢ UCNOIb308AHUEM Memo008 Ma-
WUHHO20 00Yyyenus, 8 uacmuocmu memoda onopuvix eekmopos (SVM) u komnviomepnozo
3penust. Ilpednoscena memoouxa gopmuposanus u npedsapumenbHou oopabomru Habopa
usobpasiceHutl 0nisi 00yuenuss mooenel MawunHo2o oobyyenus. Iloxasano, umo unmezpayus
Memo008 MAUUHHO20 00YYeHUs 8 Npoyecc a0OUMUBHO20 NPOU3BOOCMBA NO360JiAem 3HA-
YUMENbHO NOBLICUMb ONEPATNUBHOCHb U 0OBLEKMUBHOCHb KOHMPOJISL KAYecmed, MUHUMU-
3Upo6ams GIUAHUE 4eN08eUecKo20 (aKmopa u coOKpamums 3ampamsl Ha NOGMOPHYIO Ne-
yamo. Bulasnenvt Knouegvle ocpanudenus Cywecmeyiouux peuieHull U onpeoeseHvl
nepcneKmusHvle HanpasieHus OAIbHeUUX UCCIeO08AHUII.

Knroueesvie cnosa: FDM-newamo, deghexmor aooumuenozo npouzeoocmea, PLA-niacmuk,
Mawunnoe ooyuenue, Memoo ONOPHbIX BEKMOPO8, KOMNbIOMEPHOe 3peHie, KOHMPOJb Kd-
yecmea
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Abstract. The problem of quality control of products obtained by the method of layer-by-layer
deposition (FDM) is considered. A systematic classification of defects in FDM printing by
geometric, topological, physical and localization features has been carried out. The choice of
PLA plastic as the base material for the study is justified due to its technological stability, low
shrinkage and high visual distinguishability of defects. Modern approaches to automated de-
fect detection using machine learning methods, in particular, the support vector machine
(SVM) method and computer vision, are analyzed. A technique for generating and prepro-
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cessing a set of images for training machine learning models is proposed. It is shown that the
integration of machine learning methods into the additive manufacturing process can signifi-
cantly increase the efficiency and objectivity of quality control, minimize the influence of the
human factor and reduce the cost of reprinting. The key limitations of existing solutions have
been identified and promising areas for further research have been identified.

Keywords: FDM printing, defects in additive manufacturing, PLA plastic, machine learn-
ing, support vector method, computer vision, quality control

BBenenune. COBpeMEHHbBIC TEXHOJOTHH aUIUTHBHOIO MPOM3BOCTBA, B YACTHOCTH
FDM, mmpoko npuMeHstoTCs B aBHAKOCMHUYECKON, METUITUHCKON U MAIIHHOCTPO-
UTEJIbHON OTpaCsaX Ojaroaapst THOKOCTH, CKOPOCTH M3TOTOBJICHUS U OTHOCHTEIIb-
HOM nemeBu3He. OQHAKO MX MAacCOBOMY BHEAPCHUIO MPEMSTCTBYET IMpobieMa
obecriecueHnsT CTaOMIIBHOTO Ka4eCTBa U3Aenii: 1e(eKThI, BOZHHKAOIIHME TPH Teva-
TH, YXYIIIAIOT MEXaHUYECKUE M DKCIUIyaTAl[MOHHBIE XapaKTEPUCTUKU JETallei.
TpaauoHHbIE METOIbI KOHTPOJII — BH3YaJbHbIH OCMOTP M KOHTAKTHBIC H3ME-
PEHUST — TPYJOEMKH, CYObEKTHBHBI U HE 00€CIIEYNBAIOT MOHUTOPHHT B PEabHOM
BpPEMEHH. ITO JieJaeT aKTyalbHON pa3pabOTKy aBTOMAaTH3WPOBAHHBIX CHCTEM 00-
Hapy>KeHus U Kiaccudukanuu 1eheKToB Ha OCHOBE MAIIMHHOTO O0Y4YeHUS U aHa-
nu3a nupoBeIX U300pakenui [1-3].

Marepuajubl 1 MeToAbl. B paboTe HMCIOIB30BaH TEOPETUKO-aHATUTHUCCKHUH
HOXO0JI, COYETAIONIMI CHCTEMATU3AIMIO HAYYHBIX JAHHBIX, CPAaBHUTEILHBINA aHa-
13 ¥ HOpMaTH3aIUI0 METOIOB MAIIMHHOTO 00y YEHUSI.

Texnonozua FDM u knaccugpurkayusa oemaneii. Meronq FDM (Fused
Deposition Modeling) ocnoBan Ha mociIoiHOM HaHECEHUH TEPMOILIACTHIHOIO
¢dunamMeHTa, KOTOPHIH MJIABUTCS B HArpPETOM COILIC M SKCTPYIUPYETCs Ha IO-
norpeBaemyro miaTdopmy. HecMOTpsi Ha KaXyIIyrOCs MPOCTOTY, MPOLECC COo-
IPOBOXKIACTCSA TCPMHUUYECKUMH HAIMPSIKECHUSIMHM, YCaIKOW U aare3nOHHBIMH SIB-
JIEHUSIMH, IPUBOASIIUMYI K BOSHUKHOBEHHIO nedexToB [1].

JleeKThl cHcTEMAaTH3UPOBaHbI 10 YeThipeM kpurepusm [1, ¢. 7-13]:

1) pasmep: ot aurcTpeMoB (MOJIEKYIISPHBIE) 10 CAHTHMETPOB (KOpOOJIeHNE);

2) TOIIOJIOTHUS: TOUYEUHBIE, INHEMHBIE, INIOCKKE, 00bEMHBIE, BPEMEHHEIE;

3) pusmueckas npupoga: aepopmanuonnsie (ycaaka, KopoOJIEHHE) U CBSI3aH-
HBIE ¢ 00BbEMOM MaTepraa (Hex0-/epesKCTPy3Hs, yCTOTHI);

4) nmoxanu3alys: BHEIIHUE, BHYTPEHHUE, KOMOMHHPOBAHHBIE.

Haubosee peaeBaHTHBIMHU JIUIS BH3YaJIbHOTO aHalW3a MPHU3HAHBI Je()EKTHI
HEJIOIKCTPY3HH U MEPEIKCTPY3HUH, TIOCKOIBKY OHH IPOSBIISIOTCSA Ha TOBEPXHO-
CTH ¥ 00J1a1aI0T Y€TKOM TEKCTYPHOM curHarypoii (tadim. 1).

Oébocnosanue evioopa PLA-naracmuxa. PLA BriOpan B kadecTBe 6a30BOTO
MaTepuaa 1o cieayromum npuanaam [2, ¢. 18-20]: nuskas remneparypa mneya-
i (180-220 °C); He TpeGyeT TepMOKaMephl MM MOJOTPEBAEMOTO CTOJA; MHHH-
MaJibHas ycaaKa ¥ KOpPOOJICHHE; BBHICOKAs KOHTPACTHOCTh IMOBEPXHOCTH JAET YeT-
KYIO BH3yaJIM3aIio JeeKToB; Oe30MmaceH, Onopasaaracm u JIeIieB.

Henocrarku PLA (rUrpockonu4HOCTb, XPYNKOCTh) HE BIUSIOT Ha PE3yIib-
TaThl, TAK KaK (DMIAMEHT XPaHHUJICS B FEPMETHYHOM YITAKOBKE C OCYIIMTEIIEM,
a aHaJIU3 MPOBOUIICS Cpa3y MOCIe MEYaTH.
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ITapamempor neuamu. Tleuyats ocymectBisiaack Ha 3D-mpuntepe Creality
K1C c¢ 3akperToii kamepoit. B kauecTBe TecToBOTO 0Opasia BbeIOpaH KyO
50x50x50 mm. TTapameTpsl TIedaTu st TPEX PEKUMOB (TabII. 2).

Tabnuya 1
IIpuunnbl 1edeKTOB U CIOCOOLI X MUHMMHU3ALUMH H YCTPAHEHUSA
e- IIpuunna Ycrpanenue
A Onucanue P P /
ekt o0pa3zoBaHus MHHHMH3 AN
Ilepe- | Ilepeskcrpysuss — moma- | 1. Beicokas temmepa- | 1. YMensineHue temire-
SKCTPY | 4@ U30BITOYHOrO MaTepU- | Typa dKCTpyAepa paTypsl dKCTpyaepa
Tpy- ajia, BbI3bIBaOIIast OT- 2. Beicokuit k03¢- 2. YMenbliieH#ne K03¢-
3Us KJIOHCHUE U31ETIs (bUIMeHT To1auu ¢dunrenTa nojayn Mate-
OT 3a/1aHHON (HOPMBI MaTtepuaia puana
Hemo- | Hemoakcrpysus — neno- | 1. Huskas temmepa- 1. YBenuuenue temmepa-
DKCTPY | CTaTOYHas mojaya Mare- | Typa 3KCTpyaepa TYpBI SKCTpyAepa
Tpy- puana, BbI3bIBarOLIast 2. Huskuit koo du- 2. Yenuuenue ko3 du-
3UA IMOPbI MCXKAY CIIOAMHA IIUCHT IMOJJaYu MaTe- MMEHTA NOJa4Yu MaTepu-
" CHMXKaromasa MpO4YHOCTb puana ajia
Tabruya 2
ITapameTpsl neyaTu
ITapametp ITanoH HemodkcTpy3us IlepeskcTpy3us
] o ]
Temmeparypa coria 200 C 180 C 220 C
[Totok 100 % 85 % 115 %
CKOpPOCTH IIeYaTH 60 mm/c 80 mm/c 30 mm/c
BeicoTa cnos 0,2 MM 0,2 MM 0,2 MM

Teopemuueckue 0CHOGb MAWIUHHOZO 00yueHUs. 3aqada aBTOMATHYCCKOTO
aHanu3za kauectBa FDM-mzmenuit copmynmpoBaHa Kak 3agada KiIacCH(pHKAIAN
¢ yuureneM. Moenb o0y4aeTcsi Ha Pa3MEUCHHBIX M300paKEHHSAX, OTHECEHHBIX K
OJIHOMY M3 TPEX KIIACCOB: «ITATIOH», HEJOIKCTPY3USI», KIIEPEIKCTPY3HSI.

Jlnst penieHust BIOpaH MeTO1 OMOPHBIX BeKTOpoB (SVM) — sdhdexTuBHBIiM
aJITOPUTM TMPU OTPaHUYEHHOM Oo0beme naHHBIX. SVM cTpouT pasmensionyro
THIIEPIUIOCKOCTh B MPOCTPAHCTBE MPU3HAKOB, MAKCUMHU3UPYIONIYIO PACCTOSHHUE
MEXJly KJlaccaMM, 4TO MOBBIIIaeT 0000Ianlyl0 cnocoOHOCTh Mojenu. Tak
Kak qe(eKThl Ha N300pakeHUAX HE BCEraa JUHEHHO pa3JeIMMbl, HCIOIb30Ba-
Ho HenuHeinoe RBF-sapo, mosBosstiomee mpeoOpa3oBaTh AaHHBIE B IPO-
CTPaHCTBO, TJI€ OHU CTAHOBATCS JTUHECHHO pa3aeIuMbIMH.

JInisi KOJMYECTBEHHOTO OMHMCAaHMs M300paKCHHs BBIYUCIICHBI TEKCTYPHBIC
NPU3HAKH HAa OCHOBE MAaTpHIBI cMexHOCTH ypoBHe# ceporo (GLCM), orpa-
)KAOIIEH COBMECTHYIO BCTPEUAEMOCTh SPKOCTHBIX 3HAYCHHI COCEIHHUX IMHKCE-
neit. Ha ee OCHOBE MOJIyYCHBI MATh XapaKTEPUCTHK TEKCTYPHI, 00Pa3yroIInux
BEKTOp MPHU3HAKOB, MoaaBaeMbiil Ha Bxox SVM mns knaccupukanuu:
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— 3HEPTHs — OJHOPOJHOCTH TEKCTYPHI (d4eM BhIllle — TeM 0ojiee «riiaaKas»
TIOBEPXHOCTH);

— KOHTPACT — JIOKAJIbHBIC MTEPEMa bl IPKOCTH (IOBBIIIEH MpH Ae(eKTax);

— OJIHOPOJTHOCTh — CTEIEHb JOKAIBbHOMN PEryasipHOCTH TEKCTYPHI;

— KOPpEJALMS — Mepa JMHEHHON 3aBUCUMOCTH MEXIY COCETHUMU MMUKCEISIMU;

— SHTPOMNUS — Mepa XaOTUYHOCTH TEKCTYPHI.

Ilpeoobpabomka uzoopasricenuii. JIns NOBBIIMICHUSI TOYHOCTH aHAIU3a U CHU-
KEHMs BIMSHUA IIyMa U HEPAaBHOMEPHOT'O OCBEIICHHUS BCE M300pa)K€HUs MPOLUIN
npeaBapuTeIbHyi0 00pabotku. Chemka BbImoiHsuIach udposoii kamepoit SONY
Opyd KOHTPOJUPYEMBIX YCIOBHUSIX OCBEILIEHHS: CBEPXY — pPACCESHHBIM CBET OT
HACTOJIbHOM JIaMIIbl C MaTOBBIM pacceuBaTelieM, IO MEPUMETPY — paBHOMEpPHas
CBETOJMOHAS TIOJICBETKA. DTO MUHUMHU3UPYET TEHU U OJUKH, YTO KPUTUYHO MJIs
aHaJM3a TeKCTYPHI.

OOpaboTka BKJIOYaia CICAYIOLIUE ATATlbI:

1) Menqnannas GunbTpanus — MOJAaBIEHWE CAYyYalHOTO IIyMa ¢ COXpaHe-
HUEM YETKHUX I'paHUIl 1€(PEKTOB;

2) mpeobpa3oBaHue B MOJyTOHOBOE M300pakeHUE — YIPOIIEHNUE aHaIn3a
3a cyeT (PoKyca Ha IPKOCTH, a HE Ha LBETE;

3) 6unapuzanus mo Oy — aBTOMAaTHYECKOC pa3leieHHE H300paKeHUS
Ha «poH» U «aAe(eKTHBIE yUaCTKU» MyTEeM BbIOOpaA Mmopora.

B pesynprate momydeHO uHeTKoe OMHapHOE HM300pakeHme, TAe Ae(eKTh
(TeMHBIE «SIMBI» TIPH HEIOIKCTPY3HH WM CBETIIBIC «OYTphI» MPH MEPEIKCTPY-
3MM) KOHTPACTHO BBIJEICHBI M MPHUTOMHBI IS MMOCIEAYIOIIEr0 aHalnu3a ¢ I10-

moipio GLCM u SVM (puc. 1, 2).

Puc. 1. UgeanbHbIn 06pa3el;: NoyTOHOBOE,
MeAnaHHO-(PUNbTPOBaHHOE, BMHApHOE 1306paXKeHs

Puc. 2. lecheKT «Hef0CTaTOYHAsA IKCTPY3UA»: NONYTOHOBOE,
MeAnaHHO MNbTPOBAHHOE, BUHAPHOE N306paXKeHMs
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PesyabraTel. Chopmuposan naracer u3 120 uzoOpaxkenuii (mo 40 ma xmacc).
JInst Kask[aoro M300paXKEHUSI pACCUMTaH D-MEPHBIA BEKTOP IPU3HAKOB Ha OCHOBE
GLCM. Mogens SVM ¢ RBF-saapom o6yuena B Python ¢ ucnons3osanuem 6ub;imo-
teku Scikit-learn (ta6. 3).

Tabnuya 3
TouHoCTh KIaccu(pUKAIMU HA TECTOBOM BhIOOpPKe
Kaace IMoaiyToHOBOE H300paKkeHne Bunapuzanus (Ony)
DraloH 85 % 91 %
[TepeskcTpy3us 81 % 85 %
Henoskcrpysus 83 % 78 %

Haunydmue pe3yiabTaThl JOCTUTHYTHI MPU HCIOJIb30BAaHUU OWHAPU30BaH-
HBIX M300paXCHUH, YTO MOATBEPkAaeT 3P(HEKTUBHOCTD MPEIT0KCHHON METO-
JTUKH TTpeao0opadboTKH.

O6cy:xknenue. Pe3yabTaThl MOATBEPKAAIOT BO3MOXKHOCTh aBTOMATHYECKO-
ro BBIABICHUS OCHOBHBIX geexToB FDM-neuaru ¢ momompio SVM u ananusa
M300pakeHUM, OJHAKO BBIABICHBI CYIIECTBCHHBIC OIPAHUYCHUS: y3Kas HOMEH-
kiarypa aedekroB (MOIeNb HE CIPABISIETCS CO CMEIIAHHBIMH aHOMAJIMSIMM), OfI-
HOCTOPOHHSISI CheMKa (TOJILKO ()POHTANIBHBIN PaKypC), OCTATOYHAS 3aBUCHMOCTh OT
OCBEIICHHS 1 HEOOXOIUMOCTh OCTAHOBKH TICUATH, BBI3BIBAIOIICH JIOTIOTHUTEIIBHBIC
nedeKTHI.

[lepcriekTUBHBIC HAINPABJICHUS YJIYYIICHHUS: paCHIMpEHUE KiacCu(UKaIUn
1o 15 tunos nedexros, nepexox na CNN s aBTOMaTHYECKOTO U3BJICUEHHS TIPH-
3HAKOB, MHTETPAIUS KAMEP B MEYATAOIIYIO TOJIOBKY WK cTepeocheMku st 360°-
aHaJIM3a, a TAK)KEe ayrMEHTAIMs JaHHbBIX [T TIOBBIIIEHUS pa00TOCIIOCOOHOCTH MO-
TETTH.

3akouenne, VccienoBanre MoaTBEPAMIO BHICOKUI MOTEHIMAI METOIOB
MAaIIMHHOTO OOyYeHHsS [JIs aBTOMAaTH3allMM KOHTPOJiI KadectBa B FDM-
neyatu. PLA BpIOpaH Kak ONTHMaJbHBIA MaTepuan Ojarogaps TECXHOJIOTHYE-
CKOW CTaOWJIIbHOCTH U BU3yaJIbHOW KOHTPAacTHOCTH. Pa3paboTaHHas MeTOauKa
dbopMuUpOBaHUS M TpPEABAPUTEIbHOW 00pabOTKM Habopa JaHHBIX CO31aeT
HAJICXKHYIO OCHOBY JUJISl TOCTPOCHHUS 00ydaeMbIX MOJICIICH.

OCHOBHBIC HAIpaBJICHUS JaIbHEHUIINX HCCACTOBAHMI: CO3JaHUE YHHBEP-
CaJbHOI0 JaTaceTa Ha OCHOBE IPEIOKEHHONW CHCTEMATHKHU Ae(EeKTOB; pas3pa-
O0OTKa CHCTEM BHM3yaJdbHOI'O0 KOHTPOJS O€3 OCTAaHOBKM II€YaTH; aJalTallus
anroput™MoB aus apyrux MmarepuanoB (ABS, PETG, xommosutsl); mepexon
or kjaccuueckux MetonoB (SVM) k rayO0okoMy MamiMmHHOMY OOYYEHHIO
(CNN).

Peanu3zanus 3THX 3a7a4 MO3BOJIUT CO3/1aTh HAJICKHYIO, MacCIITaOUPyeMy IO
CHUCTEMY aBTOMAaTH3WPOBAHHOTO KOHTPOJIS, CIIOCOOHYIO OOCCIEUUTh BBICOKYIO
BOCIIPOU3BOJAMMOCTD U HAJICKHOCTh U3/ICJIUH aJJITUTUBHOIO TIPOU3BO/ICTBA.
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