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AHHOTanMs

PaccmaTprBaeTcsi MHTe/UleKTya/lbHasi CHCTeMa KOHTPOJISL KayecTBa /[yisl [POBOJIOYHOIO aJJUTHBHOIO IIPOM3BOACTBA
(WAAM). TIpencrassieHa pa3paboTka MporpaMMHO-aIapaTHOro KOMIUIEKCA /17isi BBICOKOTOYHOTO MOHUTOPUHIA TIOBEPXHOCTH
BBIPALIMBAEMbIX U3[€JIUi, WHTETPUPOBAHHOTO C TMpPOMBbILUIeHHbIM Manunyastopom KUKA. Kowmmnekc obecrieunBaeT
ABTOMAaTHU3UPOBaHHbIM COOp Y aHaau3 MYJBTUMOJA/IBHBIX JIaHHBIX (BU/I€0, Jla3epHOe CKAaHMPOBAaHUE, TeJeMeTpHsl) C
UCIIOb30BaHHEM METOJOB KOMITBFOTEDPHOTO 3DeHHs] M MallMHHOTO 00ydeHMsi. ONMCAaHBI apXWTEKTypa CHUCTEMBbl, METOABI
CHHXPOHM3AIlUM [IaHHBIX, TpUMeHsieMble HelipocereBbie Mozemu (YOLOV8, Wide ResNet-50) ¥ cTparernvd akTUBHOTO
oOyueHust [y fleTeKUuM fedeKToB. Peann3oBaHHBIA MOAXOJ [eMOHCTPUPYET TOTEHLMan /s MHTerpaluyd B 3aMKHYTBINA
KOHTYD yIpaB/IeHusI C 1]eJ/Ibl0 OrlepaTUBHOM KOPPEKLIMU TeXHO/IOTMUeCKHUX IapaMeTpoB.

KiiroueBble Cj10Ba: MPOBOJIOYHOE aAUTHBHOE Npou3BoAcTBO (WAAM), MammHHOe o0yueHKe, KOMITLIOTEPHOE 3peHue,
KOHTPOJIb KaueCTBa, HEHPOHHbBIE CeTH, My/ILTUMOJA/IbHBIE JaHHbIe, ITyOoKoe 00yueHue.
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Abstract

An intelligent quality control system for wire-based additive manufacturing (WAAM) is examined. The development of a
software and hardware system for high-precision monitoring of the surface of manufactured parts, integrated with a KUKA
industrial manipulator, is presented. The complex provides automated collection and analysis of multimodal data (video, laser
scanning, telemetry) using computer vision and machine learning methods. The system architecture, data synchronisation
methods, the neural network models used (YOLOvV8, Wide ResNet-50) and active learning strategies for defect detection are
described. The implemented approach demonstrates the potential for integration into a closed-loop control system for the
purpose of real-time correction of process parameters.

Keywords: wire-based additive manufacturing (WAAM), machine learning, computer vision, quality control, neural
networks, multimodal data, deep learning.

BBeaenmue

TexHosnorusi mpoBojiouHoM HamiaBku (WAAM) HabupaeT mMomy/isipHOCTh Osarofiaps BO3MOXXHOCTH WM3TOTOBJIEHUS
KPYMHOrabapuUTHBIX [JeTasell C BBICOKUM KO3(PQUIMEHTOM HCII0b30BaHus Marepuana [1], [2]. OgHako HecTabUILHOCTH
MpolLiecca /yroBod CBApKH W C/IOXKHBIE TEPMOMEXaHWUYeCKHe TIPOLeCChl TPUBOJAT K [JBYM OCHOBHBIM Kjaccam Mpo6siem:
00pa30BaHMI0 TOBEPXHOCTHBIX M BHYTPEHHHX [edeKToB (TIOPUCTOCTh, HEMpPOBapbl) M TeOMETPUUYECKUM HCKaKEHUSIM
(KopoObieHuI0) U3/ie/TUs U3-3a IUK/INUYeCKOro Harpesa v oxiaxaenus [3], [4].

TpaguLIMOHHBIE METO/BI MTOC/IE0NePALIMOHHOTO KOHTPOJIS He TIO3BOJISIIOT ONepaTHBHO BMATH Ha rporecc [5]. B cBs3u ¢
STUM aKTyaJbHOU SIBJISIETCS 3a/jaua CO3/J,aHUsI UHTE/UIEKTyabHbIX CUCTEM, CIIOCOOHBIX B peajlbHOM BPEMEHHW aHa/IM3UpOBaTh
My/JbBTUMO/a/lbHbIe JaHHBIe (B0, TOK, HampsbkeHWe) [uis BbiseieHus zAedekror [6], [7], [8], [9] u oaHOBpemeHHO
MPOTHO3MPOBAaTh TepMOMeXaHUUeCKOe TIOBeAieHre U3ZiesTHs JijIs IpeAoTBpalieHus 6paka ro reomerpu [10], [11].

Llenbto daHHoll pabombl siBsieTCs1 pa3paboTKa U arpobaryisi KOMIUIEKCHOTO TT0AX0/a, 00beJMHSFOLIEro:

— anmapaTHO-TIPOrPAMMHBIA KOMITIEKC [Is in-siti MOHUTOpPHHTA KayecTBa TMOBEPXHOCTH C WCIO/h30BaHHUEM METO/IOB
KOMITBIOTEPHOT'O 3PEHMUS;

— MaTeMaTHU4eCcKyIo MO/esib ¥ UMCIEHHYIO MEeTOAUKY A/1st iporHo3upoBanust HIC v KopoOsieHusT HamyiaB/isieMOro W3[esTus,
T03BOJISIFOLLY0 KOPPEKTUPOBATh YIPABJISIOLYI0 TIporpaMmy (ciakicep) AJisi KOMIIeHCaUuH JedopMariyid.

Mertoap! 1 MaTepuabl

2.1. IIporpaMMHoO-anmapaTHbId KOMIUIEKC /i/IsI MOHUTOPUHIAa KayecTBa

Ins obecrieyeHust cOopa JaHHBIX B YC/IOBHSIX BBICOKHMX TEMIIepaTyp M 3aJbIMJIEHHOCTH ObLT pa3paboTaH 3allUTHBIN
kopmyc (puc. 1). Kopnyc cripoektuporan B Autodesk Fusion 360 mist Kperuterust Ha manumysisitope KUKA u BKJTFOUaer:

VIHTerprpoBaHHYIO CUCTEMY BEHTHJISILIUM [T OXJIaK/I€HNsT S7IeKTPOHUKH.
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Cucremy rmpojyBa Bo3iayxa («BO3AYIIHBIM HOX»), CO3[AIOL[YI0 OaphepHbIM TOTOK Tepe] 3allUTHbIM CTEKJIOM [isi
TNpeJJOTBPALLeH s 0CeIaHus MTbUTH U OPBI3T.

CMeHHOe TepMOCTOMKOe 3allliTHOe CTeK10. MaTepran Koprmyca — aJlOMUHUEBBINM CI/laB, paCCUMTaHHBIA Ha TerJiOBble
Harpy3ku 70 200°C. Bec KOHCTPYKLMH He TpeBbILLIaeT 2.5 KI, UTO He B/IMseT Ha TOUHOCTb MMO3ULIMOHUPOBAHUS MaHHUITy/ISITOPA.

=>

PucyHok 1 - 3D-Mofeb 3alUTHOrO KOpITyca C CUCTeMaMy BeHTUISALMH 1 TIPOJyBa
DOI: https://doi.org/10.60797/IRJ.2026.166.18.1

Pa3paboTaHHbIi IPOrpaMMHbBIN MOAY/Ib Ha si3bike C++ obecrieunBaeT:

1. CuHXpOHHBI COOp JaHHBIX: BHAEONOTOK (25 fps), JaHHBIE Jla3epHOTO CKAaHWPOBaHUS (MPOQUIL TIOBEPXHOCTH) U
TeKylljie KOOpAUHAThl MaHUITY/IATOPA.

2. IlpocTpaHCTBEHHO-BpPeMEHHYH CUHXPOHHM3aL[MI0 BCeX KaHa0B Ha OCHOBE eJMHOI BpEMEHHOW METKHU.

3. ABTOMaTHueCKoe Mepek/itoueHre HHCTPYMeHTa U ITOBTOP TPaeKTOPHH HaIlIaBKU [/ CKAHUPOBaHUS KaXK/[OTO CJI0SL.

2.2. HeiipoceTeBasi Mojie/Ib ieTeKI{UH /ie(heKTOB

[nsi aHanmM3a BUJEO/IaHHBIX B peajlbHOM BpeMeHU BbiOpaHa apxutektypa YOLOV8 Extra Large, mpenoOyueHHass Ha
Habopax [aHHbIX O0OIIero HasHaueHuss W [ooOyueHHass Ha pa3MeueHHOU BbIOOpKe, BKMoudaromied 5000 wu30bpaxeHMi
CBapOUYHOW BaHHBI W HAIUIABJEHHBIX BaJMKOB C [JedeKTaMM TpeX K/IacCOB: «II0pa», «TpellydHa», «HalUIbB». Pa3meTka
BBITIOJTHEHA TOyaBTOMaTUUeCKUM MeTOJOM C TMOC/aeylollel SKCrepTHOM Banupauved. OLjeHKa KauecTBa [ieTeKTopa
MpOBOJW/IacCh Ha TecToBOW BhIOOpKe (20% oT obinero Habopa) C ucmosib3oBaHHeM MmeTpuk MAPS0, precision u recall.
ITapasnienbHO A1 U3BI€UEHHUS PU3HAKOB UCITO/B3YeTCsl cBepTouHasi ceTh Wide ResNet-50.

2.3. MaTremarHnueckoe Moje/lpoBaHIe TepMoMeXxaHHUeCKHX IIPOo1eCcCoB

Ons mporHosupoBanuss HIC u kopoOmeHust w3fenvs pa3paboTaHa KOHEUHO-37eMeHTHass Mojenb B cpege ANSYS
Mechanical APDL.

ITocraHoBka 3azauu. Pelmaercsi cBsizaHHasi TepMOMeXaHWUecCKasl 3afiauya. TemrepaTypHOe II0jie pacCUMTBHIBAeTCS W3
pellleHNs HeCTal[MOHAPHOW 3a/lauyl TeTUIOTIPOBOJHOCTH C TTO/BI)KHBIM MCTOUHUKOM TeTljIa, MOJIe/TUPYIOIIMM CBaDOUHYIO JYTY.
HarpspkeHHO-/1ehOpMUPOBaHHOE COCTOSIHHE OTIpeZiesisieTCsl Ha OCHOBe PaCCYMTAHHBIX TeMITepaTypHBIX MOJIeH.

Mopens MaTepuana. [l onMcaHusi YIPYrolylaCTUYeCKOro TOBeJeHHsI MaTepuasna IpU BBICOKMX TeMmIleparypax M
cKopocTsax fAedopMaliii, XapakTepHbiX Aiass WAAM, wucrosb3oBaHa Mojens xkoHcoHa-Kyka (JC), MMIUIaHTHDOBaHHAs B
ANSYS c nomorpio nosbs3oBarenbckoi mporeaypbl USERCREEP (UPF). KoHcTaHTBI Mozienu Aj1s crylaBa Inconel718 B3sIThI
W3 JUTepaTypHbIX MCTOYHHUKOB [12] ¥ BepuduLMpOBaHbI IyTeM CpaBHEHMs C pacueTaMHM [0 CTaHJapTHOW Mopenu
MY/BTUIMHEMHOM n30TporHo# riactuyHocty (MISO) Ha TecToBO# 3a/iaue 0 BHEJPEHUU HHAEHTOpA.

MopenupoBaHHe Tpoliecca HarulaBKu. Peanm3zoBaH MeTof «aKTHBaLWMK 31eMeHTOB» (element birth and death). ns yuera
KOpOO/ieHNsl paHee HaruIaB/IeHHBIX C/I0€B TMPE/I/IOKEeH OPUTMHAJIBHBIN arTOPUTM: Tepefi aKTUBALUe ouepeJHOM 30HbI BCe Y3/Ib
3TOW 30HBI CMELIAITCS HA BEJMYWHY [epeMelleHWl, IMOTyueHHbIX [ OmvKalluero ysma TpeAbiayleld 30HBL JTO
MoJe/IupyeT aJJallTHBHYI0 KOPPEKLIMIO TpaeKTOpUH CJlaiicepa B yCJIOBUSIX peabHOro Npou3BozcTBa. PopMyrna /il CMeLeHus:

xV =xV 4 qu
k k
rae Xg — Hauva/bHbIe KOOP/IUHATHI Y3/10B k-0i1 30HBI,

m »
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U, — BeKTOp NepeMeljeHuii O/IFKalIero y3/ia paHee HarIaB/leHHOM m-0¥i 30HbI HA MOMEHT aKTHBAL[UU k-0l 30HBL
OOBeKTBl MOZE/MPOBaHMs. BBINOMHEHO MOJe/IMpOBaHWEe HarlJIaBKU [BYX JeTaneil KosbleBod (opMel: KoH(y3opa H
(rantja u3 crutaBa Inconel718. Marepran TeXHOIOTWYeCKOW O0CHACTKH — KOHCTPYKIMIOHHASI CTaslb.

Pe3yibTarhl 4 00CYy)XAeHHEe

3.1. Pe3ynpTaTbl MOHUTOPUHIA KayecTBa

PaspaboTaHHbIi anmapaTHbli KOMILIEKC TPOJEMOHCTPHpPOBal CTabWIbHY!0 paboTy B TeCTOBBIX HamaBKax. CucTema
npoayBa 3¢ (heKTHBHO 3allUIlaeT ONTHKY B TeueHHe 4 4acoB HernpepbiBHOM pabotkl 6e3 ounctku. Mogens YOLOV8 gocruria
C/IeIyIOLIMX TI0KAa3aTesiell Ha TeCTOBOM BhIOOPKe:

— mAP50 = 59%. OTHOCUTE/TLHO HEBLICOKUI TIOKa3aTe/ib 00bSCHSETCS CJIOKHOCTBIO 3a/jau (BbICOKasi 3aCBETKA OT JYTH,
6/1MKY OT MeTaJljia) U OrPaHUUYEHHBIM pa3MepoM o0yuarolieil BbIOOPKU;

— TouHoCTh (Precision): 82% 151 knacca «mopa», 78% pjist «TpeluHa», 95% A/ «HaIlIbIB»;

— nosHoTa (Recall): 70% pns knacca «mopa», 65% s «TpelpHa», 88% s «HaruieiB». Hu3Kast momHoTa Jy1s TPeIyH U
MOp yKa3blBaeT Ha HEOOXOAUMOCTb [a/bHEHIIero yBequdyeHus U OanaHCUPOBKU jaraceTa. [1l1aHUpPyeTCsl UCIMOIb30BaHHe
MeTO/|0B ayT'MeHTal|UH JaHHbIX ¥ aKTUBHOTO 00y4eHHs J/1s1 OBbILIEHHs] OHOTHI 10 85-90%.

3.2. Bepudukanus Moje/ M MaTepyasia

Ha TecroBoii 3afiaue 0 BHe/[peHUU CTa/bHOI0 UH/EHTOpA B TIO/IYTIPOCTPAHCTBO MPOBE/IeH0 CPaBHEeHUe NMIJIAaHTUPOBaHHOM
Mogenu JxoHcoHa-Kyka u cranzaptHoit mofend MISO. Pesynbrathl (pucC. 2) MOKasaad, YTO B JUHAMUUECKOW MOCTAaHOBKE
pa3/MuMs B OCTAaTOYHBIX HanpspkeHUsx gocruraioT 20%. Mogens MISO, He yuuThbIBaroias pesnakcarjioHHble 3QdeKTsl, AaeT
3aBbIILIEHHbIe 3HAYEHUS] HarpsOKeHWH B 30He KOHTAKTa. JTO MOATBEP)KJaeT HeoOXOAUMOCTh MCIOIb30BaHus Mogenu JC nist
afeksatHoro nporHo3uposanns HIIC npu WAAM, rae BeICOKas TemMIiepatypa U UK/IMYeCKOe Harpy>KeHUe UrparoT K/IHOUeBYyIO
pOJb.

frame_0150.png

PucyHok 2 - TIpumep unTtepdeiica cbopa ¥ BU3yanu3aldi JaHHBIX
DOT: https://doi.org/10.60797/IRJ.2026.166.18.2

3.3. Pesynbrarel mopennpoBanusa H/IC npu HanyiaBke

MogenupoBaHue Mpolecca HalaBKU KOH(Qy3opa IOKas3ajao, uTo Haubonbllie oceBble MepeMelleHus (o0 2.5 MM)
BO3HMKAIOT IOC/e HarlaBKyi TepudepuilHbIX 30H. [IpeAsioKeHHBIN aJropuTM KOPPEKLMM I03BOJISIET «3a/0KUTh» 3TH
TrepeMeleHNst B NCXOJHYI0 TeOMeTPHIO, M3MeHsIs TI0JIOKeHNe y3/I0B CIeAYIOLMX 30H (pUcC. 3). DTO KOMIIEHCHPYeT HCKayKeHue
¢opMBI 1 obecrieynBaeT MomMajaHue YTy B pacyeTHOe TI0/IOKeHHe.
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PrcyHOK 3 - ApXUTeKTypa CUCTeMBI C IOTOKaMH JaHHBIX U yTIpaBJIsOLel TOTUKOH
DOI: https://doi.org/10.60797/IRJ.2026.166.18.3

Ons pnanna uccnepoBaHo BausiHue TepMoobpaborku (omxura npu 600°C) u casatus ¢ ocHacTku Ha HJ[C (puc. 4).

True normal case True abnormal case
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Predicted label = normal Predicted label = abnormal
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PucyHok 4 - [IpyuMep TeIyIoBOM KapThl € 30HOM NeperpeBa (KpacHbIH 1iBeT)
DOI: https://doi.org/10.60797/IRJ.2026.166.18.4

OTXuUr: TpU 33/laHHBIX pe)XKMMaxX He TIpHUBes K CYL[eCTBeHHOMY CHIYDKEHMIO MHTEHCHBHOCTH OCTAaTOUHBIX HarpsDKeHWH
(MakcumasbHOe CHIKeHue ~5—7%).

CHsATHe C OCHACTKH: SIBJISIeTCS KPUTHYeCKUM 3TarioM. ITocsie ocBOGOXKZEeHUs JieTaayd NPOUCXOJUT IepepacrnpefiesieHre
HalpspKeHWM M 3HauMTeslibHOe H3MeHeHWe (opMbl (OceBble TepeMelrieHusi yBennuuBaroTcsi Ha 30-40% 1o cpaBHeHHIO C
COCTOsIHMEM Ha ocHacTke). [TosiyyeHHble UnC/ieHHbIe 3HayeHUs IlepeMellleHUi MOTYT ObITh MCIOJIb30BaHbI fi/Is Ha3HaueHHs

TIPUITYCKOB Ha NOC/IEYIOLIYIO MexaHU4YeCKyto 06paboTKy.

3aKk/IoueHne
B xoge pabothl ObLT pa3paboTaH W arpoOUpOBaH KOMIUIEKCHBINM MOAXOJ K KOHTPO/IIO KauecTBa W MPOrHO3MPOBAHHUIO

reoMeTpryeCKrx rapaMmeTpoB B ITPOBOJ/IOYHOM aJJUTHBHOM ITDOM3BOACTBE.
HayuHas HoBU3HA 3aK/I04YaeTcsl B CO3[laHUU YMC/IEHHOW MeToAuKKY niporHo3upoBanus HAC npu WA AM, BK/ItOYatOLLIei:

4
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— UMIUIaHTaLuio U Bepudukauuo mogenu xoHcoHa-Kyka B ANSY'S /i HesIBHOTO aHa/M3a, YTO IMOBBIIIAeT TOUHOCTh
pacueTa 0CTaTOYHBIX HAIPsDKeHUH 110 CPAaBHEHMIO CO CTaHJAPTHBIMU MOZESIMHY;

— aJITOPUTM yyeTa KOpOOJIeHWs] paHee HallIaB/leHHBIX 30H, IO3BOJISIOLINM MOJENIUPOBATh aJANTHUBHYI0 KOPPEKLHIO
TpaeKTOpUHM Cjakicepa.

IIpakmuueckas 3HAUUMOCMb:

— CO3JaH NporpaMMHO-aIIapaTHblil KOMILIEKC /I aBTOMaTU3MPOBaHHOrO cOopa My/IbTUMOZA/IbHBIX JAHHBIX C CUCTEMBI
KAMA, 3aiiuiiieHHbIi OT BHEIIIHHUX BO3/eHCTBUM;

— peayM30BaH HeHpoceTeBOU AeTeKkTop AedekToB roBepxHOCTH Ha 6Gasze YOLOVS8, pocturmmii Tounoctu 78-95% pis
Pa3/IMUHbIX K/1aCCOB Jie(peKTOB;

— TIO/yYeHbl KOJIMYeCTBEHHBIE OIIeHKM OCTATOUHBIX HampsDkeHUW U Aedopmaruii s TUTOBBIX JeTaneii (koH(y3o0p,
¢naHelr), KOTOpbIe MOTYT OBbITH UCIIOTB30BaAHBI 171 ONITUMHU3ALIMKA TEXHOIOTUYECKUX PEXKUMOB U TIPOEKTHPOBAHUSI.

HanbHelne uccieoBanvst OyayT Harpae/eHbl Ha yBeIUUeHHe Perpe3eHTaTHBHOCTH JiaTaceTa [jisi 00yueHUs: HepOCeTH,
KanmbpoBKy Mmogenn /[xoHcoHa-Kyka MO /laHHBIM HaTypHBIX 3KCIIEDUMEHTOB M HMHTErpalyio 3aMKHYTOTO KOHTypa
yIipaB/ieHus], Ijje NMporHo3 fedopmanuii O6yzeT MCHoib30BaThCsl [/ aBTOMaTHUeCcKol KOPpPeKLMHM TPaeKTOpUH B peabHOM
BpeMeHH.
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