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PE®EPAT

Po6ora ckmamaeTnes 3 55 cTopiHok, 24 pucyHka, 8 Tabmuik, 22 mKepena.

OG’eKT JOCHIIKEHb — MEXaHIUHI BJIACTUBOCTI KOHCTPYKIIIH, BUTOTOBJIEHHX
MeTtooM 3D-apyky.

Meta po60oTH — aHami3 BIUIMBY OPIEHTYBAHHS IIapiB MPU BUTOTOBJICHHI JeTaieit
MeTo10M 3D-apyKy Ha X MIIHICTh Ta OIiHKA JOIIFHOCTI 3MEHIIIEHHSI TOBIMHU IIapy
JUISL TIIBUILICHHST MIITHOCT1 KOHCTPYKIIIi MPU OJJHAKOBUX 1HIIUX MapameTpax JApyKy.

Meton nochiKeHHS — KOMIUIEKCHUHM 3 BAKOPUCTAHHIM CTaHJIAPTHUX METOJIUK,
10 BUKJIQ/ICHI B YKPaiHCHKIN Ta 3apyOiKHIN JTiTEpaTypi.

VY aumuioMHid poOOTI BUPIIIYIOTHCS NMUTAHHS BIUIMBY OpPIEHTYBAaHHS IIapiB
BIJIHOCHO JIIF0YOT'0 HaBaHTaXCHHS JieTallel, BUTOTOBJICHUX MeTo0M 3D-ApyKy, Ha iX
MILIHICTh; BIUIMBY KyTa HaxXWily IIapy Ha TUI pyHMHYBaHHS 3pa3KiB Ta iX BIJHOCHE
BUJIOBXXEHHS TIepe]] pyHHYBaHHSM, TOPIBHSAHHSA 3HAYCHb OTPUMAHHUX MEXaHIUYHUX
BJIACTUBOCTEH 3pa3KiB 3 PI3HOIO TOBIIMHOIO MIAPY MPU OJJHAKOBUX 1HIINX MapamMeTpax
JIPYKY Ta KyTaX HaXWjIy IIapy BiTHOCHO JIIFOYOTO HABAaHTAKCHHSI.

JumiomMHa po0oTa BKJIIOYAE Taki CKIIAJOBI: JITEPATypHUM OIS TEXHIYHOI
iH(popMarllli 3a TEMOK JUIJIOMHOI pPOOOTH; OMKMC XapaKTEpUCTUK MareplajiB Ta
TEXHOJIOT1H, TIOB’sI3aHUX 3 BUTOTOBJICHHSIM 3Pa3KiB Ta X BUMPOOYBAHHIM Ha PO3TIT;
METOJMKH, 10 OymuM  3acTOCOBaHI B  Tpoleci  JOCHiTKEeHb; 00poOka
CKCIICPUMCHTAJILHUX JIaHWX; TIOPIBHSAHHSA OTPUMaHUX 3HA4YCHb BHUIPOOYBaHb;

BHUCHOBKHM.

3D-IPYK, 3PA30K, MIIHICTb, BIJJIHOCHE BUIOBXEHHS, TOBUHIMHA
IIIAPY, PYUHYBAHHS, KYT HAXWJTY LIAPY



ABSTRACT

The work consists of 55 pages, 24 figures, 8 tables, 22 sources.

The object of research is the mechanical properties of structures made by 3D
printing.

The purpose of the work is to analyze the impact of layer orientation in the
manufacture of parts by 3D printing on their strength and to assess the feasibility of
reducing the layer thickness to increase the strength of the structure with the same other
printing parameters.

The research method is complex with the use of standard methods set out in
Ukrainian and foreign literature.

The thesis addresses the issues of the influence of the orientation of the layers
relative to the effective load of parts made by 3D printing on their strength; the
influence of the angle of inclination of the layer on the type of fracture of samples and
their relative elongation before fracture; comparison of the values of the obtained
mechanical properties of samples with different layer thicknesses with the same other
printing parameters and the angles of inclination of the layer relative to the acting load.

The thesis includes the following components: a literary review of technical
information on the topic of the thesis; description of the characteristics of materials and
technologies related to the manufacture of samples and their tensile testing; methods
used in the research process; processing of experimental data; comparison of the test

values obtained; conclusions.

3D PRINTING, SAMPLE, STRENGTH, ELONGATION, LAYER
THICKNESS, FRACTURE, LAYER SLOPE ANGLE
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INEPEJIIK CKOPOYEHb, YMOBHUX ITIO3HAK, OAMHULb I TEPMIHIB

ASTM — American Society for Testing and Materials (amepukaHChKe
TOBApUCTBO 3 BUMPOOYBAHHS MaTepiajiB);

COPET -  copolymer Polyethylene  Terephthalate (comomimep
HoJIMATHIICHTEpeTanarTy);

FDM — Fused deposition modeling (MojaenoBaHHS METOJOM IIOIIAPOBOTO
HaIlJIaBJICHHS );

PLA — polylactic acid (mosiiMoiouHa KMCI0Ta, MOJTIJIAKTHT)

AM — anuTHBHE BUPOOHHUIITBO;

€ — BIJTHOCHE BUJIOBKCHHS;

C — HaIpYy>KEHHS,

S — ToBmMHA APy .



BCTYII

3D-apyk cTae MUPOKO MOMYJISPHUM Yy IIUPOKOMY Jiama3oHi 3aCTOCYBaHb, 1
Cy4yaCHUU BUPOOHUYMII CBIT MparHe 3aMiHUTH 3BUYaiiHI Metoau 3D-apykomM, nie 1ie
MOKJHBO. Lle 31e011b1I0T0 MOB’SI3aHO 3 HM3KOI0 MOXKIMBUX IEpeBar, sKki MOXe
3anpornoHyBatid 3D-apyk TOpIBHSHO 31 3BUYAHUMH EHEPrOEMHUMH METOJIAMU:
MOXJIMBICTh BHUTOTOBIIATH CKJaJHI TEOMETpii SK €IWHY OJUHHMIO/IeTalb 0e3
3’€JIHaHb, HUKY1 BUTPATU HA MaTepiaiu Ta podouy Cuily, Xopola 00poOka MOBEPXHi,
MEHIIIA €HEPris, OJHOETallHA TeMIlepaTypa OOpOOKH, MEHINA CKIIAIHICTh IMPOIIECY
(monens CAD-apyk-BCTaHOBIIEHH), 00poOKa maiike 4ucToi (GopMH, MIBUAKUN Yac
BUPOOHMIITBA, KOPOTKUI Yac BUKOHAHHS, HUKYa 3arajbHa BapTICTh MOPIBHSHO 31
3BUYAMHUMHU  TEXHOJOTIAMH  Tomo. 3D-Apyk TakoX BIJOMHM SIK  aJIUTUBHE
BUPOOHUITBO [1].

AnutuBHe BUPOOHUITBO (AM) — 11e TEXHOJOTIs, KA J03BOJISIE BUTOTOBIIATH
G13U4HI KOMIIOHEHTH 3 BIPTyaldbHUX TpuBUMIpHUX (3D) KoMm’IOTEpHHX Mojemei
[UITXOM CTBOPEHHsSI KOMIIOHEHTIB IIap 3a IIapoM, TOKHU JeTaib He Oyae rotosa. Y
MOPIBHSIHHI 3 CYOTPAaKTUBHUMH BUPOOHUYMMH MPOIECAMU, Y SKUX TMOYHMHAETHCS 3
0JI0Ky MaTepiany Ta BUAATAETbCA Oyab-sIKU HEMOTPIOHUM MaTepian (abo BUpizarouu
Horo BpyuHy, a00 BHKOpPHUCTOBYIOUM MaliuHy, Taky sk Bepctar 3 UIIK), moku He
3aJMIITUTHCS Oa)KaHa YaCTHUHA, aIATUBHE BUPOOHUIITBO TOUYMHAETHCS 3 HYJIS 1 CTBOPIOE
JIeTallb OJIMH AP 32 Pa3, «APYKYIOU» KO)KEH HOBHH IIap IOBEPX MOMEPEIHBOTO, TO0KU
neTanb He Oyjae  3aBepileHa. 3aJieKHO  BiJl KOHKPETHOI  TEXHOJOrli, M1
BUKOPHCTOBYETHCSI, TOBIIMHA APy KOJUBAETHCA BiJl KUTBKOX MIKPOH JI0 TIPUOIM3HO
0,25 mm [2].

TexHika MBUIKOTO MPOTOTHUITYBAHHS € OJIHIEIO 3 HAMOUIBII MEPCIEKTUBHHUX
TEXHIK JUIsl CKOPOUYEHHS Yacy po3pOoOKHU MPOAYKTY HUISIXOM peani3alli IpoToTUuy ado
KOMITOHEHTa MPOTOTUIY, SKUHA MOXkHa 0e3Mmocepe/lHb0 BUKOPUCTOBYBATH B 301pKax,
TECTYBaHHI NPOAYKTY a00 IHCTPYMEHTIB M KOPOTKO- UM CEPEeIHBOCEPIHHOTO

BI/IpO6HI/II_ITBa. OI[HI/IM 3 MCTOI[iB MBUAKOI'O IIPOTOTUITYBAHHA, SIK1 U POKO


https://www.sciencedirect.com/topics/materials-science/three-dimensional-printing
https://www.sciencedirect.com/topics/engineering/joints-structural-components
https://www.sciencedirect.com/topics/engineering/production-process
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BUKOPUCTOBYIOTBCSI CHOTOJIHI, € Tomapose Harutapinenns (FDM) 1 maibke monoBuHa
oOnaHaHHS, SKE MPECTABICHE HA PUHKY, HAJIGKUTH N0 Miel kaTeropii. OCKUIBKY 1e
MpolleC MOKHA BHUKOPUCTOBYBATH JUIsl PI3HOMAaHITHUX 3aCTOCYBaHb, a BapTICTb
IPOTOTHUITY, SIK TIPABHIIO, BUCOKA, ICHYE TTOTpeda B OMTHUMI3AIII] TapaMeTpiB MPOIECY
K 3 TEXHOJIOT1YHOT, TaK 13 EKOHOMIYHOT TOUKH 30pY. AKICTh IPOTOTHUITY MPOSIBISETHCA
KUTbKOMa mapameTpamu. J[s 6aratboX iHKEHEPHHUX 3aCTOCYBaHb 00pOOKa TTOBEPXHI €
BAXJIMBUM KpUTEpieM. Y MHHYJIOMY Oyno 3po0JieHO Kijibka CHpo0 MpOBECTU
CHUCTeMAaTHUYHHUIN aHaJi3 MOMMJIOK 1 SIKOCTI MPOTOTHMIB. B ToMy uucii gociipKyBain
npoOieMy ONTUMI3allli, BPaxOBYIOUM HANpPSIMOK CHOPSIMOBAHOCTI IMOOYJIOBU
Mozeni. BusiBuiocs, 1o BuOIp MpaBUIIbHOI Opi€HTALlll TPU3BIB JO MIHIMAJIIBHOTO Yacy
BUTOTOBJICHHA. TakoX MPOBOJWIOCH NOPIBHSHHA Yacy, BapTOCTI Ta TOYHOCTI Yy
BUIAJIKY 1HCTPYMEHTIB IS JIUTTS 11O MOJIEJ1, BUTOTOBJIEHOI 3a JOIOMOTOI0 TEXHIKH
crepeomitorpadii [3].

OcHOBHa TiepeBara BUKOPUCTAHHS 111€1 TEXHIKH MOJIATAE B TOMY, III0 BOHA MOXKE
BUPOOJISATH MPOAYKTH Maibke uuctoi popmu 0e3 crBopeHHs (PizuyHOi (hopmu AJis
Ooaxxanoi dopmu mponykry. [loTpiOHY uacTUHY/00’€KT MOXHA HaMalllOBaTH SIK
TPUBUMIPHHI 00’ €KT 3a JOMOMOT'OF0 KOMIT FOTEPHUX IporpamMHuX nakeTis [1]. 3romom
i nporpamui 3D-daiinmn MokHa KOHBepTYBaTH y hopMmat crepeositorpadii (STL),
AKUM € hopMaToM, sIKUid Moke 3po3yMiTu 3D-nipunTep. Tunosi 3D-nipuHTEpH MICTSTH
COIUIO JJIA JIPYKY, K€ MOXE pyXaTHCS B TPhOX BUMIpax (X, Y Ta Z), a TAaKOXK MOKE
MpaIoBaTh 3 OJJHUM a00 KIJIbKOMa MaTepiajJaMu OJJHOYACHO. JleTajii BUTOTOBISIOTHCS
map 3a mapoM, kepyrduck 3D-monenmo CAD 1 ganumu ii ctepeositorpadgiaHoi
pobotu [4].

3apa3 MpOBOAATHCS YHUCICHHI OCHIJDKEHHS, 100 TMEepPEeBIPUTH MOXKIHMBICTh
BUKOPUCTAHHSA KOMIO3UTHUX MaTepialiiB y 3D-Apyki uepe3 0OMEKEeHHS 1CHYHUHX
marepiamiB. Ha manmii wac OCHOBHMMHM Buaamu Mmarepiany it DM
€ TEPMOIUTACTUYHI MTOJIMEPHI Marepianu 3 HU3BKOIO TEMIIEPATYPOIO
riaBiieHHs. OHaK MIMHICTh IUX MaTepiaiaiB MOXe OYyTH HEeIOCTATHBOKO JJIsl JAESIKUX
BHCOKOC(EKTUBHUX 3acToCyBaHb. ToMy Oynu 3po0sieHi crnpoOu  MOKpaIIUTH

BJIACTHBOCTI APYKAPCBbKUX HUTOK IIJEAXOM HOJaBAHHSA YACTUHOK, TAKHX SK KOpOTKi


https://www.sciencedirect.com/topics/materials-science/stereolithography
https://www.sciencedirect.com/topics/materials-science/thermoplastics
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BOJIOKHA, HAHOYACTUHOK Ta IHIIUX BIAMOBIMHUX 00aBOK [5]. 3aBmsku 1M
OOIIMPHUM JOCTIIKEHHSAM 1 po3poOkaM y chepi FDM, apMoBaHi BOJTOKHOM HUTKHU
CTaOTh MOMYJSPHUMHU 1 B TAaHUH Yac JOCTYITHI 7Sl MPAKTHYHOTO 3aCTOCYBAHHS.
Hapaszi Tounicte meroniB FDM nocuTh BaXKO mependadnTd, OCKUIBKH IIi
IpoIlecH TOB’s3aHi 3 YMCICHHUMHU 3MIHHUMH, SIKi CHJIBHO B3aeMo3ajekHi. Takum
YIHOM, 3MiHa OJIHOTO MTapaMeTpa MOXE BUKIMKATH MOCIIAOBHI 3MIHH KIJIBKOX 1HIIHX
napaMeTpiB ojgHouacHo. lle Moke chpuyuMHHTH TpOoOJeMH 3 MPOTrHO3YBAHHIM
NOBEIiHKM OOpOOKH, BOJHOYAC CIPUUMHSIOYM TPYIHOIII 3 KpallUM KepyBaHHSIM

IPOLIECOM, 11100 OTPUMATH BUCOKOSKICHI ApyKOBaHI aetani [1].


https://www.sciencedirect.com/topics/materials-science/nanoparticle
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PO3JILI 1
BILIUB TEXHOJOTTYHUX MAPAMETPIB HA MIIIHICTH
rOTOBUX BUPOBIB BUTOTOBJEHUX AU TUBHUM METOJIOM

1.1 Knacudikaniss MeToaiB aIMTUBHOT0 BUPOOHUIITBA

3apa3 JoCTymHA BEeMUKa KUTBKICTh MPOLIECIB aJUTHBHOTO BUPOOHUIITBA. BoHK
BIJIPI3HSIOTBECA CIIOCOOOM HAHECEHHS IIapiB JUIsl CTBOPEHHS JeTaiei, MPUHIIUIIOM
poboTH Ta MaTepianamu, Kl MOKHA BUKOPUCTOBYBATH. Jlesiki METOIM TUIABIATH a00
PO3M’SKIIYIOTh MaTepiany IJsi CTBOPEHHS IapiB, HAMPHUKIAJ, CEICKTHUBHE Ja3epHE
riaBiaeHHs (SLM), cenextuBHe nazepHe crikanHs (SLS) 1 MojientoBaHHS MOIIapOBUM
HaraByieHHs M (FDM), Toai sk iHIN 3aTBEPKYIOTh PIIKI MaTepiayiv, HAMPUKIA],
ctepeositorpadist (SLA). KoxkeH MeToJl Mae CBOi IepeBaru Ta HEJO0JIIKH, TOMY JIEsKi
KOMITaHii IPOIMOHYIOTh BUOIp MK MOPOIIKOM 1 MOJIMEPOM JUIsl MaTepiaiy, 3 sSIKOro
CTBOPIOETHCS 00’ €KT. OCHOBHUMH MIpKYBaHHSIMU IIPU BUOOP1 MAILIMHU €, SIK IPABUJIO,
il MIBUIKICTH, BAPTICTh APYKOBAHOTO MPOTOTHUITY, BApTICTh 1 Jlanma3oH maTepiaiis. B
JAaHUM 4Yac ICHy€ 3HayHa TEHJACHIS IO aJWTUBHOIO BUPOOHUITBA CTPYKTYPHUX,
HECYYHMX KOHCTPYKIIiM, BHKOPUCTOBYIOUHM IEpeBaru CBOOOIN MPOCKTYBAHHS TaKOTO
npouecy. Ili crpykTypu mnoBuHHI OyTH T™OOyJOBaHI 3 MeTaly, TOMY YyBara
npualigeTbest TakuM npouecam, sk SLS/SIM, DMD ta EBM aiiga npomMucioBoro
BUKOpHUCTaHHS [6].

VY3aranpHena kiacudikarlisis METOJIB aJAWUTHBHOTO BHPOOHHIITBA HaJlaHa Y

tabymmi 1.1.

1.1.1 JIazepHa noJriMmepu3anist

Crepeomnitorpadiss (SLA) — 3acHoBaHa Ha MNpuUHIMII (oTomnorxiMepusarii

(GOTOUYTIMBUX MOHOMEPHUX CMOJ i JI€I0 yIbTpadioseTOBOr0 BUIPOMIHIOBAHHS.
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Jbxepenom Y @-BUNPOMIHIOBaHHS € MAalONOTYXHUM Jnazep. Mammna SLA B
OCHOBHOMY CKJIaJIa€ThCs 3 BOYZ0BaHOI INIATPOPMH, sIKa 3aHypeHa y BaHHY 3 P1JIKOIO
CMOJIOI0, 1 JIa3epHOTO JKEpesia, BKIIOYAlOUM BIAMOBIJHE amapaTHe Ta MpPOrpaMHe

3a0e3neueHHs st KepyBaHHs [6].

Tabmums 1.1 — Knacudikariis MeToIiB a INTHBHOTO BUPOOHHUIITBA

Additive Manufacturing (AM) Processes

Laser Based AM Processes

Extrusion Material Material Electron
aser Laser Thermal Jetti Adhesi B
Melting Polymerization erma etting eslon eam

Process

Laser source
Laser

Powder -J cutting 2 Powder
bed bed

515 DMD SLA FOM IDP LOM EEM -
SLm LENS SGC Robocasting (g SFP

DMLS sSLC LTP pAIRA

LASEr SOLTCe

L Lde,qrwur;gi Ma[e-ml. Materia
e i

] meltin . jetting
supply Liquid ‘ nozile

TRTin

Electron beam
Compactor '

Process
Schematic

Il

Name
Material

LPD BIS BPM

HIS Thermojet

Bulk Material Type Powder i Liguid i Solid -

[[Tap nmeranmi MOTIMEPHU3YETHCS HA MOBEPXHI CMOJIA JIA3€POM BIAMOBITHO O
JaHuX 3pi3y Komm toTepHoi Moaeni. [licis Toro, sik KOHTYp IIapy MoJiMepU30BaHUMH,
atopma 3aHypIOETHCS B CMOJTY Ha OJTUH I1ap HUx4e. JIe30 ounIae moBepxHio, mob
3a0€3MEYUTH PIBHICTH, 1 CTBOPIOETHCSI HACTYITHUH I1ap, 0OJTHOYACHO MPUKPITLTIOIYHCH
110 TIoriepeAHboro [6].

Pinunna tepmononimepu3aiiist (LTP) — e npornec, moaiouuii 10 SLA tum, 1o
JIeTalb CTBOPIOETHCS MIJISXOM TBEPJIHHS TMOCTIAOBHUX IIAPIB PIAKOTO TOJIMEPY.
Opnak mojimMepH, siKi BUKOPUCTOBYIOThCS B LTP, € TepmopeakTuBHUMHU, a He
dboTomonimMepamMu, 1, OTKe, 3aTBEPAIHHS BUKIUKAECTHCS TEIJIOBOIO CHEPri€lo, a He
cBiTIIOM. TepMmiuHMH XapakTep TpOIecy YCKIAAHIOE KOHTPOJIb pPO3MIpy 30HHU
noJliMepu3ailii 4epe3 po3CirOBaHHS Telljia, TOMY JIeTalll, BATOTOBJICHI IIUM METOOM,
MeHI TouHi. He3Baxkatouu Ha 11e, Ipoliec Ma€e BITHOCHO BUCOKY MPOMYCKHY 3/1aTHICTh

1 MOKE PO3MIISIATHCS Y BUTIAJIKAX, JIe TOUYHICTh HE € BOXKJIMBOIO [6].
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[arepdepenmiitne 3atBepainas npomenem (BIS) — 3acHoBaHO Ha TOYKOBOMY
3aTBEpAIHHI (POTOUYTIMBUX TMOJIMEPIB HA TMEPETHHI JABOX JIA3€PHUX MPOMEHIB, IO
MalTh PI3HY JOBXHMHY XBWl. Ilepmmii nazep 30ymKye piAKWNA TomiMep 10
000OpOTHOTO ~ METacTablIBLHOIO  CTaHy, SIKAHH  3rOJOM  MOJIMEPHU3Y€EThCS
BUIIPOMIHIOBaHHSAM iHIIOro Jjaszepa. [Ipolmiec moB’s3aHuid 3 Pi3HUMH TEXHIYHUMU
0OMEXEHHSIMH, TAKUMU K HEJOCTATHE MOTJIMHAHHSA JIa3€pHOTO BUIIPOMIHIOBaHHS Ha
BEJIMKUX TIIMOMHAX, eeKTH 3aTiHEHHS BXKE 3aTBEPALIOr0 Marepiany Ta audpaxiiis
Ja3€pPHOTO CBITJA, IO MPU3BOJUTH JO TPYAHOIIB B OTPUMAaHHI TOYHOTO TIEPETHUHY
npoMeHiB [6].

3arBepainas TBepaoro IpyHTy (SGC) — 1€ TEeXHOJIOTis aJIUTUBHOIO
BUPOOHMIITBA Ha OCHOBI (DOTOIONIMEPIB, Yy SAKIA BUTOTOBJICHHS TEeOMETpii HIapy
3MIMCHIOETHCS 32 JIOMOMOIOI0 MOTyx)HO1 Y ®-tamnu abo J1azepHOTO JKepena uepes
macky [6].

['onorpadiune iHTepdepenuiitne 3atBepainHs (HIS) — y mpomy mpoueci
rojiorpaiuae 300paxXeHHsI MPOEKTYEThCS HA PIIKUN CBITJIOUYTIMBUNA MOJIMEp, IO
MICTHTBCS B €EMHOCTI, TAKUM YMHOM, IIIOO YCS IMOBEPXHSI MOJIIMEPY 3aTBepAiia, a He
TOYKa 3a TOYKOK. 3a CBOE€IO CYTTIO Mmporiec aiiicHo cxoxuii Ha SGC [6]. 3aranpHa

cxema MpoIlecy Ja3epHoi nojiiMepu3allii npeacrasieHa Ha puc. 1.1.

Ny

Laser

Ad
Steering mirror —»

Coating blade

* <— Laser beam
Liquid
resin Part

Pucynox 1.1 — Cxema mporiecy Jia3epHOi moimepu3artii
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1.1.2 JIazepHe miaBJaeHHS

BubipkoBe nazepue cmikanHs (SLS) — BukopuctoBye npiOHOIUCTEpCHUM
MOPOIIOK, SIKUM HAarpiBa€ThCA JIA3EPHUM MPOMEHEM TAaKUM UYHMHOM, 100 JA03BOJIUTU
3epHaM CIUIAaBUTHCH Pa30oM. XOda MPOIEC BIAOMUN SK CIIKAaHHS, 1€ HE 30BCIM Tak.
[lepen TuM, SIK MOPOIIOK CHIKAETHCS JIA3€PHUM MPOMEHEM, BECH IlIap HArpiBa€ThCS
TPOXH HMYKYE TOUKHU TUTABJICHHS MaTepiaiy, o0 MiHIMI3yBaTH TEPMiUHE CIIOTBOPECHHS
Ta TOJICTIINTH CIJIABJICHHS MOIMEPeIHbOro mmapy. Ilicis cTBOpeHHS KOXHOTO Iapy
miap OMYCKAEThCS 1 HAHOCUTHCA HOBUM IIap mopomiky. [1oTiM BUKOPUCTOBYETHCS
00epTOBUI POJNMK I PIBHOMIPHOTO pO3MOALIy mnopouky. CredeHud wmatepiai
YTBOPIOE JIeTallb, TOAl K MOPOILIOK HECTICYEHOTO MaTepially 3aJIUIIAE€ThCS HA MICII,
mo0 MmATPpUMYBaTH CTPYKTypy. HecneueHnuii wmatepiai MOXKHAa OYHCTUTH Ta
nepepoOUTH MiCIis 3aBEpIIeHHS mpoiiecy. Martepianu, siki MOKHa BUKOPHCTOBYBATH —
MeTaJIeBl MOPOIIKH, HEWIOH, HEUJIOHOBI KOMIIO3UTH, IMICOK, BICK 1 MOJIIKApOOHATH.
OpnHak mpoiiec Bce IIIe € BITHOCHO 1 CTpaXk/1a€ BiJl TAKUX MPOOJIEM, sIK HEPIBHOMIPHUHN
PO3MOIT TEIUIOBOTO TMOJISI, IO MOXE MPU3BECTH JI0 TEIJIOBUX CIIOTBOPEHB 1 TPIIIMH
Ha BupoOi. He3Baxkarouu Ha 11€, BUCOKA TOUHICTH 1 SIKICTh MOBepXHi SLS poOsTh ioro
OJTHUM 13 HAaHOUTBIII YaCTO BUKOPUCTOBYBAHUX MPOIIECiB 00poOKH MeTatiB [6].

CenextuBHe Jna3zepHe 1uiaBieHHs (SLM) — e mporecom, nomionum ao SLS,
oOMJIBa € eK3eMIUISIpaMU OJTHI€T KOHIICTIITi1, ajie BIPI3HAIOTHCS TEXHIYHUMHU JICTaJISIMHU.
3amicTe cmikaHHig B nporeci SLM BigOyBaeThcsl MJABIEHHS MOPOILKY ISt
dbopmyBanHs neraini. ToMy NOTYXHICTh Ja3epHOTO MPOMEHIO 3a3BHYAil BHIIIC.

[Tpsime nazepue crikanHs metany (DMLS) — me onHa komepiriiiHa Ha3Ba, sSka
BUKOPHUCTOBYETHCS JIJIsl OMUCY MPOIIECY aANTHBHOTO BUPOOHUIITBA HA OCHOBI Jla3epa,
noaionoro g0 SLS/SLM. Onnak, xoua SLS/SLM 3natuuii 06po6saT pi3HOMaHITHI
matepian, DMLS 06po0:sie nuie MeraneBuii moporiok [6].

Jlazepue nopoikoBe ocamxkenHd (LPD). ¥V upoMy GararomapoBoMy mpoiieci

BUPOOHUIITBA TOTIK MOPOIIKY/TIOBITPSI BBOAUTHCA OE€3MOCEPETHBRO B  TOUKY
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(doxycyBaHHS Ja3epHOr0 MPOMEHIO Ha MiakiIaaui. Bapiantamu mporo npouecy € SLC
i DMD [6].

Bubipkose nazepue HaminaBiaeHHs (SLC) — e 1mie ouH KOMEpIIHHUN METO
O0OpoOKM MaTepiaiiB, KU BHKOPUCTOBYE Jazep SK JDKEPEIOo HarpiBy JJist
PO3IUIaBICHHS! METAJIEBOIO MOPOIIKY, KM HAHOCUThCA Ha MiAKmanky. Lls TexHika
BUKOPHCTOBYETHCA SIK MPOLEC IIBUIKOTO BUPOOHHUIITBA JJISi CTBOPEHHS TOYKOBHUX 1
nomapoBux jAetaineil. Bin OyB 3ampoBa/KeHH sIK 3aci0 CTBOPEHHS (PYHKITIOHATBHUX
MeTaJeBUX JeTallel 13 FeOMETPUUHOIO (POPMOIO, HAOIMKEHOIO J0 YHUCTO1, 1 MA€ 3HAYHY
nepeBary nepes TpaauiiiHuMu MetoaaMu. Lle moB’s3aHo 3 IpsIMHUM BUTOTOBJICHHSM
JeTalll Maibke KiHLIEBOi ()OpMHU MOPIBHSHO 3 JBOETAIHUM IPOLECOM, IO BKIIOYAE
OPOMDKHHUIM eTanm MiATOTOBKM Ipec-popMH y 3BHYAMHMX MeETOAaxX IIBHJIKOTO
BUpOOHUIITBA [6].

[Ipsime ocamxenns metany (DMD) — 1ie anuTuBHA TeXHIKa BUPOOHUIITBA, sKa
BUKOPHUCTOBYE Jiazep SAK JOKEPEIO €Heprii Jyisl CHiKaHHS a0o0 IUJIaBJIEHHS
MOPOIIKONOIIOHOTO Marepiany (3a3BU4ail MeTaly), IpU LbOMY JIa3ep aBTOMAaTUYHO
HAIIJTIOETHCA HAa TOYKH B MPOCTOpP1, BU3HAUeHI 3D-momento, 3’ €IHy0un Martepiai
pa3oM Il CTBOPEHHSI MILUHOI CTpYKTypH. llpuHimmn pobotu ayxxe OMU3bKUN 10
npouecy SLS/SLM, xoua i He Mae MOPOIIKOBOro Imapy. HaTomicTh mopoiiok
MOJAEThCA KUIbKOMa corulaMu (3a3Buuai 3) Ge3nocepeHbo 10 0OpOOHOI TOJOBKH,
1o 1i0HO1 710 JTiH3M [6]. 3arajibHa cxeMa MpoIiecy JIa3epHOro IJIaBICHHS PE/ICTaBICHA

Ha pUCyHKy 1.2.
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Pucynok 1.2 — Cxema nporiecy J1a3epHOro IiaBIeHHS
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1.1.3 Excrpy3iiiHi MeToan

Y wmopnemoBaHHI momapoBuM HaruiaBieHHsM (FDM)  BHKOpPHCTOBYETHCS
pyXxoMa TroJIOBKa, Sika HAHOCUTh HUTKY PO3IUIABJICHOI0 TEPMOIIACTUYHOTO MaTepiary
Ha MiAKIaaKy. MaTepian HarpiBa€ThCsl 10 Takoi TeMIeparypu, 00 BiH 3aTBEp/iB
oJlpa3y Miclid €KCTpy3ii Ta 3roJIoM CIUIABJIABCS 3 MOMEPEIHIMHU IIapamu. [ onoBka
cuctemu FDM 3a3Buyail BKJItOYae Bl HacaJKu, OJIHY JIJIsl MaTepially JeTaii, a 1HILy
JJ1s1 Matepiany ocHoBH. [lepeBaroro cucteMu € Te, 110 ii MOXKHA PO3IIISIAATH SIK 00’ €KT
JUISL CTBOPEHHSI HACTUIBHUX MPOTOTHINB, OCKIIBKM BIH BHKOPUCTOBYE JICIIECBI,
HETOKCHUYHI MaTepiaii 0e3 3amaxy pI3HOMAaHITHUX KOJBOPIB 1 THINB, Takl SK
akpusioHiTpuinoytaaienctupon (ABS), mennunuit ABS, PLA, Bick mng Jutts 3a
Mozemno Ta enactroMepi. Ilpoctora npouecy FDM, BigHOCHO AemieBe o01aiHaHHS Ta
CUpOBUHA POOJISATH HOTO BUKOPUCTAHHS 1J€UIHHUM ISl JTIOOUTENIB, & TaKOX s
BUPOOHUIITBA HEJOPOTUX IUIACTUKOBUX JeTaneld. [IpoTe TOUHICTh 1 AKICTh MOBEPXHI
BIJTHOCHO HU3bKIi B MOPIBHSAHHI 3 MPOIleCaMH Ha OCHOBI MOPOIIKY [6].

Robocasting — 1ie TexHika BUTOTOBJICHHS TOBUILHOT (hopMHU, sika 0a3yeTbes Ha
MOIIIAPOBOMY OCA[KEHHI BHCOKOHABAHTAXXCHUX KOJIOIMHMX CYCIEH31H IS IIUIBHOL
KepaMiKu Ta KoMmno3uTiB. [Ipouec, no cyTi, He MICTUTh 3B’ A3yIOUUX, MICTUTh MEHILIE
HIX 1 % opraniku, a neTajni MOXHa BUTOTOBUTH, BUCYIITUTH Ta MOBHICTIO CIEKTH MEHII

HiK 32 24 ronuuu [6]. 3arampHa cxema nmporiecy eKCTpy3ii HaBeJeHa Ha pUCYHKY 1.3.
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Pucynok 1.3 — Cxema mporiecy ekcTpysii
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1.1.4 CtpymeHneBi MmeToamn

bararoctpymeneBe monemtoBanHs (MJM): mpuHIUI, [0 JIGKATH B OCHOBI
MJM, — 11e IPUHLINI IIapyBaHHS, IKM BUKOPUCTOBYETHCS B OUIBIIOCTI 1HITUX CUCTEM
IIBUKOTO MpoToTHITyBaHH. MJM Oyaye Moieni, BAKOPUCTOBYIOUH TEXHIKY, CXOXKY
Ha CTPYMEHEBUU JPYyK, IO 3aCTOCOBYEThCS B TPhOX BuUMipax. ['omoBka MIJM
pyxaerbes B XY -IUJIOIKMHI, HAHOCUTD CHEIlalbHUI MOJTIMEPHUIA MaTepiall JIMIIE TaM,
Je 11e HeoOX1/1HO, Oyayroun oauH map mozem. Yd-namna cnanaxye dyepe3 KOXKeH
npoxiz, mo0 mojiMepu3yBaTH HaHeceHuil momiMep. [licng 3aBepiieHHS mapy
wiatopMa OMyCKAEThCSA HA TOBIIUHY Iiapy (Z-BiCh) 1 TOJIOBKA MOYMHAE OyIyBaTH
HacTymHHH 1ap [6].

Thermojet — e mporiec, cxoxuit Ha 6ararocTpyMeHeBe MojietoBanHs. Cuctema
CTBOPIOE TIJIACTUKOBI MOJIETI, CXOXk1 Ha BICK, XO04a ¥ 3 MEHIILIOI0 TOYHICTIO, HIK SLA.
MaimHa BUKOPHUCTOBYE TOJIOBKY 3 ITUPOKOIO TUIOMICIO 3 KUTbKOMa PO3MUIIOBAYAMH.
[{i cTpyMUHHI TOJOBKH pO3MUIIOITh KPUXITHI Kparul pPO3IUJIABICHOTO PIIKOTO
Matepiany, iKW OXOJOJIKYEThCSl Ta TBEpIIE MiA 4Yac yJaapy, YTBOPIOOYM TBEPAUN
matepian. Lleit mpoiiec 3a3Bu4ail BUKOPUCTOBYETHCS JUIsl CTBOPEHHS 1IA0JIOHIB JIUTTS
B IOBEJIPHIN MPOMHUCIOBOCTI Ta 1HIIUX chepax TOYHOro JUTTI. Cxema CTpyMEHEBOTrO
METO/Ty HaBeJieHa Ha pUCYHKY 1.4 [6].

Coating roller Binder print
¢ head

®

Unused
powder

Powder
supply Part

Pucynok 1.4 — CxeMa CTpyMEHEBOT0 METOAY
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1.1.5 KuneiioBi MmeToaun

Jlaminamiss (LOM): martepian, SKHiI BHKOPHUCTOBYETHCSI — OCOOJIMBHI BH
narnepy, Ha OJIHy 31 CTOPIH SIKOTO HAaHECEHO TepMOUyT/IMBUM Kiiel. [lamip monaerses 3
PYJIOHY 1 CKPITLTIOETHCS 3 IOMEPETHIM IIapOM 3a JOMOMOIOI0 HAarpiTOTO BAJIMKA, IKUH
akTuBye Kkieil mamepy. KouTyp mapy BupizaHuil J5azepoM, SKAH PETeTbHO
MOJAYJIbOBAaHUM JUIsl TPOHUKHEHHS Ha MMOWHY TOBIIMHOIO PIBHO B OJUH IIap
(manepy). Hagmumniku BiaXoiB 00pi3at0ThCs 1O MPSIMOKYTHHUKIB, 11100 MOJIETIIUTH iX
BUJIAJICHHS, aJle 3alMIIaloTbCsl HAa MICHI MiJI 4Yac BCTAaHOBJICHHs, 1100
BUKOPHCTOBYBATHUCS SIK oniopa. JIUCT Marepiany, ikuif BAKOPUCTOBYETHCSI, € IIUPIIHM,
HDK IJI0IIa po00Y0i 30HU, TOMY, KOJIU IIAp pO3Pi3a€ThCs, Kpai JUCTa 3aTUIIAI0ThCS
HEJIOTOPKAHUMHU, 1100 X MOKHA OYyJIO BIATATHYTH NMPUHAMATBHUM POJIUKOM 1, TAKUM

YUHOM, TIOCTIHHO IMOAaBaTH MaTepial g0 HacTymHoro mapy (puc. 1.5) [6].

Steering mirror —»

<— Laser beam

@ Heated
‘_
roller

Film supply

Pucynok 1.5 — Cxema Kk1eiioBOro MeTony

[Tomimepuzarniss TBepaoi 1Bk (SFP): mporiec 3acHoBaHMii Ha TOBHIN
noJliMepu3allii HaliBIOJIMEPU30BaHOI MJIACTUKOBOI TIIIBKU T JI€I0 BIAMOBITHOIO
JoKepena cBiTia. HamiBmonmiMepu3oBaHa IUTIBKA CHOYATKy —YKJIAQJa€eThCs HA
MOTIEPETHRO 3aTBEPITy YACTHUHY, a IOTIM OCBITIIOETHCS TAaKUM YHHOM, 100

3’€IHaHHS JOCATANOCs TICHs MOBHOI mosiMepu3arii. Haanmumok riiBku, SKud He
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OCBITJIIOETHCS, MO’KHA BUIAJIUTH IIJIIXOM PO3UYUHEHHS Y BIANOBIAHOMY PO3YMHHHKY,

3aJIMIIaYn OaxaHy 4acTuHYy [6].

1.1.6 E1eKTPOHHO-TIPOMEHEBUI1 METO/X

Enextponno-npomeneBuit meton (EBM) iaeHTHYHUN METOMy JIa3epHOTO
IUIABJICHHS, aJlé 3aMiCTh JIA3€pHOIO IPOMEHI0 B SKOCTI JDKEpesa eHeprii
BUKOPHCTOBYETHCS €IIEKTPOHHUN MTPOMIHB JIJIsI TUIaBJICHHS a00 CIIKaHHS MaTepiaiy.

EBM € BiTHOCHO HOBHUM, aJI¢ IIBUIKO 3POCTAIOYUM IPOLECOM, MOAIOHUM 10
SLS, xo4a BiH MAXOAWTH JHIIE JJII BUTOTOBICHHS MeTayieBux aeranedd. [lopomrok
PO3ILIABISAETHCA 3a JOIMOMOIO0 €JIEKTPOHHOTO IMPOMEHIO, SIKMH KMBUTBHCS BHCOKOIO
Harnpyrot. I[Iponec BigOyBaeTbcsi B KamMepl BUCOKOIO BakKyymy, 100 YHUKHYTHU
npo6iem 3 okucHeHHsIM. EBM Takox Moxe 00po0IIsiTH IIMPOKHUA CIEKTP MOMEPEAHBO
JeroBaHux MeTamiB. Y nopiBHaHHI 3 SLS, EBM Moske 3anmpornonyBaTi HabaraTo BUIILY
MPOIMYCKHY 3JAaTHICTh 1 OLIbII PIBHOMIPHUI PO3MOJLT TEIJIOBOTO TOJISA, OAHAK
TOYHICTh 1 fAKiCTh MOBepXxHI HIK4YI [6]. CxemMa eIeKTPOHHO-IPOMEHEBOIO METO.Y

HaBEJICHA HA PUCYHKY 1.6.
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Pucynoxk 1.6 — Cxema esieKTpOHHO-IIPOMEHEBOI0 METOY
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1.2 3araabHi TexHosoriuni napamerpu FDM 3D-npunrepa

Cepen pizHux wMetoAiB 3D-apyky HaWMOMUPEHIAM € MOICITIOBAHHS
nomapopuM HarutaBiaeHHsM (FDM), sike 6a3zyeTbes Ha mpolieci eKCTpy3ii, npu sKii
TBEpJla HUTKA TEPMOTUIACTUYHOTO TOJIIMEPY TUTABUTHLCS Ta MOMAETHCS 10 COTUIA IS
BUTOTOBJICHHS JI€TaJied HaJ HarpiToro abo HeHarpitoio turardopmoro. [Ipoctora i
HU3bKa BapTicTh nporecy FDM € #loro oCHOBHMMH TiepeBaramu, TOJ1 SIK HEIOJIKHU,
TaKl SIK 3QJIEXKHICTh MEXaHIYHUX BJIACTUBOCTEN, TOYHOCTI PO3MIPIB 1 MIOPCTKOCTI
MOBEPXHI Bijl MapaMeTpiB MPOIECY, 0OMEKYIOTh MaCOBE BUPOOHHUIITBO MPOAYKILii [7].

TakuMm 4MHOM, Ba)XTMBO BHOpATH Ta ONTHUMI3yBaTH MapaMeTpH MPOIECYy AJis
TOCSTHEHHS Oa)KaHWX SKICHUX XapaKTEPHUCTHUK APYKOBAHHUX JCTAIICH.

OcCHOBHI TapaMeTpH MPOIIECY, K1 BIUTMBAIOTH HA AKICTh 1 KIHIIEB1 BJACTUBOCTI
3paska, HaJipykoBaHoro metojoM FDM, MokHa pO3AUIUTH Ha TPU 3arajibHi KaTeropii:

a) [TapameTpu Hapi3Ku:

- TOBIIWHA 1Py,

- WUBUJIKICTH JIPYKY;

- IIaMETp COILIa;

- KOe(IIEHT eKCTPY3ii;

- IUJIBHICTH 3aIIOBHEHHS,

- 11a0JI0H 3aIIOBHEHHS;

- KUTBKICTh CTIHOK;

- IIUPUHA CTIHKU;

- IUPUHA JIiHI1 3aTTOBHEHHS;

- pacTpoBa Opi€HTaIlis;

- 3a30p MDXK JIiHISIMHU 3aIIOBHEHHS.

0) OpieHraris Ha 1IaTGOpMI: 3pa3Ku MOXHA HAAPYKyBaTH Ta 3pOOUTH
TOPU30HTAIBLHO, BEPTUKAIEHO a00 MOMEPEYHO.

B) TemmneparypHi yMOBU: BKIIFOYA€E TEMIIEPATYPY HABKOJHUIITHHLOTO CEPEIOBHIIIA,

TEMIIepaTypy eKCTpyJiepa Ta TeMIIepaTypy IaTGopMHu.



22

Ha pucynky 1.7 nokazano cxemy FDM 3D-npuntepa, a came: HUTKA
tepmorutactuyHoro nosimepy (Filament), ekctpynep, 6710k HarpiBy Ta miATpUMAaHHS
TeMIiepaTypu IutaBieHHs nonimepy (Temperature control unit), corno (nozzle) Ta
matgopma (Platform). Takosx 3a3HaueHi1 A€sIKi 3 BUIIE3TaJaHUX TTapaMeTPiB IIPOIIECY,
taki gk mupuHa ctinku (Wall Thickness), mupuna ninii 3anoBuenns (Width of each
layer), 3a3op mixk crinkamu (Wall-to-wall gap), ToBmmaa mapy (Layer Thickness),
3a30p M1XK JIIHISIMH 3alIOBHEHHS (Air gap), KyT Apyky (Printing angle), KibKiCTh CTIHOK

(Number of walls).

Filament ——

Temperature conftrf

Wall Thickness

Number of Walls

Platform —I

Pucynok 1.7 — Cxema Ta texnosoriyti napametpu FDM 3D-npunrepa

Byno npoBeneHo yumano 10CiiHKeHb, 11100 MpoaHati3yBaTH BILIUB TapaMeTpiB
IpoLEeCy Ha KIHIIEBl BJIACTUBOCTI MOJIMEPHHUX 3pa3KiB, HagpykoBanux FDM-3D rta

TOYHICTH PO3MipiB [8].
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1.3 AHnaji3 mapaMeTpiB mpouecy APYKY, siKi BIUIMBAIOTh Ha MeXaHiuHi

BJIACTUBOCTI

[IopcTKicTh MOBEPXHI Ta MEXaHIYHI BJIACTUBOCTI OyJIM HalOLIbIII BUBYCHUMHU.
OCKUIbKM MEXaHIYHI BJIACTUBOCTI BW3HAYAIOTh 3aCTOCYBAaHHS Ta TEPMIH CITyKOU
JIPYKOBaHUX JeTajneil, 6arato 3ycuiib OyJO0 30Cepe/HPKEHO Ha BIUIMBI IMapameTpiB
IPOIECY Ha MEXaHIYHI BIIACTUBOCTI BUTOTOBJICHUX jaeTajci [9]. MilHICTh Ha pO3TAT,
BUTUH 1 CTUCK € HAWOUIBII OIlIHIOBAHMMH BJIACTUBOCTSIMH, TOJ1 SIK Aedopmariis
pyWHYBaHHS HE OLIHIOBajacs Ui Jetanei, HaapykoBanux Ha 3D. Yao T. ta in.
BUBYAJIM BIUIMB TEMIIEpATypu COIUIa, TOBIIMHU MIapy Ta IIBUIKOCTI JPYKY Ha
MeXaHi4Hi BIacTUBOCTI HajipykoBaHux FDM-3D 3pa3zkis [10].

Kinbka MOCHITHUUBKUX TPyN BHUBYAIW BIUIMB TMapameTpiB MPOIECY JPYKY,
BKJIFOYAIOYM TOBIIMHY WIapy, OpI€HTalil0 Ha MiIaTdopmi, KyT APYKY, HIBUIKICTb
JIPYKY, LIUIBHICTh 3aIIOBHEHHS, MAJIOHOK 3allOBHEHHS Ta TEMIIEPATypy €KCTpy3li Ha
MEXaHI4H1 BIACTHBOCTI 3pa3KiB, HAJ[PYKOBAaHUX 3a aornomoroto HuTok PLA Ta ABS.
Chac’on JM Ta iH. mepeBipUB TPUTOYKOBE 3rUHAHHS 3pa3ka PLA, HaIpykoBaHOTO
TOPU30HTAJIBHO, 1 BUSBHUB, [0 HaWKpall MeXaHIYHI BJIACTUBOCTI OTPUMAHO TpPH
3MEHIIICHHI TOBIIMHM IIapy Ta 30iIblIeHH] mBUAKoCTI mogadi [11]. Wang S. Ta iH.
JOCIIIJKYBAJIM BIUIMB YOTUPHOX MapamerpiB mnpouecy FDM (To0To KyT IOpyKYy,
TOBIIUHY IIapy, IIBUIKICTH MTO/a4l Ta TEMIIEpaTypy COIUIa) Ha MEXaHIYH1 BJaCTUBOCTI
HagpykoBaHux FDM-3D 3pa3kiB, BAKOHYIOUH BUNIPOOYBAaHHS HAa OJJTHOOCHOBHM PO3TST
Ta JMHAMIYHUN MeXaHIYHUIA aHam3 3pa3kiB PLA 3a pisaux Temmepatyp [12].

binbmicte OCHIIKEHb 30CEPEIKEHO Ha BIUIMBI KyTa JAPYKY, TOBIIMHH APy,
TeMIepaTypy COIlia, MaJlFOHKA 3allOBHEHHS Ta IIIJILHOCTI 3allOBHEHHS Ha MIIHICTh
3paskiB, HaApykoBaHux FDM-3D, 1 MeHIIe yBaru mpuaUISE€ThCS 1HITUM MEXaHIYHUM
BJIACTUBOCTSIM, TAKUM SIK MOJIYJIb MIPY>KHOCTI Ta AegopMallist pyHHYBaHHS SIK Ba>KJIUBI
BJIACTUBOCTI B 1HKEHEPHOMY ITPOEKTYBaHHI.

Jnisa mopanpmioro aHamizy oOpaHi Takl 3MiHHI (DakTOpH, $K UIUJIBHICT

3alI0BHEHHS, TOBUIMHA APy Ta MIBHIAKICTH APYKYy. [HII mapaMeTpu 3aiuiiajivch
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HE3MIHHUMU. Jiama3oH [esKuX TmapaMeTpiB MpoIeCcy MOXE 3MIHIOBATUCA B
3aJIeKHOCTI BiJ TEXHIYHUX OcOoOMMBOCTe mpuHTepa. Hampukian, OiabIIicTh
3BUYaHUX 3D-nipuHTEpiB HE 37aTHI APYKYBAaTH Ha Jy>K€ BUCOKIA IIBUAKOCTI. 3a
MIBUAKOCTI JpyKy 60 MM/c a00 BHIIIE HUTKA HE TUIABUTHCS HAJIC)KHUM YHHOM 1, OTKE,
mapyu JAPyKyBaTUMYThCS MOraHo. 3 i€l MPUYMHU OYyJ0 0OpaHO JABI IIBHUIKOCTI, SIKI
4acTO BUKOPHUCTOBYIOTHCSI B peasibHOCTi, T00TO 20 MMm/c 1 40 mm/c. Ilo cTocyeThes
PiBHIB IIIJTLHOCTI 3allOBHEHHS, TO BOHM MOXYTh BapitoBatucs Big 0 mo 100%.
HanpykoBani 3pa3ku 3a3BUYail JqyKe MOPOKHUCTI Ta HECTAOIbHI MPH IIUIBHOCTI
3anoBHeHHs MeHIe 20%. HlinpHicTh 3amoBHEeHHS 100% Takoxk 301IIbIIYE Yac IPyKy
Ta Bary 3paska. 3 1ux npuuuH Oyso obpano yotupu piBHi 20%, 40%, 60% 1 80%.
[Tporpamue 3a0e3nedyeHHs 175 Hapi3Ku, Take sk Cura, 3a3BUYail J03BOJIsIE€ BapilOBATH
TOBUIMHY mapy B aianazodi 0,1...0,3 mm. ToBuna mapy 0,1 MM 1 0,2 MM € 1BOMa
HaNWOUIBII YaCTO BUKOPUCTOBYBAaHMMH 3HAYEHHSIMHU B PEaJIbHOCTI, 1 IX BUOIp 3aJI€KUTH

B1J1 (hOpMH Ta KPUBU3HHU MOJIEIII.

1.4 BuzHayeHHS BIUIMBY TOBIIMHM WIAPY, NIBUAKOCTI APYKY Ta IMILHOCTI

3aII0BHEHHHA HA MEXaHIYHI BJIACTHBOCTI

Ax mokazaHo B Tabymmi 1.2, po3risimanucs MIbHICTh 3alIOBHCHHS 3 YOTHPMa
PI3HUMH PIBHSIMHU, TOBIIMHA IIapy Ta MIBUIKICTH APYKY 3 JIBOMA PI3HUMHU PIBHSIMH,
1HII MapaMeTpy 3aTUIIAINCh HE3MIHHUMH.

VY nocmimkeHHi OyB BUKOPUCTaHHMM MaTepiall — mojiMosiouHa kuciota (PLA),

SKa € TEPMOIUIACTUYHUM MOJTIMEPOM Yy POPMI HUTKH AiaMeTpoM 1,75 mMm.
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Tabmus 1.2 — IlapameTpu 3pa3kiB

Ne ToBmunua mapy, | IIBuakicts apyky, | LLlinbHiCTH 3amoOBHEHHS,
3pa3ka MM MM/C %

1 0,1 20 20

2 0,2 40 20

3 0,1 20 40

4 0,2 40 40

5 0,2 20 60

6 0,1 40 60

7 0,2 20 80

8 0,1 40 80

JI1s AroToBKY 3pa3ka Ha pO3TAT BiH OyB 3MOICIbOBAHUI BIATIOBIHO JI0 THITY
I cranmapty ASTM D638 [13] ta ekcioptoBanuii y popmar STL. ITotim daiin Oyio
nepeTBopeHo Ha G-Koj, mo6 oro MokHa 0yJI0 TPOYUTATH TIJIaTOI0 KepyBaHHsi FDM
3D-mpunTepy. Yci iHIII MapaMeTpu MpoIiecy, Taki sSK TOBIIMHA MOYATKOBOTO IIapy,
IIMPUHA KOXXKHOIO IIapy, TOBIIMHA CTIHKK, KYT pPacTpy Ta KUIbKICTh CTIHOK,
3aNMIIANKNC TIOCTIMHUMU it BCiX 3paskiB. Kyt pactpy BuOpano +45 OCKUIBKH
IHIIUMUA  JOCTIAHUKaMu OyJo JOBEICHO, IO LeW KyT Jae Kpaill MeXaHidHi
BJIACTUBOCTI, HiX iHII [14]. BisepyHok 3amoBHEHHs 0OpaHUid JTiHIKHUM. 3pa3oK s

BUNPOOYBaHHS HABEJACHUI HA PUCYHKY 1.8.
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Pucynok 1.8 — 3pasok 1151 BUnpoOyBaHHs
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o6 gocniantu MexaHiuHi B1acTUBOCTI HagpykoBaHux FDM-3D 3paskis PLA,
KOKeH 3pa3oKk OyB BHUNPOOYBaHMU TpHM KIMHATHIM TeMIEpaTrypi 3a JTOTOMOTOIO
KBa31CTaTUYHOTO BUIIPOOYBaHHS Ha PO3TST 31 IIBUJIKICTIO HaBaHTaXeHHs 1 MM/XB. J1J1s
KOKHOT'O €KCIIEPUMEHTY OyJI0 HaJIPyKOBAHO Ta MPOTECTOBAHO TPH 3Pa3KH.

Ha pucynky 1.9 mnoxkazani kpuBi Hampyra-geopmaiiiss s BOCBMHU
eKCIIEPUMEHTIB, TepenideHnx y Tabmuui 1.2. o0 ycyHyTu BmiauB Bapiaiiil y
po3Mipax 3pa3KiB Ha EKCIIEPUMEHTANIbHI PE3yIbTaTH, BiJI I’ SITH JI0 CEMH 3pa3KiB OyJI0
HAJPyKOBAHO JIJIs1 KOXKHOTO €KCIIEPUMEHTY Ta TPU 3pa3KH 3 MiHIMaJIbHUMU BapiallisiMU
B JIOBKMHI, IIUPUHI Ta TOBILIMHI OyJIM 00paHi 171 aHANI3y Ha po3TAr. Pe3ynbTaT [ux

TPHOX 3pa3KiB MMOKA3aIH BIJHOCHO JOOPY MOBTOPIOBAHICTD.
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Pucynok 1.9 — Kpusi nanpyra-aedopmartis

3pa3ku Nel ta Ne3 3 0HAKOBOIO TOBLIMHONO IIApy Ta IIBUJKICTIO APYKY, alie
PI3HOIO IIUJIBHICTIO 3allOBHEHHS, TOKAa3alM, IO 3aBASKH 30UIBIICHHIO IiIIHBHOCTI
3alIOBHEHHS SIK MUTOMA OPCTKICTh, TaK 1 MILHICTh 3MEHIIMIUCA, a JIedopmaris
pyiiHyBaHHs 3pocia. Lle miaTBepaxye, MO0 MOAYIb MPYKHOCTI, MEXa MIIHOCTI Ha
po3puB, aedopmailisi pylHyBaHHsS Ta Bara 3pa3ka Oynu 30UIbLIEHI 3a PaxyHOK
30UIBIIECHHS! IIUIBHOCTI 3allOBHEHHA. AJie BeJMYMHA 30UIBIICHHS >KOPCTKOCTI Ta

MmiHOCTI (Mpuban3Ho 18%) He Taka 3HauHa, sSIK 30UIbIIeHHS Baru (pubau3Ho 29%).
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Ha pucynky 1.10 noka3ano mnomepeuHuii mepepi3 pyHHYBaHHA BOCHMH
BUIIPOOYBaHMX 3pa3KiB. [loBepxHi pylHYyBaHHS BCiX 3pa3KiB OyJIH MEPHEHIUKYISIPHI

JI0 HAMpSMKY HaBaHTa)KCHHS, 1110 BKa3y€ Ha KBA31KPUXKY MMOBE/IIHKY.

Pucynok 1.10 — Ilepepi3 pyiiHyBaHHs 3pa3KiB [7]

1.5 Bu3zHayeHHs1 BIVIMBY OpPi€HTANIl 3pa3Ky B Mpoueci AIPyKy Ha MilIHiCTh

[Ipotsirom GaratbOX pOKiB MPOBOAMIIUCA JOCTIKEHHS, 11100 MaHIMyJIIOBAaTH
(dhakTOpaMu MAIIUHHOTO TMPOIIECY, 00 TOCTIAUTH BIJIMB HA MEXaHIYHI BIACTUBOCTI
netaneit, HanpykoBanux FDM. Sood Ta iH. qoCHiKyBaiM BIUTHB I SITU (DaKTOPIB
npoiiecy (TOBIIMHA IIapy, OPIEHTAIllsl KOHCTPYKIIii, KyT pacTpy, MIUPUHA PACTPy Ta
MOBITPSHUH 3a30p), 3 TPhOMA PIBHAMHM, MPU3HAYEHUMH KOXXHOMY (DaKTOpPY MpPOIIECy,
Ha BJACTHUBOCTI PO3TATYBAHHSA IPYKOBaHUX Jeranei BiamoBigHo 10 ISO 527:1966
CTaHJAPTHUN 3pa3oK. /{151 KO)KHOTO eKCIIEpUMEHTY OyJI0 HaJPyKOBAHO TPH 3Pa3KH.
Pe3ynbTaT aBTOpa [U1s1 MILIHOCTI HAa pO3PUB JIPYKOBAHUX JeTallell CTAHOBUB MPUOIU3HO
Big 9 MIla no 18 MIla [15].

[Toni6uum ynHOM Alhubail npoBiB BunpoOyBanHs Ha po3Tsr FDM-npykoBanux
JeTanei 3 BUKOPUCTAHHSM IT’ITH 3MIHHHUX (paKTOPiB (TOBIIMHA IIAPY, IIUPUHA PACTPY,
IIMpUHA KOHTYPY, OpIEHTAIllsl pacTpy Ta MOBITPSIHHI 3a30p) BIAMOBIAHO 13 JBOMa

PIBHSIMH, TIPU3HAYEHUMU KOXXHOMY (aktopy. BiH mililioB BHUCHOBKY, IO TIE€BHI
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KOMOiHaIii TapaMeTpiB MPOLECY MOXKYTh MOKPAIIMTH MIIHICTh Ha PO3PHUB
npykoBaHux netaiei (Big 19 MIla mo 36 MIlIa) [16].

Ziemian ta ix. (2012) gocaiKyBain BIUIMB YOTHPHOX PI3HUX KYTIB pacTpOBOI
opieHTamii (MO3I0BXKHBOI, JlarOHAJIBHOI, MOMEPEYHOi Ta XPECT-HABXpECT) Ha
MEXaHIYH1 BJIACTUBOCTI JAPYKOBAaHOI YacTHHH. J[JI1 KOXKHOTO €KCIepUMEHTY OyJio
HAJPYKOBAHO BIJ IT'STH JO NECATH 3pa3KiB. ABTOpH TPHUHUIILINA 10 BUCHOBKY, IO
JpYKOBaH1 JeTaji 3 pacTpOM, BUPIBHIHUM 3a IOBI'HM po3MipoM (TI0310BxkHIM abo 0°)
3pa3ka, MaJM HAWBUIIUA MeXa MIIHOCTI Ha po3puB, Omu3bko 25 MIla, Tomi sk
nonepeyHa opieHTarist pactpy, 90° adbo nepneHAuKyIsIpHA JOBrOMY pO3MIpy, Majia
HAHIKIY MEXY MIITHOCTI Ha po3puB, On3bko 14 MIla [17].

Gorski Ta 1H. HOCTIIKYBalU BIUIMB OPI€HTAIlli KOHCTPYKIIIL 3 IT’IThMa PI3HUMU
HaOopamu opieHTanii X 1 Y BIIHOCHO IIaTpOpMU Ha BJIACTUBOCTI Mmatepiany. Jis
KOXXHOTO €KCIIEpUMEHTY OYyJI0 HaJpyKOBAaHO TPH 3pa3ku. MIIHICTh Ha po3puB Oyiia
HaiiBumor B opieHTamii X=90° 1 Y=0° (ropusontanbHo), Omuzpko 22 Mlla, 1
HaliMeHIIIo10 B opieHTamii Y=90° (BepTukayibHa), 0;1u3pko 11 MITa [18].

Tymrak Ta iH. HOCTiKyBaJIM BIUIMB JIBOX 3MIHHHMX (DaKTOPIB, OpIEHTAIII] IIapy
Ta Opl€HTalli pacTpy, 3 TphOMa Ta IBOMa PIBHSIMH BIANOBIAHO. Byo HagpykoBaHO Ta
IIPOTECTOBAHO JIECATh 3pa3KiB. MOTO BHCHOBKM MONSTAIM B TOMY, IO CEPEIHS
MIILHICTh Ha pOo3puB OyJia BUILOKO JIJII MEHIIIOI BUCOTH 11apy, a AeTajl, HaApyKOBaHI 3
pactpoBoro opieHTariero 0°/90°, naroTh BHUILY MIIHICTh MOPIBHSHO 3 PacTPOBOIO
opieHTartiero 45°/-45° [19].

Ahn Tta iH. Mau 1’ STh 3MIHHUX (akTOpiB (MOBITPSHUN 3a30p, IIHPHUHA PACTPY,
TEeMIIepaTypa eKCTpy/epa, Opi€HTallisl pacTpy Ta KOJIp HUTKU) 3 IBOMA PIBHSAMU IS
KOXHOTO (akTopy. KokHa ekcneprMeHTallbHa cepis CKIalaeThes 3 3-5 3paskis,
HaJPyKOBaHMX BiAMOBIIHO 10 cTaHAapTiB ASTM D3039. ABTopu AN BUCHOBKY,
M0 MOBITPSHUM MPOMIKOK 1 (PaKTOpu OpieHTAIIIT pacTpy 3HAYHOIO MIPOIO BIUTMBAIOTH
Ha MIIHICTh Ha PO3pPUB JPYKOBAHUX AETallei, TOMl SK 1HIN Tpu (akTopu (IIMpUHA
pacTpy, TeMIieparypa eKCTpyaepa Ta KoJip HUTKH) MaJio BIUTMBAIOTh Ha BJIACTUBOCTI

marepiaiy [20].
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Bertoldi Ta iH. miimuin BUCHOBKY, IO Opi€HTAllis KOHCTPYKLii (OquH i3
(dakTOpiB) 3HAYHOIO MIPOIO BILTMBAE HA MILHICTh HA PO3PUB JAETajeH, HAIPYKOBAHUX
FDM. 3pasku, po3pobieHi BiamopigHo 10 ctaHgapty ASTM D5937-96 nns
dbopMOBaHUX TMJIACTHUKOBUX JeTayied, OyiaM HaJpyKOBaHI Ta IMpoTecToBaHi. Mexa
MIIIHOCTI JIUIS 3pa3KiB, HaJIPyKOBAaHUX 300Ky JaB HaWBUIIUN pe3ynbTaT At X=90° i

Y=0° i HallHWKYMI1 IpH IPYKY Yy BEPTUKAIBHIN opieHTarii [21].

1.5.1 BniiuB pacTpoBoi opieHTalii 3pa3Ky HA MiLHiCTh

3 oryiAny Ha Te, M0 BCE I1I€ ICHYIOTh MEBHI HESICHOCTI IIOJ0 BIUIMBY MEBHUX
napameTpiB mporiecy, Oyio oriHeHo BIUMB opienTarii (0°, 45°, 90°) Ta po3mipHOro
edexTy (pi3Ha TOBIIMHA) HA OCHOBHI BIACTUBOCTI PO3TSTYBaHHS.

B sixocTi Matepiany aiis 3pa3kiB Oysia oOpaHa moJiimosiouHa kuciota (PLA) —
I[e TepPMOIUIACT Ha O10JIOTIYHIM OCHOBI, 3JaTHUM MO OlOKOMIIOCTY, SIKMM IIUPOKO
BUKOPUCTOBYETHCSI B PIZHUX Tally3fX IPOMUCIOBOCTI 3aBASKU CBOIM 4yJIOBIN
MexaHiyHii mirHocTi. [1lo6 3a0e3neuntu AKICTh APYKOBAHOI YACTHHH, TEMIIEpaTypa
coria Ta BOyJ0OBaHO1 MmIaT(opMu KOHTpoItoBaaca Ha piBHI oim3bko 60°C 1 220°C
BiAMOBIAHO. byrna Bu3HaueHa mIiabHICTH 3amoBHeHHS 100% y mnporpamHomMy
3a0e3MeUeHHI ISl APYKY 3 PACTPOBUMHU KyTaMu +45 TpagyciB IJisi 3alIOBHEHHS.

[Ticns mponecy 3D-npyky Oynu oTpuMaHi 3pa3Kd, F€OMETPUYHI NapameTpu
SKHUX BIAMOBIAaIM pekoMenaamnism ctanaapty ISO 527-1 (2012).

JIist oTpuMaHHsS OCHOBHUX T'€OMETPHUYHUX BIACTUBOCTEH 1 BJIACTUBOCTEH Mpu
pO3TATyBaHHI APYyKOBaHUX 3pa3kiB FDM BUKOpHCTOBYBaNKCS pi3HI Opl€HTALIT APYKY.
Ha pucynky 1.11 nmokazano cxemaTuuH#i BUTIIsIT opieHTarli apyky (0, 45 1 90°). Ha
IIbOMY X PUCYHKY TIPEICTaBIICHO HANpsMOK BupoinyBanus (Growing direction). Bei

3pa3Ky BUTOTOBJICHI B TOPU30HTANIBbHIN MJIOLIKHI.
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Growing
Direction

Pucynox 1.11 — OpienTariis 1pyKy 3pa3KiB

BunpoOGyBanHss Ha  poO3TAr  MPOBOAWIMCA  HAa  €JIEKTPOMEXaHIUHIM
BUNIPOOYBaNbHIM MarmuHl  BignmoBigHo g0 I[SO 527-1 (2012) cramgapr. Bci
BUNPOOYBAHHS MPOBOAMINCH IO TOYKA PYWHYBAHHS 31 MIBUIKICTIO 3aBAaHTKCHHS 2
MM/XB, 3a KIMHaTHOi  Temmeparypu. Jlius  BumiproBaHHA  jAedopmalriii
BUKOPHCTOBYBABCS KINIMOHHUNA €KCTeH30MeTp. [l KOoKHOTO BHIY 3pas3kiB Oyio
BUNIPOOYBAHO CEPisl 3 M'ATU EK3EMILISPIB.

3pa3ok Ha pO3TAT 10 Ta MICis BUIPOOYBaHHS HaBEJACHUN Ha pUCYHKY 1.12.

Pucynok 1.12 — 3pa3ok Ha po3Tar 10 (a) Ta micis (0) BUpoOyBaHHs
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BimHocHa TOBIIMHA Ta IMMPUHA 3pa3KiB OyaM JOCHIIHKEHI 3 TOYKH 30Dy
po3mipiB. T'eoMeTpuuHi TMOXUOKH PO3pPAaxOBYBaJU SK BIJHOIICHHS pPEaIbHOTO
(BUMIPSTHOTO) 10 HOMIHAJIBHOTO (IIPOEKTHOTO) po3mipy. TeopeTwuHi po3mipu Ta
peallbHI BUMIPIOBaHHS pO3MIpy 3pa3ka OyJd BHUKOPUCTaHI [JIi OOYMCIICHHS
TCOMETPUYHUX TOXHOOK IIMPUHM Ta TOBIIMHU 10 oci Z. KokHe BHMIpIOBaHHS
npoBOAMIH 3 pasH, 1 A MoOYyA0BH BUKOPUCTOBYBAJIU CEPEIHE 3HAYEHHS PO3MIPIB Y
KOXKHIM opieHTarii apyky. Ha pucynky 1.13 mokaszaHo 3MiHY BIJHOCHHX ITOXHOOK

BIJIMOBITHO /10 Opi€HTAIT IPYKY.

1.10 1.10
Cerr Werr

1.00 +

Relative thickness [-]
Relative width [-]

095 4 095 4

(a) (b)
0.90 . | 0.90 .

0 45 920 0 45 90
Printing orientation [°] Printing orientation [°]

Pucynox 1.13 — 'eomeTpuyHi noxuOku TOBIIMHY (a) Ta mupunu (b)

He3zanexHo Bi opieHTalii ApyKy, 0OMBa TEOMETPUYHI NapaMeTpu (TOBILMHA 1
IIMPUHA) MalOTh BIJHOCHY MOXMOKY HuUX4e 4%, 10 O3HA4Ya€ JOCTATHIO TOYHICTH
po3MmipiB. OnHAaK TOXHUOKH IIMPUHU MNPUOIU3HO BABIYl MEPEBUIIYIOThH MOXHOKH
ToBIIMHM. Llel acrekT Moke OyTH TOB’S3aHUM 3 PI3HUM PO3MIPOM 3pa3KiB y JIBOX
HaIpsMKax, Tak sK mupuHa B 3 pasu Outbina 3a ToBumHy. [llo crocyerhes edexty
OopieHTarllii, oOuaBa BUMIPU JAEMOHCTPYIOTh Mail’ke€ OJHAKOBY TEHACHIIIO 31
30UTBIIIEHHSIM KyTa opieHTallli. [ToxuOku TOBIIMHM MarOTh MAaKCUMYyM, IO JIETKO
BUSIBISIETHCS, TIPU 45°, a MOXMOKU MIUPUHYU 3MIHIOIOTHCS JIHIHHO MPHU Opi€HTAIl] B
nianazoni 0-90°. 3 iHmoro OoKy, HailmMeHIIa MOXHWOKAa TOBIIMHM OTPHMMaHa MpH
opienTauii 90° (1,52%), Toxi sk mupuHa 3a3HA€ HAWMEHIIIOI TOXUOKU TIPU Opi€HTAIT

0° (2,5%).
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[Ticns BunmpoOyBaHb Ha po3TAT Oynau 0OpoOJieH! AaHI MPO HaBaHTAXKEHHS Ta
nepeMileHHss sl KoxkHoi rpymu 3paskiB. Ha pucynky 1.14 HaBemeHo KpuBsi

HaBaHTaXEHHS-TIEPEMIIIICHHS 3pa3KiB B 3aJICKHOCTI BiJl OpiEHTAIlT IPYKY.

2500 -
2000 -
1500
z ;
Z 1000 -
—DB-4.00-0
500 A ——DB-4.00-45
—DB-4.00-90
O I ] 1 ] I I 1
0 1 2 3 4 < 6 7

Displacement [mm]

Pucynox 1.14 — KpuBi HaBaHTaXeHHS-TIEPEMIIIICHHS

VYci KpuBl MOKa3ylOTh JIIHINHY MNPYKHY 30HY, 3 SIKOT BU3HAYAETHCS MOJYJIb
FOnra BianoBigHo 10 ctanaapty [SO 527-1 (2012). 3a mexamu 11i€1 30HU KPUB1 MAIOTh
TOYKY MaKCHMyMYy, SKYy JIETKO BH3HAUUTH. lle MakcuMmanibHE HaBaHTAKCHHS
BUKOPUCTOBYETHCS JJIsl BU3HAUCHHS MIITHOCTI Ha PO3PUB 3pa3KiB. JIErko momMiTuTH, 1o
3pa3ku 3 opieHrtamiero 0° ta 90° MarOTh NPUOIM3HO OJIHAKOBE HABAHTAXEHHS MpU
pyiinyBaHHi. [Ipydyomy sk HaBaHTa)XEHHs Ha pYyWHYBaHHS, Tak 1 BIAMOBIAHI M
MepEeMIIICHHS JJIS JIBOX 3pa3KiB Maibke 30iratoThCs. 3 IHIIOTO OOKY, MOPIBHSHO 3
opieHtariero 0° Ta 90°, 45° nmae HWXK4YI 3HAYEHHS ISl BCIX MAaKCHUMaJIbHUX
HABAHTA)KCHb, HABAHTAXXEHHS HA PyWHYBAHHS 1 MEPEMIIIEHHs MTPU HaBaHTAXKCHHI Ha
pyHHYBaHHs.

Ha pucynky 1.15 nokazano 3miny moaysst FOHra Ta Mexi MIITHOCTI Ha pO3pUB

31 3MIHOIO Opi€HTaIll].
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Pucynox 1.15 — BrutuB opienTartii Apyky Ha moyisib FOnra (a) Ta mexy minHocTi (b)

Sk 3a3Havasiocst BUIIE, 3aBASKUA MPAKTUYHOMY MEPEKPUTTIO JHIHHO-TIPYKHUX
30H 3pa3Ky MalOTh Maii’ke OJHAKOBE 3HaUeHHs MoayJist FOHra. ¥V 3paskiB 3 opleHTaII€0
90° criocTepiraloThCsl HE3HAYHO BUII 3HaUCHHS, uie 1,18 %, mopiBHSAHO 31 3pa3KaMu
3 opieHTtaniero 45°. 3 iHmoro OOKy, MIIHICTh Ha PO3PUB JIEMOHCTPYE 3HA4YHI
BIJIMIHHOCTI 31 3MIHOIO OpieHTauli ApyKy. [Ipu npomy BUIHO, 1110 HAWBUILI 3HAYEHHS
MaroTh 3pa3ku 3 opienraiiero 0° (50,88 Mlla), a naiinmwkui (46,77 MIla) — 3pa3ku 3

opieHTartiero 45° [22].

1.6 BuzHayeHHSI MeTH Ta 32124 J0CTIPKeHHA

['0JIOBHOIO METOK  JUIJIOMHOT pOOOTH €  JIOCHIKEHHS MEXaHIYHUX
BJIACTMBOCTEH KOHCTPYKLIN, BUTOTOBIEHUX 3a Aonomororo FDM 3D-npyky, anami3
3aJIEKHOCTI MEXaHIYHUX XapAKTEPUCTHUK B1Jl OPIEHTYBAHHS MIAPIB BIAHOCHO JIIFOYOTO
HABAHTAXKEHHA MPHU ABOX PI3HMX TOBIIMHAX IIAPY Ta BIUIMBY KyTa HaXWiy IIapy Ha
TUII pyHHYBaHHS. 3a/1aueto poOOTH € BUTTPOOYBaHHS OTpUMaHUX 3a TexHoJoriero FDM
3pa3KiB Ha PO3TAT, aHAJ13 OTPUMAHMX PE3YJIbTATIB Ta OI[IHKA JIOILIBHOCTI 3MEHIIIEHHS
TOBIIMHU IIapy 3 METOI MiABUIICHHS MIIHOCTI KOHCTPYKIIi MPU HECTIPUSTIUBUX

KyTaxX HaXWily 1iapy BiJHOCHO HANpsIMKY HABAaHTA)KEHHS.
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PO3JILI 2
MATEPIAJIA TA METOJIUKH JOCJIIKEHHS

2.1 3araJjbHi BKa3iBKu

MexaHiyH1 BIaCTUBOCTI MaTepiaiiB HaJ3BUYAITHO BaXKJIMBI MPU KOHCTPYIOBaHHI
JeTaned, OCKUIbKM BOHM BHKOPUCTOBYIOTHCS JUIsl BU3HAUEHHS PO3MIPIB €JIEMEHTIB
KOHCTpYKIid. OpHa 3 HalBaXJIMBIIIMX BJIACTUBOCTEH MaTepially — MILHICTb,
BU3HAYAETHCSI ~ BUNPOOYBaHHAM  Ha  po3Tar.  Pesynmpratm  BUIpOOYBaHb
BUKOPUCTOBYIOThCS I BUOOpPY MaTepially, SIKMH BIAMNOBIAA€ 3aJaHUM yMOBam, 1
OPOrHO3YBaHHS TMOBEAIHKM  J€Tall MiJ [JI€0 HaBaHTaXEHHA. 30KpeMa J0
BJIACTUBOCTEH, $KI O€3MOCEpEeIHbO BHUMIPIOIOTHCS MiJ Yac BUOPOOYBaHHS Ha
PO3TATYBaHHS, BIAHOCUTHCS MEKa MILIHOCTI Ha PO3TAT Ta BIIHOCHE MOAOBXKEHHS. [
OTPMMaHHA MEXaHIYHMX XapaKTepUCTHUK MaTepiajiB HalvacTille BUKOPUCTOBYIOTh
BUIIPOOYBAaHHS Ha OJTHOOCHOBUH PO3THT.

Hapasi Hemae 3araqbHOBM3HAHMX HOPMATUBHHUX JIOKYMEHTIB, siKi O
BCTAHOBIIIOBAJIM HOPMHU MPOBEACHHS BUMPOOYBaHb Ha PO3TAT 3pa3KiB, 1110 BUTOTOBJICHI
aIUTUBHUM METOAOM. B 3B’A3Ky 3 UMM [1OBOJAWUTHCS BUKOPUCTOBYBATHU 3arajibHi
CTaHJAPTH, MI0 PETJIAMEHTYIOTh BHUMOTH IIOJAO TPOBEACHHS BHUIPOOYBaHb s

noyjMepHux marepianiB. Jlo Takux crangaptiB BigHOocATbes [SO 527-2:2012 Tta

ASTM D638-1:2014.

2.2 MeToauka npoBeieHHs] BUNPOOYBAHHS HA OJJHOOCHLOBHI PO3TAT

CyTHICTP METOMy MOJISITa€ Yy TOMY, IO 3pPa30K PO3TATYIOTh B3JOBXK HOI0
TOJIOBHOI OC1 3 MOCTIMHOIO IIBUJIKICTIO, Y IPOLIECT PO3TATY BUMIPIOIOTH HABAaHTAKEHHSI,

K€ BUTPUMYE 3pa30K Ta BUJIOBKEHHS 3Pa3Ky.
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3atuckaul oONagHaHHS MAJi1 TNPOBEACHHS BUMNPOOYBaHHS TMOBUHHI OyTH
po3TalioBaHi Tak, MO0 TOB3JOBXKHS BiCh 3pa3Ky CIHiBINAjajlia 3 HaMpSIMKOM
HaBaHTaxeHHA. llpm 1bOMYy 3aTuckaui HE TOBMHHI BHKJIMKATH IeperdacHe
pyHHYBaHHS 3pa3Ky y MICIIX 3aTHCKy Ta MPOCIM3aHHSA 3pa3Ky BITHOCHO TyOOK
3aTUCKAYIB.

[lepen npoBeaeHHSIM BUNIPOOYBaHb OOMIBA KiHII KOXHOTO 3pa3Ky MapKyIOThCs
1HAMBIIyaIbHUM HOMEPOM, MPHU [OMY CIOCIO0 MapKyBaHHsS HE IMOBUHEH BUKIUKATH
pYHHYBaHHS 3pa3Ky y Micli MapKyBaHHS, Ta IMPOBOAATHCA BHUMIpH IIMPUHH Ta
TOBIIMHUA pO0OO0YOi 30HM 3pa3Ky MAJs MOAAIBIIOr0 OOYMCICHHS HOTO MOMEpEeyHOTro
nepepizy.

3a OTpUMaHMMHU pe3yJbTaTaMH HaBAaHTA)KEHHS BHU3HAYAIOTh MIIHICTh IpHU

pO3TA31 Ta pyWHYBaHHI 3a (HOPMYJIOIO:

o=— (2.1)

ne: F — miroue maBaHTaxxkeHHs, H;

Ap — moYaTKOBa MIIOIIA IOIEPEYHOT0 HEPEPI3y, MM2,

3a pesynpTaTaMu OOYHCIICHb CKJIAMA€ThCS JiarpamMa HaBaHTaKCHHS-

noAoBxkeHHs (miarpama ['yka).

2.3 IlinroroBKa Ta BUTOTOBJICHHS 3Pa3KiB

s mpoBeieHHs BUITPOOyBaHb OyJia po3po0iieHa KOMIT F0TEpHA MOJIEIb 3pa3Ky,
micyst oro (paiiyi KOHBEPTOBAHO Y BiNMOBinHUM hopmaT mis 3D-apyky.

3pa3ku, Ha SKUX TPOBOAWIMCH BUIIPOOYBaHHS, OyJIM BUTOTOBJIEHI BIJMOBIIHO
70 TeoMeTpii Ta po3MipiB, IO BIAMOBIMAIOTH 3pa3ky Turmy 1BA 3a cranmaptom

ISO 527-2.
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dopma Ta reoMeTpHuHI PO3MIPH 3pa3KiB HaBeAeHI Ha pUCYHKY 2.1 Ta y

tabmuil 2.1 BiAnOBIAHO.

Pucynok 2.1 — Bunpo6yBanpuuii 3pa3ok tuny 1BA 3a ctanmaptom [SO 527-2

Tabmuus 2.1 — Po3mipu 3pasky tumy 1BA 3a crangaptom [SO 527-2

[Tapametp [To3nauenns | Po3mip, Mm
3arajapHa JIOBKHHA I3 75
PoOouya yactrHa l1 30+0,5
Paniyc r 30
BiacTtanb MiXK IIMPOKMMHM YaCTUHAMH 3 I, 5842

rapajieJIbLHUMHA CTOPOHAMU

[IupuHa roJiBKu b, 10+0,5
[upuna pobouoi yacTHU b; 5+0,5
ToBmmHa h 2
Biacrans Mk 3aTHCKavaMu L 58+2

3MIHHMMH BEJIMYMHAMM MPU BUTOTOBJICHHI 3pa3KiB Oyl KyT Haxwily Iapy
BIJIHOCHO TOJIOBHOI OC1 3pa3Ka Ta TOBIIMHA IIapy. BenmnuwmHa 3amoBHEHHS IS BCIX
3paskiB ctaHoBUTH 100%, TOOTO y 3pa3kax BiACYTHI MOBITPSHI MpoMiXKU. Beil 1HIm
TEXHOJIOT1YHI IMapaMeTpu APYKY JUIsl BCIX 3pa3kiB Oynu HE3MIHHUMU. J[JI1 KOKHOTO
JOCTII)KYBAaHOTO BUIAAKy BUTOTOBJICHO IO 2 3pa3KH.

3MiHa KyTa Haxujay IIapiB BIAHOCHO TOJOBHOI OCI 3pa3KiB IPU BUTOTOBJICHHI
BUKOHYBAJIAaCh 3aBIISKU 3MiHI OpI€EHTYBaHHS 3paskiB Ha miatdopmi 3D-npurTEpy.

Kpok 3minu kyta o6panuit y 10°. Cxema po3TanryBaHHsI 3pa3KiB TPy BUTOTOBJICHHI Ha
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wiatrgopmi mMoKazaHa Ha pPUCYHKY 2.2. 3MiHa TOBIIMHU IIapy BUKOHYBaJlach
BIANOBIAHUMU HanamTyBaHHaMHu 3D-mpuntepy. Konctpykuis 3D-mpuntepy, Ha
SKOMY BHUKOHYBAJIOCh BUTOTOBJICHHS 3pa3KiB Iiependayae HaKJIaJaHHSA [IapiB

napajiesbHO iaTdopmi.

Pucynok 2.2 — Cxema po3rairyBaHHs 3pa3KiB Ha IU1aT(opMi MpH 3MiHI KyTa

HaXWITy

BianosigHo 3aranom BurorosiieHo 20 3pa3kiB 3 TOBIIMHOKO mapy S=0,2mm Ta
20 3pa3kiB 3 TOBIIMHOIO mapy S=0,1MM npu AecATHOX PI3HUX KyTaxX HAXWIy APy JJIs

KOXXHOI TOBILMHHU LIapy.
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2.4 Marepian 3pa3kiB

Jl71s BUTOTOBIIEHHS 3pa3KiB AJsl BUNpoOyBaHb OyB oOpanmii marepian coPET
ToproBoi ~ mapku  Monofilament  BupoOHmITBa  YKpaiHM, SK OIWH 3
Halipo3noBciopkeHnx MatepianiB s FDM  3D-ppyky. [iameTp HUTKH, SKa
BUKOPHCTOBYBaJIach CTAaHOBUTH 1,75MM. 3pa3ku Oymnu BurotoBieHi Ha 3D-npunTepi
Creality Ender 3.

Marepian coPET Bigpi3HS€TBCS TOCTATHHO BHUCOKOKO MIIHICTIO, XIMIYHOIO
CTIMKICTIO Ta BIJIHOCUTHCS JO 1HXKEHEPHUX IUIACTUKIB. BupoOu 3 11boro marepiaiy
MaloTh JJOCTAaTHHO IMIMPOKUN eKCIUTyaTatiitHui niama3od. XKopcerkicts cOPET 6nu3bka
10 noka3HuKiB ABS miiactuky, KMl IIMPOKO BUKOPUCTOBYETHCS Y IPOMHUCIOBOCTI,
aJjie MpH [IbOMY BiH MIPAKTUYHO HE MA€ YCAJIKH Ta € OUIbII OE3MEYHUM Y BUKOPUCTAHHI
TaK SIK HE BUJLJISIE IIKIJIMBUX PEUYOBUH IPU IUIABJICHHI B miporieci 3D-apyky.

3aranpHiI MexaHIuHI XapakTepucTuku matepiany coPET naBeneni y Tabmumi 2.2.

Tabmuis 2.2 — Xapakrepuctuku marepiany coPET

XapakTepucTuka [Toka3nuk
[inmpHICTD 1,27 r/em®
MiuHICTh Ha PO3TAT 52 MIla
MIinHICTE Ha 3TUH 70 MlIa
CTiHKICTh 70 3TUHY 10 pa3ziB
Monynb npyKHOCTI PU PO3THA31 2100 MIla
Temneparypa niaBiacHHS 200°C
PekomeH10BaHa TeMIiepaTypa ApyKy 220-240°C
PexomennoBana temriepatypa miaaThopMu 40-70°C
TemnepaTypHuil Aiana3zoH eKCITyaTaii Bi11 -40 1o +70°C
Jliniina maca mipu niametpi 1,75mm 330 m/kr
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2.5 O6s1agHaHHA AJ151 BUIPOOYBaHHS HA PO3THAT

BunpoOyBaHHS Ha po3TAT IPOBOAUIOCH Ha BIACHOMY CTEH/I1 1JIsl BAIIPOOYBaHb,
BUTOTOBJICHOMY JJIi BUKOHAHHS JUIUIOMHOI pOOOTH. 3O0BHIIIHIA BUIJIAL CTEHAY

300pakeHuil Ha PUCYHKY 2.3.

Pucynok 2.3 — Ctenn 1uis BunpoOyBaHHS 3pa3KiB Ha PO3TST
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3a3HaueHUN CTEH] SIBJILE€ COOOIO0 KOPCTKY pamy 1, y BepxHId 4YacTHHI SIKOI
3aKPIMJICHUH T1apaBIiyHui AIHAP 4. ['1ApoIuIiHap MPUBOIUTHCS Y J1I0 3a PaXyHOK
TUCKY MacTWjia, SIKHH pO3BUBAETHCA TiApaBIiuHUM HacocoM 5. [imponacoc
MPUBOJUTHCS Y IO €JIEKTPOJABUTYHOM 6, KEpYyBaHHS 00€pTaMU SIKOTO BUKOHYETHCS
[UIXOM IIUPOTHO-IMITYJIbCHOT MOMYJIALII HOro Hampyrd >KMBJICHHSA. 3a PaxyHOK
3MIHH OOEpTIB €NEKTPOJBUTYHA BiJ0OYBA€THCSA BIAMOBIAHA 3MiHA MPOTYKTHBHOCTI
TiIpOHACOCY, 1110 B CBOIO YEPry J03BOJISIE KEPYBATH IIBUJIKICTIO MEPEMIIIIEHHS IITOKY
TIIPOLWIIHAPY, Ha SKOMY 3aKpilUICHUH pyXOMHil 3aTuckad 7, 0e3 3MEHIICHHS
3yCHILJIS, SIK€ BIH PO3BHBAE.

Y HIDKHIN YaCTUHI CTEH]Ty PO3TAllIOBAHUM TEH30METPUYHUM Yy TIUBUNA €JI€MEHT
10, 3akpimieHnid A0 HUKHBOI YACTUHU PAMH Ta MKOPCTKO 3B’SI3aHUN 3 HEPYXOMUM
3aThCcKadyeMm 9.

JocnixyBaHu# 3pa3ok § 3aKpIIUISIETHCS BIAMOBIIHO MK PyXOMHM 3aTHCKaYeM
7 Ta HEPYXOMMM 3aTUCKA4YeM 9. 3yCHILIS, SIKE IPUKIATAETHCA 10 3pa3Ka CIPUMMAETHCA
TEH30METPUYHUM UYYTJIMBUM €JIEMEHTOM, MICJI1 YOTo 1HTEPHPETYEThCSA MOKAKIUKOM
3ycuiuig 2. Jliama3oH BHUMIPIOBAHHS KOMIUIEKTY MOKaKYMKA 3 TEH30METPUYHHUM
YYTJIMBUM €JIEMEHTOM CKJIaaae 75Krc npu 3asBieHiit Tounocti 0,0 1kre.

Jns noganbmioro OOYMCIEHHS BIJIHOCHOTO BHUAOBXKEHHS, Y 3B’SI3Ky 3
HEMOXKJIUBICTIO BUKOPUCTaHHS EKCTEH30METPY, BHUKOPUCTOBYETHCA 1HAMKATOP
yacoporo turmy MY-10 3 Tounictio BumiproBanHs 0,01MM, 3a IOMOMOror0 SIKOTO
BUKOHYETHCS 3aMIp MOTOYHOTO MEPEMIIICHHS ITOKY TAPOLUMIIHAPY Ta BIAMOBIIHO —

301JIbIIEHHS JOBXKUHU 3pa3Ky.
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PO3JILT 3
JTOCJIKEHHSA BILTABY OPICHTYBAHHS IIAPIB HA MIIHICTH
3PA3KIB, BATOTOBJEHMM FDM METOJIOM

J1J1 OLIIHKH BIUTMBY Op1€EHTYBaHHS IIapiB HA MIIHICTH OYJIM BUTOTOBIICHI 3pa3Ku
3 KyTOM HaXWjly IapiB BITHOCHO Ait0uoro HaBaHTaxeHHs Big 0° mo 90° 3 KpokoMm y
10°. ocmigkeHHST BUKOHYBAJIOCh JUIsl JBOX TOBIIMH INapy, SKI Haiydacriiie
BUKOPHCTOBYIOTHCS Ha MPAKTHUIIL:

- S=0,2 MM — 11 O1IBIIOCTI AETaNECH;

- S=0,1 MM — 17151 AeTanen, 10 AKX BUCYBAIOTHCS MM1IBULIEH] BUMOTH 3 TOYHOCTI.

Temnepatypu exkcTpylaepa Ta IuiatgopMu oOpaHi y BIAOOBIIHOCTI JO
PEKOMEH/I0BaHUX BUPOOHUKOM MaTepiaay Ta CTAHOBUIIM:

- 220°C — nnst ekcTpyaepa;

- 70°C — nnsa matGopmu.

[lupuna CTIHOK TEpUMETPIB IJs BCIX 3pa3kiB Oyna obpana y 0,4 MM,
KOMITICHCAIllsl TOHKUX JIHIA 3a paxyHOK 3MIHM IIMPUHHU CTiHKA Oylia BUMKHEHA.
KibKiCTh CTIHOK MEpUMETPIB JJisi BCIX 3pa3KiB 00paHi TaKUM YHHOM, 1100 JPYK B
poOouili 30HI BHUKOHYBaBCsi 0€3 3alOBHEHHS Ta CKJIaJaBCs TUIBKM 31 CTIHOK
NEePUMETPIB.

Bci iHIII TEXHOJIOTIYHI TapaMeTpu JpYKY, Taki SK KOeQIli€HT eKCTpy3ii,
KOMIIEHCAIlisl B3JIOBK BEPTUKAIBHOI OCl, BIICOTOK NEPEKPUTTS CTIHOK Ta 1HUI, Oyiu
HaJAIITOBaHI ONTUMAJIBHUM YHWHOM [JI1 KOHKpeTHOTro 3D-mpuHTepy, Ha SKOMY
BHKOHYBAJIOCh BUTOTOBJICHHS 3pa3KiB Ta 3aJIMIIAINCH HE3MIHHUMU.

Jns  KOMIIEHCYBaHHS MOMJIMBOI 3MIHM TeOMeTpii 3pa3kiB i JIEl0
TEMIIEpaTypHUX BUKPUBJICHb MIATGOPMHU — BCl 3pa3Ku JPYKYyBAIUCh Ha MAKIAIINI

TOBIIMHOIO 1 MM.
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3.1 AHaJji3 BIVIMBY OPi€HTYBAHHS MIAPIiB HA MIIHICTH NPH TOBIIMHI APy

0,2 MM

Jlnst ipoBeieHHsST TOCIHIJKEHHs Oyiu BUroToBieHI 20 3pa3kiB 3 TOBIIMHOIO
KoxkHOTO 1mapy 0,2 MM Ta KyToM Haxuiy mapy Big 0° mo 90° 3 kpoxom y 10° mo 2
3paska A1 KO’KHOTO KyTa BiIOBITHO.

3MiHa KyTa HaxWwiy 1iapy BUKOHYBaJIach 3a JOMOMOIOIO 3MIHM OpI€HTYBaHHS
3pa3ka Ha 1aT(opmi Mpu BUTOTOBIICHH] y BIAMOBIAHOCTI 0 PUCYHKY 2.2. 3aranbHAN
30BHINIHIN BUTIISAT 3pa3kiB Ta MakpodoTorpadii po3ranryBaHHs MIapiB JJIsl KOKHOTO

KyTa Haxwi1y HaBejieH1 y Tabmuii 3.1.

Tabmuusg 3.1 — 3araiibHU 30BHIINIHIA BUTIIA 3pa3KiB Ta pO3TAIlyBaHHS IIapiB

npu TOBIIMHI mapy 0,2 MM

Kyt 3aranbHUN BUTIISA Burmisa mapis
1 2 3
OO

10°

20°

30°
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Kinenp Tabaum 3.1

40°

50°

60°

70°

T

i i

80°

90°

[Ticrist BUTOTOBJIECHHS 3pa3KiB, HA KOKHOMY 3 HUX 3 JBOX OOKIB OYyJI0 HaHECEHE
MapKyBaHHS 1HAWBIYyaTbHOTO HOMEPY METOJIOM, SIKWI HE TPU3BOAUTH JI0 pyHHYBaHHS
3pa3Ka y MICIIX HAaHECEHHSI MapKyBaHHS — 3a JOIOMOTOI0 MIEPMaHEHTHOTO MapKepa.

[Ticnst miAroToBKM 3pa3kiB Oy BUKOHAH1 BUIIPOOYBaHHS 3pa3KiB Ha MIIHICTh
OpU OJHOOCHOBOMY pO3TSA31 y BIAMOBITHOCTI A0 METOAMKH. [l mojmanbiioro
0OYMCIICHHS HAMpPYyKEHb Ta BIIHOCHOT'O BUJIOBXKEHHS MPOBOUIACH BiJICO-PEECTpAILlis

ITIOKa3aHb I[iIO‘IOFO HaBaHTAXXCHHJ Ta I'[CpCMiH.ICHHiI AJI1 KOKHOI'O €EKCIICPUMCHTY.
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Maxkpodororpadii 30BHIIIHBOTO BUTISAY MICLb PYHHYBaHHS 3pa3KiB HaBEACHI

Ha PUCYHKY 3.1.

0° 10°

80° 90°
Pucynox 3.1 — Makpodororpadii micips pyiiHyBaHHs 3pa3kiB npu S=0,2 Mmm
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3a pesymbraramu OOpOOKM OTPUMAHOI B XOJI TPOBEICHHS EKCIIEPUMEHTIB
1H(popMalii y BIAMOBITHOCTI JO METOIMKH OYJIM OOUHCTICHI:

- 6p — MaKCUMaJIbHE HAIlPYXEHHS pyilHyBaHHs, oO0umciieHe 3a popmyioro (2.1),
Jie 1711 3MEHILEHHS BIUTMBY MOXKJIMBUX TOTPIITHOCTEN reOMeTpii 3pa3KiB, B IKOCTI Ag
Oyna BHMKOpHUCTaHa IUIOLIA IIONEPEYHOTO IHepepidy, oOYHcieHa 3a (PaKTUIHO
BUMIPSTHUMH po3MipamMu poO0Ud0i 30HH JJIsl KOKHOTO 3pa3Ky;

- & — BIJHOCHE BHJIOBXXEHHS IpHU pyHHYBaHHI, OOYMCIIEHE BUXOJIYU 3
MOYaTKOBOI BiJICTaHI MDK 3aTHUcKadamMu [L.=58 MM Ta (pakTU4YHOrO 301JIBIICHHS IT€l
BiJICTaHI B MOMEHT PyHHYBaHHS 3a MOKa3aHHsAMU iHquKaTopa MY-10 [13].

OTprMaH1 3Ha4E€HHsI HAIIPY KEHHsI Ta BIAHOCHOTO BUJOBKEHHS IPU pyiTHYBaHHI

JUTSI KOOKHOTO KyTa HaXxwWiIy Iapy HaBejeH1 y Tabmui 3.2.

Tabnuusg 3.2 — 3HaueHHs HallPY>KeHb PYWUHYBAaHHS Ta BITHOCHOTO BUIOBKEHHS

KyT Haxuiy mapy BiIHOCHO J1F0YOT0 HAaBAHTAXKCHHS
0° 10° | 20° | 30° | 40° | 50° | 60° | 70° | 80° | 90°
op, MIIa | 51,45 | 39,34 | 39,24 | 39,80 | 12,46 | 13,68 | 12,51 | 12,60 | 11,67 | 10,40
€p, %0 559 427 |391 (455 |191 |1,77 |182 |1,73 |159 |1,73

Jlst mosianbInoi moOyI0BU JiarpaMy 3aJI€KHOCTI «HANpyKeHHs-aedhopmartis
(miarpama ['yka) miist KOKHOTO KyTa HaXWJTy, 3a IOIOMOTOI0 TTOKaIPOBOTO MEPETIIS Y
OTPMMAaHUX B MpPOIEC] MPOBEACHHS E€KCIIEPUMEHTIB BiJeo3anuciB, Oynu obpani 10
TOYOK JUIsI KOXKHOTO 3pa3Ky 3 BIAMOBITHUMHU IS HUX TIOKAa3aHHSMU JIIOYOTO
HABaHTAKCHHS Ta MEPEMIIIICHHS.

[Ticnst 0OpoOKHM 0OpaHKMX 3HAYEHB 33 JOTIOMOTOI0 MPOTPAMHOTO 3a0e3MeUeHHS
MS Excel, Oynu oTprmani BiMOBIHI JiarpamMu, sSiKi HaBeIeHI Ha pucyHkax 3.2 ta 3.3

115 KyTiB Haxwty Big 0° go 40° ta Big 50° n1o 90° BiamoBiIHO.
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60
0% max: 51,45 MIIa
50
10° max: 39,34 MIla
20° max: 39_24 MIIa
40
E 30° max: 39 80 MIIa R
= 30 - 10
=25 - ® 20
- =030
20 —rea0
40° max: 12 46 MIIa
10

0.00 1.00 2.00 3,00 4,00 5,00 6,00

£, %
Pucynox 3.2 — Jliarpama 3ai1eXHOCTI «HanpyKeHHs-aedopmartis» 1 KyTiB Bijg 0°

10 40° ta TopmuHi mapy S=0,2 MM

16 ‘

50° max: 13,68 MIIa 70° max: 12,60 MIIa

14
80° max: 11,67 MIla s .
;
[l

7
60° max: 12,51 MIIa

90° max: 10,40 MIIa

o, MIla

2,00

£, %

Pucynok 3.3 — Jliarpama 3aj1€:KHOCT1 «Hanpy>XKeHHs-aedopMaltis» s KyTiB Big 50°

10 90° ta ToBmwmHI mapy S=0,2 Mm
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[IpoananizyBaBii OTpMMaHi JiarpaMud MOXHA TOOAYUTH, IO MOYMHAIOYHU 3
KyTa HaxXuiay mapy, skuil popiBHioe 40°, BinOyBaeThCsl 3HAYHE 3HUKEHHS MIITHOCTI
3pa3ka. Buxonasuu 3 Toro, 1o Hajali Maike He BiIOYBAarOTHCS 3MIHU y HANPYKEHHSX
pyHHYBaHHS 3pa3KiB MOXHA 3pOOUTH BUCHOBOK, IO MOKA3HUKHU MILHOCTI JUIsI KYTIiB
Bix 40° Ta OulblIe € (PaKTHYHO — MIDKIIAPOBOIO MIIHICTIO JJI JAHUX IapaMeTpiB
npyky. Takoxx 1e TpUOyHIeHHS MOiATBEPKYIOTh Makpodororpadii  Miclb
pyHHYBaHHS, Ha SKHX MOXHa MOOAYWTH, MO i1 BKAa3aHUX KyTIB pPyHHYBaHHS
B110yBa€eThCs 4acTKOBO (17151 KyTa 40°) abo moBHicTIO (st KyTiB Bij 50° 10 90°) 1o

MEX1 PO3TalllyBaHHs LIAPIB.

3.2 AHaJii3 BIUIMBY OPi€HTYBaHHS IIAPiB HA MIllHiCTH NP TOBIUMHI mIapy

0,1 Mmm

Jlnst ipoBeieHHST TOCIHIKEHHsT Oyiu BUroToBiieHI 20 3pa3KiB 3 TOBIIUHOIO
koxHoro mapy 0,1 mm Ta KkyTom Haxuiay wapy Big 0° mo 90° 3 kpokom y 10° mo 2
3pa3ka JIg KOXKHOTO KyTa BIATMOBIAHO. 3arajdbHUN 30BHIMIHIA BUIJISIA 3pa3KiB Ta
MakpodoTorpadii po3TailyBaHHS IIApiB JJiI KOXKHOTO KyTa HaXWJly HaBENCHI Yy
tabmui 3.3.

[licnss BUrOTOBIIEHHS 3pa3KiB OyJI0 BUKOHAHE BUIPOOYBAaHHS 3pa3KiB Ha
MILHICTh TPU OAHOOCHOBOMY PO3TS31 aHAJIOrIYHO oOmucaHomy B posaum 3.1.
MaxkpodoTorpadii 30BHIIITHFOTO BUTJISAY MICIh PYWHYBAaHHS 3pa3KiB HaBEJEHI Ha

pUCYHKY 3.4.
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Tabmuis 3.3 — 3aransHuil 30BHILIHIN BUTIIA 3pa3KiB Ta pO3TaIlyBaHHs MIapiB

npu ToBIIMHI mapy 0,1 MM

Kyt 3araJbHUN BUTIISIT Bursin mapis

1 2 3

OO

10°

20°

CR P PP

30°

40°

50°

60°

70°

e e

4o aid
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Kinens Tabmumi 3.3

80°

- I

i

AT

90°
Pucynok 3.4 — Makpodotorpadii micub pyitHyBaHHs 3pa3kiB mpu S=0,1 MM




OO0Ouwuciieni

pyHHYBaHHI JJI1 KO)KHOTO KyTa HaxXujy IIapy HaBejaeH1 y Tabnui 3.4.

3HAYCHHs] HANpyKEHHA Ta BIJAHOCHOTO

50

BUJIOBKCHHS  IIPU

Tabnuusg 3.4 — 3HaueHHs HaNPYy>KeHb PYWHYBAaHHS Ta BIAHOCHOTO BUJIOBXKEHHS

KyT Haxuity mapy BiIHOCHO A110YOTO HABAHTAXKEHHS
0° 10° | 20° | 30° | 40° | 50° | 60° | 70° | 80° | 90°
op, MIla | 44,54 | 42,41 | 12,48 | 14,7 |593 |3,17 3,49 |2,10 |2,69 |3,97
€p, %0 518 |500 (2,38 |250 |1,75 |1,18 [145 |1,18 |1,18 |1,23

JI1st mojianbIioi moOy/I0BU JiarpaMu 3aJI€KHOCTI «HaMpyKeHHs-Iedhopmartis

JUISL KOXHOTO KyTa Haxuwiy Oymu oOpanHi 10 TOYOK Il KOXHOTO 3pa3Ky 3

BI/IMOBITHUMH JIJISI HUX TTOKA3aHHSIMU JIIF0YOTO HaBaHTAXKEHHsI Ta nepeminieHHs. [licus

00poOKM OOpaHMX 3HA4YE€Hb OyJIM OTpPUMAaHi BIJIMOBIIHI JlarpaMu, sSKi HaBEJEHI Ha

pucyHnkax 3.5 ta 3.6 ayist kyTiB Haxuity Bij 0° 1o 40° Ta Bix 50° go 90° BiAMOBIIHO.

o, Mlla

40

30

(=]
[

2,00

g,

0% max: 44,54 MIla

10° max: 42 41 MIIa

30° max: 14,70 MIIa

207 max: 12,48 MIIa

40° max: 5,93 MIIa

3,00

%

5,00

6,00

10
-0 20

—_— e d0

Pucynok 3.5 — [liarpama 3a1eKHOCT1 «Hanpy>KeHH-aedopMaliis» s KyTiB Big 0°

10 40° ta ToBmwmHi mapy S=0,1 Mmm
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90° max: 3,97 MIla

l 60° max: 3,49 MIIa

50° max: 3,17 MIIa . '

80° max: 2,69 MIIa

c, MIla

70° max: 2,10 MITIa
— 50

[Rp——}
ween 70
a0

— w90

0.00 020 040 0,60 0.80 1.00 120 140 1.60

Pucynok 3.6 — [liarpama 3ai1eXHOCTI «HaNpyKeHHs-Aedopmartis» s KyTiB Bijg 50°

10 90° Ta ToBmumHI mwapy S=0,1 mm

[IpoananizyBaBIIy OTpUMaHi JiarpaMy MOXHA MOOAYUTH, 1110 3HAYHE 3HUIKEHHS
MILIHOCTI 3pa3Ka Mpu TOBIIUHI 1apy 0,1 MM MOYMHAETHCA paHille HIK MPU TOBIIHHI
mapy y 0,2 MM, a came — 3 KyTa Haxujy mapy, skui nopisHioe 20°. BpaxoByroun Te,
10 IIMPWHA JIiHIT IPU BUTOTOBJICHHI 3pa3KiB 3ajviianach He3MmiHHOWO (0,4 MM s
000X TOBIIMH WIapiB), MOXHA MPUIYCTUTHU HIO0 3HWKEHHS MILHOCTI 3pa3KiB MpuU
S=0,1 mMm wMoxe OyTHM BUKJIMKaHE HECTaOIILHUM pPO3MOJAUIOM MaTepiaixy MpHu
BIJIHOIIEHH] TOBUIMHMU LIApy 10 IUUPHUHM JiHIT MeHie HK 50%, 1110 B CBOIO Yepry
MIPU3BEJIO 10 3MEHIIICHHS MDKIIIAPOBOT MIITHOCTI. BUX0514u 3 TOTO, 1110 Ha/1alll Maiike
HE BiIOYBAIOTHCS 3MIHM Yy HAINpY>KEHHAX PYWHYBAaHHS 3pa3KiB MOXKHA 3pOOUTH
BHCHOBOK, III0 TMOKa3HUKH MIITHOCTI Jjisi KyTiB Bijg 20° Ta Ouiblle € (PakTUIHO —
MDKITIAPOBOIO MIIHICTIO JJI JAHUX MapaMeTpiB ApyKy. Takox Ha MakpodoTorpadisx
MICIIb PYHHYBaHHsS BUIHO, IO MOuYMHAaKO4YM 3 Kyta 20° pyilHyBaHHs BiOyBa€TbCs

4aCTKOBO a00 MOBHICTIO IO MEX1 PO3TalllyBaHHS II1apiB.
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BUCHOBKHA

O6’exToM  JOCHIDKEHb OynM  MEXaHI4HI  BJIACTUBOCTI  KOHCTPYKIIii,
BUrotoBjaeHux merogom FDM 3D-apyky. Mertowo poGotu OyB aHaji3 BIUIUBY
OpIEHTYBaHHS IIapiB Ha iX MIMHICTh Ta OI[IHKA JOIUIBHOCTI 3MEHIIICHHS TOBITUHU
mrapy JUisl MiABHMINEHHS MIITHOCTI KOHCTPYKIi MPpH OAHAKOBHUX IHIIMX MapaMerpax
JIpYKy. 3a pe3yjbTaTaMu POBEICHOT pOOOTH MOXHA 3pOOUTH HACTYIHI BUCHOBKH:

1. Jliga HaBaHTaKEHUX JeTajled KyT Haxuily IIapiB MPU iX BUTOTOBJICHHI
metogoM FDM 3D-npyky, € KpUTUUHUM [TapaMeTPOM, 10 3HAYHO MOKE BIUIMBATH Ha
iX MIIHICTH Ta, BIAMOBIAHO, €KCILIyaTaIliiiHi BIaCTUBOCTI.

2. Ilpu kyTax HaXwiIy mapy BIAHOCHO JIIF0YOTO HaBaHTaxeHHs 10 10° MILHICTh
3paska OJuM3bKa JI0 3asBJICHOT BAPOOHMKOM MIITHOCTI caMoro Marepiany. Buxosuu 3
[bOT0, HABAHTAXXEH]1 JIeTajl Mpu BUTOTOBIEHHI MeTooM FDM 3D-npyky HeoOX11HO
OpIEHTYBAaTH TAKUM YMHOM, 1100 MOAANIbIIE HAWOLIbIlIe HABAHTAXKEHHS B €KCILTyaTallli
B1JI0YBAJIOCH Y HAMPSIMKY PO3TaIllyBaHHS IIapiB.

3. Ins mapametpiB ToBmmHM mapy y 0,2 MM npu mupuHi diHii y 0,4 MM, sKi
HANWOUIBII YACTO BUKOPUCTOBYIOTHCS HA MPAKTHIIl, TPAHUYHUM KyTOM HAXWJTy IIapiB €
kyT 30° [Ilomanplie 30UIbLIEHHS KyTa HaXWily HOPU3BOAUTH 10 OUIBII HIXK
TPHOXKPATHOTO 3HMKEHHSI MILIHOCTI, II0 MOX€ MPU3BECTH A0 PYWHYBAaHHS AETalll B
Mpoleci eKCIuTyaTaIlii.

4. Ilpu BUKOpUCTAaHHI TOBIIMHM apy y 0,2 MM, MOYMHAIOYM 3 KyTa HAXUITY
mapy y 40° rpaHHIIeI0 MIITHOCTI BChOTO 3pa3Kka € (DaKTUYHO — MIKIIIAPOBa MIIHICTH,
10 CBITYHUTH PO HEOOXIAHICTh OJATKOBOTO MIA00PY 1HITUX TapaMeTPiB IAPYKY IJIs
3a0e3neueHHs 11 N1IBUILEHHS.

5. Ilpu 3menmenHs ToBuwHu mapy 3 0,2 mm go 0,1 MM, nmpu OoJHAKOBHX
HIMPUHAX JiHI1, CHOCTEPIrAETHCS 3HUKEHHS MIITHOCTI MOYMHAIOYHM BXKE 3 KyTa HAXUITY
20°. BpaxoBytouu Te, 110 3MEHILIEHHS TOBIIMHU mapy 10 0,1 MM npu mmpuH1 JiHii y
0,4 MM KpiM 3a3HAYEHOTO BHILIE I1I€ i TPU3BOAUTH /10 30UIBIIICHHS Yacy BUTOTOBJICHHS

JeTaji — BAKOPUCTAHHS TaKOTO CITIBBITHOIIEHHS IMapaMeTPiB € HEIOIIIbHUM.
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