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ONPELAENEHME ONTUMAIJIbBHOIO PEXXMMA FDM-TNEYATU
KOMMNO3UTAMM ANA NOJIYYEHHUSA TPEBYEMbIX
KOHCTPYKTOPCKO-TEXHOJIOTMYECKMUX NMAPAMETPOB

U. [I. MapkaHos, P. A. BaosuH, E. C. N'oHyapos, A. O. ®dupcuH

CamapcKui HauMoHarnbHbIM MCCNeAoBaTENbCKUA YHUBEPCUTET
umenn akapemuka C. IN. Koponesa,
Poccusi, 443086, r. Camapa, Mockosckoe wocce, g. 34

B AaHHOM cTaThe ObINM PacCMOTPEHbl CBOMCTBA Pa3NMuHbIX MaTtepuanoB ana 3D-nevyat, a MMEHHO
NNacTMKOB, B TOM YMCNEe MONMMAMHMAOB, a TaKXe KOMMO3MUTHbIX MIM MHXKEHEPHbIX MNACTMKOB C MpH-
MECSIMM YrNIeBONIOKHA M CTEKNOBONOKHA. C y4YeTOM [aHHbIX CBOMCTB M NPOBEJEHHbIX 3KCMePUMEHTOB,
HanpaBfeHHbIX Ha BbISIBIEHWE JIMHEMHOM YCaflKM M MAKCMMalNbHOM BbiAePYKMBAaE€MOMN 3KCNEPUMEHTanNb-
HbIMM O6pa3slamK Harpysku, 6bin nofobpaH HaMbonee NMOAXOASIMIA PEXKMM BbipalyMBaHMs oOpas-
LOB onpeAeneHHbIM MaTepranom Ha 3D-npuHTepe. Kak utor, 6bin onpeaeneH onTMManbHbIM PEXUM
3D-neyaTM pasnMUHbIX KOHCTPYKLMH AeTaneid M3 KOMMO3MTHbIX MAaTepManoB AN AOCTMIKEHHMSl 3afjaH-
HbIX KOHCTPYKTOPCKO-TEXHONOrMYECKMX NapamMeTpoB.

KnioueBble cnosa: 3D-nevyatb, afAMTMBHOE MNPOM3BOACTBO, afAMTMBHble TexHonormu, FDM-neuatsb,
3D-npMHTEpP, KOMMO3MTHbIE MaTepMalbl, PEXKMM NeyvaTH, NNacTHK.

BBepeHue

ApAVTUBHOE TIPOM3BOACTBO (All) mpeacTaBAseT co-
00 mpoI1iecc, IpU KOTOPOM OOBEKTEI CO3AQIOTCS IIyTeM
TIOCAEAOBATEABHOTO HaHECEHMsI TOHKUX CAOeB MaTepu-
ana Ha OCHOBAHUM TPEXMEPHOM SAEKTPOHHOMW MOAEAMN.
B oTAmume OT TPapWIIMOHHBIX METOAOB IIPOM3BOACTBA,
KOTOpBle OOBIYHO BKAIOUAIOT YAAaAeHHe MaTepHuana
U3 3aroTOBKHU, NPU AAAUTHBHOM IIPOU3BOACTBE MaTe-
pHran A0OOABASIETCSI CAOM 3@ CAOEM. DTO TO3BOASIET IIO-
AydYaThb CAOJKHBIE M TOUYHBIE TreoMeTpudecKue (popMEl
[1, 2].

AASL U3TOTOBAEHUS NPAKTHUYECKU AIOOOTO HU3AEAUd
UAU HOpoTOTUIA Hamboree 3>MOEKTUBHBIM U YA00-
HBIM METOAOM AAAUTHBHOTO IIPOU3BOACTBA SIBASIETCS
3D-mmeyaTh IIAACTUKOM, OCOOEHHO C MCIIOAL30BAHU-
em TexHororum FDM (fused deposition modeling).
OTa TEeXHOAOTHWSI OCHOBaHa Ha NPUHIIAIE HaTrpPeToTo
U 3KCTPYAUPOBAHHOrO naactuka [3]. B nporecce FDM-
nevyaTHd UCHOAB3YeTCs CHIeIMaAbHBIM IPUHTEP AAS CO3-
AaHUs OOBEKTOB ITyTeM IAABAEHUs NMAACTHKOBOTO (DU-
AaMeHTa W HaHeCEeHUSI eTO0 TOHKUMM CAOSIMU Ha OCHOBE
TPEXMEPHON MOAEAU. APYTMMH CAOBAMHU, TEXHOAOTUSA
FDM cocTouT B NOCAEAOBAaTEABLHOM HarpeBe U HaHe-
CEeHUU CAOEeB IINACTHYHOI'O MaTepuand, 4TO II03BOASIET
TIOCTEIIeHHO CO3AAaBaTh TPEXMEPHBIN OOBEKT. JTa TeX-
HOAOTHS IIMPOKO IPUMEHSIETCS AASI CO3AAHUST (DYHKITU-
OHAABHBIX IIPOTOTHIIOB, MOAEAEU U TOTOBBIX M3AEAUMN
B Pa3AMYHLIX OTPACASIX ITPOMBIIIAEHHOCTH.

Lleabto pabOTHI ABASIETCS OIpPeAeAeHUe Hauboaee
onTuMarbHOro pekmma FDM-meuatu AAST U3TOTOBAE-
HUS U3AEAUN UAM TeXHOAOTMYECKOU OCHACTKM M3 KOM-
TIO3UTHBIX IIAQCTUKOB, KOTOPHIE OYAYT YAOBAETBOPATH
TpeOOBaHUSAM KOHCTPYKTOPA U TEeXHOAOTaA.

1. Be10Op MaTepuaisa U opueHTanust oopas3ioB

AASL AOCTUIKEHMSI HAUAYYIIAX CBOMCTB U3AEAUN UAU
AeTaAeM, M3TOTOBAEHHLIX M3 IIAACTHKa, HEeOOXOAMMO

BBIOpAaTh OITHMaABHBIE IIapaMeTpHl ITedaTu. Onpeaene-
HUEe ONTHMaABHBIX ITapaMeTPOB OCHOBAHO Ha BHITIOAHE-
HUU ONIPeAEAeHHBIX KpUTePHUeB IIPU U3TOTOBA€HUU U3-
peans. O6pasisl, coorBercTBytomue F'OCT 33693-2015
(puc. 1), 6GBIAKM CO3AQHEBL AAST OIIPEAEACHUST HAUAYYIIIeTro
pe’kuMa medaTu. 3aTeM OHU OBIAM MCCAEAOBAHBI Ha Me-
XaHUYeCKUe CBOMCTBA IIyTEM Pa3pbIBa, & TaKKe ObIAd
u3MepeHa IIepOX0OBaTOCTh U yCaAKa.

OO0pasnbl U3TOTABAMBAAUCH M3 TPeX KOMIIO3UTHBIX
IIAQCTUKOB!:

FORMAX — uH>KeHEepHBIM TepMOIIAACTUK Ha OC-
HoBe ABS c poGaBraeHUEM YrAeBOAOKHA A0 15 %, 06-
AQAQIOIIUM  CIIOCOOHOCTBLIO BBIAEP)KUBATL OOABIIHE
HArpy3KHU U BBICOKHE TeMIepaTypbl. OCHOBHBIMH IIpe-
UMYILLeCTBAMM SIBASIOTCS IIPOCTOTA U CTAOUABHOCTH
IIpU ITeYaTH, a TakyKe MOBBIIIeHHas IPOYHOCTh U JKeCT-
KOCTB;

PA ABS GF-8 cocTtouT U3 cMeCd aKpUAOHUTPUADY-
TapueHcTupoaa (ABS) u nmoamamupa (PA6) ¢ pobGaBae-
HUEeM 8 % CTEKAOBOAOKHA. ODTOT MaTepuan HAEAaAbHO
IIOAXOAUT AAS ITedaTH KOHEUYHBIX U3AEAUM, KOTOPBIM
TpeOyeTcsi BBICOKas yAAPOIPOYHOCTb M CTOUKOCTH
K yAbTpaduoreTy. OH TakKe MHEPTeH K OOABITUHCTBY
XUMHUYECKUX PACTBOPUTEAEH.

PA 66 GF-33 aBAsieTcs KOMIIO3UTHBIM MaTepPUaAOM
U3 MOAMAMUAA 66, CMelllaHHOTO C apMHpPOBaHHEM CTe-
KAOBOAOKHOM Ha 33 %.

O6pasnbl BHIPAIUBAAUCH U3 HECKOABKUX BHAOB
KOMIIO3UTOB B Pa3AMUHBLIX HAIlpaBAEHMSAX Ha IAAT(OP-
Me noctpoeHusa 3D-npuHTepa: TOPU30HTAABHO, BEPTH-
KAABHO U IIOA YTAOM 45°, IpU pas3HBIX TeMIlepaTypax
S3KCTPy3uu. Takasg BapUaTUBHOCTEL OBIAA NPHUHATA, 4TO-
OBl OIPEAEAUTH BAMSHHE OpPHeHTallud Ha IedyaTHOM
CTOAe U TeMIlepaTypbl Ha MeXaHWYeCcKHe CBOMCTBA
uspeansi [4]. Hmke mpepcraBaeHa Taba. 1, B KOTOpon
OTpa’keHbl UCIIOAB3yeMbIe MaTePHUaAb], a TakyKe TeMIle-
paTyphl, IPU KOTOPBIX BHIPAIUBAAUCH OOPA3IIEL.

Ka>xapli oOpasel UMeeT cIellMaAbHYI0 MapKHPOB-
Ky, TAe yKa3aH MaTepuan, U3 KOTOporo OBIA HalledyaTaH
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Puc. 1. Bup oGpa3sna AAs ompeAeAeHNs] MeXaHNYeCKNX CBOCTB
npu pactspkenunu mo F'OCT 33693 — 2015
Fig. 1. Type of sample for determining mechanical properties
under tension according to GOST 33693 — 2015

Ta6auna 1. MaTepuaasl o6pa3LoB U TeMIiepaTypHbIe PEe>XUMbI
Table 1. Sample materials and temperature conditions

Marepan "l;inlil;\z%)?;g.a TeMnep?;zza CTOAQ,

270

Formax 280 105
290
270

PA ABS GF-8 280 120
290
305

PA 66 GF-33 310 140
320

Tabauna 2. MapKupoBKH 00pa3LoB Ka>kKAOM IleA€BOM IpymnImbl
Table 2. Labeling of samples of each target group

Ne 1 T'opu30HTAABHO IIAapPAaAAEABHO CTOAY

Ne 2 T'opusoHTaABHO «peOpoM»

Ne 3 BepTukaabHO

Ne 4 «IThaammms» mop 45 rpapycoB

Ne 5 «Pebpom» 1op 45 rpapycoB

Ne 6 BepTHKaAbHO IIpU YMEHBIIIEHHON TeMIlepaType
Ne 7 BepTuKaAbHO IIpU YBEAMYEHHOM TeMIlepaType

oOpasel, a TakXe MOPSIAKOBBEIM HOMep, OTpa’karoliui
oIlpeAeAeHHOe HallpaBAeHUe BBIpAlllUBAHUS M TeMIle-
parypy. B TabA. 2 npuBeAeHBI 3T MAPKUPOBKHU.
Pacnonroskennss oOpasnoB Ha II€4aTHOM  CTOAEe
npeACTaBAeHBI HUXKe (puc. 2). Kakabiii Habop obpas-
LIOB COCTOUT U3 CeMHU IITYK. [IATh U3 HUX BBIpAllleHEbI
B IATH Pa3HBIX HalPaBAEHUSIX, @ OCTAAbHBIE ABa —
BEPTUKAABHO IIPU Pa3HBIX TeMIlepaTypax. Takom IIOA-
X0, IIO3BOASIET TOYHO OIIPEAEAUTH, KaK H3MeHeHHue

a

6
Puc. 2. PactionoskeHue ob6pa3nos: a — Ne 1; 6 — Ne 2; B — Ne 4; r — Ne 5; o — Ne 3, Ne 6, Ne 7
Fig. 2. Arrangement of samples: a — No. 1; 6 — No. 2; B8 — No. 4; r — No. 5; A — No. 3, No. 6, No. 7

TeMIlepaTyphl IIe4aTH BAHSET Ha MEeKCAOUHYIO aAre-
3HIO 1, B KOHEYHOM CYeTe, Ha MeXaHHu4YeCKHue CBOMICTBa
uspeaus. Ilpy Oonee BEICOKOM TeMIleparype IledaTh
Me>KCAOMHAs aAre3us CTAHOBUTCS CUABHEE, YTO AeAAeT
00pasibl OOAee IPOYHBIMU U TPYAHEe paspylllaeMbIMU
mo croaM. OpHAKO TaKoe IIOBBIINIEHHEe TeMIlepaTyphbl
MOJKeT IPUBECTH K YXYALIEHHWIO KaueCTBa IIOBEPXHO-
CTH M HapyLIeHUIO ITe4aTHOro Ipoiiecca [5].

[MoMuMO BBIIIENIEPEYUCAEHHOIO, TeMIileparypa Ile-
YaTH U PACIOAOKeHUe Ha [1e4aTHOM CTOA€ TaKKe BAU-
AI0T Ha YCaAKy 00pasnoB. [Ipu 6Goaee BBICOKOU TeMIle-
paTrype IMAABAEHMSI MaTepHara ycapka OYAeT OOAbIlle
n3-3a AAUTEABHOT'O BpeMeHH OCTBIBAHUA. Taxyxke uem
OAm>Ke obOpasern K IaaTopMe IOCTPOeHUs, TeM OOAbL-
e oH OyAeT OCTBIBATh M, KaK PE3yAbTaT, TeEM OOABIIe
OyaeT ero ycapka. Ha megaTHOM cTOAE 0Opasibl pacio-
AO>KeHBI IIOA Pa3HBIMH YTAGMU U IIOABEPIKEeHBI Pa3Ary-
HOMY TeMIIepaTypHOMY BO3AEMCTBHUIO B 3aBUCUMOCTHU
OT UX IIOAOJKEHUH.

2. ITopOOp mapamMeTpoB nevyaTtu

Teneprs paccMOTpUM HOAPOOHee MapaMeTphl, IpU
KOTOPBIX BBIPAIIUBAANCE UCCAEAyeMble oOpa3lbl [6].

[MapameTpnl BBIpalllUBaHUsI 00pPa3IOB, KOTOPLIE
OCTaBaAUCh IOCTOSTHHBIMU:!

— pmametp cotmaa (0,5 mm);

— BBICOTa crod (0,25 mMm);

— 00pyB — 0 %;

— CKOPOCTH IledaTH — IIpeACTaBAe€HBI Ha PUCYHKe
HUKe, B 3aBUCHUMOCTH OT CTPYKTYPBI, KOTOpas Ieda-
Tarach, OYAb TO 3allOAHEHWE WAW BHEUTHUM IIepUMeTp
(puc. 3).

OKCTPY3UOHHBIM MHOJKUTEAb HAUM KO3 puiu-
eHT JKCTPYy3uHU paBeH 1. BblcoTa crog meuatm o6pas-
110B cocTaBAasieT 0,25 MM, UTO SIBASIETCSI OHNTHMAALHBIM
3HaYeHueM. YBeAWdYeHHe 3TOTO IlapaMeTpa IIPUBOAUT
K YXYAILIEHHUIO KaueCTBa IIOBEPXHOCTU 0O0Opasuos [7].
CHU’)KeHHe BBICOTHI CAOSI CUABHO YBEAUUMBAET BpeMs
Ile4aTd M YBEAUUYHUBAeT BePOSITHOCTL IOSIBAGHUSI Pas-
PBIBOB MEJKAY CAOSMU U3-3a MAOXOU aare3mu. Koanue-
CTBO NIEPUMETPOB 00pPa3I0B COCTABASET 3, UTO SIBASET-
Cs1 CTAHAQPTHBIM 3HaueHueM (puc. 4).

[MoppepsRuBaroniasi CTPYKTypa WrpaeT BaskKHYIO
POAB B IIpoIlecce MedYaTh U HeOOXOAUMA AAS TOAAEDIK-
K/ HAKAOHHBIX IIOBEPXHOCTeM wu3peAus. [ToppepsKKu
Pa3AMYHLIX TUIOB BBLIOMPAIOTCSA B 3aBUCUMOCTU OT Teo-
MeTPUU U3AEAUs] M MCIOAbB3yeMOro MaTepuana. B Ha-
meM CAydae MBI HCIIOAB30BaAW ABa THIIA IOAAEPIKEK:
OpraHMYecKye U aKKypaTHHIE.

OpraHudeckas IOAAEPIKKa UMeeT (POpMY, IIOXOKYIO
Ha AepeBO, OHAa AOCTATOYHO TIAOTHasg U yCTOMUUBAs
Y OCHOBaHUS, a 3aTeM pa3BeTBAAETCsl [0 Mepe Ipu-
OAvKeHMsT K u3peanto. OHaA MCIOAB3YeTCSI TOABKO
B OIPEAEAEHHBIX MeCTaX, 4YTO IIO3BOASIET €€ AerkKo
VAQAUTHL 0e3 TOBPEKAEHUsI OKPY’KAIOIUX AeTaren
U C MUHHMaABHBIM PacxXoAOM MaTrepuasa. OAHAKO, A@H-
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CropocTh NepeMellenua NpH NeYaTy

Mm/c

® [Nepumerpen

® ManeHokne nepumMeTpe: mmfc nan %

® BrelHWE NepUMETPEE mmfc nan %
® ZanonHenne: mnfc
@ CnnoluHoe 3anonHeHne: mrafc mwnm 56
& BepxHuii cnnowwHoi choi Mm%
® Mognepxka: MM/

L X f i : mmfc wam %
® Mocrse: Mm/c
® 3anonHenne npobenoe: Mm/c
@ PasrnaxusaHme: mMmfc

Puc. 3. ITapamMeTpbl CKOPOCTEN meyaTu
Fig. 3. Print speed parameters

Bricora choa
& *|025

B 5Hlo3s

® Bricota cnom:

® Buicota nepsoro cnos:

Beprukanohbie obonoukmn

® Mepumerpbr:

(mHANY )

® Cnnpanbhan sasa:

Puc. 4. YcraHOBKa napaMeTpoB BBICOTBI CAOSI U KOAMYECTBa
epuMeTpoB
Fig. 4. Setting the parameters of the layer height and the
number of perimeters

Hasl MOAAEPIKKA He o0ecrieduBaeT AOCTaTOYHOU yCTOU-
YUBOCTH AASI TOPU3OHTAABHBIX, IIAOCKUX BLICTYIIOB.
OHa IOKa3bIBaeT Ay4llle Pe3yAbTAThI DU ITOAAEPIKKE
B yrAaxX WAM CBecax.

CTUADL TIOAAEPIKKH  «aKKypaTHBIN» IPEeACTaBAsIeT
CcOOOI NMPAMOYTOABHYIO, IPSIMOAMHEUHYIO CTPYKTYPY,
KOTOpasi OTAWYAeTCs OT OPTraHWYeCKOH ITOAAEPIKKHU
(puc. 5). BmecTo BeTBeM M pa3BeTBAEHUN OHA COCTO-
UT U3 BEPTUKAALHBIX CTOAOMKOB, KOTOpPbIE IOKPBIBA-
IOT BCIO OOAQCTh BBHICTYIIA, CBECA MAU MOCTA. OTOT THII
IIOAAEPJKKUA XOPOILO IIOAXOAUT AAS PA3AWYHBEIX BUAOB
cBUCcAIONUX moBepxHocTer. OpHAKO, KaK HEAOCTATOK,
OHAa CAOJKHEe YAAASIETCSI M MOJKET IIPUBECTH K IIOBPEsK-
AEHUIO TIOBEPXHOCTH MOAeAu. Kpome Toro, Takou THUII
IOAAEPIKKY TPeOyeT OOAbIIle MaTeprana AASI IIeYaTH.

Tabauna 3. Pe3yAbTaThl HCOBITAHUA Ha MeXaHUYEeCKHE CBOMCTBA
Table 3. Results of tests for mechanical properties

Puc. 5. OpraHnyecKkasi 1 «aKKypaTHas» IOAAePIKKa
Fig. 5. Organic and «neat» support

Puc. 6. YHuBepcanbHasi ucneiTaTeAbHasi MamuHa TIRAtest 28300
Fig. 6. The TIRAtest 28300 universal testing machine

3. UcchaepoBaHUE CBOMCTB 00pa3ioB

WcnelTanug Ha MeXaHWYeCKHe CBOMCTBA IIPOBO-
AVAMICH Ha YHHBEPCAABHOM MCIBITATEABHOM MallllHe
TIRAtest 28300 (I'epmanus) (puc. 6). O6pa3ibl ycTa-
HaBAUBAAUCHL B THAPABAWYECKHE 3a’KUMHBIE yCTPOU-
CTBa M PACTATUBAAMCH AO Pa3pylleHUs IIyTeM Iepe-
MeIlleH!sT BepXHeH TpaBepChl, HUJKHSS TpaBepca IIpu
3TOM HeIOABMI>KHA [8].

Pe3yAbTaThl MCHBITAHUN Ha MeXaHUYECKHEe CBOM-
CTBa IPEACTaBAEHBI B TaOA. 3.

MapkupoBKa 06pas1oB
Homep o6pasia PA / ABS GF8 FORMAX PA66 GF30
oB, MIla | ¢0,2, MITa A % oB, MIla | ©0,2, MITa A % oB, MIla | 60,2, MIla ;‘2
1 49 24 2,78 56 39 1,24 87 39 3,04
2 51 23 4,8 65 47 0,92 84 36 2,95
3 13 6 1,49 29 23 0,53 28 20 0,42
4 25 16 2,24 18 0 0,14 13 10 0,37
5 22 9 3,11 38 27 0,96 26 18 0,97
6 20 10 1,48 33 25 0,56 16 16 0,24
7 15 8 1,44 41 33 0,65 24 17 0,45




Puc. 7. AuHeliHble pa3Mepbl
o0pa3snos, HCCAeAyeMble
Ha IpeAMeT yCapAKH
Fig. 7. Linear dimensions of the
samples examined for shrinkage

M3 aHaam3a TabA. 3 MOJKHO CAEAATH BBEIBOA, YTO
BCe TpU TuUNla OOPasI0B 0O0AAAQIOT HEOOABIIMM OT-
HOCHTEABHBIM YAAWHEHHMEM, 4YTO YKa3blBaeT Ha WUX
xpynkocTb. O6paszer; PA / ABS GF8 Ne 2 mmeeTr Hau-
OOABIIYIO CTENleHb YAAUMHeHUd, a oOpasern; PA66 GF30
Ne 1 nmMeeT HaMOOABUINM ITPEAEA TPOUYHOCTU U MPEAEA
TekydecTu. O6pas3nsl ¢ MapkupoBkoli FORMAX ume-

IOT HaUMEHBIIYIO CTelleHb YAAMHEHUS, UYTO AeAdeT HX
CaMBIMU XPYIKUMH.

Takum oOpa3om, oOpasibpl U3 MaTepuara PA66
GF30, nanevata"Hble Ipu Temmeparype 280 rpajpycos,
IIapaAAeABHO ITAOCKOCTH TEYaTHOTO CTOAQ, OKA3aAUCh
Hauboaee mpouyHbIMU. [Tocre meyaTm oOpasIioB OBLIAO
IIPOU3BEAEHO HCCAEAOBaHUE UX AMHEWHOM ycapKu [9].

YMeHblIeHHe 00BEMA U Pa3MepOB MaTepuasa IIpU
ero (hOPMUPOBAHNUY U OXAQKACHUU Ha3bIBAETCSI YCaA-
kou [10]. Ycapka gBAdeTCS Ba’KHBIM IIOKa3aTeAeM
CBOMCTB MaTepHaAa, BBI3BIBAIONIUM BHYTPDeHHUe Ha-
npsikenus. [TosToMy npu paszpaboTke mnporeccoB 3D-
revyaTd He0OOXOAUMO YUMTHIBATh AQHHOE CBOMCTBO.

AMHeWHas ycapKa — 3TO Pa3HUIlA MEXXKAY pasMepa-
mu 3D-MopeAnm U IIOAYYeHHOTro u3peAus Ha 3D-npun-
Tepe. OHa M3MepsIeTCs B IPOITEHTaX OT Pa3MepPOB UCXOA-
HOU MOAeAH. AASI OIIpepAeAeHUsT AMHEeMHON YCaAKH Ipo-
BeAU U3MepeHUsl AMHeMHBIX pa3MepoB 00pasIoB C Io-
MOIIIBIO TAGAKOTO MUKpoMeTpa MK-25 ¢ eHoM AeAeHUs
0,01 MM m pomyctmMom mnorpemHocTero +0,004 M.
[TpoBOAMIAOCE M3MepeHWe ABYX AWHEWHBIX pa3MepoBs,
a u b, coorBercTByromux 4 u 10 mm Ha 3D-Moperu
(puc. 7).

Tab6auna 4. Pe3yabTaThl n3MepeHusi 00pa3noB n3 FORMAX u BeAMYUHBI AMHEHHON yCaAKU
Table 4. Measurement results of FORMAX samples and linear shrinkage values

FORMAX ToAumHa (a) Cp. au. | o (), % Llnpusa (b) fg B, (b), %
Ne 1 426 | 411 | 422 | 420 —4,9 1003 | 1000 | 995 | 999 01
Ne 2 418 | 413 | 416 | 416 -39 1049 | 1046 | 1069 | 1055 [ =55
Ne 3 413 | 413 | 413 | 413 -33 1001 | 1003 | 1011 | 1005 | —o05
Ne 4 409 | 404 | 419 | 411 —27 1002 | 991 | 1000 [ 998 02
Ne 5 403 | 404 | 407 | 405 —1,2 10,09 | 10,09 | 1008 | 1000 [ —o09
Ne 6 411 | 405 | 406 | 4,07 ~1,8 1013 | 10,10 | 1011 [ 10,11 | =11
Ne 7 408 | 411 | 410 | 410 —24 10,00 | 10,08 | 1006 | 1008 | —o08

Tab6auna 5. Pe3yabTaThl n3Meperusi 0o6pa3nos u3 PA ABS GF-8 u BeANYNHBI AMHENHHOM yCaAKu
Table 5. Measurement results of PA ABS GF-8 samples and linear shrinkage values

Péﬁgs ToamuHa (a) Cp.3u. | o (@), % Iupuna (b) Cp. 3. | B, (b), %
Ne 1 3,95 | 400 | 4,03 3,99 0,2 9,90 9,88 9,90 9,89 1,1
Ne 2 395 | 394 | 395 3,95 1,3 9,95 9,95 9,95 9,95 0,5
Ne 3 4,22 | 4,19 | 4,13 4,18 —4,5 10,16 | 10,11 | 10,77 10,35 -3,
Ne 4 425 | 4,25 | 4,18 4,23 —57 10,24 | 10,27 | 10,30 10,27 —2,7
Ne 5 4,13 | 420 | 4,10 4,14 —3,6 10,18 | 10,18 | 10,15 10,17 -17
Ne 6 4,05 | 4,00 | 4,05 4,03 -0,8 10,11 | 10,15 | 10,12 10,13 -13
Ne 7 4,10 | 4,10 | 4,13 4,11 —-2,7 10,14 | 10,17 | 10,16 10,16 —-16

Tabauna 6. Pe3yabTaThl n3Mmeperust 06pasnos n3 PA 66 GF-30 1 BeAWYNHBI AMHEIHON yCaAKHU

Table 6. Measurement results of PA 66 GF-30 samples and linear shrinkage values

PA 66 GF-30 ToamwuHa (a) Cp. 3H. o, (@), % Mupuna (b) Cp. 3H. B, (b), %
Ne 1 4,22 4,17 4,27 4,22 —-55 10,30 | 10,55 | 10,40 10,42 —4,2
Ne 2 4,75 4,85 4,83 4,81 —20,3 10,15 | 10,11 | 10,27 10,18 —-138
Ne 3 4,23 4,27 4,30 4,27 —6,7 10,29 | 10,23 | 10,24 10,25 —2,5
Ne 4 4,29 4,33 4,93 4,52 —129 10,40 | 10,30 | 10,30 10,33 =33
Ne 5 4,15 4,16 4,37 4,23 —57 10,36 | 10,33 | 10,40 10,36 —-36
Ne 6 4,19 4,26 4,25 4,23 -58 10,49 | 10,55 | 10,40 10,48 —4,8
Ne 7 4,23 4,22 4,24 4,23 —-57 10,43 | 10,35 | 10,33 10,37 —3,7
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Tabauna 7. OnpepeareHne ONTHMAAbBHBIX PEXUMOB IeYyaTu
Table 7. Determining the optimal printing modes

Marepran Hanpasaenue T comnaa, T cToha, AUH. ycapKa Makc. Harpyska, CreneHb
BBIpAIUBaHUSA rpaa. Tpaa. (a, b), % MIla YAAMHEHUS
FORMAX Ne 1 280 105 4,9/0,1 56 1,24
Ne 5 280 105 1,2/0,9 38 0,96
PA ABS GF-8 Ne 1 280 120 02/1,1 49 2,78
Ne 2 280 120 1,3/0,5 51 4,8
PA 66 GF-30 Ne 1 310 140 5,5/4,2 87 3,04
Ne 5 310 140 57/3,6 26 0,97

B Taba. 4—6 mpeaAcTaBAeHBI pe3yAbTAThl HM3Mepe-
HUA 00pas3l0B U BEAUYUH CBOOOAHOU AMHENHOM yCaA-
KM, pacyeT KOTOPOM IIPOBOAMACA 110 popmyae (1):

a =

(I, =1 /1, (1)
rae I, — COOTBeTCTBYIOIIWI pasMep Ha 3D-mopenn,
MM; | — COOTBETCTBYIOIIMU pa3Mep Ha oOpaslie IIoCAe
YCaAKH, MM.

IMpoanaausupoBaB TabA. 4 —6, MOJKHO CAEAATh BhI-
BOA, UTO B KayKAOM rpynme oOpaslloB HauMeHbIast
ycapka mo AByM pasmepaM: y Ne 5 uza FORMAX (1,2 %
u 09 %), Ne 1 uz PA ABS GF-8 (02 % u 1,1 %)
u Ne 5 uz PA 66 GF-30 (5,7 % u 3,6 %). OTciopa MO>KHO
CAEAAaThb BBIBOA, UTO HaMMeEHbINast ycapKa y o6pasna Ne
1 u3 PA ABS GF-8 (0,2 % u 1,1 %).

4. OnpeAeAeHne OIITUMAABHOTIO MaTepuaiAa
U IIapaMeTpoOB IeYaTu

[Tochre IpOBeAEeHUS BHIIIEONUCAHHBIX 9KCIIEPUMeH-
TOB U C y4eTOM IlapaMeTpPOB MaTePHAAOB, 3asIBA€HHBIX
NPOM3BOAUTEAEM, MO’KHO C(OPMHPOBATH OITHMAaAb-
HBIM IHepedeHb BapbUPYeMBIX IapaMeTpOB IledaTH
U OIIPEACAUTDH ONITUMAaAbLHBIN MaTepraA M PeKUM Ieda-
TH UM Ha 3D-npunHTepe.

[MpoanaamsupoBaB TabA. 7, MBI MOJKEM CAeAaTh
BBIBOA, UYTO B 3aBUCHUMOCTH OT IIeAM B U3TOTOBAe-
HUU TOTO UAM WHOTO M3AEAMs, HY’KHO AeAaTh BBIOOD
B CTOPOHY AyUIlleM yCapKH, a UMEHHO ee OTCYTCTBHS,
WAH K€ B CTOPOHY HAMOOABIIEN YCTOMYMBOCTH K Ha-
rpy3kaM. TakmM oOpa3oM, eCAM HaM HYy’KHa TOYHas
TEeXHOAOTHYeCKass OCHACTKa HAM H3AEAHe, KOTOpHIe
MOASKHBI COOTBETCTBOBATH pa3MepaM CBOEM HMCXOAHOMU
MOAEAHW, MX CAeApyeT BblpamuBaTh u3 PA ABS GF-8
nau FORMAX, IOCKOABKY y HUX HaUMEHBbIIas YCapKa,
a eCAM HaM Hy’KHa TeXHOAOTHMYECKasi OCHACTKa, KOTO-
pasi CMOJKeT BBEIAEP’KAaThb OOABLININE HArpy3KH, TO CAe-
AyeT IIpU ee H3TOTOBAEHUU HCIIOAB30BaTh MaTepHUaiA
PA 66 GF-30, mMOCKOABKY OH XOPOIIO BBIAEP’KUBAET
Harpy3Ky, a TaKKe HMeeT OOABIIYIO CTeleHb YAAU-
HEeHWUS.

3aKA0UYeHHue

B mepBoM pasapene A@HHOU cTaTbU OBIAO AQHO O0-
mjee IIOHATHEe TepMHUHY «aAAUTHBHOE IIPOM3BOACTBOY,
a TakKe paccMmoTpeHa TexHororusa FDM-niedaTn, ¢ 1mo-
MOIIBIO KOTOPOM BIIOCAEACTBUU OBIAU M3TOTOBAEHLI
OIIBITHBIE 00PA3IIbI.

Bo BTOpOM paspere BrIOpaHBl KOMIIO3UTHBIE Ma-
TepUaAbl AASL M3TOTOBAEHHS 00paslioB, OIIPEAEAEHO
UX pacloAOoKeHUe Ha paboueM crore 3D-npuHTepa

1 3aAaHBI TeMIlepaTyphl IIe4aTu. KpOMe TOIO, 06p63LU:>I

OBIAM IIOMEYEeHbI A UACHTUDUKAIUH.

B TpeThbeMm paspere OLIAM BBIOpPAHBI U TOAPOOHO
paccMOTpeHBI IapaMeTpHl TedaTy, KOTOPLIe NCIIOAB30-
BaAVCH AAST BEIPAIMBaHUS 00pasIioB.

B ueTBepTOM paspene cTaTby OBIAKM IIPOBEAEHBI OKC-
IIEPUMEHTEI C MCIIOAB30BAHUEM OIIPEAEAEHHOI0 000pPY-
AOBaHWUS; TIOAYYEHBI ¥ IIPOAHAAN3UPOBAHBI PE3YABTATEI
9KCIIEPUMEHTOB.
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DETERMINATION OF

THE OPTIMAL MODE

OF FDM PRINTING WITH COMPOSITES
TO OBTAIN THE REQUIRED DESIGN
AND TECHNOLOGICAL PARAMETERS

. D. Markanov, R. A. Ydovin, E. S. Goncharov, A. O. Firsin

Samara National Research University,
Russia, Samara, Moskovskoye Shosse Road, 34, 443086

This paper discusses properties of various 3D printing materials, namely, plastics, including polyamides,
along with composite or engineering plastics with inclusions of carbon fiber and fiberglass. We have
selected an optimal sample printing mode and carried out experiments, following which we have
determined maximal loads for test composite materials, and linear shrinkage. As the result, we have
determined an optimal 3D printing mode for various structures of composite material parts with the
purpose to reach the set design—engineering parameters.

Keywords: 3D printing, additive manufacturing,
composite materials, printing mode, plastic.
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