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BU3HAYEHHS I'EOMETPUYHUX TA KIHEMATHYHUX
XAPAKTEPUCTHUK HNPOLECY 3D JIPYKY METOAOM FDM

Ouaexcumed B. O., Cokoabcbkuii O. JI., Kojsocos O. €., CosoBeii B. B.

OINPEJAEJIEHHUE IF'EOMETPUYECKUX U  KHUHEMATHUYECKHUX
XAPAKTEPUCTHUK HPOLECCA 3D IIEYHATU METOA0OM FDM

Ouaexcumen B. A., Cokoabckuii A. JI., Kosocos A. E., CosoBeii B. B.

DETERMINATION OF GEOMETRIC AND KINEMATIC
CHARACTERISTICS OF FDM 3D PRINT PROCESS

Oleksyshen V., Sokolskyi A., Kolosov A., Solovei V.

Jocniooceno npoyec HaneceHHs NONIMEPHO20 MEPMONIACMULHO20 Mamepialy 8
npoyeci 3D Opyky 3 euxopucmannusm mexnonocii FDM (Fused Deposition
Modeling — ¢opmysanns memooom nannasku). O6’ckmom 00CHiONCEHH CMAB
OUCKpemHUll wap 00CAiOH020 3pasKa. /[ U3HAYEHHs 2e0MempPUYHUX napamempie
0Y710 8UCOMOBNIEHO 3PA3KU MOBWUHOI 68 00uH diamemp conaa (0,5 mm) OpyKyeanvHoi
eonosku 3D npunmepa. Ompumani 3pasku pospizani Ha OLIAHKYU 0OHAKOBOI WUPUHU
(10 mm), na xoowchitl dinsnyi OyI0 BI0CIUEHO OKpeMill Wap HAHeCeH020 Mamepiany.
Lle oano 3mocy eusHauumu 3MIHY MOBWUHU B8i0 NOYAMKOBOI 00 KIHYeB0i MOUKU
wapy. Busasunocv, wo moswuna wapy menwia 3a diamemp conia Ha NOYAmMKY pyxy
OPYKYBANbHOI 20/106KU, NOCMYNOB0 3POCMAE MAd HA NEeBHOM) emani NOYUHAE
nepesuwiysamu oiamemp conia. Ompumani snavertns cmanosuau 6io 0,4 0o 0,6 mm
ons conna diamempom 0,5 mm. [lpuyuna nonseac 6 momy, wo Ha NOYAMK)Y NOOAUi
BUMPAMHO20 Mamepianry Mae Micye BUCOKOeNaCmu4He 3ani3HeHHs peaxyii
NOJIIMEPHO20 Mamepiany Ha Muck y OpPYKYBANbHIlU 207108Yi Mad NeGHU NPOMINCOK
yacy ys YyacmuHa mMamepiany He HAHOCUMbCSA HA 3PA30K, a NOMIM Mae micye egpekm
po3byxauns poznaagy noaimepy. llpuuomy 3i 3pocmanuam Odiamempa conia 6niue
Yux sAeuwy maxooic 3pocmac. Taxooic npoyec OpyKy ikcysascs Ha WUPOKODOPMAMHY
gideokamepy v HD-axocmi 3 wacmomoro 50 xaopie/c, wo oano 3mocy 0ocaioumu
OUHAMIKY HAHECEeHHs GUMPAMHO20 NOJIMEPHO20 MEPMONIACMUYHO20 Mamepiany.
Ompumani  pe3yrbmamu NOKA3AAU  BGIOMIHHICMb WBUOKOCMeEU 68i0 3A0AHUX Y
suKoHagyomy Kkooi. Ilpu womy 01 pi3HUX KOHCMPYKYIL KIHEMAMUYHUX CXeM
nepemiujerHs OpyKy8aIbHOI 20106KU BIOXUIEHHS napamempie OVi0 Pi3HUM — PealbHi
3HauenHs Oyau Oinvuwumu 6i0 meopemuunux (3adanux) na 20-50 % 6 3anescnocmi
gio muny FDM 3D npunmepa. Ille noscuioemvcs 6iOMiHHICMIO IHEPYIIHUX
Xapakmepucmuxk  pi3HUX  KOHCMPYKYIU  KiHeMAMu4Hux cxem  HepemMiujeHHs.
OPYKY8aNbHOI 20106KU. OMpumani pe3yiomamu € 0CHOB0H 0l NOOANbULO20 Dbl
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0emanbHO20 BUBUEHHS 8NIUBY KOH@I2ypayii hopmylouux opeanieé ma KOHCMPYKYii
FDM 3D npunmepie na npoyec npocmopogozo opyKy.

KawuoBi caoBa: 3D opyx, 3D npuumep, Fused Deposition Modeling,
NOJIMEPHULL MEePMONIACMUYHULL Mamepial, OpPYKVEalbHA 20JI08KA, KIHeMAamuiHa
cxema.

Hccreoosan npoyecc naneceHus NOIUMEPHO20 MEPMONIACIMUUHO20 MAMePUald
6 npoyecce 3D neuamu c ucnoavszoeanuem mexnonoeuu FDM (Fused Deposition
Modeling — gopmuposanue memooom nannasku). Obvexmom uccred08anus Cman
OUCKpemHblll  CI0UL  ONbIMHO20 obOpaszya. [na onpedeneHusi 2eoMempuiecKux
napamemposg ObliU U320MOBIEHbL 00pa3ybl MOJWUHOU 6 O00UH Ouamemp Conid
(0,5 mm) neuamaroweii conoexu 3D npunmepa. Ionyuennvie 06pasyvi paspe3ansvl Ha
yuacmku 00uHaxkosou wupunsvl (10 mm), na Kaxcoom yuacmke Obll OmMCeUeH
OMOENbHYIL COU HAHECEHHO20 Mamepuand. Imo no3eoauio onpeoeiums usmeHenue
MONWYUHBL O HAYATILHOU 00 KOHeUHOU mouku ciosi. OKasanocs, 4mo moayuHa cios
MeHbUe Juamempa Cona 8 Hauale OBUNCEHUs neuamarowel 20108KuU, NOCMeneHHo
pacmem u Ha ONPeOeleHHOM dmane HAYUHAem npesvluams ouamemp COonid.
Tonyuennwvie 3nauenus cocmasnsiau om 0,4 0o 0,6 mm onsa conna ouamempom 0,5 mm.
Ipuyuna 3axmovaemcs 6 mom, Ymo 8 Hauaie NoOauu pPAcxoO0HO20 MAMepuaild
uMeem Mecmo 8blCOKOINACMUYHOE ON030anue PeaKyuu NOJUMEPHO20 MAmepuanld Ha
oasiieHue 8 nedamaroujeli 20J1068Ke U ONpeOeleHHblll NPOMEN’CYMOK BPeMeHU Ima
yacme mamepuaia He HAHOCUMCA HA obpazey, a 3amem umeem mecmo 3Pgexm
pazdyxanus pacniasa nonumepa. Ilpuuem ¢ pocmom ouamempa conia enusHue dMux
A6neHull  makxce gozpacmaem. Taxoce npoyecc newamu Qukcuposaici Ha
wupokogopmamuyro xamepy 6 HD-xkawecmee c¢ uacmomoti 50 kadpoe/c, umo
NO360JUNO  UCCAe008aMb  OUHAMUKY — HAHECEeHUsl  PACXOOH020  NOIUMEPHO20
mepmoniacmuynoco mamepuana. Illonyyennvle pe3yibmamvl NOKA3AAU OMAUYUE
cKopocmeli Om 3A0aHHbIX 68 UCNOJHUMmMeNbHomM Kode. Ilpuyem 0na paziuuHbix
KOHCMPYKYULl  KUHEMAMU4YeCKux cxem nepemewjeHus nedamaroujeii  20J106KuU
OMKJIOHEHUe Nnapamempos Obllo pPA3HLIM — peanlbHble 3HAYeHUs Ovliu Ooabule
meopemuueckux (3adanuvix) Ha 20-50% 6 szasucumocmu om muna FDM 3D
npurmepa. 9mo 00vbACHAEMCs pa3iuduem UHEPYUOHHBIX XAPAKMEPUCMUK PA3TUUHBIX
KOHCMPYKYULL  KUHEMAMUYeCcKUx cxem nepemMewjeHus neyamaroouel 20108KU.
llonyuennvie pezyibmamol A61810MCs OCHOBOU 0Jis1 OdbHeliue20 bojiee 0emaibH020
U3y4eHus IUsHUA KoHgueypayuu opmupyrowux opeanos u koncmpyxkyuu FDM 3D
NPUHMEPO8 HA NPOYecc NPOCMPAHCMBEHHOU NeYamiul.

KmroueBbie ciaoBa: 3D neuams, 3D npunmep, Fused Deposition Modeling,
NOUMEDHDII MepMOnIacCmuyHbllL mamepuar, newamarowast 20/106Ka,
KUHeMamuyecKas cxemd.

1. Beryn

TexHomoris agUTUBHOTO BUPOOHHUIITBA 3a OCTaHHI POKH Halyja MIMPOKOTO
MOIIMPEHH Maibke y BCIX cdepax JIIOJACHKOTO KHUTTS Ta Tally3sx BUPOOHMIITBA.
Kosxxen napyruit BUpoOHHMK B CBITI HapoIly€ 1HBECTHUIlI B aJUTHBHE BUPOOHHIITBO.
Bxe nonazn 80 % nporotuniB Ta 60 % (QyHKLIOHANBHUX BY3J1iB BUTOTOBJISIOTHCS 32
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noromororo 3D npyky [1]. AHaTITHKH BChOTO CBITY BOA4arOTh BHOYXOBHH pICT B
TEXHOJIOT1i aJuTUBHOTO BUPOOHMUIITBA. BupoOHMKM 0O0jagHaHHS 3a3BUYail OCHOBHI
pecypcu BKIIQJal0Th B PO3pOOKY HOBUX MOJeleil Ta TUMiB ycraTkyBaHHs. [IpoTte
3QJIMIIAETHCS  MOraHO BUBYEHUM caM Tpouec ¢GopMyBaHHS BupoOiB. Yacto
CIIOCTEPITaeThCs HECTaOUIbHICTh mporecy 3D npyky, mo BaKKO IepeadadyuTd Ha
eTani MojieNlioBaHHs BUpoOy. OnepaTopu JaHOTO YCTaTKYBAHHS 4acTO MalOTh CIPaBY
3 pi3HUMH AedeKTaMu, 10 YTBOPIOIThCs mija yac 3D apyky. [Ipuunnn Ta npuposa, a
TOJIOBHE MPOTHO3YBAHHS MOSIBU TaKUX JEPEKTIB € HEBIIOMUMHU.

OCHOBHMM TNPUHIIUIIOM aJUTUBHOTO BUPOOHUIITBA € TOMIAPOBE HAHECCHHS
KOHCTPYKLIHHOTO MaTepiany 3rigHo nudpoBoi wmomem BupoOy. Haitbinpim
MOIIMPEeHOI0 anuTuBHOIO TexHosoriero € FDM (Fused Deposition Modeling
dbopMyBaHHs MeTo0oM HaruiaBku) [2]. [IpucTpoi maHoi TeXHOIOTT BHKOPHUCTOBYIOTh
MOJIIMEPHHUM BUTPATHUM MaTepiasl y BUIVISIAL MPYTKa CTAJOro aiaMeTpy — (pilaMeHT.
Ilin yac ¢dopmyBaHHS BUPOOY, PO3IUIABICHUN Marepial HAHOCHUTBCS Ha BXKe
3acturauil map. Bimomo, 1o nosiMepHi MaTepiaid MarOTh 3MIHHI BiJl TEMIEPATYpH i
IIBUIKOCTI AedopMarliii xapakrepuctiuku. Came 11st 0coOIUBICTh CTBOPIOE TTPOOIEMHU
i Yac JAPYKYy THM YM IHIIMM BUTPATHUM MOJIMEpHUM MaTepiasioM. OCHOBHHM
MiclieM MOsBH AedEeKTIB € Mexa MDK XOJIOJHUM Ta TapsyuM ImapoM. Tomy iHTepec
MIPE/ICTABIISIE BUBUEHHS BJIACTUBOCTEHW MDK Ilapamu matepiany. s mociiiKeHHs
[[bOTO MTUTAHHS MTPOBOJIUIUCH BUPOOYBAHHS IPYKOBAHUX 3pa3KiB HA MIIHICTb.

Cxoxi1 gocnipkeHHst OyJid MpOBeJEH! BUCHUMH 3 yHiBepcutery diopuau ta
1mKeHepHoro kolemky mpu yHiBepcuteTi Kamigopuii B bepkmi [3]. docminnuku
MIPOBENN BUIPOOOBYBAHHS PsIy 3pa3KiB Ha CHILY PO3TATY Ta 3CyBY BHTOTOBICHHX 3
Marepiasty ABS Tta PC. OgHuM 3 OCHOBHMX BHCHOBKIB € aHI30TPOIIISI MEXaHIYHUX
BJIACTUBOCTEH MIXK PO3TSATOM B3JIOBXK Ta MOIEpeK ImapiB marepiany (omm3bko 30 %).
[Ipore pocnmigxeHHS HE Ja€ 3MOry BCTAaHOBUTHM CHJIYy MDKIIAPOBOi aAresii Ta
T€OMETPUYHI XapaKTePUCTUKY B 30HI KOHTAKTY IIapiB.

Takox Oynm TpoBeleHI CXOXKi JOCTipKeHHsT [4-6], B SKHMX BHIPOOOBYBAIHCH Pi3HI
Martepiai TMpy Pi3HUX MapaMerpax ApyKy. OCHOBHUMH HENOMIKAMH € Te, 10 y BCIX
JOCII/DKEHHSIX YMOBHM BUTOTOBJIEHHSI 3pa3KkiB Oyiau Ayxe BapiaTuBHUMH. [lopiBHIOIOUM
PEe3yJIBTaTH [Tl OJJHAKOBUX MATEpIaiB, CITiJ] BIMITUTH BIZIMIHHICTh Y 3Ha4eHHsX. Lle MoxmiBo
MOSICHUTH QHI30TPOITIERO BJIACTUBOCTEN Ta HEOHOPIHICTIO CTPYKTYPH IPYKOBAHKX 3pa3KiB.

Oco0mBHii IHTEPEC CTAHOBUTH HOCHimKeHHs [7]. B maHoMy mocmimkeHHi HaBeIeHI
Makpo(oTO MOMEPEUHOro Mepepidy CTPYKTYpH 3pas3KiB HAJPYKOBAHUX COIUIAMH PI3HUX
JIaMETPIB Ta 3 PI3HOIO TOBIIMHOMO IapiB. Ha HUX BUIHO, 1110 BHYTPILIHINA 00’€M BKIIIOYA€E
BEJIMKY KUIBKICTh MOPOYKHUH, TIPH YOMY iX (popMa Ta po3Mip € HEMOCTIHHUMH.

Crpyktypa JpyKOBaHMX BHPOOIB B IWIOMY € CJIa00 BHU3HAYEHOIO, ToMy (Di3uuHI
XaPAKTEPHUCTUKK 3pa3KIB TAKOXK € HEOAHO3HAUHMMH. TOMy HEOOXITHO TPOBECTH JIOCIIIHKEHHS
TPOLIECY HAHECCHHST MaTepIaTy B3IOBXK I11apy, BU3HAYMTH TeOMETPUYHI TIapaMeTpHr OKPEMOTO I11apy.

OmDxe, 00'ckmom OoCioXCeHHsl € TEOMETPHYHI TTApaMETPH JTUCKPETHOTO mapy JIOCITITHOTO
3paska. Mema pobomu TOTsrae 'y BCTAHOBJICHH] 3aKOHOMIPHOCTE! BIUTMBY TUITY KIHEMATHKU Ta

pexumiB podotr 3D npUHTEPIB HA PIBHOMIPHICTH Ta IBUJIKICTH TIPOCTOPOBOTO JIPYKY.
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2. MeToauka npoBeieHHs 10C/IiIKeHb

Buxonsun 3 BHMKOHAaHMX AaBTOpPaMH TMOMEPEAHIX JOCTIDKEHb OYJIO BHUSBIECHO
HEPIBHOMIPHICTh PE3yJIbTATIB JJIsI KOXKHOTO 3 THUIMIB 3pa3kiB. JIo TOro » B KOXHIN TpyII
BUIIPOOOBYBaHh Ha MIIHICTh OyJia MEBHA KUIBKICTh EKCIEPHMEHTIB, 10 BUIIAJAIOTh 3
3arajbHOi KapTHHU. TOMYy HEOOXITHO AOCHIIUTH AETATbHO T€OMETPUYHI MapaMeTpu Ta
JIMHAMIKY IIPOLIECY HAHECEHHSI MaTepialy B MEXKaX OKPEMOro I1apy.

BusHaueHHs1 reoMETpUYHUX TNapaMeTpiB OKPEMOro IIapy BHUKOHYBAJOCh 3a
TaKOI0 METOIUKOIO:

1. BuroroBnsietscst 10 mpsiMokyTHuX 3paskiB (puc. 1) moexkuHO0O 100 MM,
BHCOTOIO 20 MM 1 TOBIITMHOO PiBHOIO AlameTpy coruia 0,5 M.

2. IlapameTpu ApyKy HACTYIIHI: MIBUAKICT APYKY Vo, =30 MM/c; TemMneparypa
apyky t,=220°C; ToBmuHa mapy h,,=0,2 mm. OTpumMani 3pa3ku 0yJI0 po3pi3aHo depes
koxH1 10 MM. 711 oTpuMaHuX BiJIpi3KiB OyJI0 BUMIPSIHO TOBILMHY Ta Macy.

Ak nepepoOroBaHUN MaTepiall BAKOPUCTOBYBaBcCs mositakTus (PLA).

XO0JIOCTHH X111

N

>

[TouatkoBa Hampsimok pyxy
TOYKa Lapy EKCTpyAepa

Puc. 1. Cxema ipyKy 3pa3kiB

BuzHaueHHs1 AMHaAMiKK MOOY10BU IIapy BUKOHYBAJIOCh 33 TAKOI METOJUKOIO:

1. 3monennoBaHi 3pa3ku 10BKKMHOI 100 MM Ta BUCOTOO 20 MM 31 IIKAJIOK Y BUIIISIL
CTiHOK 4epe3 KoxkHi 10 M (prc. 2). ToBImHa 3pa3KiB piBHA JiaMeTpy COILIA.

2. [lapameTpu ApyKy BiANOBIAaTK HAWONTHUMAIBHIIINM PEKAMaM BiAIOBITHO
10 TMONEPENHIX JOCHIKEHD: 1y),,,=220 °C; V,;,=30 mm/c. Ilepexin Ha HaCTynHHI mIap
B110yBaBCA B OJIHIN TOYIIl, TOMY MaTepiajl HAHOCUTHCS IIPH MEPEMIIIICHHI eKCTpyaepa
3J1iBa HA MPaBO, B 3BOPOTHOMY HAMPSIMKY X1J1 XOJIOCTHIA.

3. 3pa3ok posMimiyBaBcsi B3AoBk oci X 3D mpunrepa. HaBmpotu Ha piBHI
po6040i TIaTHOPMHU BCTAHOBITIOETHCS BiZIeOKaMepa, 1o (OKYCYEThCS Ha 3pa3Ky.

4. Tlicns 3aBepiiieHHs: TIOOYIOBU IIKAJIM, KaMepa BMHUKAETHCS Ta 3HIMAETHCS MTPOIIEC
JPYKY JEKUTHKOX ImapiB. JI7ist oyHOro 3pa3ka 3ioMKa TOBTOPIOETHCS 2—3 pasu.

5. [lani orepartii HeoOX1THO 3pOOUTH JIJIsl MPUHTEPIB 3 MexaHikoro Tvity Prusa 13 Ta H-Bot.

6. {51 3HATHX BiIe0 OOMPAIOTHCS KaApH, IO BIAMOBIAAIOTH MPOIeCy MOOYI0BH
OJIHOTO Iapy BiJ TOYaTKy HAHECEHHs MaTepialy J0 IOBEPHEHHS EKCTpyaepa B
HYJIBOBE ITOJI0KEHHS 3BOPOTHIM XOJIOCTHM XOJIOM.
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Puc. 1. [Iporec 3iiomku npouecy 3D npyky

7. KoxeH ypuBOK TEpErisaacThCsi TOKAIPOBO Ta PAXYEThCS KUTBKICTh KaJpiB JJIs
KOXKHOI TUITHKY B 10 MM. PaxyeThbcs KUTBKICTB KapiB Ha 3yMUHKY B HYJIBOBIM TOUII IIAPY.

3. Pe3yabTaTH 10c/iakeHb Ta 00roBopeHHs
PesynbraTit BUMiproBaHb T€OMETPUYHHX MapaMeTpiB mapy taki (puc. 3, 4).
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Puc. 3. 3MiHa TOBIIMHU €KCTPYAOBAHOTO 1Iapy nonutaktuay PLA Bijg moyaTkoBoi
TOUYKH JPYKY
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Puc. 4. 3MiHa TOBUIMHYU €KCTPYIOBAHOTO 1I1apy noJinaktuay PLA BiJ mo4aTKoBOi
TOYKH JIPYKY

Buxopasun 3 pe3ynprariB Oyi0 BUSBICHO, 10 TOBIIMHA IIApy € HEPIBHOMIPHOIO.
Ha mouatky mapy TOBIIMHA MEHIIE, HiXK JlaMeTp COIUIa, MMOCTYIOBO 3pOCTA€ Ta JI0
KIHI[ [apy crae OUIbIIO 3a AlaMeTp comia. TakoK Ha MPOMIKKY BiJ MOYATKY
mapy /10 cepeaunu Oyia IpucyTHS JaenaMiHallis (po3mapyBaHHs). ToOTo Ha mo4aTKy
PYXy IPUCYTHS HEOCKCTPY3isl, a HAMPHUKIHIN «po30yxaHHs» mapy (puc. 4, 5).

BcraHoBiieHO po3moAin MIBUAKOCTEH MEpEeMINIEHHs JPYKYBaJbHOI TOJIOBKH B
Mekax (OpMyBaHHS OJHOTO IIapy juis 1Box tumiB 3J] mpunrepis: Prusa i3 [8] Tta H-
Bot [9]. Pe3ynbraTi nmoka3zani Ha puc. 5, 6.
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Puc. 5. I'padik mBuIKoCTi pyxy ekctpynepa 3D-npunTepa 3 mexaHikoro Prusa i3
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Puc. 6. ['padix mBuakocti pyxy ekcrpyaepa 3D-nmpunTepa 3 Mexanikoro H-Bot
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OTpuMaHi pe3ynbTaTy MOKa3yIThCs AUHAMIKY PYXY €KCTpyAepa B3IO0BXK IIapy.
JlaHH1 31 MBUAKOCTEH MOKa3alau BIIMIHHICTH BiJl 3HAU€Hb HAJNAIITYBaHb B ciaicepi
Cura [10]. Jlns 000X THITIB MEXaHIK BHSBHJIOCH, 110 (DAKTHYHA CEPEIHS IIBUAKICTH
PYyXy MeHI1a Bij 3aj1aHoi. [IpudomMy 17151 KOSKHOTO TUITY MEXaHIKH 11 BIIMIHHICTB pi3HA.

JIns BU3HAYEHHS BIAMIHHOCTI BHM3HAUMMO PI3HMIIIO B Yacl JPYKy 3pasKiB Bil
TEOPETUYHOT IPH PI3HMX IMBUAKOCTIX APYKY JUIS Pi3HUX KOHCTPYKIIii 3D mpunTepis (puc. 7).

Teopernunuii yac
300 +- ® Prusa i3
200 +— m H-Bot

Yac apyky, ¢
N
S
i

20 30 40 50
HIBHUKICTE APYKY, M/C

Puc. 7. Yac npyky 3pa3kiB Ha pi3HUX MPUHTEPAX MPHU PI3HUX MIBUIKOCTIX

Ak BuaAHO 3 puC.7, 31 3POCTaHHSAM IIBUIAKOCTI JPYKY, BIAMIHHICTH BIJ
TEOPETUYHOTO Yacy JAPYKY BiJ (PaKTUIHOTO MOCTYIOBO Majae. [Ipu oMy dac npyky
i MexaHiku H-Bot 3axau Oinbimii 3a yac apyky Ha Prusa i3.

4. BucHoBkHM

PesynbraTi excriepuMeHTanbHUX AOCHKeHb 3D apyKy mokazainu, 1o KOXHUN
miap MnojiMepy HaHOCHUTBCS HEPIBHOMIPHO, 301IbIIYIOUNCH MO JAOBXKUHI. DaKTUUHUN
yac JPYKy 3aBXKIU OUIBIIMIK 32 TEOPETUYHUM, PI3HULSL Y Yacl MOCTYOBO 3pOCTaE 31
3MEHIIEHHSIM BUIKOCTI ApyKy. [IpunTepn 3 kinematnkoro H-Bot nokazanu Ouibiie
BIIXMJIEHHS IIBHJAKOCTI JIPYKY B1J TE€OPETUYHOTO, HIXK MPUHTEPH 3 KIHEMATHUKOIO
Prusa. OtpumaHi pe3yibTaTH € OCHOBOIO MJii MOJAJBIIOrO OUIBII JE€TaTbHOTO
BUBYEHHS BIUIMBY KOH(QIrypauii (opmyrounx opradiB ta KoHcTpykuii FDM 3D
NPUHTEPIB Ha MPOILIEC TPOCTOPOBOTO IPYKY.
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The process of applying a polymer thermoplastic material in the 3D printing
process using the FDM technology (Fused Deposition Modeling) was investigated.
The object of study was the discrete layer of the prototype. To determine the
geometric parameters, samples were made with a thickness of one nozzle diameter
(0.5 mm) of the print head of a 3D printer. The obtained samples were cut into
sections of the same width (10 mm), in each section a separate layer of the deposited
material was cut off. This made it possible to determine the change in thickness from
the initial to the final point of the layer. It turned out that the layer thickness is less
than the diameter of the nozzle at the beginning of the movement of the print head,
gradually grows and at a certain stage begins to exceed the diameter of the nozzle.
The obtained values were from 0.4 to 0.6 mm for a nozzle with a diameter of 0.5 mm.
The reason is that at the beginning of the supply of the consumable material there is
a highly elastic delay in the reaction of the polymeric material to the pressure in the
print head and for a certain period of time this part of the material is not applied to
the sample, and then the polymer melt swells. Moreover, with an increase in the
nozzle diameter, the effect of these phenomena also increases. Also, the printing
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process was recorded on a wide-format camera in HD-quality with a frequency
of 50 frames/s, which allowed to study the dynamics of the application of
consumable polymer thermoplastic material. The results showed a difference in
speeds from those specified in the executive code. Moreover, for different designs of
kinematic schemes for moving the print head, the deviations of the parameters were
different — real values were more than theoretical (set) by 20-50 %, depending on the
type of FDM 3D printer. This is due to the difference in the inertial characteristics of
the various structures of the kinematic patterns of movement of the print head. The
results are the basis for further more detailed study of the influence of the
configuration of the forming organs and the design of FDM 3D printers on the
spatial printing process.

Keywords: 3D printing, 3D printer, Fused Deposition Modeling, polymer
thermoplastic material, print head, kinematic scheme.
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