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BIIJIUB PEXAKUMHUX TAPAMETPIB MOAEJIIOBAHHA METOIOM
HAILTABJIEHHSI HA YAC BUTOTOBJIEHHSA JETAJIEN BILIA

Mema pobomu. /Jocrioumu 3axoHomipHocmi 6naugy pescumuux napamempie Mooenosannus Memodom Hannas-
nenns - Fused Deposition Modeling (FDM) na yac sueomoenenns oemaieu.

Memoou docnidxcenns. 3paszku 05 docnioxcenus Opykyeanu memooom FDM na 30-npunmepi modeni Profi+. Bu-
Kopucmogysanu npozpamue 3abesneuents ons napizku CAD-moodeni na wapu ma niocomosku G-koody - Slic3rPE. 3pas-
Ku OpyKyeanu 3 euxopucmanuam Qinamenma ABS+ 6i0 komnanii MonoFilament. [{na cmamucmuynoi o6pobku pe3ynv-
mamis gukopucmanu npoepamuuii komniexc STATISTICA.

Ompumani pesynemamu. [[ocniodiceHo 6naU8 pizHo20 NOEOHAHMS PENCUMHUX napamempie Opyky FDM (weuo-
Kicmb OpyKy, 6ucoma wapy, mpackmopis 3ano8HelHsl, 6i0COMOK 3aN0GHEHHS) HA YaC 6U20MOGIeHHs 6upobis. Bcmano-
6]1€HO OCHOBHI (DAKMOPU, WO BNAUBAIOMb HA YAC GUSOMOBNEHHA: WEUOKICIb OPYKY, BUCOMA Wapy, WilbHICMb 3an06-
HeHHs Ma 83AEMO0is Yux pakxmopis.

Hayxoea Hosusna. Ananiz 3a1excHocmi uacy OpyKy 6i0 6Ucomu wapy ma wilbHOCmi 3an06HeHHs. NOKA3a8, Wo npu
subopi moswunu wapy 0,15 mm ma 25 % 3anoenennss ma moswgunu wiapy 0,3 mm ma 100 % 3anosuenni uac Opyxy eu-
A6UBCA Matidce 0OHakosum. Bemanoesneno, wo ona eucomu wapy 0,15mm npu weuokocmi Opyxy 40 mm/c snauno 30i-
JIBULYEMBCSL HaC OPYKY NOPIGHAHO 31 uieuokicmio opyky 80 mm/c, mooi sik npu eubopi eucomu wapy 0,3 mm — yac Opyxy
MeHwe I 3MeHWeEeNH s WBUOKOCMI OPYKY NPU3600umb 00 He8eIuK020 30i1buleHHs yacy OpyKy NOPIGHAHO 3 8UCOMOIO WdA-
py 0,15 mm. Bcmanoeneno, wo 36invuienHs weuOKocmi OpyKy npusgooums 00 3MEHUEHHs 4acy OpYKY, a 30inbuieHHs
winbHoCcmi 3ano8HenHss — 00 30inbenHs yacy opyky. Tak uac Opyky npu weuoxocmi Opyky 40 mm/c ma winbnocmi
25 % neznauno giopizusacmocs npu weuoxkocmi 80 mm/c ma winonocmi 100 %.

Ilpaxmuyna yinnicms. Ompumano pezpeciiine pigHAHHA, WO 003605€ NPOSHO3YEAMU BNIUE DEICUMHUX naApaMe-
mpie Opyky FDM na uac eucomoenenns demaieil.

Knrouoei cnosa: Mooenosanns Memooom Hanaasnenns, uac 6ueomoeienHs, pejicumMHti napamempu, WiibHicims
3an06HeHHs, OUCNEPCIUHULL AHAI3, pecpPeCiliHUll aHaI3.

Beryn [epcrieKTUBHICTH 3aCTOCYBAaHHS AJAUTUBHOIO BHPO-
) OHMYTBa BHpOCNa y JeKilbKa pa3iB OCTaHHIM 4acoM. | a-
Baromoro 0co0IHBICTIO KOHKYPEHTHOTO IIPOMHUCIIO- Ty3sIMH i€ 3a3Ha4eHi TEXHOJIOTI] € BUPIMIAIFHIMH CTalTH
BOTO BUPOOHHMITBA € CKOPOUCHHS TEPMiHY BHPOOHHMUTBA  gijicpkoBa Ta AepOKOCMIYHA MPOMHCIOBICTh, MAIIMHOOY-
BHPOOIB OIHOYACHO i3 3a0C3MEUCHHSAM BHCOKOI SKIiCTi JyBaHHS Ta MeauuuHa. CydacHi OGCTABMHM BHMATAlOTb
netaineil. [Iboro MoxHa JIOCATTH 32 JOMIOMOTO0 aJIUTHB- OTPUMAHHS JJIs BIHCBKOBHX MAaKCHMAJIBHOI KiJIBKOCTI
HHX TEXHOJIOTiH BUPOOHHITBA ACTAlICH. AJINTHBHE BUPO-  Ge31iloTHHUX JITANBHUX arnapariB IpH X MiHIMaJIbHINA
ornurBo (Additive Manufacturing (AM)) — ue Hanpsim, BapTOCTI, a JJIs JIIKapiB Ta MAIliEHTIB 3HW)KEHHST BaPTOCTI
AKUl HaWOIIbII AMHAMIYHO PO3BUBAETBCA CBOTOAHI. IC-  jymmanmris Ta NPOTE3iB MOXYTh OyTH BUPIIIATLHIMHU
Hye€ 0e311i4 TeXHOJOT1H, IKi MOKHA Ha3BaTH aIUTHBHUMH, daxTopamu [uis 36ePEKEHHS NAL[EHTY HOPMAIBHIX YMOB
OCKUIBKM 00'enHye iX ofHe: moOynoBa Mojemi BiAOYBA-  sgprrs IPY OTPUMAHH] BaXKHX TPABM.
€ThCsl LIULIXOM [0JaBaHHs Matepiany (Bia axri Add - AM 3a0e3neuyioTh CKOPOYEHHSI TPHUBAIOCTI TEXHO-
«II0/1aBaTH») Ha BiMiHY BiJl TPAAMUIHHUX TEXHOINOTIH, 1€ noriumoi MiATOTOBKM Ta BHUTPAT IiJ Yac BUPOOHHUIITBA
CTBOPCHHs JeTali BiIOYBAaeThCH IUIAXOM BHIAICHHS  goppx Brupo6iB. Kowmmanii Boeing, Douglas Aircraft
«3aiiBoro» marepiany [1-2]. Company, Lockheed Martin, Airbus S.A.S. (EADS) Ta
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Northrop Grumman, Bell Helicopter, NASA, GE Avia-
tion mouanu BrpoBamkyBatd AM 3 1990-x pokis. B na-
Hull 9ac AM aKTHBHO 3aCTOCOBYIOTHCS JJISI BUTOTOBJICH-
Hs geraneii BilicbkoBux (F/A-18 Hornet) ta macaxupch-
kux jitakiB (Boeing 737 Scalemodel, Boeing 787 Dream-
liner, Airbus A350), remikonrepis (MV-22 Osprey, Bell
Model 412), a Takox OaraTboxX OC3MUTOTHUX JITAIBHHUX
amapariB (Aurora Flight Sciences, SULSA, Jlemneka-100,
SKIF, ®ypis, Spectator): MOBITPOBOIB, IPYyKOBAaHHX
IUIaT, aHTEH, CEHCOpIB, KalOenb-KaHaiB, 00TiuHUKIB [U-
KaMmep, KOHCTPYKIIH Kpicen Ta BHYTPIIIHBEOI 0OpOOKHU
MaCaXMPCHKNX CaJIOHIB, MANTMBHUX OakiB, neraneit Typoo-
TBHHTOBUX JIBUTYHIB.

OmHrM i3 HaWNOMIMPEHIMUX MPOIECiB, 3aBISKH
CBO{if yHiBEpCAaTBHOCTI Ta HH3BKili BapTocTi, € Fused
Deposition Modelling (FDM). Lleit meTon, sk mpaBuio,
BHUKOPHCTOBY€E TEPMOILIACTHYHI mojiMepu. | sKimo Ha
nouatky FDM 3acrocoByBaBcs [Uisl CTEHIOBUX ITPOTOTH-
miB 1 MOJIENIe, TO B TaHWIA Yac BiH BCE YACTIIlIC BUKOPHUC-
TOBYETBCS ISl BUTOTOBJIEHHs! (DyHKIIOHAIEHUX BHPOOIB.
s TexHoOOTisI BUPOOHHIITBA JI03BOJISIE BUTOTOBIISITH Jie-
TaJli MIMPOKOTO CIEKTPY, OCKUIBKM BOHA MA€ BEJIUKY T'HY-
YKICTb.

B nanwii yac nporiec FDM € akTyanbHUM AJis1 BUTO-
TOBJICHHSI KOHCTPYKTHUBHHX €JIEMEHTIB CydacHHX Oe3ri-
notHux nitaneHuX amapariB (BITJIA). KonkypenTtHa 60-
poTh0a MiX X BUPOOHUKAMH MPU3BOAMTE 10 MOCTIIHOTO
T IBUIIEHHS BUMOT, K1 1O HUX HPe SBISIOTHCS.

HesBa)xarouun Ha Te, 1110 1€ OAMH 13 HAHOUIBII BHUKO-
pucTOBYBaHUX TporieciB AM, #ioro 3acTocyBaHHS y BH-
PpOOHHUITBI (QYHKI[IOHAILHUX BUPOOIB TOCHTH OOMEKEHO.
Ile moB’s13aHO 3 BEJIMKOIO KUIBKICTIO IapameTpiB, 10 Ke-
PYIOTH TPOIIECOM, SIKI HE JOCTATHBO MOCIIKCHI Ta Bia-
CYTHICTIO iX craHmapTu3amii. I[i mapamerpu mporecy
BIUIMBAIOTh Ha YaCc BUTOTOBJICHHS, BUKOPUCTAHHS MaTepi-
ary, MIIHICTb 1 IIOPCTKICTh MOBEpXHi Aeraii [3—4].

Kpim Toro, mokpamieHHs OJHHMX IapaMeTpiB MOXKe
MIPU3BOJUTH JIO TIOTIPIICHHS IHIIMX, HAIPHUKIAA, 3MEH-
LICHHS Yacy BHUIOTOBJCHHS BHPOOY CYIPOBOIKYETHCS
3HIDKEHHSM MIITHOCTI JeTane [5].

AHaJi3 focaizkeHb Ta myOaikanii

[I{o0 KOHKypyBaTH 3 TPAmUI[IHHUMH BUPOOHUIMMU
IpoliecaMy, CKOPOYEHHS 4acy BUPOOHHULTBA € OIHIEIO 3
TOJIOBHHX 3a7a4 AJIs [IPOLECIB aJUTHBHOTO BUPOOHHUIITBA,
SIKI BUKOPHCTOBYIOTBCSI B IPOMHCIIOBHX yMOBax. Tomy,
MOPSI 13 TAKUMH XapaKTePUCTHKAMU AeTallel, SIK HIOPCT-
KIiCTh MOBEPXHi, TOYHICTh PO3MIPIB 1 MEXaHI4Hi BJIACTH-
BOCTI, CKOPOUCHHS 4acy BUTOTOBJICHHS € BaXIMBOIO BH-
MOTOI0 JIUIsl BUPOOHHUITBA (YHKIIOHANBHUX AeTanel. Sk i
iHII XapaktepucTuku neraneit FDM, yac BUTOTOBICHHS
TAKOX 3aJICKHUTH BiJ MapaMeTpiB MpoIecy, i HOro MoKHa
MIHIMI3yBaTH IUISIXOM BHOOpPY iX pallioHATbHOT KOMOiHa-
mii.

Nancharaiah [6] mpoBoAWB MOCHIIKEHHS BIUIMBY
TPHOX MapaMeTpiB Mporiecy (TOBLIMHHU IIapy, MOBITPSHO-
r0 3a30py MK HUTKaMH Ta Opi€HTAIlil HAaIUTaBJICHHOI HU-
TKW) Ha 4Yac BUTOTOBJICHHs. Pe3ysjbraT mokasaiu, 0
BeJIMKA TOBIMHA IIApy Ta O3UTUBHUI NOBITPSHUN 3a30p
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3MEHILWIN Yac BUTOTOBIICHHS; TOBIIMHA 1apy Oysa Haii-
BaXTUBINIMM TTaApaMETPOM MPOIIECY, & OPIEHTAIlis Haria-
BJIEHOI HUTKM OyJia HE3HAYHOIO JUISl Yacy BHI'OTOBJICHHS.
Kymap Ta iH. [7] mocmimkyBany BIUIMB TOBIIMHH ILApy,
opieHTalil HAIUTABIEHOI HWTKH, IIMPHHU HAIUIABICHOT
HHUTKH, Opi€HTalil MoOyZ0oBH Ta HIMPUHH OOOJIOHKHM Ha
4ac BUTOTOBJIEHHA. IX BUCHOBOK OYB CXOXMi Ha BHCHO-
BOK, 3poOJeHnii B [6]; opi€HTaIis HAIDIaBICHOI HUTKH
Oyna HECyTTEBOIO AT 4acy BUTOTOBJIEHHS. Brums ToB-
IIMHA Iapy, IIUPWHU HAIUIABICHOI HUTKH, Opi€HTAamii
HaIUTaBJICHOT HUTKH, KIJTBKOCTI OOOJIOHOK, IMOBITPSIHOTO
3a30py, BigxmwieHHA Ta KyT STL Ha 9ac BHTOTOBIICHHS
BuBuanu Ali ta in. [8]. V wiii crarri Oyso Brepiie npo-
aHaJli30BaHO BIUIMB BiaxwieHHs Ta KyT STL. BigxuneHus
ta Kyt STL BapitoBanucs npu crBopenHi mozaem STL 3
mozenm CAD 3paska. Binxunennss STL no3Bosisie 3amatu
BIIXWJICHHSI TI0 HOpMaJli TPUKYTHOI IpaHi IMOBEpPXHI BiX
BuxinHoi noBepxHi. Kyt STL nmo3Boisie 3amaté KyT Mik
HOpPMaJISIMH CyMDKHHUX TPUKYTHHX rpaHeil moBepxHi. [1o-
TiM yci 3rerepoBani STL-moneni Oynu iMnoproBaHi 110
MIPOTPAMHOTO 3a0e3MeUeHHs, ¢ BapifoBaliCs 1HIII Tapa-
METpH mpouecy. Pe3ynpTaTé mokaszand, IO BiIXHICHHS
ta KyT STL Oynu He3HAYHI I 9acy BUTOTOBIICHHS.

Rathee Ta im. [9] mocmimKyBamu BIUIMB TOBIIUHH
H1apy, MWUPUHA 00OJIOHKH, MOBITPSHOTO 3a30pY, IIUPUHU
HAIUTABJICHOT HUTKH, OPIEHTAIll HAIUTABJICHOI HHUTKUA Ta
opieHTallii MoOyI0BM Ha Yac BUTOTOBJCHHS. PesynbraTu
JIOCITIJKEHHS! TT0Ka3ajy, 10 TOBIIMHA 1apy Oyia HaliBa-
JKIIMBIIIUM [TApaMETPOM, a THIIMMHU BaXKJIUBHMH Iapame-
Tpamu OyJjia OpieHTallis HAIUTABJICHOT HUTKH 1 MOBITPSIHUI
3a30p.

Wu [10] BuBYaB BIUIMB TOBIIMHH IApy Ha JESAKi Xa-
PaKTEepUCTHKH JAeTajleid, 1 OHI€I0 3 HUX OyB Yac BUTOTOB-
neHHs. Pe3ynpraté OymM TaKUMU XK, K 1 B 1HIIUX JOCITi-
JOKEHHSIX, 3T1IJHO 3 SKHMH 9ac BUTOTOBJICHHS 3MCHIITYBa-
BCs 31 301ITBIIICHHSAM TOBIIUHH IAPY.

Buxonsan 3 pe3ynpTaTiB PO3MIAHYTHX POOIT 100
4yacy BHTOTOBIICHHs, OyJI0 BCTaHOBIIEHO, IO BiH € MiHi-
MaJIbHUM TIpH OLTBIIIN TOBIIMHI APy Ta HYJIbOBIH opie-
HTamii mooyosu [11].

Amnani3 jitepaTypu [I03BOJISIE 3pOOUTH BHCHOBOK,
IO BIUIMB 0araThbOX PEeKMMHUX IapameTpiB TEXHOJIOTI]
FDM, Takux sk OIUIGHICT 3alIOBHCHHS, IIBUAKICTE JpY-
Ky, CXeMa 3allOBHEHHs Ha 4ac BUTOTOBJICHHS JIOCI IOCIIi-
JUKEHO HEIOCTaTHhO. Y 3B'SI3KY 3 UM JIOCIIPKCHHS
BIUIMBY IIMX PEKMMHHX IapaMeTpiB Ta iX KoMOiHamii Ha
yac BUTOTOBJICHHS BUPOOIB € aKTyaJIbHUM 3aBJIaHHAM IIPH
BHPOOHHUITBI PYHKITIOHATBHUX JeTaICH.

Ob6'extoM 1BOTO mOCHiKEeHHs OyB mpomec fused
deposition modeling 3 pisanMu pexxumamu. I[Ipeamerom
JIOCII/DKEHHST OYyJIM 3aKOHOMIPHOCT] BIUIUBY PEKUMHHUX
napametpiB FDM Ha yac BUTOTOBIICHHS AeTaleH..

Meta poboTu

[Ipu BubOpi mapamerpis mporecy FDM HeoOXimHO
BUKOPHCTOBYBATH IX palliOHAIbHE TTO€JHAHHS, BU3HAUCH-
HS SKOTO 3QJICKHTH BiJ] THITy Ta raily3i KiHIIEBOTO BHUKO-
puctranns jgetani. OCHOBHa MeTa IbOTO JIOCIIKCHHS
30cepe/pkeHa Ha BH3HAYCHHI 3B’SI3Ky MK BHOpaHUMH
napamerpamu nporiecy FDM 1 OKa3HMKOM HpPOJIYKTHB-
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HOCTI, TAKMM SIK YaC BUTOTOBJICHHS JIETAlIl.
MarepiaJ i MeToaMKa 10CHiTIKEeHb

3pasku st JociikeHHs (puc. 1) IpyKyBaiu METoIoM
FDM wna 3p-npuntepi moneni Profi+. BukopucroByBamu
nporpaMHe 3abe3nedeHHs A1s Hapizku CAD-Mozeni Ta min-
rotoBku G-komy — Slic3rPE. Posmip po0ovoi 3ouu 31-
npuHTepa ckiangaB 250x250x200 mMm. Cucrema mopadi —
0oyJieH; TUI eKCTpyJepa — OAWHAPHHUIL; po3Mip coruia —
0,4 MmM; MakcumasbHa Temmeparypa ekcrpynepa — 280 °C;
MakcuUMallbHa Temreparypa croiay — 120 °C; Makcumans-
Ha mBHUIKiCTh ApYKY — 100 mm/c. Oci, 300pakeHi Ha puc.
| BiAMOBiHAIOTH PO3TAIIYBAaHHIO 3pa3Ka i 9ac JpyKy Ha
croxi 3/]-npunTepa.

44

Pucynok 2. Bizyanizauis npsiModiHiitHOT (@) Ta KOHIEHTPUYHOT
(6) cxeMu 3alIOBHCHHS

Pe3y.m>TaTn JOCJIIZKEHb Ta 06r0130pemm

Jns BU3HAYEHHS BIUIMBY PEXHMHHX IapaMeTpiB
nporiecy FDM Ha Wac BUTOTOBJICHHS AeTaneil Oyino pos-
poOIIeHo TUIaH eKcriepuMeHTy. {1 KOXXHOTo mapamerpa
MpoIiecy BUKOPHUCTOBYBAJIOCS IBa PIiBHI BapiroBaHHA
(tabn. 2). Sk dyHKUis BiAryKy BUOpaHO 3aJie)KHY 3MIHHY:
qac ApyKy (?).

Taéamus 2 — BuOpani mapamerpu rporiecy Ta iX piBHi

[Tapametp npoueca PiBeHb BapiloBaHHS
FDM -1 +1
| Bucora mapy (4), 0.15 03
MM
’ IBuaKicTh IPYKY 40 30
(v), Mm/c
[inpHICTH 3a110B-
3 Hennst (dens), % 2 100
CxeMa 3armoBHEHHS oy
4 (tr) NpsIMOJTiHIHHA KOHLICHTPHYHA

PesynbraTn ananizy BmimBy pexxumiB FDM Ha uac
BUTOTOBJICHHS JIeTalli HaBeeHi B TabuI. 3.

Tadanusa 3 — JIBopiBHeBHi (akTOpHUII TUIaH eKc-
nepuMenty iy 201 yac BUTOTOBIEHHS

Y 3HaveHHS
Pucynok 1. Ecki3 3paska PigHi yHKmii
Ne BIIKJINKA
3pa3ku pyKyBald 3 BUKOPUCTAHHSIM (hiTaMeHTa h v | dens | # t, XB
ABS+ Big xommanii MonoFilament. BiactuBocti Matepi- | 1 1 1 1 20
airy HaBeJIeHO B TaO. 1.
Ta6mus 1 — Bractusocti ABS+ [12] 2| 4L -l -1 -1 13
i ABS+ £ T S S N 13
BnactuBocri Monofilament
+ + - -
Temneparypa ekctpy3ii,°C 215-230 4 ! ! ! ! 8
5 -1 -1 +1 -1 31
Temneparypa miatdopmu, °C 80-95
IlineHicTs, r/cM? 1,05 6 -l +l -1 18
Temmneparypa exciutyaraiii, °C -20...+80 7 -1+l +1 -1 19
Minnicts Ha po3tsr, MIla 40 8 +1 | +1 +1 -1 11
BimHOCHE MOZIOBKEHHS TIPH 35 9 -1 -1 -1 +1 20
po3puei, %
10 | +1 -1 -1 +1 13
Y napHa B’A3KiCTh HEIPOHUKHA 11 1 1 1 4 1
no [apmi (23 © C), kx/m? 208 3
12 | +1 +1 -1 +1 8
Ha puc. 2 mokazano cxemu 3all0OBHEHHS (PpiTaMeHTOM 13 ] -1 | -1 +1 +1 32
poiro, sIKi BUKOPUCTOBYBAJIHCS B IIbOMY JOCIIiKEHHI. 1| 1 | +1 1 18
HIinpHIiCTh 3aNIOBHEHHS y BiJICOTKaxX, BUCOTY Iapy, LIBH-
JKiCTh JPYKy Ta CXeMy TeOMeTpii 3arOBHEHHS 3paska IS | -1 | +1 | +1 | +1 20
BCTaHOBIIIOBAJIX B IporpamMHoMy 3abesneuenHi Slic3PE. 16 | +1 | -1 +1 +1 12
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JUis OUiHKK BIUTUBY AOCHIIKYBaHHX (pakTopiB Ha
(hyHKIIT BiAMIOBiAI 3aCTOCOBYBANIM AWCHCPCIHUN aHAII3.
BcraHoBieno, 1110 Ha 4ac BUT'OTOBJIEHHS J€Tall HalO1Ib-
IIe BIUIMBAIOTH: BHUCOTA LIapy, MIBUAKICTH APYKY, LIiJIb-
HICTh 3allOBHEHHS Ta MapHa B3aeMOJis IMX (HaKTopiB
(Tabm. 4).
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Amnami3z giarpamu [lapero (puc. 3) BKasye Ha Te, 10
101t opMyBaHHS 4acy APYKY CTaTHCTUYHO 3HAYYLIUMH €
e(eKTH BiJl BUCOTH IIapy, MIJIBHOCTI 3alIOBHEHHS, IIBU-
KOCTI JPyKy Ta MapHOi B3aeMozil MiK HuMH. Bin’emmue
3Ha4eHHs (haKTOpIB BHCOTH MIApy, IIBUAKOCTI JIPYKY Ta
napHOi B3a€MOJIT MK BUCOTOIO 1 IIIJIbHICTIO 3aIIOBHCHHS
TOBOPHUTH PO T€, L0 NMPH iX 30UIbIIEHHI Yac BUTOTOB-
JIeHHS JieTani Oyie 3MEHIITyBaTHCS.

Taéuuus 4 — Pe3ynpTaTu AUCHIEPCITHOTO aHATIZY

®akropu ta ix| Cyma kBan- | Kpurepiit | PiBenb 3HaunMoCTi
noequanns | pariB (SS) | @imepa (F) (p-3HaueHHS)
(1) ucora g0 56 561,12 0,00
mapy
> ;
@uenkicrs| 5 <6 465,12 0,00
ApyKy
AW
(UIERICTE |00 56 | 351,12 0,00
3aII0BHCHHS
(4cxema 0,56 1,12 0,32
3aII0BHECHHS
1 by2 14,06 28,12 0,0
1by3 22,56 45,12 0,00
2by3 10,56 21,12 0,00
IMomunka 4,00
3araneHa SS 740,44

Hpumimka: orcupnum 6udineni cmMamucmuyHo 3HAYUMI
SeNIUYUHU.

(1)Bucota wapy

. -23,6881
]21 5668

‘18,73833

(2)wenakicTe gpyry

(3)winbHICTL 3anoBHEHHA

1by3 ‘—6‘71751

1by2 5.303301

2by3 ‘-4.59619

(4)cxema 3anoBHEHHA 1.06066

p=05

CraHgapTuzoeaHa ouinka edekTy (aBContoTHE 3HEUEHHA)

Pucynok 3. [liarpama [lapeto

Heo0XigHO Bim3HAYMTH, IO giarpaMa pO3CIFOBaHHS
32 yCEpPeIHCHUMH 3HAUCHHSIMHU IOKA3HUKIB HE MIiCTUTh
PI3KMX BiIXWIEHb EKCIEPUMEHTAILHUX TOYOK BiJ| 3ara-
npHOT 1psimoi (puc. 4). OCKUIBKM KOXKHA 3 TOYOK JaHUX
3HAXOJUTHCS JOCUTh OJM3bKO 10 NPOTHO30BAHOI JiHIi
perpecii, 11e TOBOpHUTH PO Te, 0 OTPUMaHa JiHiIHA MO-
JIeNTb 3aJI0BUTFHO OIMUCYE BIUIMB (PaKTOPiB Ha (HYHKIIIFO
BIZITYKY.

AHai3 3a1eXHOCTI 9acy IPYKY Bifl BUCOTH IIapy Ta
IITBHOCTI 3aTIOBHEHHS (pHC. 5) MOKa3aB, IO i JBUIIECHHS
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MIUTEHOCTI APYKY Ta 3MEHIICHHS BHUCOTH IIApy 3HAYHO
30impIIye gac ApykKy. Hac ApyKy 30iUIBIIyeThCS dYepes
3MEHIICHHS BHCOTH IIapy, OCKIJIBKU IPYKOBAaHUH 00'€KT
moTpeOyBaTuMe OLTBIIOT KiTBKOCTI MIapiB.

35

30

2 /

20

MNporHo3oBaHi s3HAYSHHA

5 10 15 20 25 30 35

CrocTepeyBaHi 3HAUEHHA

Pucynok 4. BianosisHicTh IPOrHO30BaHUX 3HAUEHb
CIIOCTEPEIKYBAHUM 3HAUCHHIM

Yac apyKy BUSBUBCS MaiiKe OJHAKOBUM IIpU BHOOPI
ToBIMHM Mmapy 0,15 MM Ta 25 % 3amoBHEHHS Ta TOBIIU-
uu mapy 0,3 mm Ta 100 % 3anoBHeHHi. [{ns MeHmoi Bu-
COTH IIapy MiJBUIICHHS IIIJIBHOCTI 3aITOBHCHHS 3HAYHO
301IbIIY€E Yac APYKY, TOJI SIK IPU BUOOPI OLIBIIOT BUCOTH
Irapy i MiJBHIICHHI IMUTBHOCTI 3alTOBHEHHS CIIOCTEpira-
€ThCS HEBEITMKE 301IBIICHHS Yacy JPYKY.

Yac apyky 30UIbIIy€ETHCS Yepe3 3MEHIICHHS BUCOTH
I1apy, OCKUIBKH JAPYKOBaHHI 00’€KT moTpeOyBatume Oi-
JIBIIIOT KIJIBKOCTI IIapiB.

30

25
b

20

Yac npyky, X8

0,15 0.3

BucoTa wapy, Mm

PucyHok 5. 3ayie)xHicTh 4acy APYKY Bil BUCOTH IIapy Ta LIiib-
HOCT1 3alIOBHCHHS

HJociimkeHo edeKT BIUIMBY BHCOTH Iapy Ta LIBUA-
KOCTI1 JPyKy Ha dac apyKy (puc. 6). BctanoBneHo, mo 1is
Bucotu mapy 0,15MM mpm mBuakocti apyky 40 mm/c
3HA4YHO 30UIBIIYETHCS Yac NPYKY IMOPIBHSIHO 31 HIBHIKIC-
TI0 ApyKy 80 Mm/c, Toai sik ipu BUOOpi Bucotu nrapy 0,3
MM 4Yac JAPYKY MEHIIE i 3MEHIICHHS IIBUAKOCTI JNPYKY

=i WinkHicTs 3anoeHeHHs 25%
& LWinskicTs sanoexenHa 100%
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MIPU3BOJUTH /10 HEBEIHMKOTO 30UIBIICHHS Yacy APYyKY IO-
piBHsHO 3 BHcoTor0 mapy 0,15 mm.

30

25

o
=]

W WenaricTs apyry 40 mmic
2 Wenakicts apyky 80 muic

Yac apyky, xa

o

015

Bucota wapy, mm

03

Pucynok 6. Edext BruiBy BUCOTH IIapy Ta IIBUIKOCTI APYKY
Ha 4ac JApyKy

3aJexHICTh Yacy IPYKY BiJl LIBHIKOCTI APYKY Ta
UIUTFHOCTI 3aIIOBHEHHS MTOKa3aHO Ha puc.7. BcTaHoBIeHO,
10 301LTBIIEHHS MIBUAKOCTI APYKY HMPU3BOJIHUTH /10 3MEH-
[ICHHS 9acy JPYKY, a 30UTBIICHHS MIITEHOCTI 3aIIOBHCHHS
— 30inbmeHHs yacy ApyKy. OfHaKk 3Ha4YeHHs 4Yacy APYKY
3HaXOAATHCSA B OJHOMY Jiama3oHi NMpPH MOETHAHHI IUX
¢axropis. Tak, gac qpyKy mpu MBUAKOCTI ApyKy 40 Mm/c
Ta mIbHOCTI 25 % HE3HAYHO BiIpPi3HAETHCS BiJ TAKOTO
mpu mBuakocti 80 mm/c ta mimsHOCTI 100%. Buxomsun 3
[bOTO MOYKHA 3pOOHMTH BHCHOBOK, IO 3Ba)KAIOYH HA HPH-
3HAYEHHS JIETajl Ta BUMOTI NpH ii BUPOOHUIITBI, MOXHA
BUOpaTH ONTUMAaIbHY KOMOIHAIII0 PEKUMHHUX IapaMeT-
PiB IpolLIeCy 1 IpU IIbOMY HE BTPATHTH B Yaci.

28
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24 }\

22 \
20 \

A UlinshicTs 3anoeHenHA 26%
= WinshicTs sanoexenHa 100%

Hac apyky, xe

40 80
LWengxicte apyky, Mulc

Pucynok 7. 3anexHicTh yacy ApyKy BiJl IIBUAKOCTI IPYKY Ta
IIITBHOCTI 3aITOBHEHHS
Ha mincraBi cratucTHyHOT 0OpOOKH OTPUMAHO piB-
HSIHHS, SIK€ J03BOJIIE€ MPOTHO3YBaTH 4ac ApyKy FDM npu
pI3HOMY TIO€MHAHHI PEKUMHHX IapaMeTpiB IPoIeCy
APYKYy:
t=33,73-66,94-h—-0,26-v+0,25-dens+ 0,62 -h-v—
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—0,42-h-dens —0,001-v-dens,

(M

e ¢t — 4ac BUTOTOBJICHHS, XB;

h — BUCOTa mapy, MM;

dens — miapHICTH 3aNIOBHEHHS, %0;
V — WBHUJIKICTH APYKY, MM/C.

BucHoBkH

31ifiCHEHO OLIHKY BIUIMBY PEXHUMHHUX I1apaMeTpiB
npyky FDM (BucoTa miapy, IIBUAKICTb APYKY, TPAEKTO-
pist 3arIOBHEHHS, IUIBHICTH 3aIIOBHEHHS) HA Yac BUTOTOB-
JeHHs jeTaii. BeraHoBiIEHO, IO Ha 4Yac BUTOTOBIICHHS
HAMOLIBIINI BIUTMB MAlOTh TaKi (paKTOPH: BHCOTA IIapy,
IIBUIKICTh JPYKY, IIUTBHICTH 3aIIOBHCHHS Ta B3AEMOJIS
ux (aKTopiB.

AHaii3 3aeXHOCTI Yacy APYKy BiJ BUCOTH LIapy Ta
IIIJIBHOCTI 3alIOBHEHHS T0Ka3aB, IO IIPH BHOOPI TOBIIH-
Hu mapy 0,15 MM Ta 25 % 3am0oBHEHHS Ta TOBILUHHU LIapy
0,3 MM Ta 100 % 3amoBHEHHI Yac APyKY BUSBHBCS Maiike
OJTHaKOBMM. MO>XHa 3pOOUTH BUCHOBOK, IO JUISi MEHIIOI
BHCOTH MIAPY MiABUIIEHHS MIITBHOCTI 3aIIOBHEHHS 3HAY-
HO 301IIBIIy€E Yac APYyKY, TOJI SK IpH BUOOPi OUIBIIOT BU-
COTH IIApy 1 MiABUIICHH] MIUTFHOCTI 3aTIOBHEHHSI TIPU3BO-
JIITH JI0 HEBEJIMKOTO 301IBILIEHHS Yacy IPYyKY.

Bceranosneno, mo ans Bucotu mapy 0,15 MM mpu
MBHAKOCTI JpyKy 40 MMm/c 3Ha4yHO 30UIBIIYETHCS dYac
JIPYKy TIOPIBHSHO 31 MBHAKICTIO ApyKy 80 Mm/c, Tomi sIK
npu Bubopi Bucotn mapy 0,3 MM - gac APyKy MeHIIE i
3MEHIIECHHS MIBUAKOCTI APYKY NMPHU3BOAUTH 10 HEBEIHKO-
ro 30UIbILIEHHS Yacy APYKY MOPIBHIHO 3 BHCOTOIO ILIapy
0,15 mM.

BcranoBneno, 1mo 30iUIbIIEHHS MIBHAKOCTI APYKY
NPU3BOAUTE IO 3MEHIICHHS 4acy APYKY, a 301IbLICHHS
IITFHOCTI 3aIOBHEHHSI — JO 30IMBIIEHHS 4Yacy IpPYKY.
Tak, yac ApyKy HpH MBUAKOCTI ApyKy 40 MM/c Ta HIiTB-
HOCTi 25 % He3Ha4HO BiAPI3HIETHCA BiJ TaKOro IpHU
mBuakocTi 80 MM/c Ta mineHOCTI 100 %.

OtpuMaHO piBHSHHS JIHIHHOI perpecii, 110 103BO-
JIsi€ IPOTHO3YBATH BIUIMB PEKMMHHUX ITapaMeTpiB Mpolie-
cy nIpyky FDM Ha yac BUTOTOBIIEHHS AeTameil.

Buxopsun 3 pe3ysbTaTiB JOCTIDKEHHS MOXHA 3pO-
OWTH BUCHOBOK, 1[0 3B)KAIOYHU HA MPU3HAYEHHS JAETalll Ta
BUMOTY TIpH 11 BUPOOHHIITBI, MOXXHA BUOpATH ONTHUMAJIb-
HY KOMOIHAIF0 PEKUMHHX MMapaMeTpiB MPOIECy 1 mpH
bOMY HE BTpPaTHTH B 4Yaci, aje Tpeda BpaxoBYBaTH Te,
110 MiJABUIICHHS 3HAYCHHS TAaKHX PSKHUMHUX [ApaMeTpiB,
AK IBHIKICTH APYKY Ta BHCOTA IIapy 3HAYHO 3HIKYE
SIKICTh OTPHMAaHO{ TTOBEPXHi.
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Purpose. Investigate the regularities of FDM process parameters influence on the manufacturing time of parts.

Research methods. The samples for research were produced by the FDM method on a Profi+midi 3D printer.
Slic3rPE software were used for CAD model slicing and G-code preparation. The samples were printed using ABS+
filament. The STATISTICA software package was used for statistical processing of the results.

Results. The influence of different combinations of FDM process parameters (printing speed, layer height, infill
geometry, infill density) on the manufacturing time of products was examined. The main factors affecting the
manufacturing time were established: printing speed, layer height, infill density and the interaction of these factors

Scientific novelty. Analysis of the manufacturing time dependence on the layer height and the infill density showed

that when selecting a layer height of 0.15 mm and 25 % infill and a layer height of 0.3 mm and 100% infill, the
manufacturing time turned out to be nearly identical. It can be concluded that for a lower layer height, increasing the
infill density significantly increased the manufacturing time, while setting a higher layer and increasing the infill
density led to a small increase in the manufacturing time. It was found that for a layer height of 0.15 mm at a printing
speed of 40 mm/s, the manufacturing time significantly increased compared to a printing speed of 80 mm/s, while when
selecting a layer height of 0.3 mm, the manufacturing time is less and a decrease in the printing speed led to a small
increase of manufacturing time compared to a layer height of 0.15 mm. It was established that an increase in printing
speed led to a decrease in manufacturing time and an increase in infill density led to an increase in manufacturing time.
Thus, the manufacturing time at a printing speed of 40 mm/s and infill density of 25 % differed slightly from a printing
speed of 80 mm/s and infill density of 100 %.
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Practical value. A regression equation was obtained which allowed predicting the influence of the FDM process

parameters on the manufacturing time of parts.

Key words: Fused Deposition Modeling, manufacturing time, process parameters, variance analysis, regression

analysis.
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