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BauaHue HanpaBAaeHUA neuyaty no FDM-TtexHonoruum
Ha MexaHuYeckue CBOMCTBa U3AENUA

B.6. Pacnonuna'*, B.B. MaptbiHoBa?, E.A. CTynuna®
S UPKYTCKMI HaLMOHaAbHbIN MCCAEAOBATEAbCKMIA TEXHUYECKUI YHUBEpCHTET, UpKyTCK, Poccus

Pe3rome. Lienb paboTbl — U3yueHne BAUSIHUSE HanpaBAeHWs neyati B FDM-TexHonoruu (oT aHrA. Fused Deposition
Modelling - MoaeArpoBaHME METOAOM MOCAOMHOMO HamAaBAEHWS) HA MexaHU4Yeckue cBoWMCTBa uspeAnsi. Nabopa-
TOPHbIEe UCMbITaHWA 06pa3LoB TMNa B npoBoaMAKCh B cooTBeTcTBMM ¢ TOCT11262-2017 Ha pa3pbiBHOM MaLUUHE AAS
cTaTMyeckmx ucnbitaHuni Shimadzu AGS-10kNXD co ckopoCTbto HarpyxeHusa 2 Mm/MuH. 06pasLibl ObIAV U3rOTOBAEHbI
13 TepmonaacTMka ABS (akpUAOHUTPUA-ByTaaUEH-CTUPOA). MpK NPOYMX PaBHbIX YCAOBUSIX MBMEHAAOCH HanpaBAEHWE
neyati o6pasLoB. B KauectBe napameTpa, oTobpaxatowero atoT GakTop, HbIA MPUHAT YTOA HAKAOHA HWUTEW NevaTu
B 3aMOAHEHUW BHYTPEHHEro o6bema obpasla o K MPOAOAbLHOM ocu obpasua. PedyabTathl UcMbiTaHWM FDM-06pa3suoB
noKasaAu, 4To NPKU PasHbIX YrAax HaKAOHa O« AQHHbIE 3KCMEPHMEHTOB 3aKOHOMEPHO MeHsAtoTcA. Obpasel, COCTOUT U3
ABYX COCTaBASIIOLLMX: NepBasi — 3T0 3aNOAHEHWE BHYTPEHHEro obbema 06pasLia; BTopas — BHELLHAS 06oAo4Ka 06pas-
ua. Mo pesyabtataM aHaaM3a (Ha 3D-Mopenax 06pasLIOB B CAACEPE) TPAEKTOPUM YKAAAKU HUTEN MeyaTu B CAOSIX U
CTPOEHMST KaXXAOTO CAOSI BbIAO BbISBAEHO, UTO Ha M3MEHEHWE MEXaHUUECKUX XapaKTEPUCTUK UCTbITbIBAEMbIX 06pas-
LIOB OKa3blBatoT BAMSIHWE 00€ COCTaBASIOLLME UX KOHCTPYKUMKU. BO BHeLLHeN 060A0UKe 0bpasLia 0kasbiBatoT BAUSHUE
BEPXHAS U HUXHSASI TPaHU 060A0UKK. AeTanbHbIA aHAAM3 MOAEAM KaXAOTo CAOSt 06pa3LOB NMO3BOAUA OObSCHUTbL W3-
MeHeHWe peakuun 06pasLoB ¢ pa3HbIMU & Ha AEMCTBME OAMHAKOBOM pacTArMBatoLLEen Harpy3ku B YacTi BEAUUMHDI
paspyLuatoLen Harpy3ku. B 4acTHOCTM, 0COBEHHOCTU CTPYKTYPbI 3aMOAHEHUSI TaKOBbI, YTO €€ BAUSIHWE Ha BEAUUMHY
paspyLuatoLLen Harpy3ku ByAeT orpaHnyYeHo pocToM yraa o oT O Ao 45°. AanbHelLee yBeAnYeHUe & MPUBOAWT K 3ep-
KaAbHOM NMOBTOPSIEMOCTH KapTWHbI. MpK 3TOM BAUSIHUE Ha BEAMUMHY pa3pyLUuatoLLEen Harpy3kmn co CTOPOHbI BHELLHEN
060A0UKKM COOTBETCTBYET AnanasoHy 0°<a<90°. Taknum 06pa3om, B pe3yAbtate NPOBEAEHHbIX MCCAEAOBAHUI ObIAK
MOAYYEHbI 3HAHUS, AQOLLME MPEAMNOCLIAKMA AAS GOPMUPOBaHKA TEOPUK, 0OYCAOBAMBALOLLEN CO3AAHNE METOANKU U3TO-
TOBAEHWS AeTanen ¢ NomMoLbto FDM-TEXHOAOTMK C 3aAaHHBIMKY MEXaHUYECKUMU XapaKTEPUCTUKaMM.

KaroueBble cAoBa: appAUTUBHbIE TexHOAOTMKM, FDM-neuatsb, caaricep, obpasel, UCTbITaHWE Ha pacTaXeHWe, Mexa-
HUYECKME XapaKTEPUCTUKK, HarnpaBAEHWE NneyaTtu
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Effect of FDM printing direction on the mechanical properties
of products

Vera B. Raspopina®’*, Valentina V. Martynova?, Elizaveta A. Stupina®
3Irkutsk National Research Technical University, Irkutsk, Russia

Abstract. The study aims to examine the effect of printing direction in the FDM-technology (Fused Deposition
Modeling) on the mechanical properties of products. Laboratory tests of type B specimens were conducted in
accordance with GOST 11262-2017 using a Shimadzu AGS-10kNXD tensile tester with a loading rate of 2 mm/
min. The specimens were made of ABS (acrylonitrile butadiene styrene) thermoplastic. Under otherwise equal
conditions, the printing direction of the specimens was changed. As a parameter representing this factor, the
study adopted the inclination angle of printing filaments in the infill of the specimen « to its longitudinal axis. The
test results of FDM specimens showed that at different inclination angles «, a consistent variation in experimental
data is observed. The specimen comprises two components: the first is the infill of the specimen; the second is
the shell of the specimen. An analysis (based on 3D models of specimens in the slicer) of the filament path in the
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layers and the structure of each layer revealed that the mechanical properties of test specimens are affected by
both components. In the shell of the specimen, this effect is produced by its upper and lower edges. A detailed
analysis of models representing each layer of the specimens helped explain the variation in the response of
specimens with different o to the action of the same tensile load in terms of the magnitude of the failure load.
In particular, the features of the infill structure are such that its effect on the magnitude of failure load is limited
by an increase in the angle o from O to 45°. A further increase in o leads to a mirror repeat pattern. In this case,
the effect of the shell on the magnitude of the failure load corresponds to the range of 0°<a<90°. Thus, the
conducted research provided insights that can help lay the theoretical groundwork for a procedure for producing

FDM parts with specified mechanical properties.

Keywords: additive technologies, FDM printing, slicer, sample, tensile testing, mechanical behavior, printing

direction
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BBEAEHUE

Ha ceropHAlWHWM A€Hb aAAMTUMBHbBIE TEX-
HOAOTMXU WMEIOT LLIMPOKOE MPUMEHEHUE NpU
NPOU3BOACTBE PA3AMUYHOrO0 060PYyAOBaAHMUS, Ae-
Tanen MallmH 1 npubopos aBua- U aBTOMOOMU-
AecTpoeHus [1-4]. Bce 6oAblLe NpeAnpUsaTUin
NepexoAT K MNPOMbILWAEHHOMY WCMNOAb30OBa-
HUKO AQHHbIX TEXHOAOTMW, MOCKOAbKY WX MpPU-
MEHEHWE MO3BOAAET CHU3UTb CEOECTOMMOCTb
N3AEAUS, COKPATUTb CPOKU ero NpomM3BOACTBaA
6e3 NnoTepun KayecTBa.

B OCHOBeE aAAWUTUBHBLIX TEXHOAOTMYECKUX
NPOLECCOB AEXMUT MPUHUMM NOCAOUHOIO «Bbl-
paluMBaHWA» AeTaAu. AaHHble npouecchl 0be-
cneunBatotca  Bhaaropapsi  UCNOAb30BaHUIO
crneunanbHOro 060pyAOBaHWUS, UMEHYEMOMY
3D-npuHTep. Mo cyTH, 3T0 CTAHOK C YNCAOBbIM
nporpamMmmMHbIM yripaBaeHneMm (YY), NOCKOAbKY
neyartb U3AEAUA NPOU3BOANUTCH B COOTBETCTBUM
C ynpaBasitollen nporpammon. [lporpamma
dopmuUpyeTca B COOTBETCTBMU C 3D-MOAEALIO
N3AENAUSI.

OAHMM 13 Hambonee AOCTYMHbIX U pacnpo-
CTpaHeHHbIX MeTopoB 3D-nevyatn ABAsETCSA
FDM-neuatb (Fused Deposition Modelling -
MOAEAMPOBAHUE METOAOM MNOCAOMHOIO HaNAaB-
AeHUA). B ee OCHOBE AEXWUT METOA SKCTPY3UU
MaTtepuana, apanTMPOBaAHHbIA K MPUHLMNAM
3D-nevatn. AaHHasa neyatb obecneuynBaeTcs
HenpepbIBHOM nopayen Ha cToA 3D-npuHTEpa
pasorpertoro marepuasa 4epes ABUXYyLLeecs
COMAO 3KCTPyAEpa No 3anporpaMMmnpoBaHHOM
TpaekTopun. NOCKOABKY AMaMETP CornAa He3Ha-
UWUTEAbHbIM, BbiAABAMBAEMbIN MaTepuan obpa-
3yeT YNOPAAOUYEHHYIO HUTEBUAHYHO CTPYKTYPY,
KOTOpas YKAAAbIBAeTCA MOCAOMHO. Pe3yabra-
TOM 3TOr0 npoLecca ABAAETCA U3rotaBAUBae-
MOe U3AEAME.

PacxopHbIM MaTepuanom ansa FDM-neua-
TU ABASIFOTCA TEPMOMNAACTUUHbIE MaTepuaAbl.

478

OHM 0bAapatoT cnocobHOCTLIO MPU HarpeBa-
HUKM 0BpaTUMO NEPEXOAUTb B BA3KOTEKyYee
coctofiHWe. B HacTtofillee Bpems cyllecTByeT
6oAblIOE pa3Hoobpa3ve TepMONAaCTUKOB,
npeaHasHayeHHblx AAd FDM-neuwatn B npo-
MbILLAEHHbIX ycAOBUAX [5-T7]. Mpuuem mexa-
HUYEeCKMEe CBOWCTBA pPsiA@ M3 HUX COMOCTaBU-
Mbl CO CBOMCTBaAMM HEKOTOPbIX METAAAOB. Ha-
npumMmep, NpPeaeA MPOYHOCTU Ha pacTAXeHue
ULTEM 9085 cocrtaBaseT nopsipka 70 MMa,
PEEK - nopsaka 100 Mlla. MNpumeHeHne Ta-
Knx matepuanoB ara FDM-neuatn no3BoAasieT
3aMEHUTb YaCTb METAAAMYECKUX AeTanen Ha
AETaAM U3 TEPMONAACTUKOB 6Ee3 MOTEPU MX Me-
XaHWYECKMX CBOMCTB, MO3BOAMB CYLLLECTBEHHO
ONTUMWU3NUPOBATb NMPOU3BOACTBEHHbIE LIMKADI.
OAHAKO Ha 3TOM NYTU MPUCYTCTBYIOT HEKOTO-
pble TPYAHOCTH.

KauecTtBo HanevataHHoro FDM-u3aeans Bo
MHOIOM 3aBWUCUT OT COUYETAHUA CBOMCTB TEPMO-
nAacTuka U HacTpoek nevatu [8-10]. B poaHHOM
CAyYae NnoA HaCTpOMKaMM neyatn NoHMMatoTCa
TeMnepaTypHbii PEXMUM, CKOPOCTb U 0ObEM
noaayM mMarepuana, TOALLMHA CAOS, PaccTos-
HUE MEXAY YKAAAbIBAEMbIMU HUTAMU W MPO-
yee. Obnapasas COOTBETCTBYHOLLUMMUK 3HAHUSAMMU
0 CBOWCTBax Matepuana U TEXHUUYECKUX Xapak-
TepucThkax 0b6opyAOBaHUSA, onepaTop NPUHTE-
pa cnocobeH obecneunTtb TpebyemMblit OT HEro
YPOBEHb KauyecTBa U3AeAns. AAS NPOM3BOACTBA
HEeHecCyLLMX AETaAen 3TOro AOCTaTOYHO.

N3rotoBAEHME AETanen, KOTOopble B MpO-
uecce 3Kcnayaraumu AOAXKHbI BOCMPUHUMATb
Harpysky, TpebyeT TwaTteAbHOW NpPopPaboTKu
N3AEAUST Ha 3Tamne MPOEKTHO-KOHCTPYKTOPCKMUX
pabot [11-13]. 3Haunumyto YacTb TakMx paboT
3aHWUMaeT aHaAM3 NPOYHOCTH MPOEKTUPYEMOTO
napenms [14]. B cayuae FDM-u3pennss 3HaHUM
dM3NKO-MEXAHNYECKMX CBOWMCTB MaTepuana
HEAOCTaTO4YHO.
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OMUCAHUE NPOBAEMbI

BHelwHAA reomeTpusa 06bEMHOIO U3AEANS,
BbIMOAHEHHOTO MeTopoM FDM-neyatn, onpeae-
Asetcs 060A0UKON (purc. 1). BHyTpeHHMI 06beMm
N3AEAUS 3aNOAHAETCA HUTEBUAHOW CTPYKTYPOW.
Mpn 0AMHAKOBOW rEOMETPUYECKON POPME U3-
AEAVUSI U 3apaHHOM LWabAOHe nmeyatn MoryT OT-
AMYATLCA MPOLEHT BHYTPEHHErO 3aroAHEeHUs
N HanpaBAEHWE 3aMNOAHSAIOLWEN HUTU (pUC. 2).
Be3ycAOBHO, NMpu NPoUYMX paBHbIX NapameTpax
neyatm atm ¢aktopbl OYAYT BAMATbL HA MNPOY-
HOCTb U XECTKOCTb U3AEAUS.

MeToAnKM aHaAM3a MNPOYHOCTU, NPUMEHSEe-
Mbl€ AAA AETAAEW, U3rOTaBAMBAEMbIX MO TPAAU-
LIMOHHbIM TEXHOAOTUSIM (CYOTPaKTUBHbIE TEXHO-
AoTMK, GopMoobpasyroLLmMe TEXHOAOTUN), HENPU-
MEHUMbI B AAHHOM CAydae. [pUYMHOM 3TOMY
ABASAIETCH TO, YTO B MX OCHOBE AEXMT rMnoresa
CrnAOLWHOCTM Matepuana. Ctpyktypa FDM-uspe-
AVt aBCOAIOTHO HecnAoLWHas (CM. puc. 2). uno-
Te3a CMNAOLLUHOCTM Matepuana AEUCTBYET TOAbKO
B NPeAenax HUTK nedyatn. B Hactoawwmin MOMeEHT
MCCAEAOBaTEAM MPOBOAST aKTMBHYKO paboTy no

Brenmsasa
000J104Ka

MOUCKY peLleHN NpobAEMbI aHaAM3a MPOYHOCTH
FDM-u3penmnin [15-19]. OaHOM 13 ee COCTaBASItO-
LLMX SIBASIKOTCA 9KCNEPUMEHTAAbHbIE UCCAEAOBA-
HUS [20-22]. OHX NO3BOASIKOT NMOAYUUTb OLIEHKY
3aBMCMMOCTM  MEXAHUUECKUX  XapPaKTEPUCTUK
FDM-CTpYKTYpbl OT napamMmeTpoB Mx neyatu. [o-
CKOAbKY HOpMaTHBHasi 6a3a AASt TAKOrO POAA IKC-
NEPUMEHTOB B HACTOSILLMM MOMEHT OTCYTCTBYET,
nccarepoBaTeAM B OCHOBHOM  PYKOBOACTBYHOTCS
CTaHAAPTaMM ANl UCMbITAHMIM NAACTMacC.

Llenbto paHHOM paboTbl ABASIETCA 3KCNEPU-
MEHTaAbHOE OrnpeAeneHue 3aBUCMMOCTM Na-
paMeTpPOoB MPOYHOCTU U XeCTKOCTU FDM-CTpyk-
Typbl OT HanNpaBAEHUS AEUCTBUA pacTarnBato-
LLIEW CUAbI.

MCXOAHDBIE AAHHBIE AN 9KCNMEPUMEHTA
PYKOBOACTBOM AASi MPOBEAEHUSA WMCCAEAO-
BaHua npuHAT TOCT 11262-20174, pernamer-
TUPYIOLLMIA METOA UCMNbITAHUS Ha pacTsxXeHue
naactmacc.
AAA MCNbITaHWUK BbIA NPUHAT CTAHAAPTHbIN
obpaseu Tvna B (puc. 3).

AII0JIHCHUC

Puc. 1. BHyTpeHHee cTpoeHne FDM-kyba ¢ 45-npoLeHTHbIM 3anOAHEHMEM MO LWaBAOHY «CEeTKa»
Fig. 1. Internal structure of the FDM cube with 45 percent filling according to “grid” pattern

Puc. 2. 3D-mopean Kyba B caaricepe OrcaSlicer ¢ pasAnyHbIMU MPOLEHTaMM 3aMOAHEHUSA U HanpaBAEHUAMM HATU neyaTn
Fig. 2. Cube 3D models in OrcaSlicer with different filling percentages and printing thread directions

4TOCT 11262-2017. MaacTmacchl. MeToa UCMbITaHUA Ha pacTaxeHue. Beea. 01.10.2018. M.: CtaHpapTuHdOpM, 2018,
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Puc. 3. O6pa3sel Tvna B, cornacHo MOCTy 11262-2017
Fig. 3. Type B sample according to GOST 11262-2017
McnbiTaHMA NPOBOAUAUCL Ha Pa3pbiB- HUTEN NeuyaTn o Kak YIOA MEeXAY HUTbKO U TMPO-

HOM MallMHE AAA CTATUUYECKUX MWCMbITAHUN
Shimadzu AGS-10kNXD (Shimadzu, AnoHus)
CO CKOPOCTbIO Harpy>XXeHust 2 Mm/MUH.
O6pasupbl 6bIAM U3rOTOBAEHbI U3 TEPMONAA-
cTuka ABS (aKpUAOHUTPUA-OYTAAUEH-CTUPOA).
MeuaTb 06pPa3LOB OCYLLECTBASIAACb HA MPWUH-
Tepe Bambu Lab P1S (Bambu Lab, Kutan),
Anametp conaa 0,4 mm. Mpu neyatn obpasLbl
pacrnoAoXeHbl nAawms. lNapameTpbl nevyatu
ANSI BCeX 006pasLOB CAEAYHOLLIME: CKOPOCTb ne-
yatn - 160 mm/c; Temnepatypa paboyero cTo-
Aa - 90°C; Temnepatypa conaa ara 1 caos -
260 ° C; anst nocaeaytoLmx canoes — 270° C; win-
puHa akcTpy3umn 0,4 MMm; TOALLIMHA cAos 0,2 MM.
BHyTpeHHee 3anoAHeHue obpa3LoB ObIAO Bbi-
MOAHEHO MO LWAabAOHY 3amMOAHEHUSI «CETKa» C
MAOTHOCTbIO 25%. Onpepensincsa YroA HaKAOHa

AOABHOM OCbto 06pa3ua (puc. 4). Yron name-
HAACA B anana3oHe ot 0 oo 90° ¢ warom 10°.
CTpyKTypa KaXA0ro CAOSi NPeACTaBASET paBHO-
MEPHYIO CETKY C NMPAMOYIrOAbHbIMU AUYENKAMMU.
MoAOXEHME KAXAOr0 NPAMOYrOAbHUKA OT CAOS
K CAOKO He MmeHsieTcsl. CAepOBaTeEAbHO, CAOM
«NMPUKPENASAKOTCS» APYT K APYry HE TOYE4YHOo, a
Nno BCEN TPAEKTOPUM HUTU NeYaTh CAOS.
NOTMYHO MPEANOAOXMUTb, YTO MNOBEAEHME
BHELLHE OAMHAKOBbIX 06Pa3LOB NOA AEMCTBU-
€M OAMHAKOBOW CXEeMbl HarpyXXeHusa npu pas-
HOM HaKAOHE HWUTEN nevatn ByAeT OTAUYATHLCS.
HanpaBAaeHWEe YKAAAKM HUTEW NPUBA3AHO
K OAHOM M3 ABYX B3aWMHO NEPneHAUKYASPHbIX
HUTEN NeYyaTn 3anoAHeHUs (puc. 5). MpeaBapu-
TEeAbHbIN @HaAM3 BO3MOXHOIO OTKAMKA 3amnoA-
HEHMA NPU PasHbIX HaNpaBAEHUSX HUTEW Me-

Puc. 4. 3D-moaenb obpasua B caaricepe OrcaSlicer
Fig. 4. Sample 3D model in OrcaSlicer
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Puc. 5. Yrabl HakAOHa HUTEN neyaTn 3aMoAHEHUS
Fig. 5. Printing thread inclination angles

YyaTM Ha PacTArMBaloOLLYHO Harpysky MO3BOAUA
NPEANOAOXMTb, YTO OTAMUNE B OTKAUKE AOAKHO
HabAOAQTBCSA TOABKO B AManal3oHe yranoB ot O
AO 45°. Korpa 3HauyeHue yraa HakAOHa nepe-
CTynuTt nopor B 45°, KapTMHa AOAXHA MOAHO-
CTbO MOBTOPUTBLCHA. ATO OYEBUAHO, MOCKOABKY
paccMarpuBaemasn HUTb U NepneHANKYAapHas
€W HUTb 3aMEHSAT APYr Apyra B BOCMPUATUN CU-
AOBOTO MOTOKA.

Yto6bl NOATBEPAUTE MAM OMPOBEPTHYTb 3TO
MPeANoOAOXeHUEe, ObIAO MPOBEAEHO OAMHHAA-

LUaTb CEpUM UCNbITAHWK HaneyaTaHHbIX 06-
pasuoB. Kaxaasa cepusi BKAOUaeT B cebs nAatb
06pasLoB ¢ onpeAeNeHHbIM YTAOM HAaKAOHA HU-
TEBUAHOM CTPYKTYPbI 3aMOAHEHUS (CM. puUC. B).
B octanbHOM 06pa3Lbl BCEX CEPUN UAEHTUUHDI.

AHAAUS3 PE3YABTATOB

Pe3yAbTaTbl UCMbITAHWM MNPEACTABAEHbI B
TabA. 1, NOCTPOEH rpaduk 3aBUCUMOCTU MAKCU-
MaAbHOW Harpy3ku Frax OT yrA@ HAKAOHA HUTKU
(puc. 6).

Tabamua 1. 3HaueHWA MakCUMaAbHOM Harpy3kuM U COOTBETCTBYIOLLMX YTAOB HAKAOHA HUTKU NevaTu
Table 1. Values of maximum load and corresponding inclination angles of the printing thread

«, rpaa 0 10 20 30 40 45 50 60 70 80 90
Fraxepy H | 791,953 | 789,378 | 763,141 | 734,192 | 692,101 | 691,223 | 696,627 | 699,715 | 729,140 | 749,628 | 806,047
Fmax/ H
820
800
780
760
740
720
700
680 o, 2pad
0 20 40 60 80 100
Puc. 6. [paduk 3aBUCUMOCTH BEAMYMHBI MaKCMMaAbHOM Harpy3ku OT yrAa HakAOHa HUTK neyatu
Fig. 6. Maximum load value vs printing thread inclination angle graph
https://ipolytech.elpub.ru 481
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PesyAbTaTtbl UCMbITAHWI MOKa3aAW, UTO NPEeA-
noAaraeMon CUMMMETPUYHON KapTUHbI pacnpe-
AENEHWUSI NapamMeTPoOB MPOYHOCTU U XKECTKOCTU
He NOAYYMAOCH. [TOCKOABKY YroA o = 45 ° aBASAET-
cs nNpeaAnoAaraemMbiM LIEHTPOM CUMMETPUN, TO
3a 6a3y AAS COMOCTaABAEHMA PE3YALTATOB MCHbI-
TaHWW MPUHATbI AAHHbIE 3TOM cepun 06pa3LOB.

AN CONOCTABAEHUA PE3YALTATOB WCMbITa-
HWUM 06pasuoB Cc yrAaMu HakaoHa O, 45, 90°
NPOBEAEHO CpaBHeHWe (TabA. 2): npeacTaB-
AEHbl CAeAytoLMe AaHHble 006 aBCOAOTHOM M
OTHOCUTEABHOW pa3HuLAX MEXAY 3HaAYEeHUAMU
MaKCUMaAbHOMN Harpy3ku An 06pasLoB C yraa-
MW HaKnOHa HUTen nevatn O m 45°, 90 n 45°,
90 1 0° cOOTBETCTBEHHO, Afmax.

Tabauua 2. PasHuua Mexay 3HaUeHUAMU MaKCUMaAbHOM
Harpysku AAst 06pasLoB C yrAaMW HaKAOHa HWUTEW neyaTu
O0n4d5°,90145°,90mn0°

Table 2. Difference between the maximum load values
for the samples with printing thread inclination angles
of 0 and 45°,90 and 45°,90 and 0°

A AFmawxr H (%)
Aoase 100,730 (14,57)
Ago-s5° 114, 824 (16,61)
Ago.0° 14,094 (1,78)

N3 TaBAMUHbBIX AQHHbIX CAEAYET, UTO C 06pa3-
bl ¢ yrAoM o = 0° MeHee NPOYHbIE U XECTKHEe
no cpaBHEHUIO ¢ obpasuamu ¢ o = 90°.

NOTMYHO NPEAMOAOXUTb, UTO B MPOMEXYTOY-
HbIX TOYKAX KauyeCTBEHHAs KapTMHA AONKHA Mo-
BTOPUTLCA. OAHAKO rpadrKk Ha pUC. 6 NOKa3bIBaET,
YTO 3TO He Tak. B TabA. 3 npeacTaBAEHbl aHANOTMY-
Hble TabA. 2 AAHHBIE AASI TPOMEXYTOUHbIX TOUEK.

Tabaunua 3. PazHuLa MexAy 3HaUEHUAMU MaKCUMaAbHOM
Harpy3ku A 06pasLOoB € yrAaMKU HaKAOHa HUTEN nedaTu
B aAMana3oHe ot 0 po 90°

Table 3. Difference between the maximum load values
for the samples with printing thread inclination angles
in the range from O to 90°

A AFmax, H (%)
A1045° 98,155 (14,2)
Aso.g5° 71,918 (10,40)
Aso45° 42,969 (6,216)
Agoase 0,878 (0,127)
Aso.q5° 5,404 (0,782)
Aso.45° 8,492 (1,229)
Aros5° 37,917 (5,48)
Aso-45° 58,405 (8,450)
Aso.10° -39,750 (5,344)
Az0.20° -34,001 (4,455)
Aso.30° -34,441 (4,920)
Aso.40° 4,526 (0,007)
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MpeBbllEHNE MaKCUMaAbHOW Harpy3ku AAA
06pasuoB ¢ o, paBHbiM 10, 20, 30°, 3HaueHu
MaKCMMaAbHOW Harpysku AAA COOTBETCTBYHO-
lwmx obpasuos ¢ o, paBHbiM 80, 70, 60°, co-
CTaBASET nopsaka 5%. MNpu aToM XECTKOCTHbIE
XapaKTEPUCTUKM UMEKT obOpaTHy0 3aBUCU-
MOCTb.

Ytobbl NOHATL NPUUKMHY 3TOTO, CAEAYET NPO-
aHaAM3MpPOBaTb BHYTPEHHEE CTpoeHWe obpas-
LoB. Kpome CTPyKTypbl 3anoAHeHWs 0bpasua,
Ha ero cnocobHOCTb COMPOTUBAATLCS Harpy3ke
BAUSIET BHeELLHAA oboAOuKa (puc. 7), KoTopas
COCTOMUT U3 CTEHOK UAM NEPUMETPA, BEPXHEN U
HWXHeN 0b6oAOYEK. B AaHHOM cAyyae CTEeHKM
obpasLa BHYTPEHHIO KapTUHY CUMMETPUUN He
HapyLarT (CM. puc. 7 a). Ee HapywatroT Bepx-
HASA M HUXKHAR 000A0UKKM 06pasLa (CM. puc. 7 b).
BepxHsas obonouka obpal3oBaHa MNATbIO CAO-
AMU, HUXKHAS - yeTbipbMs. Obpasel, B LEAOM
obpa3oBaH ABaaLaTbio cAosiMM. ConocTaBuB
3aHMMaeMbli 060A0UKOM 06beM (4234 Mmm3) K
o6bem Bcero obpasua (8092 mm3), noayyaem,
4yTo 06LEM OOOAOUKM COCTABAAET MOYTH MOAO-
BUHY 06bema Bcero obpasua. CAep0BaTEABHO,
B AAHHOM CAy4Yae BAMSIHUE 0DOAOUKM Ha Hecy-
LLLyt0 cnocobHOCTb 06pa3ua AOAKHO ObiTb 3Ha-
YUTEABHbIM.

Cneayetr obpatntb BHUMaHME Ha cAon 16
(cm. puc. 7 b). OH ABAAeTCA NOrpaHUYHbLIM
CAOEM MEXAY 3aMOAHEHMEM U BEpXHEW 060-
AOYKOM. B TepmunHax FDM-neuyatm ero Hasbl-
BalOT BHYTPEHHUM MocTOM (internal bridge).
B OrcaSlicer npeaycmoTpeHa cneuuaAbHas
onuusa AN HACTPOMKK 3Toro napameTpa. OyHk-
LUMS BHYTPEHHEro MOCTa - 3TO NEPEXOA Npu
bopMMPOBaAHUM HUTEBUMAHOW CTPYKTYpbl OT €€
PaspsHKEHHON YacTh B 3aMOAHEHUN K BEPXHEN
060n0uKe. Kak BEpXHAS, TaK U HUXHSAS 060A0U-
KW BCErpa CO CTOMPOLEHTHbIM 3amnOAHEHWUEM.
Utobbl 06ecneunTb 3TOT NEPEXOA, BbiCOTa BHY-
TPEHHEr0 MOCTa NPaKTUYECKU B ABa pa3a 60Ab-
LLie BbICOT OCTaAbHbIX CAOEB (CM. pUc. 7 b). MNMpwn
39TOM COCEAHWW C BHYTPEHHWM MOCTOM CAOW
3anOAHEHMSA (CAOW 15) NpakTMYeCKU BNAABAEH
B Hero (puc. 8).

Tpaektopua YKAAAKM HUTM Ha BHYTPEH-
HEM MOCTy 06pa3syeT HENPEPbLIBHYKO AOMaHYH
AMHUIO C LUMKAMYECKM MOBTOPAKOLWMMCA Ha-
npaBAEHUEM «yKAaAKW» 3BEHbEB. B npeaenax
OAHOMO UMKAA AOMaHasi COCTOUT M3 YeTblpex
3BEeHbEB (puUc. 9). ABa 3BEHaA MPUKPENAAIOTCSA
K CTeHKam obpa3sua (3BeHbst 1 1 3). ABa Apy-
rmx 3BeHa (2 n 4) - 310 ABe NnapaAAeAbHble AU-
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a

b

Puc. 7. BHyTpeHHee cTpoeHne obpasua B paboyei yactu: a - NepuMeTp (CTeHKM) U 3aNOAHEHME; b — BEPXHSIS M HUXHSAS

000A0YKH, 3aMOAHEHME

Fig. 7. Internal structure of the sample working part: a - perimeter (walls) and filling; b - upper and lower shells, filling

HWUW, HaNpPaBAEHHbIE B COOTBETCTBUU C YTAOM O
(cMm. puc. B). A nmeHHo: ecan 0°Lag45°, 10
3BeHbA HanpaBAeHbl No «; ecan 50°LaZ90°,
TO 3BEHbA HanpaBAeHbl No yray a+90. Mexay
HUTAMMK, 0OPa3YOLWMMKU 3TU 3BEHbSA, €CTb He-
60AbLLOM 3a30p. TO eCTb HA HapyLleHWe NpoY-
HOCTHOM CUMMETPUM (CM. puUC. 6) 3TOT CAOU
BAUSIHUS HE OKa3blBaET.

HapyweHne B 3Ty CUMMETPUIO BHOCUT
caor 20 (cM. puc. 7). STOT CAOM Ka4eCTBEHHO
oTAMYaeTcsa oT npounx. OH obpa3oBaH CKpe-

a

NAEHHbIMW Mexay cobon no H6OKOBbIM NO-
BEPXHOCTAM OTAEAbHbIMW HUTSIMW, Hanpas-
A€HHbIMW NnoA yraom o+90° (puc. 10). KOHLUbI
KaX>XAOM HUTU «CTbIKYHOTCSI» C COOTBETCTBYHOLLLU-
MW HUTAMU nepumetpa. Mpoune cAou Bepx-
HEW U HUXHeNH obonovek GOpPMUPYOTCH MO
HEenpepbIBHOW TPAEKTOPUU TaKXe, KaK BHY-
TPEHHUMN MOCT (CM. puUc. 9), C TOM EAUHCTBEH-
HOM pasHuuUen, YTo BOKOBble MOBEPXHOCTU
3BEHbEB 2 1 3 NAOTHO MPUAETAKOT APYT K APYTY
(cM. puc. 10). AAMHA HUTEW 3TOro CAOSt U3Me-

c

Puc. 8. Moaenb BHyTpeHHero mocta B OrcaSlicer ¢ npMMbIKaIOLWMM K HEMY CAOEM 3aMoAHEHNA B 25%, o = 20°: @ - BUA CBEPXY;

b - Bua CéOKy,’ C - BMA CO CTOPOHbI CAOA 3allOAHEHNA

Fig. 8. Internal bridge model in OrcaSlicer with an adjacent layer of 25% filling , o« = 20°: a - top view; b - side view; ¢ - view

from the filling layer
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1 3BeHO

2 3Be

Puc. 9. LInkAMuHas HUTeBUAHASA CTPYKTYpa BHYTPEHHEro MOCTa

Fig. 9. Cyclic thread-like structure of the internal bridge

a

c
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4 3BeHO
HO

3 3BeHO

|
b

|
d

Puc. 10. Moaean 19 n 20 croeB 06pasLoB C pasHbIMKU YrAaMu HanpaBAEHWS] YKAAAKM HUTH: a - & = 0°% b - a = 90°;

c-a=20%d-a=70°

Puc. 10. Models of 19 and 20 layers of samples with different angles of thread laying directions: a - o« = 0°; b - & = 90°;

c-0=20%d-a=70°

HAEeTCA B 3aBUCUMOCTM OT 3HAUEHUS yraa .
OueBUAHO, YTO CNOCOOHOCTb CONMPOTUBAATLCSA
pacTArMBaloLLLEN HArpys3ke y 3TOro cAosi 06-
pasua byaeT U3MEHATbCA MO BCEW AMHENKe
3HAYEHUM yrAa Q.

B otAanumne ot 20 caosl, OTKAMK YacTh 06-
pasua, 06pa3oBaHHOM OCTaAbHbIMKW 19 cAo-
AMKW, U3MEHSAETCA NPU AUMHENKe 3HaYeHWM
o ToAbKo oT O po 45°. Aanee ot 45 po 90°
peakumsa aTor Yyactu obpasua 3epKanbHO No-
BTOPUTCA.
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3AKAKOYEHUE

Mo pesyAbTaTaM MNPOAEAAHHOW  paboThbl
MOXHO CAeAaTb BbIBOA O TOM, UTO Ha Napame-
TPbl NPOYHOCTH 06PA3LOB MNPU NPOUUX PABHbIX
YCAOBUSIX BAUSIOT ABa daKTopa:

- HanpaBAEHMWE YKAAAKM HWUTW NeyaTu B 3a-
MOAHEHUH;

- HanpaBAEHWE YKAAAKM HUTU Meyatu B
BEPXHEN U HMXKHEN 060AOUKax 0O6pa3LOB.

Mpryem 3aBUCUMOCTb MEXAY 3TUMU GaKTO-
paMu Henpsimas. B 3anoAHeHWn 06pas3LoB 13-
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MeHEHWE 3HAUYEHWIM YIAa HAKAOHA HUTKU nevaTtu
K NPOAOAbHOM ocu 0b6pa3ua o ot O oo 90° npwu-
BOAUT K HeEKOM napaboAMUEeCcKOM TEHAEHLUMUK
B KPMBOW 3aBMCUMOCTM MEXAY 3HAUYEHUAMMU
MaKCMMaAbHOW Harpysku, BblAEPXUBaAEMOM
obpasuamu, U 3HaUYEHUSIMU yraa o. BeplumHa
3TOM napaboAbl HAXOAMTCA B TOUKE, Y KOTOPOW
o =45° (cMm. puc. 6). BAMsHME BEPXHEW U HUX-
Hen 06oAoUEK 06pa3LOB BHOCUT BO3MYLLEHME

B 3Ty KapTMHY 3aBUCUMOCTU, HapyLlaeT CUM-
METPUIO rpadurka. AAA BbIABAEHUS 3aBUCUMO-
cTen, 06yC/\OB/\MBaPOLLI,MX Ka4yeCTBEHHbIE N KO-
AMYECTBEHHbIE NAapaMETPbl 3TOT0 BO3MYLLEHNA
HE0OXOAMMbI AAAbHENLLIME UCCAEAOBAHUS.

AaHHble 3HaHWA AAQlOT MPEAMNOCbIAKY AAS
BO3MOXHOCTHU MOAYYUTb METOAUKY UITOTOBAE-
HUA A€Tanen C 3apaHHbIMWU MEXaHUYECKUMMU
XapaKTepUCTMKaMu.
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