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AHHOTAIMA

Merton nocioiinoro Hamiasiaenus (FDM) sBiseTcst omHoM U3 caMBIX paclpoCTpaHEHHBIX
B MHUpE aJJUTUBHBIX TEXHOJOTHHA W IIUPOKO MPHUMEHSETCS B Pa3IMYHBIX OTpacisaX Kak Uit
NPOTOTHIIMPOBAHUS JAeTalel, Tak W A8 TONXy4eHHs (QYHKIHOHAJIBHBIX MOJMMEPHBIX
MaTepHaIOB C 3aJaHHBIMH CBOWCTBaMH. M3BecTHO, 4YTO mOdydeHHBIE MeTogoM FDM
Martepuajbpl  00JagaroT HHU3KOH  CTaOWJIBHOCTBIO MPOYHOCTHBIX CBOMCTB M CHJIBHO
BBIDQKEHHBIMH ~ aHU30TPONHBIMU  XapakTepUCTHKaMH. B  Hacrosimee Bpems, OIHOU
W3 aKTyaJbHBIX TMPOOJIEM CHHTE3WPYEMBIX MaTepHajoB SBISETCA HHU3Kasg TPOYHOCTD
MEXCIIOWHOHN cBsi3u. [ns pemieHust 3Toil mpoOiieMbl OGOJMBIIMHCTBO MeTo/I0B 3D-meuarn
COBEPUICHCTBYIOTCSI B HAINPaBJICHUU ONTUMHU3ALMN TEXHOJIOTMUYECKUX MapaMeTpOB C IIEINBIO
MOJTyYEHHS] MaTEPHaJIOB ¢ 00JIee BEICOKMMHU U CTAOMIBHBIMIA MEXaHUIECKIMH CBOMCTBAMHU.

ITo pe3ynpTaTaM paHee MPOBEACHHOTO HCCieMOoBaHUs 00pasnoB u3 nommwiaktuaa (PLA)
OBUIO TOKa3aHO, YTO JBYXCJIOMHOE MEpEeIUICTCHUE, PEaJM30BAaHHOE MEXIy MNOIMMEPHBIMU
HUTSIMH MaTepuaia, OKa3bIBaeT BIUSIHIE HA TIPOYHOCTHBIC XapaKTEPUCTUKU.

B cBf3M C aKTyanbHOCTHIO TPUMEHEHHS PA3TUYHBIX BBICOKOTEMIIEPATYPHBIX
KOHCTPYKITHOHHBIX TIOJUMEPHBIX MaTepuanoB s 3D-medatn (yHKIIMOHANBHBIX JeTallel,
B HACTOSIIEH padOTe HCCIENOBAOCHh BIVSIHHE JBYXCIOWHOTO TMEPEIUICTeHHs Ha TMPOYHOCTH
MIPY OJTHOOCHOM CTaTHUYECKOM pacTsKeHUU 00pa3ioB u3 nonuddupipupkerona (PEEK).

B crathe crcTeMaTH3MpOBaHBI HaMOOJIee YacTO BCTpEYArolIUecs B JIUTEpaType paboThI
O BIHUSIHUU pa3au4HbIX napameTrpoB 3D-meuatu merogom FDM Ha MexaHWYecKue CBOMCTBA
obpasios w3 PEEK. IlpuBoautcs cpaBHEHHE TPOYHOCTHBIX XapaKTEPUCTHK 00pa3IoB
C meperyieTeHHMeM U 0e3 TMeperuleTeHHs, IOJYYSHHBIX MPH CTaTUYeCKOM PACTSDKEHUH,
CpPaBHHBAETCS XapaKTep UX Pa3pyIICHUsI.

[TomyueHHBIE TTPH CTATHYECKOM PACTSHKEHUH TOTIEPEK MOTUMEPHBIX HUTEH MPOYHOCTHHIE
XapaKTepUCTUKX 00pa3loB YKa3bIBAIOT HAa CYIIECTBOBAaHHE NPUHIMIHAILHON BO3MOXHOCTU
WCIIOJIb30BAHMS JIBYXCJIOMHOTO TIepeIUIeTeHUs] JJs TOBBIIMICHHS MPOYHOCTH TOJIMMEPHBIX
MaTepHajoB, U3TOTABIMBAEMBIX C HCIIOIE30BAHUEM aIATUBHON TEXHOIOTHH.

KaroueBblie ciioBa: momu3GuphUpKETOH; MEXaHHUYSCKHUE CBOMCTBA; MMPOYHOCTH IIPU PACTSKCHUH,
CTPYKTYypa; IBYXCIIOiHOe nieperuieTenue; 3D-neuars; MeTo 1 MOCIONHOT0 HATUIABICHHS

TENSILE STRENGTH OF POLYETHERETHERKETONE SAMPLES
3D-PRINTED VIA FUSED DEPOSITION MODELING METHOD
WITH DOUBLE-LAYER WEAVE

* Asmop svipascaem 6nazooaprocmu koanexkmugy komnanuu OO0 «Tomanzed», Poccuiickas
Dedepayusi, 3a npedOCMABNICHHYI0 803MOICHOCHb U320MOGIeHUs mecmogvix obpasyos uz PEEK
¢ ucnonvsosanuem npomviuiiennoeo 3D-npunmepa «AnyForm 500 Pro» ons npoeedenus uccnedosanusi.
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ABSTRACT

Fused Deposition Modeling method (FDM) is one of the most available additive
manufacturing technologies in the world. It is being widely applied in different areas for rapid
prototyping and fabricating functional polymer materials with desired characteristics. FDM
3D-printed materials have low stability and high anisotropy of mechanical properties. Currently,
low interlayer bonding is the actual problem of FDM 3D-printed materials. Most 3D-printing
methods are being improved by optimization of main printing parameters to enhance
mechanical properties.

Previous study of polylactide 3D-printed samples showed that double-layer weaving
formed between polymer threads affected the strength of the material and its fracture pattern.

Due to wide application of different high temperature engineering thermoplastic polymers
for 3D-printing functional parts, the aim of this work was to study the effect of double-layer
weave on the tensile strength of polyetheretherketone (PEEK) samples.

This work presents a systematic review of the most frequently cited papers about the
effect of different 3D-printing parameters on mechanical properties of 3D-printed PEEK.
Performed characteristics of the samples obtained by static unidirectional tension and their
fracture behavior show that double-layer weave can be potentially implemented for additively
manufactured polymer materials to improve their mechanical properties.

Keywords: polyetheretherketone; mechanical properties; tensile strength; structure; double-
layer weave; 3D-printing; fused deposition modeling

BBEJIEHUE

B03MOXHOCTE, HW3TOTOBJICHHUSA JeTajlell METOIOM NOCIOWMHOIO HaIlIaBJICHUSA
(Fused Deposition Modeling, wiu FDM) u3 coBpeMeHHBIX KOHCTPYKIIMOHHBIX
HOJIMMEPHBIX ¥ TIOJIMMEPHBIX KOMITO3HIOHHBIX MaTepHasioB (monugpeHumicynbhoHa,
noamd¢upumMuIa, noamddupdpupkerona, u  ap.) [1-3] mosiBuiace  Omaromaps
MHTEHCUBHOMY Ppa3BUTHIO aJJIUTUBHBIX TexHojorui. Hecmorps Ha Oonee uem
TPUILATUIICTHIOID HUCTOPUIO pa3BuTusi Mmerona FDM, Bompochkl BAMSHHSA pa3IHYHBIX
napameTpoB 3D-medyatu W BapuMaHTOB BHYTPEHHEH CTPYKTypbl Ha CBOWCTBA
MaTepHalioB, MOJYYCHHbIX AaJJUTUBHBIM CHOCOOOM, TIO-TIPEKHEMY  SIBIISIOTCS
aKTyaJTbHBIMH U Majio M3y4eHHBIMH. MaTepuaibl, mojaydeHHbie MmetogoM FDM, umerot
HU3KYI0 CTa0MJIBHOCTh NPOYHOCTHBIX CBOMCTB M SPKO BBIPAKECHHBIE aHH30TPOIHBIE
XapaKTEpUCTUKH, 110 CPaBHEHHIO C MaTepUallaMH, IMOJIy4aeMbIMH METOJAMHU JIUThS.
B oxHolt u3 paHHHX paboT OBUIO MOKa3aHO, YTO YNPYrHe CBOWCTBA TEPMOILIACTHYHBIX
neTanel, u3roToBiaeHHbIX MeTogoM FDM, B HanpaBneHun ykiaiku MoJMMEpPHBIX HUTEH
3HAUUTENIBHO OTJIMYAIOTCS OT CBOMCTB B MEPIEHANKYIIPHOM HanpasiieHUu [4].

B cBs3u ¢ 5THM, 01HO# W3 TJIaBHBIX TE€HIEHIUH pa3BuTus Mmetoga FDM u npyrux
aJTUTUBHBIX TEXHOJIOTHI SBIAETCS TOJY4YEHHE MaTepHajioB C 0ojiee BBICOKUMH
U CTaOWJIBHBIMH MEXaHUYECKUMHU cBoWcTBaMH. CerogHs COBPEMEHHOE IIPOrpaMMHOE
o0ecrieyeHne COBEPILICHCTBYETCS B  HAMpPaBICHUM MOJEIUPOBAHUS  CTPYKTYPHI
MaTepHaoB, MPOBEACHUS BUPTYaJIbHBIX MCIBITAHUN W ONTUMHU3ALMM KOHCTPYKIHH
nonumepHbIx u3nenuit [5]. Cozmatorcs u  oOHOBIstoTCs mpoduiu  3D-nedarw,
peanu3yomue BO3MOKHOCTH HACTPOMKM W KOHTPOJSI HW3BECTHBIX YIPABIAIOLIMX
M 33aBUCHUMBIX I1apaMeTPOB B 3aBUCHMOCTH OT HCIIOJIb3YEMbIX IOJIMMEPHBIX
MaTepHaios [6].
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B nactosimee Bpemsi 0onbIIMHCTBO MeTon0B 3D-meuatn mo texuosoruun FDM
OCHOBaHO Ha «HUCXOSIIEM» MPUHIUIE CIAlCHHTA, TO €CTh pa3elieHus HCXOIHON
3D-Mozenu neranu Ha OTHENBHBIE CJIOW, YJIOKEHHBIE OPYr Ha JApyra. DTO HMPHUBOIUT
K aKTyaJIbHOU TIpo0OsieMe HU3KOH MPOYHOCTH CBSI3U MEX]Y CIIOSIMH MaTepHaa.

Jl1st yMeHbIIIEHUs BIUSHUS CIa00H MEXCIIOMHOM CBSA3M Ha 00IIMe MEXaHHUUECKHE
CBOMCTBAa MaTepualia TPUMEHSIOTCS METOJbl, OCHOBAaHHBIE Ha ONTUMH3AIUU
TEXHOJIOTHYeCKUX TMapaMeTpoB 3D-mevatu [6-8], Ha MCTONB30BAHUH JOTIOTHUTEIBHBIX
UCTOYHUKOB Teria [9],  Ha BKIIIOYEHUH B COCTAB MaTepHaja pa3indHbIX 100aBoK [2]
Wi apMupyromux BojokoH [5,8]. B pabore [10] Obuto mpemiokeHo 3aaaBaTh
MEPETJICTCHHE MEXIY HECKOJIbKHMH CIOSMH MaTepuaia JUIsl YBEJIMYEHHUsS MPOYHOCTH
HareyaTaHHBIX jaetaneld. B crarbe [11] moka3zaHo, 4TO NMpu HE3HAYUTEIHHOM pa3HUIIC
B TIPOYHOCTH y OOpasloB C JBYXCIOWHBIM IMEpeIUIeTEHUEM HaOIroaanach Tydlas
MOBTOPSIEMOCTh POYHOCTHBIX CBOMCTB MO CPAaBHEHUIO C 00pa3amMu 0e3 MepernsieTeHHs..

Bwmecrte ¢ TeM, B nuTeparype MOKHO BCTPETUTh M Japyrue Meronsl 3D-meuaty,
OCHOBaHHbIE€ Ha MPEIBAPUTEIHLHOM MPOEKTUPOBAHUM CTPYKTYpPbl OTAEIBHBIX CIIOEB
U3 JJIEMEHTAPHBIX CTPYKTYPHBIX JJIEMEHTOB U TOCIEAYIONIEM CHUHTE3€ BHYTpPEHHEH
CTPYKTYpPHI LIETIOTO MaTepuaia. B oTnuuue oT mpuHIMNA ClaiiCMHTa, JaHHBIA MOAXO0J]
MO3BOJIIET PEaA30BaTh IBUKCHHE OSKCTpyJepa MO OoJee CIOXKHBIM TpPaeKTOPHIM
YKIQJKA Marepuaia, B TOM 4YHCJIE TPEACTaBICHHBIM B BHAe 3ursaros [12]
WM TpUTrOHOMeTpHueckux ynkumi [13].

B Hacrosmelr pabore MNPUBOAATCA Ppe3yNbTaThl HMCCIEAOBAHUS  BIMSHUS
JBYXCIIOWHOTO TIEPEIJICTCHHUS] Ha TMPOYHOCTHh MPU OJHOOCHOM PACTSKEHUH 00pasIioB
u3 noamdupadupkerona (PEEK).

PEEK sBngercs mnomykpucTaliM4ecKMM TEPMOIUIACTUYHBIM — MaTEpUAJIOM,
IUIOTHOCTh U MEXaHMYECKHE CBOMCTBA KOTOPOTO HAMPSMYIO 3aBUCST OT COOTHOILIEHUS
KPUCTAJIMYECKUX YYaCTKOB C BBICOKOW CTEMEHBIO YHOPSIOUYEHHOCTH MOJIEKYI,
¥ aMOP(QHBIX Y4aCTKOB CO CIY4ailHBIM pachpeaeicHueM Mojeky [14].

B Ttabnume 1 mpuBeneH kpaTkuii 0030p HamOojiee YacTO BCTPEYAIOIIMXCS B
auTeparype paboT, B KOTOPBIX HCCIIEIOBAIOCH BIUSHHUE PA3IUYHBIX mapameTpoB 3D-
neyatu MetonmomM FDM Ha wMexanumueckume cBoiictBa o6OpasnoB u3 PEEK. B
OpeanocieqHeM CToyOe TaOmuIbl yKa3aHbl OKPYIJICHHBIE MUHUMAIBHBIE U
MaKCHMaJbHbIC 3HAYCHHS Tpe/ea MPOYHOCTU TPU PACTHKEHUU (aBi), JOCTUTHYTHIC
BHYTPHU COOTBETCTBYIOIIMX IMANa30HOB U3MEHSIEMBIX TapaMETPOB.

Pesynbratel  uccnemoBanuii  [14-16] TmOKa3bIBAIOT, YTO C  YBEIMYCHHEM
Temreparyper skerpysun (T,) u okpyxarowei cpeast (T,) [14,16] npoucxomut
YBEJIMUEHUE CTENEHU KPUCTATU3AIMU, YTO MPUBOAMUT K YIYUIICHHUIO MPOYHOCTHBIX
CBOMCTB MaTepuaina. Bmecte ¢ TeM, Mexanndeckue cBoiictBa obpasmnos u3 PEEK Taxke

3aBUCAT OT psAa Apyrux (axkTopoB: yria yKIaJAKWA MOJMMEPHBIX HUTEH (9) [17-19],
Beicotel crost (h) [16,17,19,20], ckopoctu mewarn (F) [16,19,20], u mrorHOCTH

3aroJTHEHUS (I) [19,21]. IIpu sTOoM, XOTSA BIAMSHHE TEMIIEPATyphl TLIATHOPMBI

MOCTPOCHHUS  HAa  NPOYHOCTh  HE3HAUMTEIBHO,  €r0  BaXXHO  YUUTHIBATH
I TipenoTBpaiieHus nedopmanuu gerainer [19]. Pasnuunbie BEICOKOTEMIIEpATYPHBIC
pekumbel  medatn  [14,22-25] Takke BIMAIOT HAa  CTENEHb  KPUCTAUTM3AIUU
u Mexanndeckue csoricrea PEEK.
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Tabnuma 1.
Kpatkuii 0630p paboT B 00:1aCTH UCCIIEIOBAHMS BIUSHUAS OCHOBHBIX MTAPaMETPOB
3D-neuaTn Ha MexaHHUYECKUE CBOicTBa 0Opa3uoB 3 PEEK.

N| Tc | Tl Bl ham | 0,0 | L% | oy Ma | Her.
MM/C | MM
1 | 360-480 25 40 04 0.2 0 100 48.5-58.5 | [14]
2 | 360-420 - 20 04 0.2 45/-45 100 79.0-84.0 | [15]
3 | 380-410 90 50 0.4 0.2 0 100 75.0-88.0 | [16]
4 420 25-200 40 04 0.2 0 100 58.0-84.0 | [14]
5 400 25-90 50 04 0.2 0 100 75.0-85.0 | [16]
6 400 - 17-26 | 0.4 0.2 45/-45 100 68.3-57.0 | [20]
7 400 90 30-50 | 0.4 0.2 0 50 74.0-86.0 | [16]
8 400 90 50 0.4 | 0.1-0.3 0 100 78.0-88.0 | [16]
9 400 - 20 0.4 | 0.1-0.25| 45/-45 100 63.5-68.0 | [20]
10 400 - 20 0.6 | 0.25-0.4| 45/-45 100 39.0-58.0 | [20]
11 410 - 13 04 0.1 90-0 100 72.9-82.6 | [18]
12 400 - 20 04 0.2 45/-45 |20-100| 60.6-98.9 | [21]
13 400 145 20 04 0.2 45/-45 100 76.0 [22]
14 450 290 40 0.7 0.25 45/-45 100 66.9 [23]
15| 525 i 30 |04]| 01 0 100 873 | [24]
16 435 75 35 0.6 0.1 90 100 43.1 [25]

1. 3KCIIEPUMEHTAJIBHASA YACTb

OOpa31bl 1151 UCTIBITAHUN OBLITM HaredaTaHbl B KOJWYECTBE S IIT. KKI0H cepuu
(cepus A — 0Oe3 meperuieTeHusi HuUTEH, cepus B — ¢ mepemerenuem uHuteh). s
M3TOTOBJICHUS 00pa3ioB ucnoib3oBasics PEEK mapkn «U3 PEEK» ¢ nnamerpom Hutn
1.75 mm mpoumsBoxactBa «U3Print», Poccuiickas ®enepanmsi. OCHOBHBIE CBOWCTBa
JAHHOT'O MaTepuaa 1o JaHHBIM POU3BOAUTENS MPEACTaBIEHBI B TabIuIe 2.

Tab6muma 2.
OcnoBHbIe cBOMcTBa Hcxoauoro PEEK, ncrons3oBannoro g 3D-meyarwy.
No HaunmenoBanue napamerpa 3HayeHue
1 | IlnotHOCTS, T/eM® 1.30
Temneparypa nnasnenus T, °C 343
Temneparypa crexnosanus T, °C 143
4 Koa(hpuimenT TemioBoro paciumpeHus, npu T <T, 50
MKM/MX°C mpu T >T, 140
5 | IIpenen mpouHnocTH Ha pactsokenune, MITa 98

OOpa3ipl ObUTH TMOJyYEHBI C MCIIOJIb30BAaHHEM MpoMbInuieHHoro 3D-npunTepa
«AnyForm 500 Pro» (OO0  «Toramszen»,  Poccuiickas  ®Deaeparmms)
C BBICOKOTEMIIEPATYPHOM AKTHUBHOM KaMEpOM, BBICOKOTEMIIEPATYPHBIM 3KCTPYAEPOM,
MPELM3UOHHON CHCTEMOM MepeMelleHus U 00JacThl0 TedaTd MO JJIUHE, UIMpPUHE,
u BeicoTe cooTBeTcTBEHHO — 500 x 500 x 500 MM.
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Pesympratel  pabor [19,26,27] mokaspiBalOT, YTO B MPOIECCEe  IE€YaTH
U mocienyronero octeiBanus o0pasisl 3 PEEK moasep)keHsl cuibHON aedopMariu
u paccioeHuto. C 1enbl0 yYMEHBUICHHS pHUCKa BO3HUKHOBEHHUS JedopMaiiuu
nevyaTraeMbIX 00pa3oB U MX BO3MOXHOTO OTPHIBA OT MIATGOPMBI TOCTPOCHHUS TUIOIIATH
MIEPBOTO CJIOSI KaKIOTO 0oOpas3ia Oblia yBeTWdeHa, CyMMapHas TOJIIMHA 00pa3lioB
yMeHblIeHa ¢ 14 cioeB 10 6 cioeB, a Ha CTEKJISHHYIO MOBEPXHOCTh IUIAT(HOPMBI
JIOTIOJTHUTEILHO HaHOCWICS aare3uB. OcHOBHBIE mapameTpbl 3D-medatn 00pasmoB
u3 PEEK npencrasiens! B Tabmnuiie 3.

Taonuua 3.
Ocnosnble napamerpsl FDM 3D-neuatu uccnenyemsix oopasuos u3 PEEK.
No HaunmenoBanue napamerpa 3HaueHune
1 | Temmeparypa 3kcTpy3uu, °C 480
2 | TemmepaTypa B akTUBHOU kKamepe, °C 200
3 | Temmeparypa nmogorpeBaeMoi miatgopmsl, °C 150
4 | TommmHA IEPBOTO CIOS, MM 0.15
5 | TommuHA MOCIEAYIOMUX CIOEB, MM 0.2
6 | Juamerp comia sKCTpyaepa, MM 0.4
7 | CxopocTh mieyaTs (B TOM YHUCIIE JUIsl IEPBOTO CIIOST), MM/MUH 700
8 | ITnotHOCTH 3anmonHeHus, % 100
9 | Yroxa opueHTaluu MOJIUMEPHBIX HUTEH B cioe, ° 90

Bce oOpasupl ObuTH BBIIOJIHEHBI B BHJIE TMOJOCH JIMHOW 121 MM, mupuHOM
20.7 MM, 1 TOIIIUHOM 1.2 MM.

PacueTHoe Bpemsi TmeuaTH Kaxaoro ooOpasna cocTtaBwio oOkojgo 60 mwuH.
Wzrorosnenune o0pa3oB KaKA0H CEpUN OCYIIECTBISLIOCH ITOCIEA0BATENBHO, IPH ATOM
CHSITUE Bcex 00pa3loB ¢ MiIaTGopMbl MOCTPOEHUS MPOU3BOAMIIOCH MPUMEPHO Yepe3
60 MuH TOCTIe 3aBepIICHHUs MeYaTH MOCIeTHero oopasla U3 Cepun U UX COBMECTHOTO
OCTBHIBAaHUS B aKTUBHOI Kamepe.

Buytpennsiss crpykrypa oOpa3moB 0e3 meperuieTeHHs Oblla  TOJTydeHa
napajuleIbHOM YKIIAAKOM MOJUMEPHBIX HHUTEW, OPUEHTHPOBAHHBIX MEPHEHAUKYISPHO
ocu pactspkenus (OX).

Jns nmonydenusi oOpa3loB € MEpErUIeTeHUEM HCIOIb30BalICs METOM, MOAPOOHO
OIMCAaHHBIN B mpensiayieM uccienoBanuu [11]. Ha puc.l mokasaH mpomecc yKJIaaKu
MOJIMMEPHBIX HUTEH M TMPUBEACHBI MPOCTEHIINE YMPaBISIONINE KOMaHIbl Ha S3bIKE
G-Code st co3manust nmeperuieTeHusl.

Kaxnas MpocTenIas KOMaHa COJICPIKUT 3HA4YCHUA KOOpJMHAT
JUIS TIEpEeMEUICHUS TeYaTalolei TOJIOBKM U JIByX OCHOBHBIX napameTpoB 3D-neuatu:
skcTpy3un ( E, mm) u ckopoctu neuyaru ( F, mm/mMun). IlepBeiii mapamerp onpexaensier
KOJIMYECTBO MaTepuaia, BBIAABIMBAEMOTO OHKCTPYIEpPOM Ha KaXIOM OTpE3Ke
TPACKTOpPUHU TIEPEMEIICHUSI TeyaTalollell ToJoBKUM. BTopol mnapamerp omnpenenser
CKOpPOCTh TIEpEMEILEHHs TeYaTalouel ToJOBKH. 3HAYCHHs IapaMeTpa SKCTPY3HH
Ha KaXXIOM Y4acTKe TPaeKTOPHH MepeMelIeHUs dKCTpyaepa 3aJaBaluch Mo GopmyIe,
roe h — Beicora ciosi, W — mmpuHa pactpa, d — muamerp ¢unamenra, L — miuHa
OTpe3Ka TPACKTOPHU MEepEeMELICHHUs IKCTpynepa, M — MyJIbTHILIUKATOP SKCTPY3HH
(mpuHMMaICs paBHBIM eauHUIE) [28]
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[h 7+4h(w-h)]

7d?
B cBs3u ¢ mpuOIMOKeHHBIM XapaKTepoM pacueTra mapamerpa E mo dopmyse,
MOJIyYCHHBIC 3HAYCHHsS] KOPPEKTUPOBAIUCHL IO pe3yldbTaTaM MpeIBapUTEILHON
3D-neuaru.

LxM.
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z ! =\ ’
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=10. GO X0.45 Y0
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5.G1X0Y2.25E0.14 F700
‘ 4. G1X0.45Y3.920.2E0.2

7.G1 X0 Y2.25 E0.14 F700 1. G1 X0 Y2.25 E0.14 F700
GG1XO45Y39202E02 \
3.G1X0Y2.25E0.14 F700 %
Z
. 2.G1X-0.45Y3.9Z-0.2 E0.2 *
10. GO X-0.45 Y0
X
0
Puc.l. [IpuOmmkeHHBI METOJ CO3JaHMS CTPYKTYpHl OOpaslioB C JBYXCIOMHBIM
NepeIuIeTeHUEM: a) ClIeBa-HaIpaso; 0) cripaBa-HaJIEBO.

2. METOAbI NCCJIIEJOBAHUSA

[IupuHa 1 TOJIIMHA U3TOTOBIEHHBIX 00PA3OB OBUTM M3MEPEHbI NEKTPOHHBIM
mranreHupkyaemM tuma - 1-125-TOCT 166-89 (3AO0 «IIO0 «YensOouHCcKmii
MHCTPpYMEHTANbHBIN 3aBoa», Poccuiickas ®denepanusi) mocie oOpe3Kd HEpBOTO CIIOS
10 TEPUMETPy TECTOBBIX OOpa3loB M 00paOOTKM OOKOBBIX TpaHEH HaKIAYHOU
Oymaroi.

[IpoyHocTs  00Opa3loOB  MpU  CTAaTHUYECKOM  PACTSHKEHMHM  OTpeAensiiach
Ha  JJIGKTPOMEXaHWYEeCKOM  pa3pblBHOW  MamuHe  «Instron»  moxmemn 3369,
BenukoOpuTanus mpu MOCTOSTHHOW CKOPOCTH JBMIKEHHWS aKTHBHOTO 3axBaTa, paBHOU
2 mvm/MuH. HcmbITaHusT Ha TNPOYHOCTH TPOBOIWINCH B J1a0OPATOPHBIX YCIOBHSX
pu Temneparype 23°C.
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BusyasnbHblii aHaau3 o0pa3ioB MPOBOJHJICA C HCIOIB30BAHHEM [H(PPOBOTO
mukpockona «Dino-Lite Premier» wmomemin AM7013MZT («AnMo Electronics
Corporation», TaiiBaub).

3. PE3YJIBTATBI UCCJIEJOBAHUSA U UX OBCYKAEHUE

3.1. XapakTep pa3pyuieHusi 00pa3iuoB NPU 0JHOOCHOM PACTSIKEHHH.

Pe3ynbraThl BU3yallbHOTO aHajgM3a 0Opa3IOB MO3BOJSIOT CAENIATh BBIBOJ O TOM,
YTO IpPHU 3aJlaHHBIX MapameTpax 3D-meuatu obecrieunBaeTcss JOCTATOYHOE CIUIaBIIEHUE
MOJMMEPHBIX HUTEH MEXIy CIIOSIMU MaTepuaia (puc.2-3).

a §)

0
Puc.3. TToBepxHocTH pa3pymenus oopasnos Bl (a) u B2 (6).

Xapaktep paspywmieHHs OOpa3lloB COBMANAeT C pPe3yJIbTaTOM, IOJIy4YEHHBIM
B mpenpayiiein padore mns obpasnoB w3 PLA. OOpasmel 0e3 meperieTeHus
pa3pylmImIMCh BIOAh JUHUM KOHTAaKTa MEXAY TMOJMUMEPHBIMU HUTSIMH (puc.2),
a o0pasIipl C MeperuieTeHUeM He UMEIOT SPKO BBIPAKEHHOW TUIOCKOCTH Pa3pyIICHHUS,
OpPUEHTUPOBAHHOW BJIOJIb TOJIMMEPHBIX HUTEH.

I'eomerpust coma SKCcTpyAepa OKa3bIBaeT BIMSHHE Ha MIEPOXOBATOCTH 00Pa3IOB
U IETOCTHOCTh TOJUMEPHBIX HHUTEU IMEpEeIUIeTeHUs] MPU MOMEPEMEHHOM JIBHIKEHUU
TevaTaroliell TOJOBKH MEXIy COCETHUMH CIOSIMH MaTepuaia. AHAIOTUYHAS MpodiieMa
orMedaracb B pabore [10] mpu wuccreqoBaHMM MaTepuaiga C IEperIeTeHUEM,
pEATM30BaHHBIM MEXAY IATHIO OTHENBHBIMH CJOSIMH B Kaxaou cekuud. OmHUM
W3 CYIIECTBEHHBIX HEOCTATKOB 3asBICHHOTO aBTOPAMU METOJa SIBIISETCS HAIHYUE
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YYaCTKOB, I'IE OTCYTCTBYET MEPEILICTCHUE MEXKIY INOJUMEPHBIMU HUTSAMHU OTACIBHBIX
CEKIIM, YTO MPHUBOIUT K COXPAHEHHIO aKTyaJbHOU MpoOIeMbl caaboil CBA3ZM MEXITY
CJIOSIMU U TTOCJIEIYIOILEr0 PACCIOCHHUS.

B ormmuue or [10], B Hacrosmieid paboTe TmOKa3aHO, YTO JBYXCIOWHOE
NEepEeIUIETEHHE MOXET OBbITh PeaJn30BAaHO HEMOCPEICTBEHHO MEXIy IOJIMMEPHBIMU
HUTSIMH, YTO TO3BOJISET U3MEHUTh IOCIOWHBIN XapakTep pa3pyLIeHHs] aHU30TPOITHOTO
MaTepuaa.

3.2. Pe3yabTaThl CTATHYECKUX UCIBITAHUI 00Pa310B HA pacTsKeHHUe.

HeoOxomuMo OTMETHTh, 4YTO Maljias TOJIIMHA W BBICOKAs IIEPOXOBATOCTH
MMOBEPXHOCTH 0OPAa3IOB HE MO3BOIMIN OOECIICUNTh HANICKHYIO (DUKCAITUI0 TEH30METpa
U TOCTPOUTH AMArpaMMbl 3aBUCMMOCTH HOMHUHAIIBHOTO HAMpPsDKEHUS OT JedopMaliu,
narormue Ooyiee  TOJIHBIE TMPEACTAaBICHUS O MEXaHWYECKUX XapaKTepHUCTUKAX
MOJIy4aeMOTro MaTepHaia.

B Tabnuue 4 mpuBeneHbl pe3yabTaThl MPOBEACHHBIX CTATUYECKUX HCHBITAaHUI
Ha pacTshkeHue s oOpasnoB u3 PEEK ¢ mepemerenuem u 0e3 meperieTeHus.
Koaddurnment Bapuanuu, ykazaHHbId B TaOnuIe 4 B KPyrJIbIX CKOOKaxX, ONPEAeIsICs
B MPOIICHTAaX KaK OTHOIIEHUE BHIOOPOYHOTO CPEIHEro KBAJAPATUYHOTO OTKJIOHEHUS
(CKO) k cpenHeMy 3HAUYCHHIO TIpeiesia TPOYHOCTH.

Tabmuna 4.
CpaBHeHHE XapaKTepUCTUK 00pa3ioB Oe3 neperiererus (A) u ¢ neperierenuem (B),
MOJIyYEHHBIX IIPU CTATHUECKOM PACTSKEHHUH MONEPEK MOTUMEPHBIX HUTEH.

Cpennee 3HaueHNE

MaxkcumanbHast [Ipenen npenena IpoOYHOCTH
[Inpuna | TonmmHa Harpyska, MPOYHOCTH MPU PACTSHKEHUU
No | oOpasna | oOpasma | mpeamecTByroas npu G, , Mlla
b., MM h, , Mmm pa3pylICHUIO pacTsHKCHUN (CKO, S/
Fimax» H Og;» MIla Koadpurment
Bapuanuu, %)
Al | 20.24 1.37 1699.52 61.29
A2 | 20.04 1.40 1652.79 58.91 £6.06
A3 | 20.18 1.39 1707.35 60.87 (6.42/11.5)
A4 | 20.43 1.35 1462.37 53.02
A5 | 20.42 141 1330.14 46.20
Bl | 21.05 1.48 1445.77 46.41
B2 | 21.32 1.34 1367.24 47.86 £416
B3 | 21.35 1.33 1552.83 54.69 (12.08 1 22.3)
B4 | 21.14 1.28 2027.45 74.93
B5 | 21.14 1.46 1447.64 46.90

[lo pesynbraraM TpPOBEIACHHBIX HCIBITAHUNA CpelHEe 3HAUYeHHE IMpenena
MPOYHOCTH TIPH PACTSHKEHUU Ui 00pas3ioB Oe3 meperuieTeHus coctaBmio 56.06 Mlla
(mpu MuaHManbHOM 3HaueHuH 46.20 MIla u MakcumansHOM 3HadeHnn 61.29 MITa).

s o0paslioB ¢ TeperieTeHueM CpefHee 3HA4YeHHE IMpeaena MPOYHOCTH
OpH PacTsHKCHHH OKa3aloch paBHBIM 54.16 MIla (mpr MHHHMAaabHOM 3HAYEHUH
46.41 MIla u makcumanbHOM 3HaueHuu 74.93 MITa).
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[Ipu cpaBHEeHMM MUHUMAJbHBIX M CPEIHUX 3HAUECHUN TMpesesia MPOYHOCTH,
JIBYXCIIOWHOE TEpeTIeTeHUE HE OKA3bIBAET CYIIECTBEHHOTO BIMSHHUS Ha MPOYHOCTH
npu pactsokeHnn 0opasioB u3 PEEK.

HaGmromaeMblii B KakI0l cepud A OAMHAKOBBIX IO COCTaBy U CIIOCOOY
MOJTydeHHUsT 00pa3lioB pa3dpoc 3HAYEHUW Tpenesia MPOYHOCTH MOXKET OOBSICHATHCS
OTKJIOHEHUSIMU B pa3Mepax oO0paslloB M Pa3IUYHUSIMH B YCIOBHUSX HX H3TOTOBIICHUSI.
B xone nocnenoBarensHoit 3D-mieyaTi ogHM 00pa3Ibl HAXOUINCH B aKTUBHOM KaMmepe
3D-mpuHTEepa 4yTh AOJbIIE, YeM apyrue. Pesymbrarel pabdot [16,17] moka3bIBaiorT,
YTO OT BBIOPAHHOTO TEIUIOBOTO PEKHMMa 3aBUCHUT CTeneHb Kpucramumsanuu PEEK,
C POCTOM KOTOPOH YIIY4IIAIOTCS €r0 MEXaHW4YecKue cBoiicTBa. CleoBaTeNlbHO, pa3Has
MPOJOKUTEILHOCTh HaXO0XKICHHUsI 00pa3IoB B akTUBHON kamepe 3D-mpunTepa moria
MOBJIUATH HA X MEXaHUYECKUE CBOWCTBA.

C yderoM BBIIIEU3TIOKEHHOTO, MPH MPAKTUUYECKH OJMHAKOBBIX HHKHUX
3HAUEHUSAX, JBYXCIOWHOE TMEperieTeHHEe 3aMETHO YBEIMYMBACT MAaKCUMAIbHOE
3HaYeHHE Mpefesia MPOYHOCTH, YTO YKa3blBaeT HAa MPUHIUIHAIBHYIO BO3MOXHOCTh
MOBBIIICHHS IIPOYHOCTH IO CPABHEHUIO C 00pa3amMu 0e3 meperieTeHHs.

Bmecre ¢ Tem, Oosiee BbICOKasi HECTaOWJIBHOCTh IPOYHOCTHBIX CBOWCTB
y 00pa3loB C JABYXCIOWHBIM TMEpEIUIETEHHEM II0 CpPaBHEHUIO C oOpa3iamu
0e3 meperuieTeHns, MOXET OOBICHAThCA HaIWdueM Je(exToB (IyCTOT, HAIUIBIBOB
U JIp.), ABISIONIUXCS KOHIIEHTPATOPaMU HATIPSKEHUH.

Jlis ymeHbIIeHus KonudecTBa JedeKkToB, HaOII0JaeMbIX B CTPYKType MaTepuarna,
TpeOyeTcss ONTUMH3UPOBATh METOJ (POPMHUPOBAHUS CIIOEB C IMEPEIUICTEHUEM HHTEH,
C YYETOM BIIMSHUS T€OMETPUHU COILIA SKCTPYyJepa Ha LIEOCTHOCTh MOJIMMEPHBIX HUTEH
B IIPOIIECCE TOTIEPEMEHHOTO JIBHKEHUS TIEUATAIOIEH TOJIOBKH MEKIY Pa3HBIMH CIIOSIMHU
Marepuana. ONTUMaNTbHBIA METOJ JOJDKEH YYWTHIBATh BIHMSHUE OCOOCHHOCTEH
CTPYKTYphl TIONy4aeMBIX C HCIOJB30BAaHUEM AJIUTHUBHBIX TEXHOJOTHUH MaTepHasoB
Ha VX MIPOYHOCTHBIC CBOMCTBA MPH PA3INYHBIX PEKUMAX HATPYKEHUSI.

BbIBO/IbI

AHanu3 OmyONMKOBaHHBIX JIAHHBIX pA3UYHBIX HCCIEAOBaTeNe IoKasal,
4YTO MeXaHW4eckue cBoicTBa 00pasnoB u3 PEEK 3aBucar ot pa3nuuHbIX mapameTpoB
3D-meyatu METOI0M MOCIOWHOTO HAIIABICHHUS.

B Hacrosmeit paboTte ObUTO MCCIEIOBAHO BIUSHUE JBYXCIOHHOTO TMEPETICTEHUS
Ha NMPOYHOCTH MPH OJTHOOCHOM CTaTHUECKOM pacTshkeHun o0pasuoB u3 PEEK.

OneIThl MO H3TOTOBJIEHUIO 00pa3loB U UX TMOCIEAYIOIIHEe MeXaHU4eCKHe
UCIIBITAHUS TIOKAa3aJIM, 4YTO 3aJlaHHble mapamerphl 3D-mewatn obecnednBarOT
JIOCTaTOYHO HAJEKHOE CIUIABJICHHE IMOJMMEPHBIX HHUTEH MEXIy CIOSIMHM MaTrepuala
C MEPEIUIETEHUEM.

YcTaHOBIIEHO, UTO JIBYXCIIOMHOE MEpEIuieTeHne U3MEHSIET XapaKkTep pa3pylIeHHs
Marepuaia, HO HE YXYIUIAeT ero MNpPOYHOCTHBIX XapakTepucTtuk. OTMEueHHOe
YBEJIMUEHUE BEPXHEH I'paHUIbl Pa3pyIICHUs yKa3bIBaeT HA MEPCHEKTUBY IMOBBIILICHUS
MPOYHOCTH MPU COBEPIICHCTBOBAHUU TEXHOJIOTMH U3TOTOBJICHUSI.

C yueroM TONy4YeHHBIX paHee pesymbTatoB maius PLA  [11], wMoxHO
MPEANONI0XKUTh, YTO XapakTep pa3pylIeHHss HE 3aBUCHUT OT CBOMCTB MaTepuasa
Y 3aBHUCHUT TOJIBKO OT BUA MEPETIETEHUSI.

[TonyueHnHble pe3ynbTaThl MOATBEPKIAIOT BO3MOXKHOCTH CHUHTE3a HOBBIX
(GYHKIIMOHAJIBHBIX TOJUMEPHBIX M MOJUMEPHBIX KOMIIO3UIIMOHHBIX MaTepuaioB
CO CJIO)KHOU CTPYKTYpPOM, OCHOBAHHOM HA MHOT'OCIIOWHBIX MEPEIUICTCHUSX.
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