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KIHIEBOEJIEMEHTHE MOJIEJTIOBAHHSI TEPMOMEXAHIYHOI NOBEAIHKU
BHUPOBIB 3 NOJIIMEPHUX MATEPIAJIIB ITPU IX BUTOTOBJIEHHI
METOIOM ITOITAPOBOT' O HAILJTABJIEHHSA

3D-0pyx ¢ynxyionanvhux demaneii Mae Cymmesi nepesazu NOPIGHIHO 3 MPAOUYIHUMU MEXHOJIO-
2IAMU 3A60AKU 30AMHOCI BU2OMOGIAMU 0emali 3i CKIaOHUMU hopmamu 6e3 HeoOXIOHOCMI 8U20mMO6-
aamu cneyianizosany ochacmky. QOHaK iCHY€E pso ceomempuyHux gopm 00’ekmis, OMPUMAHHI AKUX 3
oonomozoro 3D-0pyky nompedye 0ooamrosux 0ocaioxceib. OQOHUMU 3 MAKUX 00 €KMI6 € MOHKOCMIHHI
demari. B pobomi no6y0osano mamemamuyry mMooeib menionposionocmi npoyecy 3D-0pyky moukoc-
TMIHHUX 8UPOOIE 3 MEMOI0 BUSHAYEHHS ONMUMATLHUX NAPAMEMPI6 MEXHOI02TUH020 Npoyecy, Npu SKux
3a0e3neuyromscs MIHIMAIbHI mepmooedopmayii upody i MAKCUMATbHA A02e3is Wapie.

Knrouoei cnosa: 3D-npunmep, FDM, moodento8anus memooom HANIAGNIEeHHs, MemoO CKIHYeH-

HUX elleMenmis.

Beryn. TexHosnorii aguTHBHOTO BUPOOHU-
UTBAa SIBJSIFOTH COOOIO TPYIYy TEXHOJIOTIH, B SKUX
BUTOTOBJICHHS BUPOOY 3/1HCHIOETHCS 33 PaXyHOK
HapOIIyBaHHs Marepiany Iuap 3a Imapom. Icro-
PUYHO aJUTUBHE BUPOOHULITBO CTAJIO PO3BUTKOM
TEXHOJIOTi# mBHaKoro npororumyBanus (Rapid
Prototyping) i mependavae cTBopeHHs (PyHKIIIO-
HaJIHUX JIeTajeld, TOTOBUX A0 BHUKOPHUCTAHHS.
TexHOMOTiE MOJEMOBAaHHS METOIOM HaIlIaBJICH-
us Fused Deposition Modeling (FDM) a6o Fused
Filament Fabrication (FFF) ma croroami € Haii-
OLNBII TIOMMPEHOIO0 Ta AOCTYITHOIO 3 TEXHOJOTIH
amutuBHOro BHpoOHMuTBa [1]. Ll TexHomoris
IHTCHCUBHO PO3BUBAETHCS, TOCTIHHO PO3IIMPIO-
104n cpepy 3acTOCYBaHHS Ta MEPEiK JOCTYITHHX
MaTepiajiiB 3 MUPOKHUM BHOOPOM BIACTHBOCTEH.

AHani3z mpo0JeMH Ta OCTaHHIX A0CJi-
mxkeHb. [Iporiec BUTOTOBIIEHHST BUPOOiB METOIOM
HaIIaBJIeHHsI € OaraTodakTopHuM. PesympTatom
BUKOHAHHS TIPOIIECY € BUTOTOBJICHHS BHPOOY,
SIKMI Mac BIANOBINATH 3aJaHUM BUMOIaM SIKOCTI.
®dakTopH, 110 BIUIMBAIOTH Ha BJIACTHBOCTI BHPO-
Oy, MOXKHa PO3[UIATH Ha Taki, MO 3aJIeKaTh BiJ
KOHCTPYKTHBHUX ocoOnmBocTeil 3D-mpuHTepa, 1
TEXHOJIOTIUHI mapameTpu BiacHe 3D-napyky. Ha
CBOTOJIHI BiJJOMi pPi3HOMaHITHI Pi3HOBUIM KOHC-
Tpykuiii 3D-npuHTEpiB, SKI 3a 3asBaMU BUPOO-
HUKIB JO3BOJISIIOTH AOCSITaTH BHCOKUX IOKa3HU-
KIB SIKOCTI J€TaJIE.

FDM 3D-mpyk ¢yHKUiOHaIbHUX JeTajer
Ma€ CyTTEBI MMepeBard MOPIBHIHO 3 TPaIUIliHU-
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MU TEXHOJIOTISIMU 3aBJISIKU 37aTHOCTI BUTOTOBIISI-
TH AeTail 31 ckiagHuMu popmamu 6e3 HeoOXia-
HOCTI BUT'OTOBJISITH CIIEI[ialli30BaHy OCHACTKY, SIK
TO JuBapHi (GopMH, MPOQiNbHI IHCTPYMEHTH TO-
mo. OyHKIiOHANBHI BUPOOH, BUTOTOBIICHI METO-
noM FDM, 110 MatoTh pi3HOMaHITHE 3aCTOCYBaH-
HA B MCIWIIMHI, aBTOMOO1JIE0y TyBaHHI Ta 1HIITHX
BOKJIMBUX Taly3sAX, IIOBHHHI 3a0e3medyBaTu
PI3HOMAaHITHI BUMOTH 3 T€OMETPHIHOT TOYHOCTI,
MEXaHIYHUX BIIACTUBOCTEH, XIMIUHOI CTIHKOCTI,
OiocymicHOCTI TomIO [2-9].

SIk HOBa TEXHOJIOTIs, KA 3HAXOIUTh BCe Oi-
JbIIE TpPaKTHYHE 3acTocyBaHHA, 3D-npyk mpuse-
pTae yBary MHMpOKOTo KOJIa HAYKOBIIB Ta IPaKTH-
KiB. 3Ha4YHa 4YaCTWHA JOCITI[HKEHb NPHUCBIYCHA
BUBUCHHIO TEPMOMEXaHIUHOI MOBEIIHKH BHPOOIB
i1 Yyac APyKy Ta BIUTMBY TEXHOJOTTYHHX Mapame-
TpiB 3D-1pyKy Ha TEOMETPUYHY TOYHICTH BUPOOiB
[10-11]. Tounicth reomeTpuaHux HOpM (HYHKIIIO-
HATBHUX JeTanell € BaXIMBUM (pakTopoM, SKUi
BU3HAYAE 1X eKCIUTyaTaIliiHi XapaKTePUCTHKH.

Cepen 3aBmaHb, sIKi Ha CBHOTOJIHI € HEIO-
CTaTHBO JOCII/UKEHHMH, MOXXHAa BHOKPEMUTH
nporec (GOpPMYyBaHHS TOHKOCTIHHHX JeTaJIeh
METOAOM HaIIaBJIeHHSA. BUTOTOBIEHHS TaKHX
BUPOOIB MOXXE CTAaHOBHTH 3HAUYHHUH iHTEpec 3a-
BISIKM miepeBaram 3D-npyky, 3a yMOBH BHpiIICH-
HS MpoOJIeM, BUKIMKAHUX HU3BKOIO KOPCTKICTIO
BHPOOY, M0 MOXe AeopMyBaTHCS B pe3ysIbTaTi
SIBHUII TepMojieopMariii, OIUIaBICHHS KUTBKOX
HWKHIX [IapiB IJIACTUKY MPH HAKJIaJaHHI HOBOTO


mailto:olegpokhyl@gmail.com
mailto:s.zabolotnii@chdtu.edu.ua

PISSN 2306-4412 / eISSN 2306-4455

BicHuk YepkacbKkoro aepxaBHOro TeXHOJSOri4YHOro yHiBepcuteTy

mapy, MEXaHiuHOTO BIUIMBY BiJl COIJIa €KCTpYyAe-
pa, mix aiero rpaBiTanifHuX cuit oo [12].

Mertoro gociimkenHsi € nmoOyaoBa mate-
MaTUYHOT MOJelNli TeTUTONPOBIAHOCTI MPOIECY
3D-1pyKy TOHKOCTIHHHX BUPOOIB Ta BU3HAYCHHS
ONTUMAJILHUX MapaMeTPiB TEXHOJOTIYHOTO Ipo-
1ecy, NpH SIKUX 3a0e3MeuyroThCs MiHIMAIbHI
TepMosieopmaliii BUpoOy 1 MakCUMalbHa ajre-
3is mapis.

BuxJiax ocCHOBHOro martepiany

IlocTanoBKka 3ajavi TeMJIONMPOBIAHOCTI.
PosrnsHemMo mpsiMy 3amady TeMIOMPOBIAHOCTI.
Sx BuAHO Ha puc. 1, MOeNb CKIIAIAETHCS 3 IBOX

YacTHH, a came. pobouoro croay 3i ckia (I) Ta
BUPOOY, sikuil npykyerbest 3 ASA mnactuky (II).
Ha BepxHIO rpaHUIF0 BUPOOY Ji€ TEIUIOBE JDKE-
perno Bif coma eKcTpyaepa 3 ITIHAPUIHUM
PO3MOILIOM TOTYKHOCTI 1O Tepepily, Mo pyxa-
€TBCS B3JOBXK CTIHOK BHUPOOY 3 MOCTIHHOIO IIBU-
nkictio. Takox OymeMo BBaXKaTH, IO BCIi MOBEP-
XHI MOJENI 3HaXOJAThCS Y KOHTAKTI 3 MOBITPSIM
HaBKOJIMITHBOTO CEPEIOBUINA 3 KIMHATHOIO TEM-
neparyporo 25°C. IlowatkoBi ymMOBH 3ajadi Ta-
KOX BPaxOBYIOTb TEMIIEPATypy IONEPEIHBOTO
HarpiBy pobouoro crona 100°C .

Puc. 1. Cxema mMopeJ1i po3paxyHKy TemyionpoBinnocti mix yac 3D-gpyky

IToBepxHi 3pa3ka OOMIHIOIOTHCS TEILIOM 3
HABKOJIMIIHIM CEepEeIOBHIICM TeMrepaTypu 1amy
32 paxyHOK MEXaHi3MiB TEIUIOMPOBITHOCTI Ta
KOHBEKTHUBHOTO TEIUIOOOMIHY.

Posmoain moTy:KHOCTI Ha KOHTaKTi COILIa
eKCTpyZepa Ta TMOBEpXHI BHPOOY OIMUCYETHCS
3akoHOM F(X,t), sikuii BiAMOBifAE MUTIHAPUUHO-
MY JDKEpey Teruia aiameTpomM 1 M.

Posmoainn TemnepaTypu BcepeauHi AeTai
ONMUCYEThCS ANDEPEHLITHUM PiBHSIHHAM:
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Ilouamkosi ma zpanuuni ymoeu:

Sk mouatkoBa ymoBa OepeThcs TeMmIepa-
Typa moBiTps 25°C i1 TemmepaTypa poOOYOro
crona (06’ext I) 100°C.

Sk TpaHMYHI YMOBHU 337a€ThCS TEIUTOBHI
MOTIK Ha MOBepXHi 1 Bij cormia ekcTpyaepa (Kpa-
rioBi ymoBu Il pony), Ha moBepxHi 3, mwo BigmNo-
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BiJla€ KOHTAKTy MK HArpiBHUM CTOJIOM 1 APYKO-
BAHOIO JICTAJUIIO, YMOBA HETIEPEPBHOCTI TEIIOBO-
ro moToky (kpaiioBi ymoBu IV poxy), ans Bcix
IHIINX MOJENBbOBAHUX TOBEPXOHb 3aJAI0ThCS
YMOBH KOHBEKTHBHOTO TeEIJIOOOMiHY (KpaioBi
ymoBH Il poxy).

Po3poOka uudposoi mogerni gociaimky-
BaHOro 00’exta. OnucaHa BUILE 3aJaya MOXKeE
OyTu BHpiIlIeHA NHIIe Ha 0a3i YHNCEILHUX METOIIB.

Po3B’s13anHs 1i€l 3ama4yl 3a1MCHUMO 3a J10-
MIOMOTI'OI0 TAaKeTa MOJICIIIOBaHHS (Di3MUHUX IPO-
necie. COMSOL Multiphysics. Bupimenss nu-
(depeHUIHNX PIBHAHB Y IIbOMY IaKeTi 3A1HCHIO-
€THCSI METOJIOM KiHIIEBUX €JIEMEHTIB.

IToOynoBa ¢iznunoi momeni B COMSOL
CKJIaJa€ThCsl 3 HACTYITHUX €TalliB!

1) Bubip BuMipHOCTI, ¢i3u4HOI 3amadi
Ta YKUCJIOBOIO BHUpIlyBaya. 3aJaHO BHPIIICHHS
TpUBHUMIpHOI 3a1a4i, Qi3MyHa 3a/1a4a TEIUIONPO-
BiiHOCTI B TBepamx Ttimax Heat Transfer in
Solids, oO6paHo JBOKPOKOBE BHpIIIyBaHHS: Iep-
K KPOK JUIs CTallioHapHUX yMOB — Stationary,
Ipyruil Ui HecTaiionapaux— Time Dependent.

2) [TlpopucoBka reomerpili Mozaemi. Mu
OyZeMo MpPOBOJUTH PO3PaXyHKH IS BUIAIKY
MOYaTKy IPYKy Ta B MpoIeci APyKy (Komu BUPiO
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BXKE YaCTKOBO C()OPMOBAHO Ha pOOOYOMY CTOII).
I'eoMeTpuyHi po3MipH BIiAMOBIAAIOTH 300pake-

HUM Ha puc. 1. Burmsn 3arotoBku mogeni 3 00-
paHMMH ITapaMeTpaMy OKa3aHo Ha PHC. 2.

Puc. 2. [To6ynoBa reomerpii mogeni B makeri COMSOL

3) BcraHoBieHHs (Gi3UYHUX BIACTHBOC-
Teil 00’€KTa MOJENIOBAaHHS Ta MOYAaTKOBUX YMOB
3amavi. Byno oOpano 3 0i0ioTekn MarepiajiB
BikoHHe cki0 Ta ABS mnactuk. Ciij 3a3HauMTH,
mo 3a ymoBamu 3anadi (1) xoediuieHT TerIo-
HpOBiZHOCTI A Ta nmMTOMa TemnoeMHicth C, 3a-
JeXaTh BiJ TeMIlepaTypu. B peanpHOMYy MaTepi-
am [ 3aJ]eXHICTh HemNiHiiHA 1 i1 BpaxyBaHHA
30UIBLINTH TOUHICTD PO3PAXYHKY.

4) BcTaHOBICHHS TPAaHUYHUX YMOB 3aja-
yi. ['paHM4HI YMOBH 3a/1a4i BCTAHOBJICHI BiAIMOBI-
JTHO 710 TIOCTAHOBKH 3a/1a4i TEIUIOMPOBIJHOCT.

[TouaTkoBi yMOBH BH3HAUYAIOTh KIMHATHY
TeMIIepaTypy HaBKOJIHMITHHOTO CEPEIOBUINA.

T(xY, z)|t:0 =T, =25°C.

I'panuuni ymosu:
I'pannus 1 (puc. 1): TeruioBuii notik yepes
MOBEPXHIO (HEJNiHiIHI KpaiioBi yMOBH)

-n-gq= PfOe|””| 2
ne P) — moTyxHicTh mxepena Teruia (Big mii cor-
Ja exctpynepa), Bt; e — BekTop opieHTawii Ha-
npsMy Jokepena temia; O — KOOpAMHATH PO3Ta-
IIyBaHHS TOYKH LICHTPY JKepesia Tera.

-

I;nc. 3. (I)yﬂkuii Pyxy mxepleJIaITemIa 110 ocsix Ox "Ta Oy

HeoOximHo 3amaTi piBHSHHS PyXy JDKepe-
Ja TeIula, MpH SKOMY BOHO OOYHCIIOETHCS IIO
KBaJpaTHIi TpaekTopii 31 mBUAKICTIO 2,5 cMm/c.
Jliis 1boro 3a1arThesl GYHKINT PyXy JHKEepea 1mo
ocsix Ox ta Oy. I'padiku piBHSIHHS CKIanalOTHCA
3 XBUJIETIONIOHOT TpuKyTHOI QyHKii tS(t), anai-
tuuHOl QyHkmii Xst(t)=(ts(t+1.25)+0.05) i mma-
touHoi QyHKii SX(X,t) Tta sy(y,t) (tabm. 2, 3) i
npeacTaBieHi Ha puc. 3.

Tabmumsa 1
IMImarouna ¢pyukuis SX(X,t)
Start End Function
0 2,5 xst(t)
2,5 5 0,1
5 7,5 xst(t)
7,5 10 0
Tabnunsg 2
HImaTouna gynkuis Sy(y,t)
Start End Function
0 2,5 xst(t)
2,5 5 0,1
5 7,5 xst(t)
7,5 10 0
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I'panuius 2: BibHMH KOHBEKTHBHHUI Terl-
JIOOOMiH y37I0BXK BEPTUKAIBHOI CTIHKU

—N-q=0q,, 3)
ne q, = h(Text _T)'

h — koedirienT TermoBimaayi

Y4
Xl 0,68+ 207Ra
L 916 \ Y2
0.492k
1+ =228
HC,
if Ra, <10°
h= 5
16
K| g5, 0387Ra;
L 9716 \&/?7
0.492k
14| o228
HC,
if Ra, >10°

L — BrcoTAa CTIHKY,
Ra, — uncno Penes.

I'pannns 3. ymoBa HENepepBHOCTI TETIO-
BOT'O IIOTOKY

ol
0z oz . (@)

T.(x2)=T,(x,2);(x,2)

5) Po30uTTs 00’€KTa Ha KiHIIEBI €IIEMEHTH.
INaker COMSOL 103BOJIsI€E aBTOMaTHYHO PO30H-
BaTH 00’ €kTH Ha eneMeHTH. OOUpaOYH MOYaTKO-
Bl TTapaMeTpH CITKHA PO3OUTTS, KOPUCTYBaYd MOXKE
KepyBaTH IIMM TIPOIIECOM BiIOBIIHO J0 HE0O0-
X1THOT TOYHOCTI PO3paxyHKY.

Jua miei momeni Oyno oOpaHO Taki mapa-
METpH: KiHIIEBI €JIeMEHTH MaloTh GPOpMy TPHKY-
taukiB (Lagrange-Quadratic), aBromaruuto Oy-
ayeTbes ciTka 3 mapamerpom Extremely Coars
(Hag3BuuaiiHO TpyOa), 3a BUHATKOM IOBEpPXHI
IPYKOBaHOTO BHPOOY, Ui SKOTO OOpaHO mMmapa-
MeTp citku Coarser (rpy0ima) Ta rpaHumi, Ha
SIKii BIOYBA€ThCS KOHTAKT JDPKEpenia Tera 3
Momemtio (puc. 1), me obpano citky Extremely
Fine (mang3BuuaiilHO TOHKA) 3 MaKCHMalbHUM
po3mipom kiHreBux enemernTiB 0,5 MM (OCKiTbKH
caMme Ha I[ili rpaHMIli MOKJIMBI HAaHOUIBII Tpai-
€HTH TEMIIEPATypH BiJl Jii TEIUIOBOTO JKepena).
Pesynbrar po30uTTS 00’ €KTa MOKa3aHO Ha puc. 4.
Citka cxnagaerbes 3 11027 ta 7394 enemenris
BIAIIOBITHO.

i

N

Puc. 4. 300pakenns: MozieJli B pe:kuMi po30MTTS Ha KiHIeBi eJleMeHTH

Bupiwmenna 3aoaui. llepen 3amyckoM BuU-
pillieHHsT 3a7adi HEOOXiTHO 3a/JaTé MapaMmeTpH
BUpIIIEHHS Ta 00paTH OAWH 3 BHPINIYIOYHX MPH-
cTpoiB, peamizoBanux y maketi COMSOL. [las
BHpIIEHHS MepIIoi 3ajadi (MoYaToK APYKY) BU-
pilieHHs] TPOXOJUTh B OAMH eTam. BpaxoByroun
Yac MPOXO/DKEHHS COoIJia MO 3aroToBILi, 0OpaHo
yacoBMM Jianma3oH BupimeHas Big 0 g0
20 cexynn 3 kpokom 0,1 cekyHau, IO JO3BOJIUTH
MPOBECTU PO3PAXyHOK JBOX MPOXOB COILIA IO
nepuMeTpy nertami. [ BupimeHHs npyroi 3ama-
4i (ApyK CTIHKM) BHpIillIEHHS BiI0OyBa€ThCS B JBa
etanu. OCKiJIbKH HarpiB JIPyKOBaHOI CTIHKH BiJ-
OyBa€eThCs 3HU3Y BiJl HATPIBHOTO CTOJIA 3 MOCTIM-

HOIO TEMIIEpaTyporO 1 Yac HarpiBy 3HA4YHO O1JIb-
UK, HDK 4Yac TPOXOJPKEHHS COIIOM OJHOTO
MepUMeTpa, el MpoIec MOKHA BBAXKATH CTaIlio-
HapHUM. TOMy BHUKOPHUCTOBYEMO BHpIITyBad
Stationary. [lpyruii Kpok BHpilICHHS BinOyBa-
€TBCSl aHAIIOTIYHO, SK s mepiioi 3amayi. Jlns
JIOCJTIJDKEHHS MOIIMPEHHS TeIljla Ha HUXHI [Iapu
Mg 4ac APYKY MPOBEAEMO PO3PAXYHOK JIEB’SITH
MIPOXOJIiB COILIA IO MIEPUMETPY AETai.

Oobpoorka ompumanux oanux. B pocni-
JOKYBAaHOMY BHIIaJKy HAC IIKaBHTh PO3MOALI
TEMIIEPAaTypy Ha MOBEPXHI 00’€KTa Ta HA CTIHKAX
BHAPOOY, IO APYKYETHCS.
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Pe3ynpratn  po3paxyHKy IS TOYaTKY
JIpYyKy mpencTaBiieHi Ha puc. 5. Po3noain temre-
patypu Ha TOBEpXHI POOOYOro CTOJa MpPU TPO-
XOKEHHI CcOoIlIa eKCTpylepa B pi3HI MOMEHTH

Tares? s Sufuceydgmos e tdegr]

yacy 300paxkeHo Ha puc. 6. OCHOBHUM 3aB/aH-
HSIM PO3paxyHKy IIi€i Mojeli € BU3HAYEHHS OIl-
TUMAITFHUX MapaMeTpiB, IPU IKHX MOXHA 3a0e3-
nmevynTy (iKcallito Mepioro mapy Ha IiIoKIT.

Tire=19s Sufocgclemnssgiue (degtl
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Puc. 5. Po3noaia TeMnepaTypu Ha oBepXHi pof040ro cToJia Npu NPOXoKEeHHi COMIa eKcTpyaepa

TR LU e | eg)

L in .'I') -1 - & M.-.:wl
Puc. 6. Po3noais TeMnepaTypu Ha moBepxHi
CKJISIHOI MiIVIOJKKH B Pi3HUX IOJI0KEHHSIX COIIa

eKCTpy/Jepa Npu HaHeCeHHi MepLIoro mapy aeraJi

o) () o @ Ty

Ha puc. 7-8 nokaszano po3paxoBaHy TeM-
NnepaTypy B YacTKOBO HAJIPYKOBAaHOMY BHUPOOI.
Leit po3paxyHOK J03BOJISIE BCTAHOBUTH PO3IIOJIII
TEMIIepaTypyd B3IOBX CTIHKM BHpOOY MiJ Hac
JIPYKY, @ TaKOX 3MiHy TeMIlepaTypH Ha Iorepe-
IHBO HaJIpyKOBaHMX Imapax BupoOy. Lle macts
3MOT'Y BU3HAQYUTH ONITHMAJIbHI ITapaMeTpH JPYKY,
NP SKUX HE BiJIOYBAETHCS OIUIABICHHS HWKHIX
IapiB, 0 MOXKE MPHU3BECTH 10 JehopMarliii Mo-
neni. [HIuM Ba)kITMBUM 3aBJIaHHSM MOJICITIOBaH-
HSl € BU3HAYCHHS TepMmoaedopmaniid ams 3amno0i-
raHHs JeaMiHallil mapiB MOAEIIi.

a)

6)

Puc. 7. Po3noain TeMnepaTypu Ha NoBepxHi APYKOBAHOr0 BHPOOY NMPH NMPOXO/:KeHHI COIJIa eKCTpy/Aepa
(a — mepumii poxin, 6 — JeB’ATHH MPOXiM)

Time=9 s Surface: Terperature [degCl

Time=11% Surface: Temperatire (degCl

Tmes4T s Surface: Temperature (degCl

a) 6)

B)
Puc. 8. Po3noaia TeMnepaTypu Ha noBepxHi CTIHKH IPYKOBAHOT0 BUPOOY
NPH MPOXOIKEHHI COIJIa eKCTpyaepa
(a — micnst BupinIeHHs cTalioHapHoO1 3a1a4i, 0 — nepIuii npoxizn, B — AeB’SITUH MPOXix)
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Line Graph: Temperature (degC)
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Puc. 9. Po3noaisi TeMnepaTypy Ha moBepXHi CTIHKM APYKOBaHOT0 BUPOOY Ta B IPUNOBEPXHEBHUX HIAPax
Ha ranouHi 3 kpokoMm 0,1 MM (TOBIIMHA OIMHHUYHOTO LIAPY MPH APYLi) NPH NPOXOKeHHi conJia
eKcTpyaAepa (a — nepuuii npoxin, 6 — 1eB’ATHI IPOXi[T)

JocnimkeHHs: po3noAiy TeMnepaTypu Ha
MMOBEPXHI CTIHKH JAPYKOBAaHOTO BHPOOYy Ta B
NPUIIOBEPXHEBUX MIapax B MOMEHTH MpPOXOJ-
XKeHHs comia (puc.9) Tmokaszano, IO MPH
00paHUX peXuMax APYKY TEepIIHH HIDKHIA map
MOXe HarpiBatuch 10 Temmeparypu 120°C, a
opyruid  map - go Ttemmeparypu  95°C.
BpaxoByroun, mo gn1 ABS  mnactuky
TeMIepaTrypa pO3M’SIKIIEHHS 3HaXOIUTbCA B
Mexxax 95-117°C, mokHa BBa)kaTd OOpaHi pe-
XKUMH IPYKY ONTUMAIBHUMU 3 TOYH 30py reoMe-
TPUYHUX IapaMmeTpiB MOJENi, TOMYy IO BOHHU
3a0e3MeuyloTh MAaKCUMAaJIbHY a/re3it0 HaHeCEHHX
mapiB 3 MiHIMaJIbHOIO JeOopMarli€l0 BHACHTIIOK
OTUIABJICHHS HIDKHIX IIapiB.

Takoxx OyJi0 TPOBEACHO JIOCHIKCHHS
3MIHH TeMIepaTypu Ha MOBEpPXHI IPYyKOBaHOI
CTIHKM TPOTATOM JIEB’SITH NPOXOMAIB corua. Sk
MO>KHa oOaunTu Ha puc. 10, MakcumanbpHa TeM-
meparypa CHo4YaTKy ITOCTYIIOBO 3pPOCTaE 1 micis
I’ SITU-TIECTH TPOXO/IB 3aIHUIIAETHCS MPAKTUIHO
He3MmiHHOIO. lle no3Boisie 3poOMTH BHCHOBOK,
10, OCKUTBKH MOJICJTIOBaHHS HE TIPOBOAMTHCS 32
BeCh Yac JIpyKy BupoOy (1o morpedyBayio O ay-
e BEJIUKUX 3aTpaT MAalIMHHOIO Yacy), mepui
poO3paxoBaHi TPOXOAM HE IJIKOM aJIeKBaTHO
ONMHCYIOTh TEPMiYHY MOBEMiHKY Momemi. Jlis
MOJICJIIOBaHHI HEOOXiTHO OOYMCITIOBATH HE Me-
HIIIe WIECTH NpoxoJiiB coma. Lle 30inbinye 3ara-
JMEHUHN Yac po3paxyHKy. AJie Takuid miaxia 3Had-
HO e(eKTHBHIIINKA, HIK pPO3PaXyHOK MOOYAOBU
BCl€l MOEII.

Hns npyKy sSIKicHOi MOzesi TOHKOCTIHHOTO
BUpOOy, SK paHilie 3a3Ha4yajoch, BaKIUBC
3HA4YEeHHS Ma€ KOHTpoib Tepmonedopmauiii. Ha
puc. 11 npencraBieHo po3MOIii TEMIIEPATYPH 110
[JIMOMHI CTIHKH JPYKOBaHOTO BHPOOY. SIK BUAHO
3 pPO3paxyHKy, IpH BUCOTI cTiHkK 10 MM nepenaz
TemIeparypu nocsrae 0auspko 55°C. I'padik s
JIEB’SITOTO TIPOXOJY COIIa MalKe CUMETPUIHHH,

IO JIO3BOJISIE 3pOOUTH BHCHOBOK ITPO MPAaBUIIBHO
o0paHy TeMIiepatypy MOMEPEAHBOIO HAarpiBy
crojia, sKa MiHIMI3ye TepMoaedopMaliiiHi
HaBaHTaXXCHHs. BomHoUac ISl BETMKUX JeTalei
Taki 3MiHA TEMIIEPATypyd MOXKYTh MPHU3BECTH 0
nenamiHariii BupoOy. ToMy B Takmx BHIaJKax

CIiJl BHKOPHCTOBYBAaTH IIOMEpEOHI Harpis
TIOBITPS B KaMepi IPUHTEPA.
Point Graph: Temperature (degC)
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Puc. 11. Po3noain TeMnepaTypu no rian0uHi CTiHKH
APYKOBAHOI0 BUPOOY mic/1 BUpilIeHHS
cTanioHapHOI 3a/1a4i, MicJIs NePLIOro MPOX0ay
Ta micJjs 1eB’ATOro Npoxoay

10

BucnoBku. byino mnpoBeneHO KiHIIEBO-
eJIEMEHTHE MOJICTIOBAHHS MOIIMPEHHS TeIUla B
nporeci 3D-ApyKy TOHKOCTiHHOTO BHPOOY MeTO-
JIOM TOIIapOBOTO HAIUIaBleHHA. B pesynbraTi
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JIOCTIDKEHL OYyJI0 3amporOHOBAHO ONTHUMAbHI 8.
mapamMeTpu TEXHOJIOTIYHOTO mporecy 3D-apyky
JUIS ONTHMI3allii TepPMOMEXAaHIYHOI ITOBEIIHKH
BUPOOIB, MpH SIKUX 3a0€3MeuyloThCS MiHIMAaJIbHI
tepmozedopmariii BUpoOy i MakcumalibHa aare- 9.
3l mapiB IS TOHKOCTIHHHUX BHPOOIB MPOCTOL
npssMokyTHO1 Qopmu. Ilokazano HeoOXimHICTH
KOPHUT'YBaHHS NTapaMETPiB 3aJIe)KHO Bijl JTOBKUHU
nepuMeTpa BUpooy.

Po3pobniena maremaTruHa Mojenb B moga-  10.

JBIIOMY MOKE BUKOPHCTOBYBATUCH JJIsI KOPHUTY-
BaHHS TEXHOJOTIYHUX TapamerpiB 3D-nmpyky
BUPOOIB cKiagHOl GopMHU 31 3MIHHHM TIEpUMET-
POM IO BHCOTI JIETAlli.

11.
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FINITE ELEMENT MODELING OF THERMOMECHANICAL BEHAVIOR
OF POLYMERIC MATERIALS PRODUCTS AT THEIR MANUFACTURE
BY THE METHOD OF LAYER-BY-LAYER BUILDING-UP

The 3D printing of functional components has significant advantages over conventional tech-
nologies due to the ability to fabricate parts with complex shapes without the need to produce special-
ized equipment. However, there are a number of geometric forms of objects, which require extra re-
search, using 3D printing. Thin-walled parts are one of these objects. In the paper the mathematical
model of thermal conductivity of the process of 3D printing of thin-walled products is constructed in
order to determine the optimal parameters of technological process, which provide the minimum
thermal deformation of the product and the maximum adhesion of layers.

Keywords: 3D printer, FDM, modeling by building-up method, finite element method.
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