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AHAJIN3 ®AKTOPOB, BJUAIOLINX HA PASMEPHYIO TOYHOCTD
YIJ10B U3JAEJIMU ITPU OTPABOTKE TEXHOJIOI'MH 3D-IIEYATH

AnauTUBHBIE TEXHOJOTHH 3D-meyatr MO3BOJISIOT M3TOTABIMBATh HEOONbBIINE MApTUH U3IENIUN C
BBICOKOH CTeNeHbI0 OBTOPsieMOCTH. C TOYKH 3pEeHUS BO3MOXKHOCTEH IpuMeHeHns 3D-meqaTHrIX 0056-
€KTOB HEMAJIOBAYKHBIM ACIIEKTOM SIBJISIETCS MX pa3MepHas TOYHOCTh. Llenb paboThl — KOMTMYECTBEHHAS
OIICHKA TIOTPEITHOCTEH YTIOBOM TOYHOCTH 00Pa3lOB ¢ BHEITHIMH M BHYTPEHHUMH YTIAMHA B 3aBHCHMO-
CTH OT Pa3JIMYHOTO THIIAa 0230BOTO CJIOS U TEXHOJIOIMYECKUX IapaMeTpoB mpouecca FDM-nieuaty ¢ uc-
rojb30BaHKeM ¢uitameHToB u3 PLA- u ABS-marepunanoB. Y cTaHOBIEHO pacX0okIeHUE YTIIIOBBIX pa3Me-
poB Mexay CAD-Mozelnbio 1 Hare4aTaHHBIM OOBEKTOM B XO/I€ M3rOTOBJICHHSI BHELUIHUX U BHYTPEHHHUX
ynoB. IlomydeHHbIe pe3ynbTaThl HO3BOIMIN YCTAHOBUTH TPAHUIIBI TOTPEUTHOCTEH T€OMETPHIECKUX OT-
KJIOHEHWH 00pa3IoB, BOZHHKAIONIMX B mporecce FDM-neyatn. DKCepUMEHTaNbHO OMPEEICHO, YTO
U OIWHAKOBBIX Pa3MEpOB M3MIENUi U (PHIIaMEHTOB UMEETCS BOSMOXKHOCTh HUBEIHMPOBATH OTPEIIHO-
ctu pu co3nanun CAD-Mozenu ¢ UCIONb30BaHUEM MOTYYSHHBIX KO3 (UIIMEHTOB MOrpeHocTe! st
Pa3IMYHBIX THIIOB 0A30BBIX CIIOEB.
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ANALYSIS OF FACTORS AFFECTING DIMENSIONAL ACCURACY
OF PRODUCT CORNERS DURING THE DEVELOPMENT
OF 3D-PRINTING TECHNOLOGY

Additive 3D printing technologies allow the production of small batches of products with a high
degree of repeatability. From the point of view of application possibilities of 3D-printed objects, their
dimensional accuracy is an important aspect. The aim of the work is to quantify the errors of angular
accuracy of samples with sharp internal and external corners depending on different base layers, as well
as different parameters of the FDM-printing process using filaments from PLA- and ABS-materials. The
discrepancy of angular dimensions between the CAD model and the printed object during the fabrication
of internal and external catches was established. The obtained results allowed to establish the limits of
errors of geometrical deviations of samples arising in the process of FDM-printing. It was experimentally
determined that for the same sizes of products and filaments, there is a possibility to level the errors
during CAD-model creation using the obtained error coefficients for different types of base layers.
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Beenenune. AnnutruBHbIe TexHOIOTHH (AT), H3-
HaYaIbHO MUCTIONB30BABIINECS ISl OBICTPOTO TPOTO-
TUIIMPOBAHUS, Ha JaHHBI MOMEHT IIMPOKO MIpUMe-
HSIOTCSI JITIsl OBICTPO OCHACTKH M CEPUITHOTO TIPOH3-
BoAcTBa. [Ina HekoTophix TexHonoruit 3D-neuatn
TpeOyeTcs JoporocTodiee 000pyA0BaHUE U CIOK-
HBIE TEXHOJIOTHYECKHE TPOLIECCHI, TO3BOJISIIOIINE
OCYIIECTBIIST aTATUBHOE METAJLUIOIIPOM3BOJICTBO, B
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TO BpeMs Kak B chepe HU3K03aTPaTHOTO MPOU3BOI-
CTBa B OOJIBIIMHCTBE CIIy4aeB MCIOIb3YETCS MOJH-
MepHasi eyaTh, HAIPUMEP MOJEIUPOBAHUE C TIJIaB-
nenpM ocaxaeHneM (FDM) wnm crepeonurorpa-
¢us (SLA) [1].

FDM-nie4yats v oOOHBIE €1 METOIBI XOPOIIIO TO/T-
XOIAT IS U3TOTOBJICHUS €AMHUYHBIX OOBEKTOB CIIOXK-
HOW (hOpMBI, OHM TIO3BOJISIIOT YCKOPHTH IPOM3BOICTBO
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nerkoBecHbIX m3nenuit [2]. Ilpu sTom mexanuue-
CKHE CBOICTBa, a TaKe TOYHOCTh pa3MepOB TaKUX
00BEKTOB YACTO YCTYNAIOT U3JETHUSIM, H3TOTOBJICH-
HBIM METOJIOM JIMThs Toj aaBiaeHueM [3, 4]. Ilo-
3TOMY HEKOTOpBIE HCCIIEIOBATENH H3Yy4aloT BO3-
MOYKHOCTH YJYUYIIEHHS HE TOJBKO MEXaHWYECKHUX
cBoiicTB [5], HO M TouHOCTH pa3zmepoB FDM-
MeYaTHBIX 00BEKTOB [6].

B pabore [7] anst MaTepraioB U3 MOJIUMOJIOY-
Hoii kucnotel (PLA) m akpuioHUTpUIOyTagreH-
crupoina (ABS) uccnenoBanu BIUSHHE TeOMETPUN
JIeTajJd Ha TOYHOCTh Pa3MEpOB NpH HEOOIBLION
tonuuHe cnost 0,1-0,2 MM, HU3KOH TemmepaTypsl
9KCTpy3uu U opueHTtanuu aeraieit 0 u 90°. [Ipu no-
cnenyromeid oOpaboTke meraneit u3 ABS xomon-
HBIM TapoM aleTOHa OOHAPYXKEHO CYLIECTBEHHOE
yJIydllleHHe KauecTBa MOBEPXHOCTH NPH HE3HAUU-
TEIBHBIX U3MEHEHMIX pa3Mepos [8, 9].

OpuH U3 (HaKkTOPOB, KOTOPHIM MPAKTHYECKH HE
HCCJICIOBaH, — 3TO 0a30BBIi CIIOH, T. €. moJie (oc-
HOBa 10 Kparo 3D-Moenu Ass Ty dIero CueruieHus
co croiom 3D-mpunrepa), 100ka (Kpyrosas mo-
nocka BokpyT 3D-mozenu, Jalie BCero rnevaTaercs B
TPHY NPOXO0/a AJIsl TOTO, YTOOBI IPOBEPHUTH BU3YAIIBHO
MIPaBUIBHOCTh HACTPOEK MPUHTEpa O MeYaTH Oc-
HOBHOI Mojen1) U mIoT (0cHOBa 1o 3D-Mo1embio
JUIS JIy4IIero cueruieHue co croyioM 3D-npunrepa).

B To BpeMs kak mose Wi IJIOT YacTo mpensa-
raloTcs B KaUeCTBE MHCTPYMEHTA [Is 30ekaHus ae-
¢opmaruu [10], ux BIusHUME HA Pa3MEPHYIO TOY-
HOCTB 00pa3LoB, KOTOphIE MOTJIM ObI OBITH Hareya-
TaHbI ¥ C IPOCTON F0OKOH, OOBIYHO HE OMUCHIBACTCH.

Llens paboOTBl — KOJIMYECTBEHHAsl OLIEHKA IO-
TPEIIHOCTEH YIIIOBOM TOUHOCTH 0Opa3IoB ¢ BHEII-
HUMHU U BHYTPEHHUMH yTJIaMH B 3aBUCIMOCTH OT pa3-
JIMYHOTO TUTIa 0a30BOTO CIIOS M TEXHOJIOTUYECKUX Ia-
pameTpos mporuecca FDM-niedaty ¢ UCIIONIb30BaHUEM
¢unamentoB u3 PLA- u ABS-matepuanos.

Memoouxa nposedenus ucciedo8anus.

[TeuaTs 00pa3OB OCyLIECTBISIACh Ha MPHH-
tepe Mass Portal D300 ¢ mapamerpamu mevarw,
MpUBEACHHBIMU B Tabnuue. MarepuaiaMu s 1ie-
yatu cnyxunu PLA u ABS.

ITapameTpbl Ne4yaTH, UCNOIb3yeMble
Js npuHTepa Mass Portal D300

Marepuan
[MTapametp ¢dunamenTa
PLA | ABS
Bricota ciost, MM 0,2
Crenensb 3anonaHeHus, % 40
Tewmmeparypa negatroro ciosi, °C 60
CkopocThb neyaTu, MM/c 40
Temneparypa comna, °C 215 [ 220

[Neuarapie oOpasiel ¢ pazmepamu 120x20x10 MM
(mnmuaHBIE) M 50X10X3 MM (KOPOTKHE), C BHEITHUMHU
Y BHYTPEHHUMHM YIJIaMH{ TpeJCTaBJIeHBl Ha puc. 1.

CAD-monenu 00pa3ioB ObUTM MOATOTOBJICHBI B
nporpamme Autodesk Inventor.

s

10 MmMm

50 MM 1

Puc. 1. 'eomerpust 0Opa3Ios:

a — xopotkue obpasusl (CAD-Monens); 6 — 1IMHHbBIE
o0pasiel (CAD-Mozens); 6 — KOpOTKUH oOpaserl,
M3TOTOBIIEHHEIN MeTojioM FDM; 2 — mimmHHELH 00paser,
M3TOTOBJIEHHBIN MeToioM FDM; v — BHelHue
yrasl (1, 3, 5, 7); w — BHyTpeHHUE yribl (2, 4, 6, 8)

OO0pas3Ibl evyaraiuch ¢ FOKoH (0e3 KOHTaKTa ¢
oOpasiom), ¢ moseM (1 cioi, mupuHa 3 MM, KOH-
TaKT ¢ 00pa3IoM) WK C TWIOTOM (3 ¢JIos o1 00pas-
1IOM, KOTOpBIE TieyaTatoTcsl Ha pacctosHuu 0,2 M,
T. €. OTHAENATCS 0T 0Opasua). Bce oOpa3mpl neya-
TAJIUCH B MSATH IK3EMIUISPaAX.

W3mepennst 00pas3LioB OCYyIIECTBISUIN C TOMOIIBIO
MHKpOMeTpHYecKoro mranreHupkysst Neiko 01407A
¢ TouHocThiO U pasperierueM 0,02 u 0,01 mm coot-
BETCTBEHHO. JIJIs1 M3MEpEeHUs yIIoB MHUKPOCKOIIHU-
yecKkre N300paKeHHUs TOTyYall ¢ MOMOIIBI0 LUp-
poBoro mukpockomna Olympus DSX1000.

OcHoBHas 4acTb. [Ipu ucnonap30BaHNM TEXHO-
norun FDM TpynHO MOJy4uTh YIJIBI C HEOOXOAH-
MO TOYHOCTBIO, MOCKOJIBKY JHAMETp COILIa Ompe-
JenseT MUHMMAIBHBIA pa3Mep AeTald, KOTOPYIO
MOYKHO HaredaTatb. Ha puc. 2 moka3aHbl KOPOTKHUE
o0pasupl ¢ BHEIIHHMMH M BHYTPCHHUMH YTJIaMH,
HarevyataHuble U3 ABS. Xopomo BuxHO Hexena-
TEJIbHOE CKpYTJIEHHE BHEIIHHX W BHYTPEHHHX
KpaeB. DTOT 3P PEKT HE MEHSETCA, €CIIH B KAUeCTBE
0a30BOTO CIIOSI MPUMEHSETCSI MOJI€ WK IUIOT.

Ha puc. 3 HarnsaHo NpoaeMOHCTPUPOBAHO OT-
JIUYRE MEKIY THIIAMH 0a30BOTO CIIOSL.
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a 7] 8

Puc. 2. KopoTkue obpasmsr u3 ABS:
a — ¢ 100KOi1; 6 — 1oJIeM; 8 — IIOTOM

a o 6

Puc. 3. O6pazust CAD-monemn:
a — ¢ 100KOi1; 6 — 1oJIeM; 8 — IIOTOM

[anee ObLTO TTPOBEICHO M3MEpPEHHUE YTIIOB IS
BBITIICYTIOMSHYTBIX 00pa3noB. Ha puc. 4 npeacrag-
JIEHBI 3HAYCHUS I KOPOTKUX oOpasioB PLA, mpu
3TOM YTJIBI OTIPEIEIICHBI KaK TSI BHEITHUX yTIIOB —
1 (;reBBIit HYOKHMIE yroi), 3 (JIEBBIA BEpXHUH YTOI),
5 (mpaBeIif BepxHUH yroj) u 7 (TMpaBbIil HIDKHHUMA
YTOJT) ¥ JUTISI BHYTPEHHUX — 2 (JIEBBIN HIKHUH yTOJT),
4 (meBwIi BepXHUH yTo), 6 (TpaBblii BEPXHUH YTOI)
n 8 (mpaBBlii HIKHHHA YTON), COOTBETCTBEHHO.
B OGompmmHCTBE CiydaeB CTaHAApPTHHIE OTKIIOHE-
HUS JOCTATOYHO BEJIMKH U BKIFOYAIOT B C€0SI OTKIIO-
HEeHHe, paBHOE HYJIIO, TaK YTO SBHBIX H3MEHEHU HEe
BUIHO. COOTBETCTBEHHO, He HAOIIONAIOTCS U OTIIN-
U] MEXKAY Pa3TUIHBIME 0a30BBIMU CIIOSIMHL.
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Puc. 4. YrnoBbie OTKIIOHEHHS KOPOTKHX 00pa3unos PLA:
a — BHEIIHKE YTJIbl; 6 — BHYTPEHHUE YIJIbI
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st 00pa3uos, HaneuaTaHHBIX 13 ABS, pe3yib-
TaThl aHAJIOTUYHBI MTOKa3aHHBIM Ha puc. 5. B aTom
ciydae OOJIBIIMHCTBO OTKJIOHEHHH CTPEMHTCS K
Hymo. Te HeMHOrHe 3HauYeHUs, i1 KOTOPBIX OT-
KJIOHEHHSI OTJIMYHBI OT HyJsl, B COOTBETCTBUHM CO
CTaHJApTHBIMHM OTKJIOHEHUSIMH TaKkXKe He JIEMOH-
CTPUPYIOT peaJIbHBIX OTKIOHEHUH MEX Ty U3MEPEH-
HBIMH U CMOJIETUPOBAHHBIMU YTJIaMHU.

[TockonpKy OpHeEHTaIusl 3alOJHEHUs MpH Te-
YaTh cocTaBisgeT +45°, 3T 00paslbl SBISIOTCS
CUMMETPUYHBIMHM TIO OTHOLIEHHIO APYT K JPYTY,
Mo3TOMY yrou 1 u yron 3 IOMKHBI OBITH OTUHAKO-
BBIMH, TaKXe KaK U yroi 3 ¥ yros 7, Kak ¥ yroia 2 u
yroi 6 JOMKHBI OBITh OJMHAKOBBIMH, TAKXKE KaK U
yron 4 u yron 8. CpaBHEHHE 3THX MMapHBIX YCIOBHO
OJIMHAKOBBIX YTJIOB HArJISIIHO MOKa3bIBaeT 3HAYU-
TENbHBIE PACXOXKAECHUA. JTO CBUAETENBCTBYET O
TOM, YTO CUCTEMAaTHUYECKOTO OTKIOHEHHS H3MEPEH-
HBIX YIJIOB OT CMOJAETHPOBAHHBIX 37IECh HE MPOHC-
XOIMT, a HaOJIoZaeMble PACXOXKICHUS 00YCIOB-
JIEHBI POU3BOJILHBIMU OTKJIOHEHUSIMHU.

O6pasusl u3 PLA 1 ABS ¢ BHEIIHUMHU U BHYT-
PEHHUMH yriamMu OBLIM HameyaTaHbl METOIOM
FDM wu uccnenoBassl Ha IpeAMET YIII0BOM TOYHO-
cti. B pesynbraTe He OBUIO BBISBICHO OJHO3HAY-
HOTO BJIMSHUS 0a30BOTO CJOS Ha Pa3MEPHYIO TOY-
HocTh 3D-nmevatnbix PLA- u ABS-00beKTOB.
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Puc. 5. YrnoBsie OTKIIOHEHHST KOPOTKHX 00pa3ioB ABS:
a — BHEILIHHE YTIJIbl; 6 — BHYTPEHHHE YIJIbI
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[Mony4eHnHble pe3ynbTaThl MO3BOJISIIOT yCTAHO-
BUTH IPaHHLIBI HOTPEITHOCTEH TEOMETPUIECKUX OT-
KJIOHEHHH 00pa3loB, BOZHHKAIOIIMX B MpoOLEcce
FDM-nieuaTtu ¢ 6a30BBIM CIOEM.

3Has K03((UIHMEHT MOTPEIIHOCTH HAIUIABJICH-
HOTO OCaXIeHHs Ly°, MOMyYEHHBI HA OCHOBAaHUH
SKCHEPUMEHTAIBHBIX JaHHBIX, MOXKHO CKOPPEKTHU-
poBaTh pasmepsl CAD-mMozenu B COOTBETCTBUH C
HUM JAJs1 HUBEITUPOBAHUS OTKIOHEHHWH, JOCTHIas
MpY 3TOM TpeOyeMOoi TOYHOCTH pa3MepoB. Tak, 1is
o6pasuoB u3 PLA-punamMeHToB MpH MnevyaTH BHEUI-
HUX yriaoB ¢ woOkod L,° = 0,119, c mnonem
L= -0,514, c mmorom L,* = —0,263, npu neyaru
BHYTPEHHUX YTJIOB — ¢ 100K0# Ly"= 0,113, c monem
L,*=-0,623, c mmotom L,*=—-0,358. [y 0Opa3ios
n3 ABS-¢dunaMeHTOB Ipy neyaTy BHELIHUX YTJIOB
¢ rookoit L,*= 0,129, ¢ monem L;*=—0,5, ¢ m1oToM
Ly"= 0,073, npu nmevyaty BHyTPEHHUX YIJIOB — C 100-
xoii Ly® = 0,182, ¢ moiem L,* = 0,498, ¢ mioroM
Ly*=-0,436. Jannabie k03 PUIHEHTH TPUMEHUMBI
IUIsl M3/1CJIMI, OTIIeYaTaHHbBIX C TapaMeTpaMu, Mpu-
BEJCHHBIMU B Ta0NUIle, © OPUEHTALMEH 3amloiHe-
Hus +45°. Ing onpezaeneHust Ko3pQUIHEHTOB TO-
TPEIIHOCTH HAIUIABICHHOTO OCAKACHUS JUIS WHBIX
napaMeTpoB TeYaTd U Pa3invyHbIX (OpM 3amloiIHe-
HUS HEOOXOOMMO IMPOBECTU JIOMOTHHUTENbHBIC HC-
CIICIOBaHHS.

3akaouenue. Jlna oneHku TouHoctd 3D-
HIpUHTEpa ¢ TexHosorueu neyatu FDM ucnomns3o-

BaJICh 00pa3ilbl, N3roToBNeHHbIC U3 PLA- u ABS-
¢unamentos. [lomydeHbl yrioBbIe OTKIOHEHHUS IS
BHEIIHUX U BHYTPEHHUX YTJIOB OTHEYaTaHHBIX 00-
pasuoB. OmnpeneneHo, 4To 00pasibl, H3TOTOBJICH-
Hble 3 PLA-¢punamenra, umeroT 6onbliiee yrioBoe
OTKJIOHECHHE B CpaBHEHHH C oOpasmamu u3 ABS.
l'eomerpryeckne OTKIOHEHHS OTMEYaTaHHBIX 00-
pasuoB B cpaBHeHun ¢ CAD-monensio oOBsCHS-
IOTCSI BIMSHUEM THIa 0a30BOTO clos. YCpeIaHEH-
HbI€ OTKJIOHEHHUS Pa3MEPOB BHEIIHUX YTIIOB AJIS 00-
pasuoB u3 PLA-¢dunamenrta cocrasmsror +0,219°,
IUIsl BHYTpeHpHX yrinoB —+0,289°. Jlnst o0pa3uos u3
ABS-dpunamenTa ycpenHeHHbIE OTKIOHEHHUS pas-
MEpPOB BHEIIHUX YIIOB cocTaBisioT +0,099°, nns
BHyTpeHHUX — +0,081°.

[IpoBeneHHsle Hccaen0BaHus IEMOHCTPUPYIOT,
YTO KBaJHUTET TOYHOCTH OTIEYaTaHHBIX 00pa3LoB
st npuHTepa Mass Portal D300 naxonutes B ana-
naszone ot 11 1o 14, u cpenHuii KBAIUTET TOUHOCTH
cocraBiser 12,6.

Taxkum 00Opazom, 0Opasipbl, H3TOTOBICHHbBIC W3
ABS-dpunamenTta, uMer0T Ooyiee BBICOKYIO TOY-
HOCTb. J1JIs1 TIOBBILICHHUS! YTTIOBOM TOUHOCTH HEOO-
XOAMMO YYUTHIBATh KOA(PQPHUUHUEHT MOTPEIIHOCTH
HaIUIaBJIEHHOT'O OCAXAECHUS Ha JTare NPoeKTHPOBa-
Hus CAD-moznenu.

Hccneoosanus nposoounuce 6 pamkax ouccep-
mayuonHou pabomset npu nodoepoicke I'T'TY umenu
11. O. Cyxoeo.
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