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Annomayusn: Tlpu vccleoBaHUM W aHAU3e aIUTHBHBIX TEXHOJOTMH 0CO00€ BHHMAaHHE YAEISIETCS IMOBBILIEHHUIO
MIPOM3BO/IMTEIBHOCTH M KadecTBa HalleyaTaHHbIX u3fenuid. OJHAKo /ISl HOBBIMIEHHUS HMPOU3BOIUTENHEHOCTH 3D-medatn
HEJB3sI IIPOCTO YBEJIWYHUTH CKOPOCTD IIEpEeMENICHUs pakels 0e3 H3MEeHEHHs ero OpMEI WK Tuma. [13-3a 3Toro Moxer mo-
CTpagaTh Ka4eCcTBO IMOPOIIKOBOTO CJIOS, YTO MPUBEIET K YXYAIICHUIO Ka4eCTB KOHSUHOU fetanu. [ uccieoBaHus BIU-
SIHUSL XapaKTEPUCTHK POJIMKA Ha HAHECCHHE MMOPOIITKOBOTO CJIOS MPOBEACHA CEPUsl KOMITBIOTEPHBIX MOJCITUPOBAHUN UMU-
TaIMOHHBIX Mojesel. OTleHKa BIUSHIUS XapaKTePUCTHK PONIMKA HA HAHECEHHE ITOPOIIKOBOTO CJIOS MPOBOIIIIACH IS THa-
MeTpoB poimka 30, 50, 70, 100, 150, 200, 250, 300 mM. MonennpoBaHue IPOBOIIIIOCH C TPEMS CIIOCOOAMU HAHECCHHUS:
BpAIAOIIAMCS M HEBPAIIAIOIIUMCS POJIMKOM, a TaK)Ke BPAIIAIOIIMMCS POIMKOM C MoJadeil JOMOTHUTEIHHOTO TOPOIIIKA.
OmnperneneHo, 4To MPU HAHECEHUH CJIOSI BPAILAIOIIUMCS POJIMKOM C JIOTIOJHUTEIBHON Moaueil opoIKa MOXKHO JIOCTHYb
MOCTOSTHCTBA CHJI, IEHCTBYIOMINX HA POJIMK. DTO MOXKET MOJIOKUTENBHO HOBJIUATH HA OJHOPOJHOCTh HAHOCHMOTO CJIOSI.
Hanecenue ciiosi BpamaronmMcs pojIrKoM ¢ JIONOJHUTENBHON MoJadyeld nopomka Haubonee npuroqHo B 3D-npunTepax
¢ Oonpmioi 30HOHM mocTpoeHws. JlaHHBIH croco0 Mo3BONsIET WM30€raTh NepeMeNIeHus] OONBIION Macchl IOpOIIKa MO
MPEABIIYIIEMY CJIOI0, YTO TOJIOKUTENBHO BIHMSIET HA Ka4eCTBO KOHEYHOH AeTaiy. BBISBIEHO BIHMSHUE XapaKTEepHCTHK
pOJIMKa Ha HaHECEHHE TIOPOIIKOBOTO CiIosl. B yacTHOCTH, Ipy yBenuueHuH nuaMeTpa poiuka ¢ 30 mo 300 MM yBenmuuBa-
€TCsI ¥ 3HaUCHNE MUKOBOW crITbl. [Ipu yBenmmueHnn quaMerpa poiuka Ha 7,9 % yBenmn4uBaeTCs ¥ INIOTHOCTH MOPOIIKOBO-
r0o cios. BeIsSBIIEHO, UTO HA HEBPAIIAIOIIMICS POJHK IEHCTBYeT HAMOOINBINAs CHUIa, a CHIIBI, NEHCTBYIOIINE Ha Bpallaro-
IIMEeCs POJIMKH, HE3HAUYUTENBHO OTJIMYaroTes. Bpamatomuiics ponuk 6e3 mo0aBieHus MopoliKa co3aeT Hauboee MmioT-
HBII CIIOH M TTO3BOJIAET JOONUTHCS YIUIOTHEHHMS MIOPOIIKOBOTO cios Ha 5,35 %.

Knroueeste cnoga: XapakTepUCTUKU POJIHKA; TIOPOIIKOBBINA CJIOH; aAINTHBHBIC TEXHOIOTHUHU; aIIUTHBHOE MPOM3BOI-
CTBO; JMaMeTp POJIMKA; pa3paBHUBAHHE IMOPOLIKOBOIO CJIOS; HAHECEHHE ITOPOLIKOBOTO CJIOS; MNIOTHOCTh MOPOIIKOBOTO
CJI0S1; paKenb.
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texHojorusx // Frontier Materials & Technologies. 2024. Ne 4. C. 9—18. DOI: 10.18323/2782-4039-2024-4-70-1.

BBEJEHHUE

AMTHBHBIC TEXHOJIOTUH SBISAIOTCS IEPEOBBIMU Ha CO-
BPEMEHHOM 3Talle PasBUTUSI MaIMHOCTpoeHHs. OHM T03BO-
JSI0T CO37aBaTh CIIOXKHBIC U3JENHs, KOTOphIE Herenecoodpas-
HO WM HEBO3MOXKHO TPOHU3BOIUTH TPAAULMOHHBIMU CIOCO-
Oamu. [lpu uccnenoBaHNM M aHAIIM3E aJJTUTHBHBIX TEXHOJIO-

ponrka. PONMKOBbIE MEXaHHW3MbI HAHECCHUSI MPUMEHSFOTCS
NPH WUCTIONE30BAHUH MEJIKOAMCIICPCHBIX HIIH BBICOKOKOTE3H-
OHHBIX TIOPOLIKOB I OOCCTICYCHHUS JKENAeMbIX TEXHOJOTH-
YECKUX XapaKTePUCTUK H/HITM CBOMCTB KOMIIOHEHTOB. Pakernb
B BHJIC JIE3BHS UMeeT 0oj1ee IPOCTYI0 KOHCTPYKIIMIO H MOXKET
OBITH HCIIOJIB30BAH JUISl HAHECEHWs IIOPOLIKOB C BBICOKOH

Ml 0c000€ BHUMAaHHUE YAENSETCS TOBBIMICHHUIO ITPOU3BOMIH-
TEJIBHOCTH M KauecTBa HareyaTaHHbIX m3aenuil. [loBsimenne
TpeOOBaHWI K TOYHOCTH JIETaIN TPHBOJANUT K YBETHUCHUIO
BPEMEHH €€ COo3/1aHus. BpeMs co3nanus NeTaiu CKIIaIbIBacTCs
U3 BPEMEHU HAHECEHHs MOPOLIKOBOTO CIOS M BPEMEHH €T0
crutaBnenus. Hanecenue nopoika sisisiercs: (GyHIaMeHTallb-
HBIM acleKTOM a/INTUBHOTO TPOM3BOZCTBA M TPeOYeT OOIb-
IIMX HCCIIEIOBATEILCKAX YCUIIMH, YTOOBI MOBBICUTH HAJICXK-
HOCTb M HOBTOPSIEMOCTb IPOLIECCA, a CIENOBATENbHO, Kade-
CTBO MEYATHBIX KOMIIOHEHTOB.

OCHOBHBIM yCTPOICTBOM HAHECEHUS U Pa3paBHUBAHUS
MOPOIIKOBOTO CNOS B a/UIUTUBHBIX YCTAHOBKAX SIBIIIETCS pa-
Kenb. B Hacrodiiee BpeMss B KauecTBE pa3paBHHUBAIOLIETO
YCTpOICTBA Yallleé BCErO HUCIOJIB3YIOTCA JBE KOHCTPYKLUH
pakessi: B BUJIe TUIACTHHBI (JIE3BHS) M B BHJIE BPALIAIONIErOCs

© borpanos B.M., 2024

CBIyYeCThi0, HEe TpeOyIOMMX OONBIINX NPIIIOKEHHBIX CHIT
JUTSI TIPEOIOJICHHUS] MEKYACTHYHOTO CLETUICHHSI.

21.]'[5[ TMOBBIMICHUA TTPOU3BOAUTCIBHOCTH HEJIB3A IMPOCTO
YBEIIMYUTH CKOPOCTh TIEPEMENICHHs pakens 0e3 M3MEHEeHHs
ero (¢opMsl WK TUna. M3-3a 5Toro MoxeT 1nocTpajarh Kave-
CTBO TOPOILIKOBOTO CJIOS, YTO NPUBENET K YXYAUICHHIO Ka-
yecTB KOHeUHOU netanu [1]. TlosToMy OCHOBHOM TEHIEHIIH-
el B 00JacTH HAHECCHUS M pa3paBHUBAHUS ITOPOIIKA SBIIS-
€TCsI UCCIICIOBAaHNE BO3MOXHBIX KOHCTPYKIIMH paKerns ¢ Iie-
B0 TIOMCKAa KOHCTPYKIIMM C MAaKCHMAaJbHOW CKOPOCTBIO
HaHECeHHs 0e3 MMOTepr KauyecTBa CIIOSL.

HccnenoBanusl MMOKa3BIBAIOT, YTO VIS TIONMYyYCHHUS Kade-
CTBEHHOT'O CJIOSI TPEOYETCs BBICOKAs IIOTHOCTH TIOPOIIKOBOTO
CIIOSl, a TAaKXKe YTO CJIEAYET WCIIOIb30BaTh METAJUTHYECKHN
MOPOIIIOK C HAUMEHBIIMM CPETHUM pPa3MepoM dYacTwil [2].
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Jns ynmydmieHusl IUIOTHOCTH IIOPOLIKOBOTO CJOSL ObUIH
MPEAT0KEHbl TEXHOJIOTHU IO YIUIOTHEHHIO MOPOIIKOBOTO
ciost [3; 4], BUOpalMOHHOMY HaHECEHHUIO [5; 6], MOBTOPHO-
My HPOXOXKICHUIO BpallaloUMMUca poiukamu [7; 8].
HawuGonbliee BiusiHME Ha IJIOTHOCTh YHNAKOBKH ITOPOLIKA
OKa3bIBAIOT T'EOMETPHUST M CKOPOCTh pa3paBHHUBAIOIIETO
ycTpoiicTtBa [9; 10]. Beutun paccMOTpeHBI pakeilu ¢ CeYeHHU-
eM B BHJE KBajpaTa ¢ (hackoi, Bpamarouierocsi ¥ Hemo-
JBIDKHOTO posimka [9], mapaurenorpamma, TpeyroJbHUKa
u kBazapara [10]. MccnemoBaHusl MOKa3bIBAlOT, YTO MPH
ONITHUMU3AIMN TEOMETPUH PAKENIsI MOXKHO JOOHTHCS Ooiee
BBICOKHMX MOKa3aTeJIel IIIOTHOCTH YNAaKOBKM M MEHBILIECH
IIEPOXOBAaTOCTH HAHECEHHOT'0 OPOIIKOBOTO ciios [10; 11].

Bbruto paccmotpeno 48 mozeneil ¢ pa3nUYHBIMM apa-
MmeTpamu npoduiist kpomku pakens [11]. B pesysnbrare Obl-
JIM OIpeJieNieHbl ONTUMAaJbHBIE 3HAYSHUS JUIsL STHX Iapa-
MmeTpoB. Ilpu cpaBHEHHMH ONTHUMH3NPOBAHHOTO IPOQHIIS
C POJHMKOM OTMEUYEHO, YTO PaKelb C ONTHMHU3UPOBAHHBIM
npoduieM co3aBall HE3HAUYUTEIHHO MEHBIIYIO TUIOTHOCTD
nopomkoBoro ciost (0,4 %) mpu camoif HU3KOW CKOPOCTH
(0,03 M/c). OmHaKo OH OKa3alcs ropa3io MEHEe UyBCTBH-
TEJICH K YBEJIMYCHHIO CKOPOCTH pakelis, TaKk 4TO NPH yBe-
mmaeHnn ckopoctd A0 0,06 M/c IIOTHOCTH MOPOIIKOBOTO
cyost Ob1a Ha 2 % OoJbllIe Y pakens ¢ ONTUMHU3UPOBAHHBIM
npo¢uneM. OTO SBISIETCS 3HAYUTENBHBIM HPEUMYIIECTBOM
Y O3HAYaeT, YTO MOXKHO YBEJIMYHUTH CKOPOCTh (YTO O3HAYAET
Gosee BBICOKYIO NMPOU3BOAUTENBFHOCTE) C COXPAaHEHHEM Ka-
yecTBa. [Ipy cpaBHEHUM LIEPOXOBATOCTH TOBEPXHOCTH IIO-
POIIKOBOTO CJI0SI BBISICHUIIOCH, YTO HOBBIN NMPOMWIL paKess
MPEBOCXOUT POJIMK TIPH BCEX MPOTECTHPOBAHHBIX CKOPO-
CTSIX M IMEET B CpelHeM Ha 15 % MeHbIre 3Ha4eHHs epo-
xoBatoctu [11].

OTnnuuTeNbHOH O0COOCHHOCTBIO PAaCCMOTPEHHBIX HC-
cnenoBanuii [3—11] ABmseTcs To, 9TO CIOW IMOPOIIKA HAHO-
CHUTCSl Ha TJIAJKYI0 TBEPAYIO MOBEPXHOCTh. B mmreparype
HE paccMaTpHBaeTCs CIydail HaHECEHHWsS HOBOTO CIIOS Ha
NpeAbIIYIIMHA TOPOIIKOBBIA CJIOH, HE HaieHo paboT 1o
WM3YUYCHUIO BJIMSIHUSI HA HAHOCHMBIA CJIOW JuameTrpa Bpa-
maronierocsi ponuka. IlpencraBnsitor uHTEpeC cuna, Jeu-
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CTBYIOIIAsl HA POJIMK CO CTOPOHBI TIOPOIIKA, M pacupeaese-
HHE 3TOH CHJIBI MO TIOBEPXHOCTH, a TakkKe 3aBUCHMOCTH
C)KUMaroLeld CWilbl M TUIOTHOCTH TIOpOLIKAa OT JUaMeTpa
poJIMKa 1 OT crioco0a HaHEeCEeHUsI.

Llenb paboThl — BBISBICHHE ONTHMAIBHOIO Criocoda Ha-
HECEHHS TOPOIIKOBOTO CJIOSI ITYyTEM HCCIICAOBAHUS BIIMSTHUS
JIMaMeTpa BPaIAloIIerocsl pojiMka Ha KauecTBO HaHECEHHOTO
CJIOSI TIPY TIOMOIIIY UIMHUTAIIMOHHOTO MOJICITMPOBAHHSI.

METOJUKA NPOBEJEHUA UCCIEJOBAHUA

Co3naHne HMUTALMOHHON Mo/IeJIn

MopenupoBaHue Mporecca HaHECSHUS U Pa3paBHUBAHUS
MOPOIIKOBOTO MaTepHalla IPOBOJMIOCH C HCIIOJIb30BAHHEM
nporpammuoro makera Altair EDEM 2021. Orto mporpamm-
HOe oOecTieueHne ISl MOJICTIMPOBAHKS CHITYUHX M IPaHyJIH-
poBaHHbIXx MarepuaioB. EDEM ocHoBaH Ha MeTone Iuc-
KpeTHBIX 35eMeHTOB (DEM) 1 mpuMeHNM 11t MOAEIHpOBa-
HUA Y aHaJIKM3a MOBEJCHUS YIJIA, HOOBITHIX Py[, TOYB, BOJO-
KOH, 3€peH, Ta0JIETOK, IIOPOIIKOB H T. [I.

BbonpmmHCTBO AOTUTUBHBIX TCXHOHOFHﬁ, BXOOAIIINX
B rpynny PBF (Powder Bed Fusion — cunTe3 Ha momioxke),
HMEIOT CXOKHHM TpOIlecC HAHECEHWs IOPOIIKOBOTO CJIOSL.
[NpuHIMIMaTBEHAas cxeMa Ipoliecca MpeJcTaBIeHa Ha puc. 1.

[{uxJ MoCTpoeHUs KaXI0T0O CJI0Sl HAaUMHAETCS C TIOIHS-
TUS. TIaTQOPMBI MUTATENST M OITyCKaHUs IIaT(OPMBI I10-
CTpOEHHMS Ha TONIIMHY CJOS. 3aTeM pakeslb IBHKETCS
BIOJb IIaTGOPM, OJHOBPEMEHHO HAHOCS W Pa3paBHUBAST
MOPOIIKOBBIM Marepuai. [TocKoNbKy TpH MOAEIMPOBAHUHU
npouecca OyZeT MPOU3BOAUTHCS HAHECEHUE JIUIIL OJHOTO
MTOPOIITKOBOTO CJOS, TO MHUTAIOIINN OyHKEp He TpeOyeTcs.
Jlnist ynpoIeHns: IMUTAIMOHHON MOJEIH 3Tall TIOATOTOBKH
OrpaHUYUBACTCA CO3JaHHUEM MNPECABIAYIICTO IMOPOIIKOBOTO
CJIOS ¥ TTOPOIIIKA JUISI HAHECEHUS] HOBOTO CJIOSL.

Co3naHHasi MMUTAIMOHHAS MOJEIb COCTOUT W3 JIBYX
y4dacTkoB (puc. 2). IlepBbiii yuacTok mpeacTaBisier coOoi
TBEP/YIO0 MOBEPXHOCTh, UMUTHPYIOLIYIO IUTATENb C METal-
JIMYECKHMM TTOPOIIIKOM, KOTOPBI HEOOX0IMMO OyIeT HaHECTH

Hobuiy crou

Aemans

Puc. 1. IIpunyunuanvhas cxema npoyecca HaneceHus NOpoOuK08020 CJosl
Fig. 1. Basic diagram of the process of applying a powder layer
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B KauecTBE HOBOIO CJIOs ¢ IOMOLIBIO pakens. Bropoil yua-
CTOK IPEACTaBISAET COOOH TBEPLYIO MOBEPXHOCTH, UMHTH-
PYIOLLYIO TIaTGOpMy IIOCTPOSHUS, OIYIIEHHYIO Ha BBICOTY
HaHocUMOTro ciiog. Ha gaHHOM y4yacTke HaxXxoJIUTCS WMHUTa-
IL[{sl TOTOBOT'O HAHECEHHOTO CJIOS.

Hanecenue MmeTanmnuueckoro mnopouika Ha MMHUTALUIO
TOTOBOTO CJIOS IPOU3BOJMTCS TpeMs crocobamu: 1) HeBpa-
MIAIONAMCS  POJIUKOM; 2) BPam[AIOIMUMCS POJIMKOM;

3) BpamamuMcsi poJIMKOM C ToJadeil JTOMOJTHUTEIHLHOTO
nopomika (puc. 3).

Onpenenenue U BbIOOP NapaMeTPOB MOJeTUPOBAHUA

CHauasia He0OXOIMMO BBIOpaTh CKOPOCTh HAHECEHUS Vpoj
U CKOPOCTh BpallleHus: pojiuka Vpp. CKOPOCTh HaHECEHHUS
OKa3bIBaeT BIMSHHE HA MIEPOXOBATOCTH MOPOIIKOBOTO CIIOS
[12] (puc. 4), koTOpas SBJISETCS OJHON U3 XapaKTEPUCTHK

Memanmseckws — lopowkobed
Pakens — nopowok oy
-— - _;"
| lﬁl |
I

[umamens /

llnam@apma
nOCMpoeHys

Puc. 2. Umumayuonnas mooens
Fig. 2. Simulation model

Puc. 3. Cnocobul Hanecenuss RHOPOUWIKOBO2O ClLOSL.
a — Hespawarowuiica poauk; b — epawarowuiics poruk; ¢ — 6pawyarOWULics pOIUK ¢ nodayeli OONOIHUMENbHO20 NOPOUIKA
Fig. 3. Ways of applying a powder layer:
a — a non-rotating roller; b — a rotating roller; ¢ — a rotating roller with additional powder feed
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Puc. 4. 3asucumocms wepoxosamocmu cios Om cKOPOCMu HaHeceHs
Fig. 4. Dependence of layer roughness on application speed

Frontier Materials & Technologies. 2024. Ne 4

11



Bbornanos B.M. «Bausinue XAPAKTePUCTUK POJIUKA HA HAHECCHHUE MOPOLIKOBOI0 €101 B AJ/TUTUBHBIX TEXHOJIOTUAX)

KauecTBa IMOPOIIKOBOro ciosi. Mcxomst u3 puc. 4 mpumenm,
YTO JOIyCTHMas IIEPOXOBATOCTh OBEPXHOCTH HAHECEHHOTO
ciost 6=7,5 MkM. [1j1s1 osydeHns IOBEPXHOCTH MOPOLIKOBO-
ro CJIost TpeOyeMoro KayectBa HEOOXOIUMO, YTOOBI JTHHEH-
Hasl CKOPOCTh posvka Vpojy He mpepbimana 60 mM/c. B uc-
CJIe/IOBaHMSIX HauboJee YacTo CKOPOCTh HaHECEHUsI BEIOUpa-
nack paBHOU Vpoy=50 mm/c [10; 13; 14], 94T0 COOTBETCTBYET
HammM TpedoBaHusM. CKOpOCTh BparieHust Vpp ObLIa BBI-
Opana paBHOII 60 00/MHH WCXOIS W3 TOTO, YTO CKOPOCTH
BpAIIIEHXS POJIMKA MaJIO BIMSET Ha INIOTHOCTH ITOPOIIKOBOTO
CIIOSI, OJTHAKO MPH OOJBIINX CKOPOCTSX YACTHUUYKH MOPOIIKA
HauMHAeT MoA0pachiBaTh HaJ IOBEPXHOCTHIO, YTO MOXKET
TIPUBECTH K MOBPEKAESHHIO TIpeIpIAyIIero cios [15].

Jnst BBISABJICHUSI ONTHMAIBHOTO crioco0a HaHECEeHUs
MOPOILKOBOTO CJI0S1 OBLIM MPOBEJCHBI UCCIIEIOBAHUS UMH-
TAIlMOHHOHW MOJEIHM C pPa3HbIMH AMAMETPaMH POJIHMKOB:
HeBpamaomuiica pomuk @50 MM, BpalaroUuics POIHK
30, 50, 70 MM, BpaIAIOMIMKACSA POJHMK C JOOaBICHHEM
nopoiuka 30, 50, 70, 100, 150, 200, 250, 300 mm.

JuamMeTp yacTuil MOPOIIKA, UCTIONIb3yeMoro B 3D-neyaty,
Bapbupyercs ot 20 10 100 MKM, OTHAKO MMEIOIIEHCS BBIYHC-
JIMTENHHON MOIIHOCTH KOMIIBIOTEpa OyIET HEeIOCTAaTOYHO JUIS
MOZIEJIUPOBAHMST YaCTHUIl TAKOTO MAJICHBKOTO pa3Mepa B KO-
POTKHE CPOKH, IIOTOMY YTO IPH YMEHBIICHUH IHaMeTpa dYa-
cTuI TpeOyeTcst Takke yMEHBIIaTh BPEMEHHOH II1ar, U, CIEH0-
BaTelbHO, BBIUKCICHUS OyIayT Oojiee 3aTpaTHBIMH IO Bpeme-

Time: 5.485s

HH. B KkauectBe mopomkoBoro marepuana Obuia BeIOpaHa
npoos JICJI 05 365 TOCT 11964-81.

Jnst uccnenoBanusi ObLT BBIOpaH TI'PaHyJIOMETPUUECKHN
COCTaB TOPOILIKA, UMEIOIINI HOPMaJIbHOE pacIpesieNieHHe Co
cpenuuM 3HadeHHeM /m=0,5 MM W CpEIHEKBAJIPaTHYHBIM OT-
knoneHneM 6=0,05, moToMy 4To OoJiee MIMPOKHE THANa30HbI
pa3MepoB YacTHIl MPUBOAAT K OOJBIIMM KOJICOaHUSIM IUIOT-
HOCTH U ILIEPOXOBAaTOCTU IOBEPXHOCTH U3-3a HEpaBHOMEp-
HOTO pacripeneneHus yacTail [16].

KommbioTep, Ha KOTOPOM TNPOBOIMIOCH MOJIEITHPOBA-
Hue, umeet mpoueccop Intel Core 13-6100 3.70GHz, omepa-
tuBHyI0 mamiate 8 ['b u Bumeoxapty NVIDIA GeForce
GTX 1050 Ti.

O0padoTka pe3yabTaTOB MOJIEJIUPOBAHUS

Jl1st u3MepeHust Cuilbl, IEMCTBYIOIIEH Ha POJIMK, BCS 30HA
MccieIoBaHys Oblia MoyiesieHa Ha cJIou. BricoTa KaXkoro ciost
paBHa quametpy dactail (0,5 MM). 13 ka0l OTIEIEHO BIIC-
JIEHHOH 00JIacTH OBUTH TIOTyYEHBI JaHHBIE O CHJIE, NEHCTBYIO-
IIeH Ha POJIMK CO CTOPOHBI TIOPOIIKA 110 ocsiM X 1 Z (puc. 5).

IMpn ananmze OymeM cUWTaTh, YTO CHJIA IIPHIIOKEHA
K POJINKY 10 IEHTPY BBLAENEHHOro cios. Ilocnme pacuera
CHJIBI HEOOXOIMMO IIOCTPOHUTH PACHPENEICHHE CHIIBI TI0
MOBEPXHOCTH pONMKa. J{JIsl 3TOT0 aHAIUTUIECKH PacCunuTa-
€M 3aBHCHUMOCTD yTJIa 0. OT BBICOTHI ClIosl. PacyeTHas cxema
MIpeCTaBIIeHa Ha pHC. 6.

Puc. 5. Pacuem obweli cunvl 0asienus NOPOUKa Ha POIUK 8 KAHCOOM Clloe
Fig. 5. Calculation of the total force of powder pressure on the roller in each layer

Puc. 6. Cxema ona pacuema yena oagnenus o. R — paouyc ponuka; t — 8bicoma cios, 0. — y2oi 0a8NeHus
Fig. 6. Scheme for calculating the pressure angle a. R — roller radius; t — layer height; o.— pressure angle
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Pacuer 3aBUCHMOCTH yriia 0, OT BBICOTBI CJIOS:
R—t t
cosoo=——— o =arccos| 1 —— |.
R R

Ternepp MOXKHO CBS3aTh IIOJyYCHHBIC 3HAUEHMS CHUJIBI
C YTJIOM 0. ¥ HAaHECTH MX Ha poiMK. B ntore Oyner momaydeH
rpad¥K pactpeneeHus CHIIbI [0 POIIUKY.

PE3YJIBTATBI UCCJIEJOBAHUA

U3 rpa¢dukoB 3aBHCHUMOCTH OOIIEH CHIIBI, JEHCTBYIO-
meil Ha HeBpaIlaoIIUuNcS pPONUK auaMeTpoM 50 MM,
B 3aBUCHMOCTH OT yIJIa JaBJICHHS MOXHO 3aMETHTh, UTO
CuJIa, IEHCTBYIOIIAs Ha POJHUK, CO BPEMEHEM CTaHOBUTCS
MeHbIe (puc. 7). 970 0OBACHIETCS TeM, YTO KOJHUYECTBO
MOPOIIKA, HAHOCUMOT'O POJTUKOM, CO BpeMeHeM yOBIBaeT.

OpHMM U3 HanOosee BaXKHBIX I1apaMeTPOB ITOPOIIKOBOTO
CIIOSl SIBISIETCS €r0 IUIOTHOCTb. MakcuMalbHOe 3HadeHHe
IUIOTHOCTHU TIOPOILIKOBOTO CJIOSI BO BPEMsI HAHECCHUSI OCTH-
rano 4,573 r/cM’, 9TO COOTBETCTBYET YIUIOTHEHHIO CJIOS Ha
1,61 %. Cormacao 'OCT 11964-81 HachImHas IUIOTHOCTH
CTAIBHOTO MOPOINKA JO/DKHA OBITh Gombmie 4,2 r/cm® mpw
muaMerpe dactiaek 0,5 MM M moTtHocTH Gomee 7,2 r/em’
camMux vacTtuuek. llodydeHHBI pe3ynbTaT yAOBIETBOPSIET
JIAHHOMY YCJIOBHUIO, YTO TOBOPHUT O OJM30CTH XapaKTEPHCTUK
MOJIETTUPYEMOTO U PEasIbHOTO ITOPOIIIKOB.

W3 rpadukoB 3aBUCHMOCTH OOIICH CHJIBI, ICHCTBYIOIICH
Ha Bpamamomuiics pomuk ¢ auamerpamu 30, 50 u 70 mm,
B 3aBUCHUMOCTH OT yIJIa JABJIEHHS! BHAHO, YTO IIPU YBEJIHYe-
HHUM JIMaMeTpa POJIMKa YBEJIMYMBACTCS W 3HAUYCHUE MHKOBOM
cwibl (puc. 8). DTO MOXET YBENMYWTh W3HOC pOJIMKa
W YMEHBIINTB pecypc ero padoTsl. J{is srydrrero noHnMaHus
3Ha4YeHus! TaHHOTO Tpaduka (puc. 8) KpHBble OBUIM HAHECCHBI
Ha POJIMK, YTO TIO3BOJIMIIO MOJIyYUTh BU3YaJIbHOE MPEJICTaBIIE-
HHE O PACTIPEIEICHHH CHIIBI TIO0 PONHKY (pHC. 9). AHATH3NPYS
MaKCHMaJIbHbIE 3HAYEHHMS INIOTHOCTH JUISl UCCIIEAYEMbIX Aua-
METPOB POJIMKA, MOXKHO 3aMETHTh SBHYIO 3aBHCHMOCTb, IIPO-

0,07
0,06

0,05

0,04

0,03 °

0,02 c

0,01

O6was cuna, Fq,, H

ABJSIIONIYIOCS B YBEIMYEHWH IUIOTHOCTU TPH YBEIMYCHUH
JIruaMeTpa posimka (tadmuma 1).

U3 rpadukoB 3aBUCHMOCTH OOIIECH CHIIBI, JICHCTBYOLICH
Ha BpAaIAIONIUICS POJHMK C JOTOJHUTENHHOW ToAadel mo-
polIKa, OT yriia JaBJeHUS] BUIHO, YTO MPU YBEIUYECHUH JHa-
metpa poiuka ¢ 30 1o 300 MM yBenHYMBAETCSl 3HAYEHUE ITH-
KOBOW CHIJIBI W yMeHbIuaercsi yroi nasienust (puc. 10). U3
TaONUIBI 2 BUIHO, YTO TPHU YBEIMYCHUH JHAMETpPa POJHKa
YBEIMYHUBACTCS M IUIOTHOCTH TTOPOIIKOBOTO CJOS, a MOCIE
NpeosioeHus auamerpa poiuka D=200 MM OHa BBIXOAWUT Ha
IUIATO U TIEPECTaeT 3HAYMUTEIHHO PACTH.

OBCYXJIEHUE PE3YJIbTATOB

[porpammusiii komiuieke EDEM 3apekomennoBai ceost
KaK MEepCHeKTHBHOE CPEICTBO NMPOTHO3UPOBAHUS IOBEJE-
HUs chimy4ux cpen [17]. Pe3ynabpTaTsl KOMIBIOTEPHOTO MO-
JISTTMPOBAHMUST METOJOM JIMCKPETHBIX JJIEMEHTOB Kade-
CTBEHHO COOTBETCTBYIOT J@HHBIM, IOJIy4YEeHHBIM B JKCIIe-
pumenTax [18]. OcHOBBIBasICh Ha 3TOM, MOXHO CUYHUTATh
MOTy4YEHHbIE PE3yNbTaThl MOASINPOBAHUA COOTBETCTBYIO-
IIUMH JeHCTBUTEIHHOCTH.

Jns BBISIBIICHHST HAMJTdIIEro croco0a HaHeCeHHs ObLIO
MPOM3BEICHO CpaBHEHHE TpauKOB OOmIEH CHIIBI, [eii-
CTBYIOIIEH Ha poiHK nuamerpoM D=50 MM, B 3aBUCHMOCTH
OT yIJla JaBICHUS A KaKAOTO croco0a HAHECEHUS
(puc. 11). B pe3ynbpTaTte MOKHO ClIeNaTh BBHIBOJ O TOM, YTO
Ha HEeBpAaLIAIONIUiics POTUK JeicTByeT HauboublIas cuia,
a CHJIBI, IEHCTBYIOIIME Ha BpAILAIOIINECs POJIHKH, HE3HA-
YUTENFHO OTAMYaroTcs. IIpy CpaBHEHHWM MaKCHMaJIbHBIX
3Ha4YeHUH IUIOTHOCTH JUIS MCCIEeTyeMbIX METOJO0B HaHece-
HUSI MOKHO CJIENIaTh BBIBOJ] O TOM, YTO MPH MCIIOIb30BaHUI
BpAIIAONIErocst poirKa 0e3 J0OaBICHUs MOPOIIKA MOYKHO
JIOCTHYb O0JIee TUIOTHOTO MTOPOIIKOBOTO cjIos (Tabmuna 3).

ITo pesynpraram aHamm3a cepuM KOMITBIOTEPHBIX MOJE-
JIMPOBAHUN HAHECEHHs IOPOIIKOBOTO CJIOSI OBUIO YCTaHOB-
JIEHO, 4TO OOIIas Chia, NEWCTBYIOIIAS HA POJHMKHA Oe3 Jo-
MTOJTHUTETIFHOM MOJa4YM MOPOIIKA, CO BPEMEHEM CTaHOBUTCS

3,5¢
—A4,5¢C
55c

0 2 4 6 8 10 12 14 16 18 20 22 24 26 28 30 32 34 36 38 40 42 44 46 48 50 52 54
Yron pgasneHus, rpaga.

Puc. 7. 3asucumocms obweii cunvl, deticmsyroujeli Ha He8pawalwuiics poauxk ouamempom 50 mm, om yena 0asneHus.
Tlpusedenvt mpu 8pemenHbvie MOUKU YCMAHOBUBULE20CA PEXCUMA HaHeceHusA: Hayano — 3,5 ¢, yeump — 4,5 ¢, koney — 5,5 ¢
Fig. 7. Dependence of the total force acting on a non-rotating roller with a diameter of 50 mm on the pressure angle.
Three time points of the steady-state application mode are given: start — 3.5 s, centre — 4.5 s, end — 5.5 s
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Puc. 8. 3asucumocmov 0b6well cunvl, oeticmsyouell Ha PAWArWULICS. POTIUK, OM Yeld Oa6NIeHUL.
Tpusedenvt epaguru o mpex ouamempos poauka: 30, 50, 70 mm

Fig. 8. Dependence of the total force acting on a rotating roller on the pressure angle.
Graphs are given for three roller diameters: 30, 50, 70 mm

#50

&30

Puc. 9. Pacnpeoenenue cunvi no poauxam c¢ ouamempamu 30, 50, 70 mm
Fig. 9. Force distribution over the rollers with the diameters of 30, 50, 70 mm

Tabnuya 1. [lnomnocms u yniomuerue NOpOUK08020 C05 05l BPAWYAIOWUXCS POTUKOE
Table 1. Powder layer density and compaction for rotating rollers

JuameTp poanka, MM ToTHOCTH cJ1os, T/em3 Yniaoruenue cios, %
[lepen nanecennem 4,500 -
30 4,692 4,26
50 4,740 5,35
70 4,796 6,59
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Puc. 10. 3asucumocmv obuyeti cunvl, delicmayrowell Ha pauaruUiics POIUK ¢ OONOJIHUMENbHOU nodayell NOpowKd,
om yena oaenenus. Ilpusedenvt epaguru ons socomu ouamempos poruxa: 30, 50, 70, 100, 150, 200, 250, 300 mm
Fig. 10. Dependence of the total force acting on a rotating roller with additional powder feed on the pressure angle. Graphs are given
for eight roller diameters: 30, 50, 70, 100, 150, 200, 250, 300 mm

Tabnuya 2. [IiomHocms u yniomueHue NOpowKo8020 Ciosi 05l PAWAIOWUXCS POTUKOE C OONOTHUMETbHOU NOOAUel NOPOWKd
Table 2. Powder layer density and compaction for rotating rollers with additional powder feed

JluameTp posinka, MM MaoTHOCTH citost, r/cm3 Ynaoruenue ciosi, %o
[lepen nanecernem 4,500 -
30 4,675 3,89
50 4,679 3,98
70 4,682 4,04
100 4,800 6,66
150 4,810 6,89
200 4,854 7,87
250 4,849 7,75
300 4,855 7,90
0,08 -
T HeBpawatouwmncs
Py 0.06 ° = = = Bpawgatowwuiica

ulg ’ Bpawatowminca c gobaBneHnem nopoLLKa

2 0,04
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o
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Yron pasneHus, rpag.

Puc. 11. 3asucumocmo obwyeti cunvi, delicmeyowell Ha He8PAWArWULCs POIUK, BPAUAIOWULICS POIUK U 8PAWAIOWULICS POTIUK
¢ OONOIHUMENbHOU nodayell nopouwka, om yena oasnenus. [lpueedenvt epaghuxu 0ns poruka ouamempom 50 mm
Fig. 11. Dependence of the total force acting on a non-rotating roller and a rotating roller with additional powder feed
on the pressure angle. Graphs are given for the roller with a diameter of 50 mm
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Tabnuya 3. IInomHocms u yniomneHue nOPOUKO8020 CLOsL OIS PA3IUYHBIX CNOCOD06 HAHECEeHUs.
Table 3. Powder layer density and compaction for various methods of application

IlaoTHOCTH cJI03, YnjioTHeHue cJos,
Cnoco0 HaHeceHHs! JlnameTp posiuka, MM 3 o
r/em Yo
[lepen HaneceHuem - 4,500 —
Hespamaromuiica ponuk 4,573 1,61
Bpamaronuiicst poiauk 50 4,740 5,35
Bparmaronuiicsi pojuk ¢ 100aBICHHEM MOPOIIKA 4,679 3,98

MEHBIIIE. DTO OOBACHACTCS TEM, YTO KOJIUYECTBO MOPOIIIKA,
HAHOCHMOT'O POJIMKOM, CO BpeMeHeM yObIBaeT. JIaHHBIH crio-
co0 HaHeceHHWs mpuroAeH i 3D-npuHTEpOB ¢ HEOOMBIIONH
30HOW mocTpoeHus. [Ipy yBETMYEHHWH 30HBI TOCTPOCHHUS
YBEIMYNBACTCS W KOJIMYECTBO TIOPOIIKA, KOTOpOe MOTpedy-
eTcs HAHOCHTh. 3/eCh BO3HHKAaeT MABe MpobieMsl. Bo-
MIePBBIX, BBHICOTA IOPOIIKOBOW HACBHIIHM MPH OOJIBIION 30HE
MOCTPOEHHS MOYKET MPEBBICUTH AUAMETP POJIKA, YTO ClIera-
eT HEeBO3MOXHBIM (hopMupoBaHue ciosi. Bo-BTopbIx, nepe-
MeIlleHHe OOJBIIONH MacChl TOPOIIKA IO TMPEABIAYIIEMY
HAHECCHHOMY CJIOI0 MOXKET IMOBPEIUTh €0 M OTPUIATEIILHO
TIOBJIMATH HA KAYECTBO KOHCYHOH JIeTaITH.

IIpu HaHeceHHMHU CJOS BPAINAIOMIMMCS POJHMKOM C JO-
MOJTHUTEIBHON MOJaYeH MOPOIIKa MOKHO JOCTUYG ITOCTO-
SHCTBA CHJI, JCUCTBYIOUIMX HAa POJIUK, IMOCKOJIBKY IMpH
HAHECCHUH Tepe]l POJIMKOM HAXOIUTCS OJMHAKOBOE KOJH-
YECTBO MOPOIIKA. DTO MOXKET IMOJIOKUTECIHHO MOBJIHATH HA
OTHOPOJHOCTh HAHOCUMOTO CITOSL.

YCTaHOBIEHO, YTO NPH YBEIHYCHHH TUAMETPa POIHKA
¢ 30 mo 300 MM yBenMuUMBAeTCS M 3HAYCHHE MAKOBOW CHIIBL
DTO MOXKET YBEJIMYUTh W3HOC POJIMKA U YMEHBIIUTH PECypC
ero pabotsl. Ilpn yBenmuueHnn AuaMerpa poNMKa yBEJHYHMBa-
€Tcsl U IJIOTHOCTH TMOPOIIKOBOTO ciios Ha 7,9 %, a mocine npe-
onosneHus auameTpa poirka D=200 MM TIOTHOCTB MOPOIIKO-
BOT'O CJIOS BBIXOJIUT Ha IIATO U TIePecTacT 3HAYUTEIILHO PACTH.

O0600m1ast JaHHBIC, MOXKHO C/IENATh BEIBOJ O TOM, YTO Ha
HEBPAIIAOIIUICS POJIMK JICHCTBYET HAMOOJBINAsT CHJIA, & CHITHL,
JICHCTBYIOIINEC HAa BPAIAFOIINECS POJIHMKH, HE3HAYUTEIHHO
OTIMYAIOTCs. BBISBIEHO TakKe, YTO BPAIIAIOIIUICS POJIHUK
0e3 mo0aBieHNs IOPOIIIKA CO3aeT HanOoIee TIOTHBIN CIION
W TIO3BOJISIET MOOWTHCS YIUTOTHEHHS MOPOIIKOBOTO CIIOS HA
5,35 %. TlomydeHHble AaHHBIE TPOTHBOpPEYAT HCCIIEAOBA-
HHIO, B pe3yJbTaTe KOTOPOrO BBIBICHO, YTO HEBpAIArO-
IIWIACS POJIUK co3faeT Ha 5 % Oonee TUIOTHBIM CIIOH, YeM
Bpamatonumiicss ponuk [9]. JlaHHOe pacxokIeHHE MOXKHO
OOBSCHUTH CYIIECTBEHHON pa3HUIICH B CKOPOCTH HAHECCHUS
nopouikoBoro ciost (0,5 u 50 mm/c). Ilpu ananusze BIusIHUS
CKOPOCTH HAaHECEHHS Ha IDIOTHOCTH MOPOIIKOBOTO CIIOS ObI-
JIO YCTAaHOBIICHO, YTO TIPU YBEIMYCHUH CKOPOCTH HAHECCHUS
TUTOTHOCTH TIOPOIIKOBOTO CJIOSI MMEET TEHIICHIINIO K JIMHEH-
HOMY CHIDKEHHIO [9].

B wmccrnenoBaHny Mo ONTUMHU3AIMHA TE€OMETPHH PAKEIs
MIPU CPaBHEHUH ONTHMH3UPOBAHHOTO MPO(UISL C POIHKOM
OBLIO OTMEUYEHO, YTO PaKeslb C ONTHMHU3MPOBAHHBIM IIPO-
¢umeM co3mgaBa’d HE3HAYUTENHHO OOJBINYI0 IUIOTHOCTH
nopotkoBoro cinost (0,7 %) mpu CKOPOCTH HaHECEHUS
50 mm/c [11].

B MPOBECACHHOM HUCCJICJOBAHNU BIICPBLIC OBLIO HU3Yy4YCHO
BJIMAHHUC OUAMETpa pPOJIMKa Ha INUIOTHOCTH IOPOIIKOBOT'O
CJ1041. HOJ’Iy‘ICHHLIC JAHHBIC CBUACTCIILCTBYKOT O TOM, 4YTO
HpaBI/IJ'IbHHﬁ BBI60p croco0a HaHECCHHUS MOYKET CyHICCTBCH-
HO IIOBJIMATH Ha Ka4CCTBO HANl€C4aTaHHBIX HBﬂCHHﬁ.

OCHOBHBIE PE3YJIBTATBI

1. BeIsBIIEHBI 3aBUCHMOCTH XapakTEPUCTHUK POJIMKA Ha
HaHeCeHHe TMOPOIIKOBOTO cliosl. B WacTHOCTH, MpHU yBENH-
yeHuu auamertpa poiuka oT 30 mo 300 MM yBenMuuBaeTcs
1 3Ha4yeHWe NUKOBOM cuibl. Ilpu yBennuenuun nuamerpa
pomuka Ha 7,9 % yBeIMYMBAETCS U INIOTHOCTH TIOPOIIKOBO-
O CJos, a TOCNe TPEOJONCHUS JUaMeTpa pOJIUKa
D=200 MM OHa BBIXOJIUT Ha ILIATO U MEPECTaeT 3HAUUTEIb-
HO pacTu.

2. Tlpu wuccrenoBaHUM CIIOCOOOB HAHECCHHUS BBIABIICHO,
YTO Ha HEBPAIAFOIIHICS POJIMK JICHCTBYET HANOOIBIIIAs CHIIa,
a CHJIbl, JEHCTBYIOIINE Ha BPAIIAIOIINECS POJIMKH, HE3HAUH-
TEJIFHO OTIIMYAIOTCS. Bpamaronmwiicst pormuk 6e3 noOaBieHuUs
TMOPOIIIKa CO3/1aeT HauboJiee IIOTHBIN CIION U MO3BOJISIET J10-
OUTBCS YIJIOTHEHHSI IOPOILIKOBOTO ciost Ha 5,35 %.

3. [Ipy onTUMH3aLIMK HAHECEHUS TIOPOIITKOBOTO CIIOS ISt
3D-npuHTEPOB ¢ OOJBIION 30HOM MOCTPOCHHST PEKOMEH Ty ET-
csl BEIOMpATh HAHECCHHUE CIIOSI C TIOMOIIBIO POJIMKA C JIOTON-
HUTENBHON Mojauel MOpOIKa, MOCKOJIbKY 5TO MOMOTaeT
n30eKaTh TEepeMENICHUsT OONBIION MacChl IMOPOIIKa IO
MPEABITYIIEMY HAHECECHHOMY CJIOKO, YTO MOJOKUTEINHHO BITH-
sIeT Ha Ka9eCTBO KOHCYHOH JIeTamn. DTO TaKXKE MOXKET IOJI0-
KUTEITHHO TIOBJUATH Ha OTHOPOIHOCTH HAHOCHMOTO CIIOS.
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Abstract: In the study and analysis of additive technologies, special attention is paid to increasing the productivity and
quality of printed products. However, to improve the 3D printing productivity, it is impossible to increase simply the speed
of the squeegee without changing its shape or type. In this case, the quality of the powder layer may suffer, which will lead
to a deterioration in the qualities of the final part. To study the effect of roller characteristics on the powder layer deposi-
tion, a series of computer simulations of simulation models was carried out. The effect of roller characteristics on the pow-
der layer applying, was assessed, for roller diameters of 30, 50, 70, 100, 150, 200, 250, 300 mm. The simulation was car-
ried out with three application methods: by a rotating and non-rotating roller, as well as by a rotating roller with additional
powder feed. It was determined that when applying a layer with a rotating roller with additional powder feed, it is possible
to achieve constancy of the forces acting on the roller. This can positively affect the homogeneity of the applied layer.
The application of a layer by a rotating roller with additional powder feed is most suitable for 3D printers with a large print
area. This method allows avoiding the movement of a large mass of powder over the previous layer, which positively in-
fluences the quality of the final part. The study revealed the influence of roller characteristics on the deposition of a pow-
der layer. In particular, with an increase in the roller diameter from 30 to 300 mm, the peak force value also increases.
With an increase in the roller diameter by 7.9 %, the powder layer density also increases. It was found that the non-rotating
roller is affected by the greatest force, and the forces acting on the rotating rollers differ slightly. A rotating roller, without
adding powder, creates the densest layer and allows achieving a powder layer compaction of 5.35 %.

Keywords: roller characteristics; powder layer; additive technologies; additive manufacturing; roller diameter; powder
layer levelling; powder layer applying; powder layer density; squeegee.
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