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OIIPEJAEJIEHUE ITAPAMETPOB 3D-IIEYATH OTEYECTBEHHBIMU
IMPYTKAMHU N3 KOMIIO3UIINOHHBIX ITOJIMMEPHbBIX
MATEPHUAJIOB HA OCHOBE ABC IIVTACTUKOB
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Ha oono- u osyumnexosom sxcmpyoepax («Noztek Pro» u «SJSL-36» coomeemcemeenio) nonyuenvlt npym-
xu ona 3D-newamu ¢ ouamempom 1,75 mm na ocnose mpex paziuunvix mapox ABC naacmuxos (Terluran
GP22, Taitalac u Cycolac) u uz ux komnosumos ¢ oobasnenuem I12T (emopuunviti, mapka A), IIBT (beracm-0),
11D macmepbamua (Cronex) u opearoenunvt (monmmopuninonum mapku Cloisite 30B). Ycmanoenenvt onmu-
Manvhble napamempsl MeMnepamyp u cKopocmeu nepemewenus nevamarnoweti 20106ku 3D-npunmepa
«UP! Miniy» ona maxcumansho mounozo 60cnpoussedenus mooenei us paspabomantbix KOMHO3UMO8 Memo-
oom 3D-neuamu. Iomyuen npymox ons 3D-neuamu, 061a0arowuti MEMAIIUYECKUM OMAUBOM NO 8CEMY 00bEMY
Ha ocHoge mapku ABC Terluran GP22 ¢ Odobaenenuem antomunuesot nyopel IIAII-1 u cmeapama
Kanoyusi 6 Kawecmee NOGEPXHOCMHO-AKMUBHO20 Gewecmed. H3mepenvl npedenbHoe Hanpsidceuue,
VOapuas 6A3KOCMb U OMHOCUMeNbHoe YOIuHeHue o00pasyos, nanewamanuvix Ha 3D-npunmepe
«Up! Miniy npymxkamu u3 uucmozo ABC mapxu Terluran GP22, komno3uma Ha e2o ocHoge ¢ 000ag-
JIeHUeM Op2ano2iulbl U Komnozuma c dobasnenuem IIT. Ha ocnoge oyenku mounocmu ¢popmoobpa-
308aHUsL U NPOYHOCMHBIX XAPAKMEPUCMUK NOLYUEHHbIX U30eUll OaHbl PeKOMEeHOAYUU N0 NPUMEHEHUIO
NOIUMEPHBIX KOMROZUYUOHHBIX Mamepuanog na ochoge ABC niacmuxos.

KuroueBrbie cioBa: 3D-neuats, moaumepHbie koMmnosuironneie Marepuans, ABC, I19T, IIBT, opranoriuxa,
TeMmIeparypa fnedaTt, CKOPOCTh MeUYaTH.

DETERMINATION PARAMETERS OF 3D PRINTING PATRIOTIC
COMPOSITE POLYMER MATERIALS BASED ON ABS PLASTICS
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On a single and twin screw extruders («Noztek Pro» and «SJSL-36») produced a twigs with 1.75 mm diame-
ter for 3D printing based on three grades of ABS plastics (Terluran GP22, Taitalac and Cycolac) and their com-
posites with PET (secondary mark A), PBT (Belast-0), PE masterbatch (Cronex) and organoclays (montmorillo-
nite mark Cloisite 30B). Was set the optimal temperatures and move speeds of the print head of 3D printer «UP!
Mini» for a maximum accurate reproduction of models from the developed composites by the method of 3D print-
ing. Was obtained a twig for 3D printing with a volume metallic color on the basis of Terluran GP22 with the ad-
dition of aluminum pubda PAP-1 and surfactant — calcium stearat. Measured the ultimate stress, impact strength
and elongation of samples printed on a 3D printer «Up! Mini» by twigs based on original ABS mark Terluran
GP22, it composite with addition of organoclay and it composite with PET. On the basis of the measured strength
characteristics, differences are established in the operating conditions of articles printed from the obtained twigs.

Keywords: 3D printing, polymer composite materials, ABS, PET, PBT, organoclay, temperature of printing,
speed of printing.
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BBenenue

AnmutuBable TexHosorun (Additive Fabrication) —
TEXHOJIOTUM TOCJIOWHOrO (opmMHupoBaHUST OOBEKTOB
(TeXHHYECKNX, OUOJIOTHYECKUX), OOCCIICUNBAIOIIUC
NPaKTHYECKH O€30TXO/JHOE MaTepHajo- W JHeprodd-
(heKTHBHOE NPOM3BOJICTBO U3 METAJUIMUECKHX, ITOJIH-
MEpHBIX M KOMIIO3UIIMOHHBIX MaTepuaioB [1]. [1aBHbI-
MU HalpaBJICHUSMHU COBEPILIEHCTBOBAHUS aAJUTHBHOI
3D-neyaTtn B HACTOsAIIEE BpEeMS SBISIOTCS: yBEIHUCHIE
CKOPOCTH M TOYHOCTH IeYaTH, paclinpeHne HOMEHKIIA-
TYpHI U CHIDKCHHE CTOMMOCTH PacXOAHBIX MaTepHaloB,
pa3BUTHE TEXHOJOTMYECKUX BO3MOKHOCTEH aJpecHOTo
BHECEHHS B KOHCTPYKIMIO PA3INYHBIX apMUPYIOUIUX H
MOIU(UIMPYIOIINX WHTPEANCHTOB, YBEIHICHUE MEXC-
JIOEBOM a/iIr€3MOHHON NPOYHOCTH B (POPMUPYEMBIX KOH-
CTPYKLUSX, IMOBBIILICHHE IKOJIOTHUECKOI O€30MmacHOCTH
TEXHOJIOTUH mevaTH [2].

OCHOBHOH MaTepHanoBeIUECKOW 3aaauerd ajjiu-
THBHBIX TEXHOJOTHI SBJISETCS CO3AAHME NPYTKa I
3D-neuaTy, 00J1a1aI0IEr0 TEXHOJIOTMYECKUMHU XapaK-
TEPUCTHKaMH, KOTOpbIEe 00eCreunBaloT HAIIPABICHHOE
(opMHupOBaHUE H3IENUI ¢ BBICOKOW TOYHOCTHIO BOC-
MIPOM3BEACHUS INPOTOTHMNA, C TpedyeMmbIMH (H3HKO-
MEXaHHYECKUMH, PEOJOTHYECKUMH, SKCIUTyaTaIl[MoH-
HbIMU XapakTepuctukamu. [Ipyroxk mns 3D-nmeuatu
MIOJTy4al0T METOIOM IKCTPY3UHU U3 pacIuiaBa IoJimMepa
[3], a ero xauecTBO 3aBHCUT OT YCJIOBHU NPOBEACHUS
nportiecca [4]. IIpu BEIOOpE METOIOB U PEKUMOB TIepe-
pabOTKH TEPMOIUTACTUYHBIX MOJMUMEPOB B MPYTOK IS
3D-mevaTH BaKHBIM SBISETCS: TEKy4eCTh pacIulaBa,
CKOPOCTh KPHCTAIIM3aIHU U COOTHOLICHHUE HX BS3KO-
TEKY4Yero/BbICOKOIIACTUYHOTO COCTOSIHUSI, OTCYTCTBHUE
BIIATU U JeTyuux BemecTs [5]. IIpu momydyenun npyt-
KOB M3 MOJMMEPHBIX KOMIIO3UIMOHHBIX MaTepHallOB
(ITKM) Ha ocHOBE Pa3IUYHBIX IMOJHUMEPOB OJHHM W3
OCHOBHBIX YCJOBUH SIBISIETCS COBMECTUMOCTh MOCHE]-
Hux. Peonornueckue M (U3MKO-MEXaHMYECKHE CBOM-
CTBa MOJYyYaeMOT0 KOMIIO3UTA HENb3s pacCMaTPHUBATh,
WCXOJs JIUIIb U3 MPHUHININA aJIUTUBHOCTH, T. K. B3aHu-
MOJCHCTBAE KOMIIOHEHTOB BHOCUT 3HAYUTEIIbHBIN
BKJIa] B cBoiicTBa opmupyemoro ITKM, ocobeHHO B
00J1aCTH OTHOCHTEJIEHO MaJIBIX KOHIIEHTPALUil OJHOTO
n3 HuX [6]. Ha xauecTBO mpyTKa IpU €ro MoJIydeHUH
METOJIOM DKCTPY3HMHU BIMSIOT Takue (akTopbl, Kak co-
CTaB CMECH JJISl SKCTPY3UH, CKOPOCTh MOJa4M MaTepu-
aja, TeMmIepaTypa HarpeBa 30H MaTepHaJbHOTO IH-
JUHIpPA U DKCTPY3HMOHHOI TOJIOBKH, CIIOCO0O OXJIaxe-
HUS TIPyTKa, CKOPOCTH CHHXPOHM3AIMHM MPOTSKKU U
[OKa3aHUM u3MepuTens auamerpa npyrtka [7, 8]. B 3a-
BHCHMOCTH OT YCJIOBHH IpoBeAeHUs mpouecca 3D-neyaty,
B aJIUTHBHBIX TEXHOJOTHSX HCIIOJIB3YIOTCSI B OCHOB-
HOM Takue IMOJUMEpHbIC MaTephasbl, KaK aKpHIOHHT-
pmwidyraguerctupon (ABC), momumaktan (ITJIA) momu-
CTHPOJI, MOJUKapOOHAT, HEHIIOH, M Pa3JIMYHbIE KOMIIO-
3UThI Ha UX ocHOBE [9]. ABC miacTuK SBIACTCS OIHUM U3
HanboJiee MOMYyJIAPHBIX MaTepHayioB i 3D-medatn me-
TOJIOM TIOcJolHOTO Haruasnenus (anrt. Fused deposition
modeling (FDM)), 1 B HacTosimiee BpeMs NPYTKH U3 3TOT0
IUTACTHKA TPEJICTaBJICHB B MIMPOYANIIEM aCCOPTUMEHTE
Pa3IMIHBIMH TPOU3BOAUTEIISIMH.

Bwmecre ¢ TeM, n3BecTHOM TIpoOIEMOil TPy MeyaT U3
ABC sBHIsIeTCS €r0 CKIOHHOCTh K ycajKe W KOpPOOJIEeHHTO,
00YCIIOBJICHHAsI HE TOJBKO Ka4eCTBOM MPYTKA, HO U Mapa-
METpaMH Te4aTH. PeleHno mpoOiieMbl moadopa mapa-
METpPOB TeyaTH M KadyecTBa NpPYyTKa MOCBSIICHO 3HAYH-
TEeJIbHOE KOJIMYECTBO Hay4YHBIX UccienoBanuit [2, 4, 10, 11].
Kputepusimu kauecTBa neyaTu, Kak IpaBUIiO, BEICTYIAIOT
MEeXaHU4ecKasi MPOYHOCTh U TOYHOCTh BOCTIPOU3BEICHHUS
reomeTpun Mozenu. OCHOBHBIMH TTapamMeTpaMH IS MO-
JMy4eHUs] Ka4eCTBEHHBIX W3Zennii meronoMm 3D-mewatn
SIBISTFOTCST TEMIIepaTypa IMporecca, CKOPOCTh IepeMerie-
HUS TIeYaTaromeiics TOIOBKH M KOJMYECTBO MOaBAEMOTO
gepe3 COomIo npyTka. [loMuMo CKOpOCTH U TeMIepaTypsl
meYaTy Ha KOpoOJIeHHEe MOJIENTH BIUSIOT TakKXKe TeMITepa-
Typa CTOJIa, TOJIMHA CTEHOK MOJIETTH ¥ TOJIIIMHA MEPBO-
TO CJI0s1, CTETIEHb 3allOTHEHUsT MOJIEH, TEPMOCTATHPOBA-
HHUE 00JlacTH nevyaru (Hajaudue rpajJueHTa TeMIepaTyp B
30HE TeYaTH).

Heab padoTbl — oOmpeeieHne ONTUMAIBHBIX TeX-
HOJIOTUYECKUX MapaMeTpoB B mpoliecce 3D-neuatu BBICO-
KOTIPOYHBIX ¥ BRICOKOTOYHBIX MacTep-MOJeNel MpyTKaMu
n3 ABC mnacTHKOB pa3MMYHBIX MapoOK M KOMIIO3HIIHOH-
HBIX MaTePHaJIOB Ha MX OCHOBE.

MarepuaJjbl 1 MeTOAbI MCCIIeI0BAHUI

Bribop mapkm ABC mmacThka OCYIIECTBILSLIH
OTBITHBIM ITyTeM. OCHOBHOM KpuTepHi BbIOOpa — MU-
HUMH3alKsi YCaAKH U KopobOneHus usgenuit mpu 3D-
nmedaTd. B xauecTBe MaTepHasioB Ui HOJXY4YEHHUS MPYT-
ka uist 3D-meyaTu TecTUPOBAIIH:

1) ABC nmacTuky, npeacTaBiIeHHbIE B Ta0I. 1;

2) Komnozuts! Ha ocHOBe ABC macTukos:

— Terluran GP22 ¢ po0aBieHWEM OpPraHOTIUHEI
(monTMopwionut mapku Cloisite 30B);

— Terluran GP22 no6asnenuem [13T (BropuuHBIH,
Mapka A);

— Taitalac ¢ no6asnennem I1BT (Benact-0) n I1d-
1 (monuaTHIICH GYHKIIMOHATH3UPOBAHHBIN);

—Cycolac ¢ mobGaBnenmem IID macrepbard
Cromex; (Cromex, Bpasuius)

— Terluran GP22 ¢ moOaBieHHEM AIFOMUHHEBOU
myapsl [TAIT-1 (P®) u creaparta KambIus.

Ha npou3BoACTBEHHON TMHUY B OIMH 3Tall, MUHYS
CTaJMIO TPaHYJISUM, (OPMUPOBAIHM KaaHOpOBAaHHbIC
NpPYTKU ¢ AuamerpoMm ceudenus 1,75 mm u3 mapoxk ABC
Taitalac u CycolaC 1 KOMIO3UTOB Ha HX OCHOBE Ha
JBYIIHEKOBOM 3KCTpyaepe «SJSL-36» (KHP) (puc. 1).

Tabmuma 1 — CsoiicTBa TecTupyeMbIx Mapok ABC miactukos
Table 1 — Properties of tested ABS plastics

Mapxka ABC, Tpourocts Temneparypa Moy
cTpaHa- S pa3MAr4eHus ypyrocTH
MIPOM3BOANTEND MITa o Buxy, °C MITa
[12]
Terluran GP22,
(EC) 65,0 105 2300
Taitalac,
(KHP) 73,5 103 2370
Cycolac,
(CaynoBckas 70,0 99 2650
ApaBusi)
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Pucynok 1 — JIByxiHeKoBsIit skcTpyaep «SJSL-36»
Fig. 1 — Twin Screw Extruder «SJSL-36»

3arpy3ouHas BOPOHKA

OXTaRIAIIIAT CHCTEMA Brynxa o
oTop

HarpesatoIlHi 371eMeHT

SKCTPY3HOHHOE COILTIO

Brarouarens MoTopa

Temneparypusli PID-peryisarop
Brarouarenh BeHTHIATOpA

Brarouareds TepMocTara
Hanpasnaromee

OTBepCTHe 118 OpyIKa

Pucynok 2 — OpuomsexoBslit sxkctpynep «Noztek pro»
Fig. 2 — Single Screw Extruder «Noztek pro»
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Ha omHomHekoBoM (1abopaTopHOM) 3KCTpyaepe
«Noztek pro» (Noztek, Aurmus) (puc. 2) nepepabaTbiBa-
JM TpaHyJbl TOTOBOro Kommo3uta Ha ocHoBe ABC
Terluran GP22 B xainGpoBaHHBIH NPYTOK, OTpadaThIBa-
JIM peLIENTYPbl ¥ TEMIEPaTYPHBIE PEKUMBI ITepepabOTKH.

3D-mevaTh MONYYEHHBIMH IPYTKaMH OCYIECTB-
JSUIM TIpE ToMolM  HactoibHOro  3D-mpuHTEepa
«Up! Mini», TexHHYecKHe XapaKTEPUCTHKH KOTOPOTO
MIpeCTaBJICHEI B Ta0M. 2.

Tabmuma 2 — Texunueckue xapakrepucruku 3D-npunrtepa

«Up! Mini»
Table 2 — Technical properties of 3D printer «Up! Mini»

TexHOTOMIS HeUaTH MoenMpoBaHie METOIOM
Haruiasnenust (FDM/FFF)
KonunyectBo neyararomumx 1
TOJIOBOK
Jluamerp cormia, MM 0,4
O6nacTh MOCTPOCHHS, MM 120x120x120
ToumuHa ¢cjiost, MM 0,2-0,35
CKOpOCTb NeyaTH, cM>/yac 30
ITnardopma C HOJOTPEBOM
JluameTp HUTH, MM 1,75

Jis moxbopa ONTUMANIBHBIX TaPaMETPOB IMEYATH
U3MCHSIM TEMIIEPaTypy MPoIecca U CKOPOCTh JBIIKE-
HHUs TIeYaTaronieil TOJIOBKH, HEM3MEHHBIMH JJIs BCEX
yKa3aHHBIX B pa0boTe 00pa3IloB SBISINCE:

— CTemeHb 3anojneHus moaeneit 100%;

— TeMIiepaTtypa noioxkn 60 °C;

— nuamertp comna 0,4 Mm;

— ToimrHa cjiosa neyatu 0,2 Mm.

[MeuaTh BHYTPEHHErO 3aMOJHEHHUS U BHEIIHETO
MepuMeTpa MOJCIN OCYIIECTBIISIIA C OJMHAKOBBIMH
CKOPOCTSIMH.

Kputeprem BIUSHUS TeMIEpaTypbl W CKOPOCTH
JIBYDKCHHSL TICYATAIOIICH TOJIOBKM HA KavecTBO IIOJydac-
MBIX OOBEKTOB SIBIISIETCS PAaBHOMEPHOCTH (DOPMHPOBAHUS
CIIOEB, OTMpeeisieMas BU3yaJbHO, U TOYHOCTh BOCIIPOM3-
BEJICHUS Pa3MEPOB, OTPeCIsIeMast IITAaHT CHIIUPKYJICM.

Pe3yabTaThl U X 00cy:KIeHNE

[Ipy wmcnons30BaHUM Ui TE€YaTH TNPYTKOB W3
ABC-ninactukoB Terluran GP22 ycraHOBIEHO, YTO
mpu temneparype <230 °C npyTox HecTaOHUIBHO JKC-
TPYOUpPYeTCs H3-32 HEIOCTATOYHOTO pasMsIrdeHHs
MaTepuaiga U CKOIUICHHs B COIUIC NPUHTepa. YBeu-
YeHUEe TeMIIepaTyphl medaTtu Beime >265 °C mpuBo-
JIUT K 00pa30BaHHUIO 3HAYUTEIHLHOTO KOJIMYECTBA Jie-
¢dexToB Ha opmupyeMoM oOBekTe (puc. 3, @), T. K.
TEeKy4ecTh MaTepuana pe3ko yBenuuusaercs. Haburo-
JlaeMo€e OTKJIOHEHHE MoJenu Ha ypoBHe +0,8—1 mm.
OnTuMalbHBIE TEMIIEPATYPhl SKCTPY3UU JaHHOT'O Ma-
tepuana — 240-250 °C mpu HarpeBe MIatGoOpMbl 110
60 °C. BocnpousBenenune mojnenu kyba c rabapur-
HBIMH pa3zMepamu I1x1xl cM w#MeeT OTKJIOHEHHUE
+0,5 mm (puc. 3, 6).

IIpu meuatu ITKM na ocHose Terluran GP22 ¢
no0aBJIeHEM OPTaHOTJIMHBI, C TEMIIEPaTypoH Ipouec-
ca 240 °C, mpouCXOIUT MEXCIOEBOE pPaCCIOCHHE Yy
reyaTaeMbIX 00beKTOB (puc. 4, a). OnTHMaNbHAST TEM-
nepaTypa rne4aru, Ipu KOTOpOil coXpaHseTcsl Xopolee
KauecTBO netanu 0Oe3 paccioenus — 250 °C. Otkiio-
HeHue pasmepoB +£0,5 mm. [Ipu manHoi TemmepaType
TaK K€ MOJy4aroTcs M3AETHsI XOPOIero KayecTsa npu
nevatu [TKM na ocuoBe Cycolac ¢ mo6asienuem 119
Mactepbatua. [Ipu temmneparypax medatu 240 °C u
260 °C y mamssix IIKM Habmiomaercs oOpa3oBaHHe
HEKOTOPBIX Ne(EeKTOB MOJeliel, B YaCTHOCTH HECO-
OmroneHne ux (GopM M yXyAIIEHWE TOYHOCTH BOC-
MIPOU3BEICHNUS.

[pu ucnomezoBanmu mns 3D mewatn [MIKM m3
Terluran GP22 ¢ IIOT u ITKM wu3 Taitalac ¢ ITBT u I1d-1
Ha0MoaeTcss KOpoOIeHHe MevaTaouuxcs o0pas3uos
OTJIMITAHUE HX OT MOJIOXKKH IpHU TEMIICpaTypax n0
260 °C. Csblmie 93TOH TeMmmepaTypbl COXpaHsETCs
Xoporas ToYHOCTh medatu (£0,6 MM) U MUHMMAlbHOE

Kopobnenne. OnTuMmanbHas TeMIeparypa IedaTH
npytkamu w3 wmarepuanoB Taitalac u  Cycolac
coctaBmsier 245°C, 4rto obecnednBaeT TOYHOCTH

pa3MepoB MOIy4YeHHbIX 00pa3uoB +0,5 Mm.

Pucynok 3 — Kauecto 3D-neuaru npyrkom u3 ABS Terluran GP22 nipu pasnuuHbix Temmeparypax: a — temieparypa nedaru 275 °C; 6 — TeM-

nepatypa neyatu 250 °C

Fig. 3 — Quality of 3D printing with twig from ABS Terluran GP22 at various temperatures
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Pucynok 4 — Ob6pasen nesaru ITIKM Ha ocrose Terluran GP22 ¢ opranormHoii: a — temneparypa nedartu 240 °C; 6 — temneparypa nedatu 250 °C
Fig. 4 — A sample of printing TCM based on Terluran GP22 with organoclay a — temperature of printing 240 °C; 6 — temperature of printing 250 °C

CKOpOCTh TepeMeNIeHHs IedaTalonieil TOJIOBKU
3D sBmseTcs OTHUM W3 OCHOBHBIX ITapaMETPOB,
BJIMSIONIMM Ha TOYHOCTH BOCIIPOM3BEIEHUS MOJEIIH.
[Ipu ckxopocTu mnepemelieHus TOJNOBKM =75 MM/cek
NPOMCXOJUT paccioeHne, oO0pa3oBaHHE IMOITEKOB
W/WIM TyCTOT, a TaKXe IOBBIIICHHOE KOpoOJIeHHe
Mojenu (puc. 3, a).

a 7]

Pucynok 5 — O6paser medatu [IKM ma ocuoBe Cycolac ¢ 119 ma-
CTep6aT‘{. CKOpOCTB TIepeMECIICHUA r[eana}oLueﬁ TOJIOBKH: a —
80 mm/cek; 6 — 50 mm/cex

Fig. 5 — A sample of printing composite based on Cycolac with PE
masterbatch. Move speeds of the print head: a — 80 mm/sec, b —
50 mm/sec

MaxkcuManbHO BO3MOJKHAsI CKOPOCTH IIepeMelrie-
HUS TI€YATAIONIEH TOJIOBKH, MPU KOTOPOW TOYHOCTH
BOCTIDOM3BEIICHNS MOZETH COXpaHSAETCS Ha YpOBHE
+0,5-0,6 MM, cocraBisier 65 mm/cek. [Ipu Takoii ckopo-
CTH HaOJIofaeTcs mevyarh 0e3 Ne()eKTOB MPYTKAMH U3
CJICTIOLINX MaTEPHUAJIOB:

— Terluran GP22;

— Taitalac;

—TIKM wna ocuoBe Terluran ¢ nobGaBieHuem
OPraHOIJIMHBI

[IpoyHOCTHBIE XapaKTePUCTUKH HareYaTaHHBIX
00BEKTOB 3 MPOTECTUPOBAHHBIX MAaTEPHAJIOB Ha OCHO-
Be Terluran GP22 (tabmn. 4.) ompenensyid B HCIbITa-
teabHOM LeHTpe UMMC HAH benapycu.

Tabmuua 3 — OnTUMa/IbHBIE CKOPOCTH ABHKEHUS NeYaTalouiei
roJIOBKH M Temnepatypsl 3D-neyatun
Table 3 — Optimal move speeds of the print head and
temperature of 3D printing

CkopocTb
Temnepatypa nepeMeIeHUs
TIKM 3D-nevaty, P .
oC neyaTarolei
TOJIOBKH, MM/CEK
Taitalac umcThbIit 245 65
Taitalac + IIBT + [1d-1 260 50
Cycolac uncrsrit 245 55-60
Cycolac + I15 mactepbary 250 55-60
Terluran GP22 uucTsrii 240 65
Terluran GP22 + II19T 260 50
Terluran GP22 + opranornuaa 250 65
Terluran GP22 + amomuHneBas
nyzapa [TAIT-1 + 240 65
cTeapar KabIust

Tabmuma 4 — IIpoYHOCTHBIE XapAKTEPHCTHKU MAaTepUAJIOB Ha
ocnose Terluran GP22
Table 4 — Strength characteristics of materials based on
Terluran GP22

O0pa3us! 3 Ynapuas IIpenensHoe OTHOCUTENIBHOE
ABS mapku BSI3KOCTb, HampsHKeHUe, YAJUHEHNE,
GP22 kJIx/m? MIla %
HUCXOIHBIN 215 39,5 16,7
+II9T 52 40,3 14,0
+ OpraHOTJIMHBL 2,8 29,0 99

[MosyueHHbIe 0OBEKTHI [0 KAYECTBY EYaTH HE OT-
muuarotes ot gucroro Terluran GP22, o oGnanmarot
MeTauImdeckuM oTiuBoM. OOpaser medaTd W3 MOIy-
YEeHHOT'0 MaTepuaia MpeacTaBieH Ha puc. 6 (0ObeKT
BBIMIOJIHEH B COOTBETCTBHH C THUIOM 5 COTIJIACHO
T'OCT 11262-80 st pa3pbIBHOM MAIIMHBbI).

Pucynok 6 — O6pa3zen nedatu I[IKM Terluran GP22 ¢ amromunueBoit
nyzapoit I[TAII-1 u creaparoM KanbLus

Fig. 6 — A sample of printing composite Terluran GP22 with alumi-
num powder PAP-1 and calcium stearate
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BoiBoabl

Meronom skcTpy3un nomydeHsl npyTku w3 [IKM Ha
ocHoBe ABC IUIACTHKOB C Pa3iMYHBIMU HAMOJHUTEISMHU
Juis ucnosip3oBanus B 3D-mevaru. Mcnonb3ys MeTof 1mo-
cioifHoro HaruasneHus, Ha 3D-npunTepe «Up! Mini» u3-
TOTOBJIEHBl MAacTepP-MOJENM W3 TMOJYYCHHBIX MPYTKOB.
OrieHKa TPOYHOCTHBIX XapaKTEPUCTHK, TOYHOCTH (DOPMBI
MacTep-MojieNiel CBUAETENBCTBYET O BO3MOXHOCTH HC-
none3oBaHus npyTKoB U3 [TIKM Ha ocHoBe Terluran GP22
UL CO3MAHHS WRICNNH Pa3IMIHOro  (YHKIOHAJIBHOTO
Ha3HAYCHHUS:

— ¢ T00aBIICHHEM OPTaHOTIINHBI — BBICOKOTOYHBIE;

— ¢ nobOasimenmem [IDT—— oOmamaromme MOBBI-
IICHHBIMU TIPOYHOCTHBIMH XapaKTePUCTHKAMU;

— ¢ 100aBICHUEM ATIOMUHUECBON Myapbl — o0Ja-
JIAIOIMe METAJUTMYECKUM OJIECKOM.

DKCHepUMEHTANIBHO YCTaHOBJICHBI ONTHMAaJbHBIC
napaMeTpbl CKOPOCTH TMepeMelIeHHs MevaTaronei ro-
JIOBKM W TeMIepaTyphl dKCTPY3UH B TPOIECcCE MeYaTH
JUIsl MCKITIOUEHUS] HEJIOMYCTUMBIX SIBIIEHUH, CHUXKAIO-
[IUX TPOU3BOJUTEIBHOCTD IEYaTH MPUHTEPA, U IS T10-
JYYCHUST BBICOKOIIPOYHBIX M BRICOKOTOYHBIX H3/ICITHA.

O0o03HaYeHus

I[TKM — nonmmepHbIe KOMITO3ULMOHHBIE MaTEPUAIIBL.

Jlutepatypa

1. Ymxkuk C. A. CocTOsIHHE U NIEPCTICKTHBBI PA3BUTHUS aJJIUTUBHBIX
TexHonoruil B Pecrryonuke Benapycs // AnmuTHBHBIE TEXHOIO-
TUH, MaTepUaibl 1 KOHCTPYKIUN: MaTepuansl KoHpepenuuu (5—
6 okTs16pst 2016). I'poxno: I'pI'Y, 2016. C. 6-9.

2. Ymxuk C. A., CBupunenok A. 1. 3D-agquTUBHBIA TPHUHTHHT
HOJIMMEPHBIX MaTepuaios // IlonuMepHble MaTepuaibl U TEXHO-
noruu. 2016. T. 2. Ne 4. C. 5.

3. Kum B. C. Teopus u npakTuka 3KCTpy3uu noianmepoB. M.: Xu-
mus, 2005. 568 c.

4. PayBannans K. DKcTpy3ust moIHMepoB. DKCTPY3HOHHOE 000py-
JIOBaHUE, QaHATN3 MPOLIECCa, IPAKTHYECKUE MPHIOKEHNS. / Tep. ¢
aHri. nox pex. A.5. Mankuna. CII6.: ITpodeccus, 2008. 762 c.

5. Marpenun C. B., Oeukun b. b. KommosummonHbIe MaTepuanbl 1 o-
KpBITHS HA TOIMMEPHOM OCHOBE: yu. mocodue. Tomck, 2008. 198 c.

6. Jlunatos 0. C., ymckuii B. ®., Jlebenes E. B. Bsskocts u
TepMOJMHAMUKA CMecel paciuiaBoB nonuMmepos / Jloxmagsr AH
CCCP. 1979. T. 244. Ne 1. C. 148-151.

7. Kagpiko B. I'. MiHxeHepHBIE TEpPMOIUIACTHYHBIE MaTepHalbl. //
IMomumepusle Matepuainsl. M., 2004. Bem. 3. C. 14-16.

8. Kep6ep M. JI., Bunorpamos B. M., I'onoskuu I'. C. [Tomumep-
HbIe KOMIIO3MIIMOHHBIC MaTepuaibl: CTPYKTypa, CBOHCTBA, TEX-
Houorust: y4. mocooue. CII6.: ITpodeccus, 2008. 560 c.

9. BaneroB B. A. AIMTHBHBIE TEXHOJOTHH (COCTOSIHUE W MEPCIICKTH-
BbI): yueOHOe nocodue. CI16.: Yausepcuter U TMO, 2015. 59 c.

10. Iano6aes E. B., I'aBpunenxo C. JL, ITepenemmia @. A., KpacHopym-
kast H. C., lemumos I'. A. MccnienoBanus CBOMCTB IIACTMACC, HCTIONb-
3yeMbIX B aJJIUTUBHBIX TEXHOJIOTHSX, B 3aBUCHMOCTH OT IPOIPaMM-
craticepo // IlommmepHsie komio3uTs! 1 Tprbororyst (ITomxomtpuo-
2017): Tezucel noki. Mexaynap. koud. (r. I'omens, Benapycs, 27-30
ntonst 2017 r.). lomers: UMMC HAHB, 2017. C. 205.

11. Panin S. V., Kornienko L. A., Alekseenko V. O., Ivanova L. R., Shil’ko
S. V., Pleskachevsky Yu. M. Extrudable UHMWPE-Based Compo-
sites: Prospects of Application in Additive Technologies // Nanoscience
and Technology. 2017, vol. 8, no. 2, pp. 85-94.

12. TOCT 15088-2014 MexrocynapcTBeHHbINH cTaHgapt. Iliact-
MacCCBhI. MeTOI[ ONIPEACIICHUST TEMIIEPATYPhl pasMATdYCHUSA TEP-
MoruactoB 1o Buka. Ben. 2014-04-18. M.: Cranmaptundopm,
2014. 12 c.

References

1. Chizhik S. A. Sostoyanie i perspektivy razvitiya additivnykh
tekhnologiy v Respublike Belarus' [State and prospects of devel-
opment of additive technologies in the Republic of Belarus]. Ma-
terialy konferentsii «Additivnye tekhnologii, materialy i kon-
struktsii» [Materials of the conference «Additive technologies,
materials and constructions»]. Grodno, 2016, pp. 6-9.

2. Chizhik S. A., Sviridenok A. I. 3D additivnyy printing po-
limernykh materialov [3D additive printing of polymeric materi-
als]. Polimernye materialy i tekhnologii [Polymer materials and
technologies], 2016, no. 4, pp. 5.

3. Kim V. S. Teoriya i praktika ekstruzii polimerov [Theory and prac-
tice of polymer extrusion]. Moscow.: Khimiya Publ., 2005. 568 p.

4. Rauvandal' K. Ekstruziya polimerov. Ekstruzionnoe oborudo-
vanie, analiz protsessa, prakticheskie prilozheniya [Extrusion of
polymers. Extrusion equipment, process analysis, practical appli-
cations]. Saint-Petersburg: Professiya Publ., 2008. 762 p.

5. Matrenin S. V., Ovechkin B. B. Kompozitsionnye materialy i pokrytiya
na polimernoy osnove: uchebnoe posobie [Composite materials and
coatings on a polymer basis: a tutuorial]. Tomsk, 2008. 198 p.

6. Lipatov Yu. S., Shumskiy V. F., Lebedev E. V. Vyazkost' i ter-
modinamika smesey rasplavov polimerov [Viscosity and ther-
modynamics of mixtures of polymer melts]. Doklady AN SSSR
[Reports of the USSR Academy of Sciences], 1979, vol. 244, no.
1. pp. 148-151.

7. Kadykov V. G. Inzhenernye termoplastichnye materialy [Engi-
neering thermoplastic materials]. Polimernye material. Vypusk 3
[Polymeric materials. Issue 3]. M., 2004. pp. 14-16.

8. Kerber M. L., Vinogradov V. M., Golovkin G. S. Polimernye
kompozitsionnye materialy: struktura, svoystva, tekhnologiya
[Polymer composite materials: structure, properties, technology].
Saint-Petersburg: Professiya Publ., 2008. 560 p.

9. Valetov V. A. Additivnye tekhnologii (sostoyanie i perspektivy):
uchebnoe posobie [Additive technologies (condition and perspectives):
a tutorial]. Saint-Petersburg: Universitet ITMO Publ., 2015. 59 p.

10. Shalobaev E. V., Gavrilenko S. L., Perepelitsa F. A., Krasnorut-
skaya N. S., Demidov G. A. Issledovaniya svoystv plastmass,
ispol'zuemykh v additivnykh tekhnologiyakh, v zavisimosti ot
programm-slayserov [Studies of the properties of plastics used in
additive technologies, depending on the software-slicers.]. Tezisy
dokladov Mezhdunarodnoy konferentsii «Polimernye kompozity i
tribologiya» (Polikomtrib—2017) [Theses of the International
Conference «Polymer Composites and Tribology (Polycrombit-
2017)»]. Gomel', 2017, pp. 205.

11. Panin S. V., Kornienko L. A., Alekseenko V. O., Ivanova L. R,,
Shil’ko S. V., Pleskachevsky Yu. M. Extrudable UHMWPE-Based
Composites: Prospects of Application in Additive Technologies. Na-
noscience and Technology, 2017, vol. 8, no. 2, pp. 85-94.

12. GOST 15088-2014. Mezhgosudarstvennyy standart. Plastmassy.
Metod opredeleniya temperatury razmyagcheniya termoplastov
po Vika. [State Standard 15088-2014. Plastics. Method for de-
termination of Vicat softening temperature of thermoplastics].
Moscow, Stavdartinform Publ., 2014. 12p.

Hocmynuna 6 peoaxyuro 09.04.2018

© E. M. JloBbinenko, H. A. NBanosa, C. A. Umwxkuk, B. E. Aradekos, 2018



	ОПРЕДЕЛЕНИЕ ПАРАМЕТРОВ 3D-ПЕЧАТИ ОТЕЧЕСТВЕННЫМИ ПРУТКАМИ ИЗ КОМПОЗИЦИОННЫХ ПОЛИМЕРНЫХ МАТЕРИАЛОВ НА ОСНОВЕ AБС ПЛАСТИКОВ
	DETERMINATION PARAMETERS OF 3D PRINTING PATRIOTIC COMPOSITE POLYMER MATERIALS BASED ON ABS PLASTICS
	Введение
	Материалы и методы исследований
	Результаты и их обсуждение
	Выводы
	Обозначения
	Литература
	References

