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Bausinue miI0THOCTH BHYTpPeHHEro 3anojHeHuss PLA-1eTaseil Ha IPOYHOCTD,
MAaccy ¥ BpeMsi M3roTOBJICHUS
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AHHOTALUA

B naHHO# cTaThe paccMaTpUBaEeTCs BIUSHUE TJIOTHOCTH BHYTPEHHETO 3alOTHEHUS
(infill density) Ha OCHOBHBIE SKCIUTyaTallHOHHBIE XapaKTEPUCTUKHU JI€TaleH,
W3TOTOBJICHHBIX METOJIOM TocyioiHoro HarasiaeHuss (FDM) u3 monuakTuinoBoi
kucioTsl (PLA) na 3D-nipuntepe Ender-3 ¢ ucnonb3oBanuem ciaiicepa Ultimaker
Cura. [IpoBeaeHbl TPAKTUYECKUE UCCIICIOBAHUS BIUSHUS CTPYKTYPHI 3aMIOJIHEHHUS
Ha TMPOYHOCTh MOJUMEPHBIX 00pa3oB. B kauecTBe Bapbupyemoro mnapamerpa
BBIOpaHa TUIOTHOCTH 3aITOJTHCHHS B JIMAIIa30HE OT HU3KUX JO BBICOKMX 3HAUCHHUI
npu  (PUKCHPOBAaHHBIX OCTATBHBIX HACTpOWKax medath. lIpoBemeHa oOIeHKA
MIPOYHOCTH 00pa3IoOB MO BECOM, X MAacChl 1 BpeMEHH M3roToBIIeHHs. Ha ocHOBE
aHaNHM3a MOJYYEHHBIX W JINTEPATypPHBIX JaHHBIX CHOPMYIUPOBAHA PEKOMEHIAITIN
1o BbIOOpPY MIIOTHOCTH 3anojiHeHus PLA-neraneil nis oOecrieueHus: TpeOyemMbIxX
MEXaHUYECKUX CBOMCTB IIPH MUHUMM3AIIUN PACX0/1a MaTeprualia i BpEMEHH TICUaTH.
KiarwueBsble ciaoBa: 3D-nieuats, FDM, PLA, mimoTHOCT 3amoIHEHUS, TPOYHOCTb,
Ultimaker Cura, Ender-3.
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Abstract

This article examines the effect of infill density on the main performance
characteristics of parts made by FDM from polyacylic acid (PLA) on an Ender-3 3D
printer using an Ultimaker Cura slicer. Practical studies of the effect of the filling
structure on the strength and rigidity of polymer samples have been carried out. The
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filling density is selected as a variable parameter in the range from low to high values
with the remaining print settings fixed. The strength and rigidity of the samples
underweight, their mass and the time of production were evaluated. Based on the
analysis of the obtained and literature data, recommendations were formulated for
choosing the density of filling PLA-parts to ensure the required mechanical
properties while minimizing the material consumption and printing time.
Keywords: 3D printing, FDM, PLA, infill density, strength, stiffness, Ultimaker
Cura, Ender-3.

1. BBegenue

1.1 AKTyaIbHOCTb MCCJIEIOBAHUS

B nocnieHue roapl TEXHOJIOTMH aJIMTHBHOTO MMPOU3BOACTBA CTPEMUTEIBHO
pa3BUBAIOTCS W HAXOJAT NPUMEHEHHE B MAIMHOCTPOCHUHU, MEIUIMHE,
oOpa3oBaHuu M ObITOBOM cekTope. OnHoW u3 Hambojee pacnpocTpaHEHHbBIX
TEXHOJIOTUI SIBJISIETCS TOCJIOMHOE HaruiaBieHue pacmuiaBieHHod Hutu (Fused
Deposition Modeling, FDM), oTiuuatomascsi OTHOCUTEIBHON MPOCTOTOM
000pyZ0BaHUS U JIOCTYITHOM CTOMMOCTBIO PACXOAHBIX MAaTEPUATIOB.

Opnum 13 HamboJee MOMyJIAPHBIX MaTepUaIOB JIsl HACTOJILHBIX TPUHTEPOB
apigercss nonuaktuiaoBass kuciota (PLA). JlanHblii TepmoruiacTukK oO0iamaer
HU3KOW yCAJKOM, 3KOJIOTUYHOCTBIO U JOCTATOYHON NPOYHOCTHIO JJIS1 U3TOTOBJICHUS
IPOTOTUNOB U (YHKIHMOHAIBHBIX J€Taled Malloll Harpy>keHHocTh. BmecTe ¢ Tem
MexaHnuueckue cBorctBa FDM-nmeranein m3 PLA cymiectBeHHO 3aBUCAT OT
napameTpoB Ipoliecca MNeYaTu.

KitoueByto posib UrpaeT BHYTPEHHSSI CTPYKTypa u3nenus, (popmupyemas
cnaiicepom. Ilonmb3oBarens 3amaér B mporpamMme IJIOTHOCTh 3anojHeHus (infill
density), a Take TUN y30pa 3anoiaHeHus. Ha npakTuke BIOOp 3HAUCHUS INIOTHOCTH
4acTO OCYIIECTBISETCS HHTYUTUBHO, YTO MMPUBOIUT JINOO K N3OBITOYHOMY PACXOIY
MaTepuaia MU YBEJIMYCHHIO BPEMEHU H3TOTOBJICHUS, JUOO K HEIOCTATOUYHOMN
MPOYHOCTH T'OTOBBIX U3IEIHIA.

Takum 00pa3oM, BO3HUKAET 3ajadya KOJIMYECTBEHHOW OIICHKW BIIUSHUS
MJIOTHOCTH BHYTPEHHETO 3alI0JIHEHUSI HA TPOYHOCTh, MACCYy U BPEMSI U3TOTOBJICHUS
PLA-neTaneit, HarleyaTaHHBIX Ha TUIIOBOM HacToJbHOM 3D-mipuHTEpe.

1.2 O030p uccieroBaHui

A.C Kapan u ap. 5KCIEpUMEHTAIBHO MOKAa3adu YTO M3MEHEHUE MIIOTHOCTHU
BHYTPEHHETO 3alOJIHEHUsI CYIIECTBEHHO BIUAET Ha MPOYHOCTh 3D-meranedt Ha
pacTsbkeHue W U3ru0, 4TO MO3BOJISET MOAOMPATH ONTUMAILHBIA KOMIPOMHUCC
MEXIy Maccol u Hecymled cmocoOHocThio [1]. A.Il. ArpaBanm wucciemoBai
COBMECTHOE BJIMSIHHE I1a0JI0HA 3aMOJHEHUs], €r0 TJIOTHOCTH M TOJIIIMHBI CJIOS Ha
MEXaHN4YeCcKHe cBoicTBa neraneii n3 ABS, Hanneuaranabsix MmetogoM FFF, u BeIsiBUII
HanOoJIee YyBCTBUTEIbHBIC K M3MEHEHHIO MTapaMeTPOB KOMOMHAITUU PEKUMOB [2].
X. Admapu ¢ NpUMEHEHHEM METOIOJOTUMA TOBEPXHOCTEH OTKJIMKA OIICHIII
BJIUSIHUE OCHOBHBIX napamMerpoB FDM-neuatn Ha NpOYHOCTHBIE XapaKTEPUCTUKU
PLA-00pa31ioB ¥ MOCTPOUIT MOJIETH, MO3BOJISIONINE MPOTHO3UPOBATH MOBEICHUE
JeTanel mpu pasHbIX HacTpoiikax 3amonHenus [3]. M. C. Hdynecky, JI. Pakz, O.
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[Toma ycTtaHOBHIJIM, UTO THI BHYTPEHHETO PUCYHKA 3aM0JIHEHUS 3aMETHO BIIMSIET HA
YCTAJIOCTHYIO JIOJITOBEYHOCTh TMOJMMEPHBIX 00pas3lioB, MNPUYEM HEKOTOPHIE
CTPYKTYpbl 00€ecrieunBaloT 0oJiee BHICOKUI pecypc MpH TOM ke Macce Aetanu [4].
E. ﬁopKe u b. B. Hoymppu mpeiyioxKuiam MHOTOLEIIEBOM MTOAXO0 K ONTUMHU3ALAU
napametpoB FFF-newatu PLA, mNO3BOJAIOIINA OJHOBPEMEHHO TOBBIIIATH
MEXaHUYECKUE XaPAKTEPUCTUKH U TEXHOJIOTUYHOCTD 3a CUET MO00pa MIOTHOCTH U
cxeMbl 3anonHenus [S]. M. Jlomu cucteMaTu3upoBall JaHHBIE O BIUSIHUU PEKHUMOB
MeYaTu MW THUIIAa MATEPUAIOB HA MEXAHUYECKUE CBOWCTBA W3AEIUMN, BBIICIUB
IJIOTHOCTh W CTPYKTYPY 3allOJHEHHUS KaK OJHHU W3 KIIIOYEBBIX (DaKTOPOB IS
FDM-texnonoruu [6]. E. V. DHeMoy nokazan, yto mapameTpsl FDM-mipoiiecca,
BKJIFOYAsl IUIOTHOCTh 3aMOJIHEHUS, OKa3bIBAIOT 3HAYMMOE BJIMSIHUE HE TOJIBKO HA
($U3MKO-MEXaHUYECKUE XapaKTEePUCTUKHA, HO M Ha DJHEpPromnoTrpediieHue W
MPOAOJKUTEIBHOCTh U3TOTOBJICHUSA JIeTanen [7].

1.3 Ilean uccaeqoBaHus M 3a1a4H

Llens wuccnemoBaHusi — OMNPEACIUTH BIUSHUE TUIOTHOCTH BHYTPEHHETO
3anoigHeHuss PLA-nmeranedt, wn3roraBimBaeMbIX MeTogoM FDM-meyatu Ha
3D-npuntepe Ender-3, Ha uX NOpoOYHOCTh, MAacCy M BpeMs H3TOTOBJICHUS U
chopMyIHPOBATh MPAKTUUECKHNE PEKOMEH/IAIIUH 10 BEIOOPY JTaHHOTO IapaMeTpa.

2. MartepuaJjbl 1 MeTObI
O06opynoBaHKe 1 MPOrpaMMHOE 0OECIIeUeHHUE:

e B kaudectBe 000pyAOBaHMS UCIIOJIBb3yeTCsl HACTONBHBIN 3D-nipuntep Creality
Ender-3 ¢ muamerpom coruta 0,6 mm. Ileuats BeImONMHSETCS (QriiamerTom PLA
dupmbr Unid nuamerpom 1,75 MM 0IHOTO IPOM3BOAMTEIIS U IIBETA, YTO TO3BOJISCT
MUHUMHU3MPOBATh BIUSHUE BapUalluii CBOMCTB MaTepHaa.

e J[ns MOATOTOBKY YNPABISIOMUX MporpaMm npumensercs ciaricep Ultimaker
Cura Bepcuum S5 u Bblie. MojenupoBaHue o00pa3IOB BO3MOXKHO B JIHOOOM
CAD-cucteme; reometpus coxpansiercs B popmate STL, OBJ.

e [lpu newarn wucnoib3yercsd CTEKIsSHHAas WIM CTaHAapTHas Iuiatgopma
IPUHTEPA C HAHECEHHBIM AATE€3MOHHBIM clloeM (KJeH-KapaHJall, JIEHTa W T.I1.).
YpoBeHb cTONA MpEeABapHUTENIbHO KanuOpyeTcs IO CTaHJAPTHOM METOAMKE
IIPOU3BOIUTEIIS.

3. Pe3yabTaThl M 00Cy:KICHUE

3.1 IloaroroBka odpa3ua u nedarb 3D-mMmoaenn

B xauecTBe ucnipiTaTenbHOTO 00pasia Beiopan Ky0 pazmepamu 20x20%20 M.
Takast hopma mpocTa B MOJESIMPOBAHUU M TIEYATH, JIETKO MOBTOPSETCS, a TaKKe
ynoOHa I HArpy)KCHHS CBEPXY pa3IMYHBIMH Tpy3aMU TIpU HUCIBITAHHSAX Ha
MPOYHOCTb.

Mogens kyOa Obla co3jaHa B O€CIIaTHOM OHJIAMH-penakTope 3A-Moaelei
«3d.sumo.app» u sxcnoptupoBana B popmate OBJ (puc. 1).
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Puc 1. 3D-mozens kyoudeckoro oopasia 20x20x20 mm B okne Ultimaker Cura

Hanee aitn Obu1 3arpykeH B Ultimaker Cura, T71¢ BBIIOJHSIIOCH
MO3UIIMOHUPOBaHKE Ha paboyeM CTOJIe U IPEABAPUTEIbHBINA TPOCMOTP TPACKTOPHUI

neuaTtu, 3agaium Haleun MOACIIN HYMCPaAlUIO, ‘ITO6BI HC IICPCITYyTAaTh MOJACIIN (pI/IC
2).

Puc 2. Ilogroroska k neuatu B okue Ultimaker Cura

JIJIsI MCKITFOUEHUST BIIMSIHUS TTOOOYHBIX (DAKTOPOB BCE MapaMmeTphbl NedaTH,
KpOMe IUTIOTHOCTH BHYTPEHHETO 3arojHEeHUs, GUKCUPYIOTCSA. B kauecTBe 06a30BBIX
HACTPOEK MOTYT OBbITh MPHUHSITHI:

e BrIcOoTa clios — 0,25 MMm;

® I[IMpPUHA JUHUHU SKCTpyaepa — 0,6 mM;

e kosuuecTBO BHemHuX creHok (Wall Line Count) — 1;
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TOJIIIIMHA BEPXHUX U HUKHUX CIIOEB — () MMm;
tun 3anoiaHeHus — Grid (cetka);
CKOpOCTh meyat — 50 Mm/c;
temneparypa comia — 200-205 °C
temmneparypa crona — 60 °C;
nporieHT 06,1yBa — 100 % mocie nepBhIX CIOEB;
THII TIOJIJTIOKKU — OTCYTCTBYET.
BapbupyembiM apaMeTpoMm SBISETCS INIOTHOCTh BHYTPEHHETO 3aIIOJTHCHHUS.
[Inanupyercs uccienoBars, cienyroiue yposau: 0, 15, 25, 35 %.
Coznaém 4 3arotoBKM s ieyaTu (puc. 3).

Puc 3. Ilogroroska k neuatu B okue Ultimaker Cura

[Tponecc neuatu Ha 3a-npuHtepe Ender 3 npencrasieH ke (puc. 4).
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Puc 4. Ilporecc neuaru

3aBepieHue 3A-1ie9aTH MOJICIICH JIs UCTIBITaHHM (puc. 5).

Puc 5. 3aBepmienue neuatu

3.2 3amepsl UCTIBITATEIBLHBIX 00Pa3L0B

[Tocne 3aBepiieHUs mevyaTu Kaxablii oOpaszel] OYMIIAeTCs] OT BO3MOXKHBIX
HAIUTBIBOB U TOJCPKEK, HO JIOMOJHHUTENbHAs MeXaHudeckas oOpaboTka He
BbIMOJHAETCS. Jlajmee mpoBOIWTCS H3MEpEeHHEe Macchl o0Opaslla Ha OBITOBBIX
AJIEKTPOHHBIX BECAaX C TOUHOCTHIO He Xyxke 0,1 1: (puc. 6):

e 0%-1Ir;

e 15%-3r

o 25% -4r;

e 35% - 5r.
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Puc 6. U3mepenue maccol kyba Ha Becax

pacdu€THOe BpeMs medaTh (GUKCHpYeTCs Mo JaHHbIM ciaiicepa Cura. Ilpwm
HAJIMYUA BO3MOXKHOCTH JIOTIOJTHUTEIBHO H3MEpseTcs (aKkTHIeCcKoe BpeMs I10
TalMepy:

e 0% - 12 muH;

o 15% - 14 mun

o 25% - 15 muH;

e 35% - 16 muH.

3.3 Pe3yabTarhl NPOBEPKH MPOYHOCTH

JIJist olleHKH MPOYHOCTH Oblla BhIOpaHa CXeMa HarpyXeHusi BecoM Kyba
cBepxy. OOpaszell ycTaHaBIMBAJICS Ha KECTKYIO TOPU3OHTAIBHYIO MOBEPXHOCTH,
CBEepXy Ha KyO NIpHKIaJbIBajlaCh BEpTUKAJIbHAs HAarpy3ka B BuUAe HaOupaeMoi
CTOTIKM TPY30B (TUPh M EMKOCTEH C BOJOW), pABHOMEPHO pacipeneléHHOM 1o
BepxHel rpanu ky6a. VcnbiTanus Ob11H 1poBeieHsl ¢ BecoM 5, 10, 15 u 20 kr (puc.

7-10).
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Puc 8. Onenka npoynoctu o6pa3ioB BecoMm 10kr
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Puc 10. Onenka npoyHoctu 06pa3ioB Becom 20kr

ITo 3aBepIIeHUN UCTIBITAHUH JIJIS1 KQXKOTO 3HAYCHUS TUIOTHOCTH 3aIIOJTHCHHUS
OBLIIM TIOJTyYEHBI CJICTYIONTNE TTOKA3aTeIH:

HcnpiTanus ¢ BecoM 5 Kr:

1. 0% - BeImEpIKaT,;

2. 15% - BeImepKan;

3. 25% - BeImEpKATT;

4. 35% - BeIIEpKAIL.

Hcneiranug ¢ Becom 10 kr:

1. 0% - He BBImEPIKAT;

2. 15% - BeImEpIKAT;

3. 25% - BeImEpKaI;

4. 35% - BeIIEpKAIL.

HcneiTanus ¢ Becom 15 kr:

1. 0% - He BBIIEPIKATT;

2. 15% - BeImEpIKAT;

3. 25% - BeImepKalr;

4. 35% - BeIIEpKAIL.
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Hcnertanus ¢ Becom 20 Kr:

1. 0% - He BBIIEpXKAT;

2. 15% - He BBIIEpXKAT,;

3. 25% - BeIIEpKAT;

4. 35% - BeIIEpKAIL.

duHaNbHBIA BHEITHUN BUJT TECTOBBIX 00pa30B 1mocie ucneiTanuii (puc. 11).

D —"b.‘ & o R e

Puc 11. O6pa3iipl nociie UCIbITaHUM

Ilo pesynpratam wucneiTanuii kyooB 20x20x20mm u3 PLA ¢ pasnoit
m1oTHOCThIO 3anosiHeHus (0 %, 15 %, 25 %, 35 %) ycTaHOBIICHO:

o Ky06 6e3 3amonnenus (0 %) BbIAEpKUBAET TOJBKO 5 KT, pu 10 KT U BbIIIE
paspy1iaeTcs — OJHOM 000JI0UKH HEAOCTATOYHO.
e 3amosHenue 15% yxe naér 3aMeTHBIA TPUPOCT MPOUYHOCTH: OOpaszel

BbIIEpKa 110 15 kr, HO pa3pymmics npu 20 Kr.

o KyOnI ¢ 3anostaeHneM 25 % u 35 % Beiaepxkanu Bce ucnbiTanus 10 20 Kkr 6e3
pa3pylIeHHUS.

C yué€rom pocTa MacChl U BPEMEHHU TEYaTH MPHU YBEIUYCHUU 3arOJHCHUS
ONTUMANBHBIM JIJII TAaKUX JETale MOXKHO CUYMTAaTh YpOBEHb mopsaka 25 %: oH
obecrieunBaeT HaA&KHOCTh, COMOCTaBUMYIO C 35 %, TpU MEHBIIEM pacxoje
Marepuana.

4. BbIBOADBI

B xoze paboThl paccMOTPEHO BIUSHUE TJIOTHOCTH BHYTPEHHETO 3aMI0JIHCHUS
PLA-neranei, nsroraBnuBaeMbix MetogoM FDM-niewatu Ha 3D-nipunTepe Ender-3,
Ha UX MPOYHOCTh, MACCY U BpeMs U3roToBjeHus. Ha ocHOBe aHaIM3a TuTepaTypHbIX
WCTOYHUKOB M pa3pabOTaHHOW METOJUKH DKCIIEPUMEHTAa MOXXHO CJeNaTh
CJIEYIOITUE BBHIBOJIBI:
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[I1OTHOCT, BHYTPEHHErO 3alOJIHEHUSI SIBISETCS OJHUM U3 KIIOUYEBBIX
MapaMeTPOB, OMNPEACISIOMMNX MeXaHudyeckue cBorcrBa FDM-peraneir u3 PLA.
VYeenuuenue infill density mpuBOUT K pOCTY MPOYHOCTH, OJTHAKO COMPOBOKIACTCS
YBEJIMYEHUEM MACChl U BPEMEHH MEYaTH.

YuuTeIBasi yBEIUYEHUE MACChl U BPEMEHHM I€YaTU NPHU POCTE 3aNOJHEHUS,
HanOoJiee pallMOHANBHBIM JIJIsl TAKUX JeTallel SIBIIAETCS 3aloJIHeHHue OKoJo 25 %:
IIpU MEHBLIEM pACXOAE MaTephaja OHO MJAET MPOYHOCTh, MPAKTUYECKH HE
YCTYyHAalolyto BapuaHty ¢ 35 %.

PazpabotanHass MeToJMKa MOXET OBITh HMCIOJIb30BaHA JIS JaJIbHEHUIIETO
WCCIICIOBAHNs BIUSHUS Apyrux napamerpoB FDM-nedatu, B TOM 4ucne Ttuma
11a0JI0HA 3al0JIHEHUS, OPUEHTALIMM CJIOEB U TapaMeTPOB OXJIAXKACHUS, a TAKXKE JJIs
ONTUMU3AIMU HACTPOEK MEYATH MOJI KOHKPETHBIE 3a/1auHu.
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