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AO0OumueHvle mMexXHONO2UU AGNAIOMCA OOHUM U3 REPCHEKMUBHBLIX N00X0008 K hopmuposanuio
U30eNIUIl CO COMNCHOU 2eomempuell U 3A0aHHbIMU YYHKUUOHATbHBIMU ceolicmeamu. Cpedou wupoxozo
PAa3HOoO0pa3us MexHoa02uil adOUMUGHO20 NPOU3COOCHEA NPOUECCHl HA OCHO8E IKCMPY3IUU BAZKUX
«4epHu) npueneKaom ece 0onvuiee 6HUMAHUe ucciedosamenei. B oannoin pabome paccmampuegaromesn
npoueccel IKCMPY3uU GA3KUX «(UEPHU» HA OCHOGe Ouononumepos ona peanusayuu 3D-neuamu.
IIpooemoncmpuposana HeodX00UMOCHb KATUOPOSGKU IKCMPYOepa no0 KOHKPEHMHbII U0 UCHOTb3YeMbIX
«4epHUN) C Ueabl0 00ecneueHus MOYHOCMU O003UPOBAHUA Mmamepuanos npu peanuzayuu 3D-newamu.
Ilpogedenvr IKcCnepumeHmManbHbvle UCCAEO08AHUA NPOUECCO8 IKCMPYIUU MAMEPUATOE C PAZTUYHBIMU
peonozuueckumu ceoiicmeamu. Ilokazanvt 603ModCHOCHU NPEOIOIHCEHHO20 Memooa KaaudpoeKu 05
nOBblUERUA KAYeCmea nPoyecca neuamu Ha RpuMepe 6A3KUX «YEPHU» HA OCHO6E YACIMUYHO20 CUIUMOZ0
anveunama Hampusa c éaskocmuio 1053 Ila-c.

KiaroueBbie ciioBa: ajgnuTWBHBIC TexHonoruu, 3D-mewars, mpsMasi reneBas MedaTh, IKCTPY3HUS
OHMOTOTMMEPOB, TOPIITHEBAs 1M01aYa MaTeprala, KaTHOpoBKa 000PYIOBaHHUS
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Additive manufacturing is regarded as a promising approach for producing components with
complex geometries and tailored functional properties. Among the wide range of additive manufacturing
technologies, extrusion-based processes employing viscous inks are attracting increasing attention from
researchers. This study examines the extrusion behavior of viscous biopolymer-based inks used for
implementing 3D printing. The necessity of calibrating the extruder for a specific type of ink to ensure
accurate material dosing during printing is demonstrated. Experimental investigations were carried out
using materials with differing rheological properties. The results highlight the capability of the proposed
calibration method to enhance printing quality, as illustrated by the case of a partially crosslinked sodium
alginate ink with a viscosity of 1053 Pa:s.
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BBEJIEHME

Ha pmaHHBII MOMEHT CyIIecTByeT MOTpeo-
HOCTh B COBEPLICHCTBOBAaHMM M BHEIPEHHHM HOBBIX
TEXHOJIOTMH MOTY4YeHHs U3ENUN C LENbI0 MOBBIIIE-
HUS MX JKCIUTyaTallMOHHBIX XapaKTEPUCTUK W ajar-
Taluy K cneunuuHbIM TpeOoBaHusM. 11 nocTuxke-
HUsI 3TOrO Bce Oouiblliee BHUMAaHHUE YACISIETCS MpO-
1eccaMm aJAUTHBHOIO MPOMU3BOACTBA WM 3D-neuatu.
Cpemy mUAPOKOTO pa3HOOOpa3us TEXHOJIOTHUH alau-
TUBHOT'O IIPOM3BOJCTBA, OOJIBIIOE BHUMAaHUE IIPUBJIC-
KaeT Mpolecc MpsIMOM refieBOi mevaT, Ipyu KOTOPOM
MIPOUCXOJUT IKCTPY3HUs BSI3KOTO MaTepHaia Ha pado-
uyto tiarpopmy. PopmMupoBaHHEe YCTOHYHUBOM Teo-
METPUHU U3ETHS MIPOUCXOAUT 3a CUET HAIMUMS Y Ma-
Tepuaia 0COObIX PEOJIOTHUECKUX CBOMCTB, KOTOPHIC
o0ecrnevnBaloT CTa0MIBHOCTD CTPYKTYpHI [1]. Mare-
puansl A OpsIMOM relieBOM medaty, Wi "yepHuia',
JOJDKHBL 0071alaTh JOCTaTOYHOM BSA3KOCTBIO JJISL CO-
XpaHeHUsl 3aJaHHOM (OpPMBI IOCIEC HAHECEHHMS, a
TaKXXe CHM)KaTh BSA3KOCThb NPH BO3ACHCTBUHM HAIps-
)kenusa [2, 3]. B HacTosimuii MOMEHT, NMpPUMEHEHUE
TEXHOJIOTMM NPSMOM TI'EIeBOW IeYaTh paccMaTpuBa-
eTcs KaK OIMH U3 MOAXOAOB K IOJIyYCHHIO M3ACTUN
Ha OCHOBE METAJUIOB, KEPAMUKU W CTEKIa, OMOJIOTH-
YECKUX CTPYKTYp M Pa3IM4HBIX TOIUMEpOB [4—7].

ObecrieyeHre TOYHOTO JTO3UPOBAHUS BSI3KHX
"gepHUA" SABIAETCA OJHUM U3 KIFOYEBHIX (PaKTOPOB,
ONPEAESIONINX KaueCTBO IOJYyYaeMBbIX H3ACIUA U
BOCTIPOHM3BOJIMMOCTH TIpoliecca IpsMoii reneBoi 3D-
rmedatu. OTHAKO, IKCTPY3US BA3KUX "depHUI" depe3
COIIJI0O MaJIOro JAMaMeTpa COIpPsDKEHA C TEXHOJIOrmye-
CKUMU TPYAHOCTSAMHU, BEI3BAHHBIMU HMHECPUHUOHHOCTBIO
MEXaHM3Ma MOJAaYM W BS3KOYNPYI'MM IOBEICHHUEM

MAaIIUHOCTPOCHHUE U TEXHOJIOIHH

«aepHU [8, 9]. PaccMaTpuBaeMble SIBICHUS U TPO-
LIECCHI MOTYT TMPUBOAUTH K HEIOCTATOYHOW IKCTPY-
3UM Marepuajia mpu (OpMHpPOBAaHUM TEOMETPUH H3-
Jenusi: yTOHYCHUIO HAaHECEHHBIX JIMHHH, UX pa3pbl-
BaM, a TaK)K€ CaMOIPOW3BOJIBHOE BHITEKAHHE Marte-
puaa mocjae OKOHYaHUS IKCTPY3HH.

C uenblo MOBBIIEHHUS KayecTBa M3ACTHNA UC-
MIOJIB3YIOTCSl PA3IMYHBIE METOABI 0 MOA00pY mapa-
METPOB TpoOIlecca Ha OCHOBE MAIIMHHOTO OOydeHUs
[10], maTemaTuueckoro moaenupoBanue [11, 12] u
CO3J/IaHUs JIOTIOJTHUTENBHBIX YIPABISIONINX KOHTYPOB
[13]. OrmenpHOE BHUMAaHHE 3aCITyKABAIOT METOIBI
KaJTOpOBKM, OCHOBaHHBIC HA MOCIEI0BATEILHOM H3-
MEHEHUH YIPaBISIOUINX TaAPAMETPOB CUCTEMBI.

Ux mpumeHeHHE MO3BOJISET OTKA3aThCA OT
MIPOBEJCHUS CIIOKHBIX AaHATUTHYECKUX HCCIIEA0Ba-
HUH, MMOCKOJIbKY TPeOyeMbIii pexuM paboThl 000py-
JIOBaHUSA TTOJIOMPAETCS SKCIIEPIMEHTAIBHO, HA OCHOBE
COTIOCTaBIICHUST (PAKTHUUECKOW W 3aJaHHON 3HAYCHUIA
JO3UPYEMOH MacChl, YTO 3HAYMTENILHO YIPOIIAECT Ha-
CTpOMKY IpoI1lecca.

B pamkax paboTel ObLTH TIPOBEAEHBI JKCIIE-
pUMEHTAIFHBIE HCCIIENOBAHUS IPOIECCa DKCTPY3UU
BS3KHX «UEPHWII» Ha OCHOBE albrUHATAa HATPHSA C J10-
OaBIleHHMEM XJIOpHIA KaJbIHs, TPOBEJeHa KaINOPOB-
Ka JKCTpynepa COOCTBEHHON KOHCTPYKIUH JJISI IIPO-
BeZieHuUs Tipotiecca 3D-neuaTu U peann3oBaH mporece
3D-meyatd C WCHONB30BaHHEM TMOJyYEHHBIX Iapa-
METpOB.

MATEPHAIJIBI U METO/1bI UCCJIEJJOBAHU A

B kadectBe 00BeKTa MccnenoBanus B pabore
pPacCMOTPEH SKCTPYAEp COOCTBEHHOH KOHCTPYKIIMU

(puc. 1).

Puc. 1. Konctpykuus sxerpyaepa anst 3D-neuatu BA3kuMH "yepHuiIaMu'": 1 — 1aroBelii 1BUTaTeNb;
2 — xopItyc; 3 — peMeHHOM penyKTop; 4 — MOpIIeHb; 5 — pe3b00BOI BaJ; 6 — JIMHEITHbIC HAMIPABIITIONIKE;
7 — nepikatelb AJIsl eMKOCTH; 8 — eMKOCTb C «YEPHUIIAMU
Fig. 1. Extruder design for 3D printing with viscous "ink": 1 - stepper motor;
2 - housing; 3 - belt drive; 4 - piston; 5 - threaded shaft; 6 - linear guides;
7 - container holder; 8 - "ink" container
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[Mpuanun paboTHl yCTpOWCTBA OCHOBAaH Ha
peoOpa3oBaHNH BPALIATEIFHOTO IBHKEHHS IIIaroBO-
ro asuratens (1) ugepe3 pemenHoit pemykrop (3) ¢
nepeAaTOYHbIM OTHOIIEHHEM 1:3 B mocTymaTenbHOe
NBIDKCHUE TTOpITHS (4).

JIuHeilHoe TiepeMellleHre JJIEMEHTa MPOHUcC-
XOIMT 32 CYET UCIOJB30BaHUSI BUHTOBOW MeEpeaadH.
Bpamenne pe3p6oBoro Bana (5) MpUBOAWT IOPIICHB
B JBIDKEHHE BJIIOJIb JIMHEHHBIX Hampasistonmx (7),
o0ecreynBasl 3KCTPY3uI0 "d4epHWI" W3 HINIPHULIA TUa-
MeTpoM 14.7 mm (8), 3akpern€HHoro B aepxareie (6)
Ha Koprmyce (2).

%0, y0, z0, e0

X

_—

MAaIIUHOCTPOCHHUE U TEXHOJIOIHH

[Tony4yenue uznenuii ¢ ucnoiab3zoBanuem 3D-
Ie4aTH IMpecTaBisieT co0oil mocienoBaTenbHOE Ha-
HECCHUE JIMHUN «UEPHUI», U3 KOTOPBIX (OPMUPYIOT-
Csl CJIOM, a COBOKYITHOCTBH CJIOEB 00pasyeT Tpéxmep-
HYIO T€OMETPHIO. YIPaBJIE€HHE IPOLIECCOM TPEXMEp-
HOW IeYaTH OCYILECTBIACTCA MOCPEACTBOM KOMAaHI
G-koma, KOTOpBIE OMNpEAENsAOT paboTy HCHONHSIO-
mux MexanusMoB 3D-mpurTepa. Bech mpormecc mo-
Jy4deHusl n3genusi pa3OuBaeTcs Ha IMOCIEN0BATEIBHO
UCTIOJHSEMbIE KOMaH]Ibl, KOTOPBIE OMPENeNIioT Tpa-
EKTOPHIO JIBMXKEHHsS SKCTPYyJepa, ero CKOpOCThb, KO-
JIMYECTBO IOJABAEMOro MaTepuaya W Apyrue mapa-
MeTpBI poriecca (puc. 2).

G-Kkopn,
(1): GO X[x1] Y[y1] Z[z]

(2): G1 X[x1] Y[y1]l E[e2]

X, Y&, 2, €4

(3): GO X[x3] YIy3]
(3)

(4): G1 X[x4] Yly4] Eles]

x3,y3,z, e2

Puc. 2. [IpuHuun ynpasneHus alAUTHBHBIM 060py;10BaHHeM C WCHOJIb30BaHuEM KoMaH G-koma
Fig. 2. The principle of controlling additive equipment using G-code commands

OCHOBHBIMH KOMaHJaMH, UCHOJb3YEMBIMH B
mpolecce MpsIMOM TesieBOi IMevard, SBIAIOTCA KO-
Mangel GO u G1. Komanna GO oTBewaer 3a mepeme-
IeHne YKCTpyAepa 0e3 mogauu Marepuana (XoIocToi
xox). Komanna G1 3amaér aBmxeHHE C 3KCTPY3HUEH,
IpU KOTOPOM OJHOBPEMEHHO OCYIIECTBIIETCS IEpe-
MEILEHHE 110 3aJaHHBIM KOOPAMHATAM M 3KCTPY3US
«aepHu. Ilapametpsl X, Y 1 Z 3a1a10T KOOPIUHATEI
IIOJIOXKEHUS SKCTPYJepa B IPOCTPAHCTBE, a apaMeTp
E onpenenser cMemieHne NOPLIHS IKCTPyaepa.

Taxum obpazom, npouecc 3D-neyatn mMoxet
OBITH OTHECEH K NEPUOANYCCKUM TEXHOJIOTHYCCKHUM
npoleccaM M NPeACTaBlIeH, KaK IMOCIeI0BaTeIbHOCTh
YepeAyIoIUXCsl LUMKIOB HAHECEHUs JIMHUM M XOJIO-

CTOTO X071a 0€3 IKCTPY3UH.
3KeTpyAep

Monyuenune
RaHHbIX C BECOB

(a)

e
\ -—/—>

[ToaTOMy st IpOBENEHUS SKCIIEPUMEHTAb-
HBIX MCCIICAOBAaHUI TPOIIeCca SKCTPY3UU MOXKET OBITh
paccMOTpeHa CTyleHYaras [ojadya Marepuana, Mpu
KOTOPOH 3KCTpy3Us MaTepuaja MPOUCXOAUT NEPUO-
nudeckd. Takoi MeToa MPUOIMKEH K PeanbHBIM yC-
JIOBHSIM TI€YaTH: KaXkJas CTYNEHb COOTBETCTBYET Ha-
HECEHUIO OTIEIbHOM JIMHUM MaTepuana U MO3BOJISIET
KOJMUYECTBEHHO OLIEHUTh, KaK U3MEHSAETCS Macca BBI-
BOAMMOTI'O MaTepHualia Py MOBTOPSIIOIINUXCS BKIIOYE-
HUAX M BBIKIIOUEHHMSIX mnoaayd. OIeHKa TOYHOCTH
JIO3UPOBAHUS MTPOBOAMUTCS IyTeM CpaBHEHHS (HaKTH-
YEeCKOM MacChl HAHECEHHOI'0 MaTepHaja C 3aJaHHBIM
3HaueHueM. OrnpeaeneHue 3aBUCUMOCTEH MacChl OT
BPEMEHH TPOBOJWIOCH C TOMOIIBI0 000PYIOBaHUS,
MIpeICTaBICHHOr0 Ha puC. 3.

(6)

Puc. 3. BKCHepI/IMeHTaJII)HaSI YCTaHOBKaA OJId ITPOBEACHUA I/ICCJICHOBaHI/Iﬁ nponecca 3KCTPYy3uu:
(a) — cxemaTmueckoe 0ToOpakeHue; (0) — BHEITHUH BHJ] YCTAHOBKU
Fig. 3. Experimental setup for studying the extrusion process:
(a) — schematic representation; (b) — external appearance of the setup
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OKcTpyaep C YCTaHOBJICHHBIM MITPUIIOM 3a-
KpeIUsuIcsl Haa aHaauTHdeckumu Becamu Ohaus PR
200 (Ohaus., Hero-/Ixxepcu, CIIIA). Ha Becs ycra-
HABJIMBAJICS CTAaKaH C BOJIOW, B KOTOPBIA YaCTHYHO
MOTPYXKAJIOCh COTUIO 3KCTpyIepa JUTS CHUKCHUS CHIT
MMOBEPXHOCTHOTO HATSDKCHHS "depHMI" MPH JO3UPO-
BaHWU. [lOCKONBKY B TPEAJIOKEHHOM BapHaHTE HC-
TIOJTHEHUSI YCTAHOBKHU 3KCTpyAep 3aQUKCHpPOBaH Ha-
0Op YIpaBISIOMNX KOMaH/ HEe BKJIIOYACT MepeMerie-
HUs 110 ocsiM XYZ, a XOJOCTOM XOJ MPEJCTAaBIICH B
BUJIC May3 MKy ITUKIAMH SKCTPY3UU.

VYrpasieHue IBMKEHUEM IOPIIHS MTPOBOJU-
JIOCh C UCIIOJIb30BAHUEM IEPCOHATBLHOTO KOMIIBIOTEpA
MyTeM Tepeadyd KOMaHJ Ha IulaTy SKcTpyaepa. Ha
MEPCOHANBHBIA KOMITBIOTED TaKXe 3alHiChIBAIHCH

Oupenenemle HCXOTHEIX
TapaMeTpoB Ui KanHOGPOBKI:
Am, p, Q, & AE,

E=0

MAaIIUHOCTPOCHHUE U TEXHOJIOIHH

3HAYCHUS Macchl ¢ BecoB Kaxapie 0.2 mc. KannbOpos-
Ka TIPOBOJIMIIACH 32 CUET MOA00pa mapamerpa cMelle-
HUS TOPIIHS BO BpEeMsl IPEIKCTPY3UU U PETPAKTA,
BBIpa)XKaEMO€ KaK pacCTOSHUE, TPOUICHHOE TTOPIITHEM
B MM. llpeskcTpy3us — 3T0 mpemBapUTEIbHOE IPO-
JMaBIMBAaHWE MaTepuana, Tpedyemoe sl CHIDKEHUS
BSI3KOCTH «YEPHUI» TEpe]l HauajaoM Ipoliecca rneda-
. Perpakt mpencrasiseT coboii oOpaTHOe mepemMe-
[IeHNe TIOPIIHS C IeNbI0 YMEHBIICHUS TABICHHUA B
SKCTpYyAEpE U MPEIOTBPAILICHUS BHITCKAHUSI MaTepra-
Jla 1mocie okoHuaHus npoiecca. C 1enpio onpeaene-
HUS 3HAYSHHs] BEIMYMHBI CMEIICHHUS B paboTe Ipej-
JIOKEHA CXEeMa TIpolecca KalIMOpPOBKH 3SKCTpyAepa
JUTSL BSIBKUX «depHUD» (puc. 4).

!

Tenepamia HaGopa yIpaBIAIOLIHX
KoMaHn G-Kozna

!

ITocTpoenne TeopeTHIeCKoi
KpuBolt My(f)

HPOB&I[&H]IG IKCIIepHMEHTATBHBIX
HCCISTOBARIIT H NOCTPOCHIIE

M_ft, E)
]

My, = M| <

Ja

Tenepanud G-koja 1ns
TpoBeIeHI nponecca 3D-metaTH

KoppekTipoBKa 3HadeHs E s
() YOpaB/ITIOMHX KoMarn G-Koza:
E=E+AE

HeT

Puc. 4. Meto KanuOPOBKH SKCTPYAEPA AJSI BA3KHX «UCPHUIDY
Fig. 4. Extruder calibration method for viscous "ink"

rae Am — 3a7aHHOE 3HAQYEHHE MacChl HaHOCHMOTO
Matepuana, T; Q — pacxon, mi/c; p — IMJIOTHOCTh HC-
MOJIE3YEMBIX «UEPHII», T/MI; € — TOYHOCTh, T; E —
3HAUEHWE CMEIIEHUS TOPIIHS BO BPEeMsI TPEIKCTPY-
3uM U peTpakta, MMm; My (t) — TeopeTrdeckast 3aBucH-
MOCTb MAacCChl JIO3MPYEMBIX «UEPHUI» OT BPEMEHH,
Mexo(t, E) — axcriepuMeHTalIbHAST 3aBUCHMOCTD MacChI
JIO3UPYEMBIX «IEPHUTY» OT BPEMEHH.

Ha mepBom a3Ttame 3amaroTcst BXOJHBIE Tapa-
METpHI: 33/IaHHOE 3HaYEHHE MacCChl JIO3UPYEMOTO Ma-
Tepuaja, pacxoj, IIOTHOCTh, TpeOyeMass TOYHOCTh U
mar u3MeHeHus. B coOOTBETCTBUU ¢ JAaHHOM CXEMOI
MIPOBOJIUTCST KaTMOPOBKA IKCTpyIepa 3a CUET Imocie-
JIOBATEIFHOTO W3MEHEHUS YIPABIISIONIETO BO3ICHUCT-
BHUSI — PACCTOSIHHSI, TIPONACHHOTO TOPIITHEM 3KCTPY-
Jepa — C JalbHEMIIUM CpaBHEHUEM IOJYyYEHHOMH
(baxTHdeckoil Macchl Jo3upyeMoro marepuana Mey, ¢
3aaHabpM 3HadeHueM My, [locne 3aBepmieHus mpo-
1ecca SKCTPY3UU PACCUUTHIBACTCS PACXOXKICHUE Mac-

168

CBl MEXJY 33JaHHBIM W 3KCIIEPUMEHTAIbHBIM 3HaYe-
HUSIMH, TIOCJIE Y€ro WX pPa3HOCTb CPaBHHUBAETCS C
TOYHOCTBIO €.

Ecnmu Tpebyemast TouHOCTh HE ObLIa JAOCTHUT-
HyTa, K mapameTpy E moGaBisieTcst BHIOpaHHBIN mar
npupaiennss AE, 1 IpoHCcXOOuT KOPPEKTHPOBKA Ha-
6opa ympasistoiux koMmang G-koxa (puc. 5). IMosy-
YEHHBIN KOJ| UCTIOJIL3YETCS JUIsl TIOBTOPHBIX SKCIIEPH-
MEHTaJbHbIX uccinenoBanuil. Ilocie 3aBepuieHHs
mporecca KalMOpOBKH MONy-4YEeHHOE 3HAYEHHE CMe-
menus E ucnonesyercs mns peanusanuu 3D-neuatn
BSI3KHMH «YEPHUIAMUY.

KannbpoBka yCTaHOBKM TNPOBOIWIOCH IS
aKkcTpy3un (pukcupoBanHoi wmaccer 0.03 1. s
9KCIIEPUMEHTAITLHBIX UCCIICIOBAHUI HCIIOIB30BAIOCH
koHnueckoe como Luer Lock TT (Guangzhou
Tongyuan Plastic Products Co., Ltd., I'yanuxoy,
Kurait) ¢ Bayrpennum muamerpom 0.41 MM npu
pacxoge 0.07 mi1/C BO BpeMsl LMK SKCTPY3HH.
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E0.01769; 3KCTpy3mA ©.83 r. maTepuana
S5; naysa 5 cexkyHp

E@.83537
55

E0.07075
S5

a)

MAaIIUHOCTPOCHHUE U TEXHOJIOIHH

E©.020; npeskcTpy3ua

EG.038; akcTpy3ua 0.03 r. martepuana
E0.018; peTtpakT

S5; naysa 5 cekyHp

E@.0e38
E@.056
EOG.036
S5

6)

Puc. 5. Habop ynpasmstommunx komana G-ko/a AjIst IPOBEIeHHUsI IKCIIEPHMEHTAIBHBIX HCCIICIOBAHU Mpoliecca IKCTPY3UH:
a) — M3HAYaIbHBIN KO, 0) — KOJ C MPEIKCTPY3UEH U PETPAKTOM
Fig. 5. A set of G-code control commands for conducting experimental studies of the extrusion process:
a) - original code; b) - code with pre-extrusion and retraction

B xauectBe "wepmun" mis 3D-mewatm wmc-
MOJIb30BaICd BOJIHBIA PACTBOP YAaCTHYHO CIIUTOTO
aNbruHaTa HATpUS C coJepiKaHueM Ouormoiumepa 2
wae. Y0, 3aPEKOMCEHIOBABIIIMI ce0s KaK TIOIXOISIITII
Marepuan i npsiMoi renmeBod medatu [14]. s
MIPUTOTOBNIEHUS BI3KUX '"YepHUI"' HCIIOIB30BaICH
nopomok anerurara Harpus (OO0 "PycXum", Mo-
ckBa, Poccust), KOTOPBIH TUCTIEPTHPOBAIA B BOIHOM
pactBope CaCl, (OOO "PycXum", Mockga, Poccus)
koHnerTpanuei 0.025 ,.% u 0.2 ,,.% c ucmomrs3o-

mir
025

BaHUEM POTOP-CTATOPHOTO TOMOT€HU3aTOpa CO CKO-
pocthio Bpamienus 10000 06/MuH B TeYeHUE 5 MUHYT.
[lonmy4yennslii MaTepuan momeuiany B Npuisl Luer
Lock 10 M (SFM, Bepmun, I'epmanus) U ogBEPrajIm
ueHtpudyruposanuto npu 2500 06/MuH B TeueHue 3
MUHYT JUIS yIaJ€HUsl BKIIOYECHUH BO3JlyXa U3 CTPYK-
Typbl Tens. OleHKa PeoIOTHYECKUX XapaKTePHCTHK
MPUTOTOBJICHHBIX «YECPHUI» MPOBOJMIACH C HCIOIb-
3oBaHMeM peometpa SmartPave 102 (Anton Paar,
I'pan, ABctpus).

m, T

40 50 60 70
te

Puc. 6. Pacxoxxnenue mexxay Teopetudeckoit (1) 1 skcriepuMeHTanbHO! (2) KPUBBIMHU 3KCTPY3HH,
npu pacxoze 0.4 muir/c u auamerpe coria 0.41 mm:
a) — anbpruHar HaTpus 2 .. %, CaCl, 0.025 .. %, 6) — anbrusat HaTpus 2 %, CaCl, 0.2 ,,,. %;
B) — KOHTPOJIHBINA 00pa3er] YMCTOM BOIBI
Fig. 6. The discrepancy between the theoretical (1)
and experimental (2) extrusion curves, at a flow rate of 0.4 ml/s and a nozzle diameter of 0.41 mm:
a) — sodium alginate 2 ,; %, CaCl, 0.025 ,,; %, b) — sodium alginate 2 ,,; %, CaCl, 0.2 ,,; %; c) — control sample of pure water
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HauGonpimee OTKIOHEHHE OT TEOPETHUYECKOM
KpUBOW HAOJIOMAeTCs y Marepuana ¢ JT00aBICHHEM
0.2 2% xnopuna kambius (puc. 6a). @opma mosy-
YCHHBIX KPUBBIX M CTEIICHb UX OTKJIOHEHHS OT Teope-

log ), mIla-c
100000 ¢
1000,0

100,0

10,0

TUYECKOW 3aBHCUMOCTU OTPAKAIOT PA3IIUYHsI B PEO-
JIOTMYECKUX CBOWCTBAX «UYECPHUI», OMPEACIISIOIINX
MOBEJICHUE MaTepuala Ipu SKCTpy3uu (puc. 7).

10

T ——

01

0,01 0,1

1 10 100

logy, ¢t

Puc. 7. Kpussbie Teyenus: 1 — anprunat Hatpus 2 Mac.%, CaCl2 0.025 mac.%, 2 — ansrunar Hatpus 0.2 mac.%,
CaCl2 0.2 mac.%, 3 — KOHTPOIBHBIIT 00pa3el YUCTOH BOIBI
Fig. 7. Flow curves: 1 — sodium alginate 2 wt.%, CaCl2 0.025 wt.%, 2 — sodium alginate 0.2 wt.%,
CaCl2 0.2 wt.%, 3 — control sample of pure water

PE3VJIBTATBI 1 OBCY>XKAEHUE

C wucnonb30BaHUEM MPENCTaBICHHON 3KcIe-
PUMEHTaIHHONH yCTAaHOBKM OBUTH TPOBENEHBI HCCIIE-
JIOBAHUS CTYNEHYATOM SKCTPY3UU BSI3KUX «UCPHIID»
HAa OCHOBE 2 ,,c. Y0 abrUHATA HATPHSI C J00ABJICHUEM
CaCl, u KOHTpONIBEHOTO 00pa3ia YKCTON BOJIBI. DKC-
MIEPUMEHT BKIFOYaeT 7 LUKIIOB TOJadd MaTepuaia C
May30d MEXHIy DKCTPY3HEH 5 CEeKyHJ, U4TO MO3BOJIAET
OIICHUTh HAKOIUIEHHWE PACXOXJICHUS IO Macce IpH
WCTIONB30BAaHUM PA3NIMYHBIX «depHWD mius  3D-
nedaTt (puc. 6). [loBwiieHNE KOHIIEHTPAIIMH XJIOPH-
Jla KaJgbIusl 3HAYUTEILHO IOBHINIAET BA3KOCTH pac-
TBOpa 3a cuUeT O00pa30BaHUS YCTOWYMBOW TeleBOH
CTPYKTYpHl monmMmepa. [loMumMo 3TOTO, M3MEHSETCS
THI TEYCHUS «UYCPHHID» U HAOJIIOJIACTCS TOBBIIICHUE
CTETICHH TICEBIIOTUIACTHYHOCTH, YTO OTpakaercs B
HAKJIOHE KPUBBIX TEYCHUSI.

OpHako, yCTaHOBIEHHE MPSIMON KOJIMYECT-
BEHHOW 3aBHCHMOCTH MEXILy PEOJOTUYECKUMHU Tapa-
MeTpaM{ MaTepHualla ¥ BEITUYUHOW OTKIOHEHHS IPU
IKCTPY3UH TIPEJICTABIISIET COOOW CIIOXKHYIO aHAIWUTH-
YECKyI0 3aJady Hu3-32 MHOXECTBa OJHOBPEMEHHO
MIPOTEKAIOMINX MPOIIECCOB BO BPEMS SKCTPY3HH — JIO-
KaJIbHBIMU TIOTEPSIMU JTABJICHUS B CUCTEME, CHIDKCHHE
BA3KOCTH «YEPHID» C UX TOCIEIyIOIeH peakcalu-
ell, uHepuue MexaHu3Ma MoAauu.

Hansprii  (dakt mnoaTrBepkmaeT HEoOXOIH-
MOCTh HMCIOJB30BAHMS IMITUPUIECKUX METOJIOB HC-
CJICZIOBAHUS U KATMOPOBKH.

Ha ocHoBaHumM mnpenBapuUTENbHBIX MCCIEN0-
BaHWH KaIMOpOBKa 0OOpYMOBaHUS MPOBOAMIACH NS
«YEPHWI», KOTOPbIE XapaKTEpU3yIOTCS HauOOJbIIEH
CTEIEHBIO MCEBAOIUIACTUYHOCTH, & UMEHHO — 2 ,,0.%
amprunara Hatpus u 0.2 ,.% CaCl,. Onpenenenue
paccTosiHuSl AOTOJHUTENIBHOTO cMelieHus: E mposo-
munack ¢ marom AE 0.001 mm, TpeOyemoli TO4HO-
cthio € 0.01 Ha KaxmoM LUKIe IKCTpy3uH. s BbI-
OpaHHOTO cOCTaBa OBLTH TOCTPOEHBI AKCIEPUMEH-
TaJIbHbIE KPHUBBIE W3MEHEHUS MacChl HaHECEHHOTO
MaTtepuaia Bo BpeMeHHu. [loMuMo 3TOTO0, [T OLIEHKH
MPUMEHUMOCTH HPEAJIOKEHHOI0 MoJXoAa ObUl Mpo-
BEIEH MPOLECC MPSMON TeleBOM IEeYaTH CEeT4aToi
cTpyKTypsl pasmepom 10x10x0.5 MM ¢ paccTosHHEM
MEXIy JUHUSAMH 1,2 MM NP pa3iu4HbIX 3HAYEHHUSX
cmemenus E (puc. 8). [lo Mepe npoxoxaeHus Kanuo-
POBKH 3KCIIEpUMEHTAIbHBIE 3HAYCHUS TMPUOIIKAIOT-
Csl K 33/IaHHBIM yCTaBKaM IO Macce, ¥ 3aJaHHasi TOY-
HOCTh Oblla JOCTUTHYTA NPU 3HAUYEHUM CMELICHMS
paBHoM 0.115 mm. [Ipu 3TOM pacxoxaeHue 1o macce,
BBIUMCIIEHHOE, KaK CpeJHee 3HauYeHHE M0 BCEM IIHK-
JaM 3kcTpy3un, coctasmiio 0.006 r. [lomydyennsie usz-
Jenusi, B CBOIO o4epenb, JEMOHCTPUPYIOT, YTO IIpe-
JKCTPY3Us W PETPAKT OKa3bIBAIOT CYIIECTBEHHOE
BIIMSIHUE Ha Tpouecc (GOPMHUPOBAHHE M3JENUS U I0-
3BOJIAIOT MOBBICUTH KadecTBO 3D-mewaru. Ilpu 3Ha-
gyeaun E = 0 (puc. 8r) HabmiomaeTcs MpaKTHICCKH
[IOJITHOE OTCYTCTBHE HEINPEPBIBHON DKCTPY3MH W Ha
pabouyro iaTGopMy HAHOCHIIMCH JIMIIb OTAEIbHBIE
y4acTKH Marepuaia, He OO0pasymlue LelOCTHYIO
cetdaryio popmy.
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B) e)

Puc. 8. Bnusiane nmapamerpa cMemenust E, MM Ha 1poIiece 3KCTPY3UH BSI3KUX «IEPHIIDY
(1) — TeopeTnueckoe 3HaUEHHE MACCHI, (2) — SKCIIepUMEHTAIIbHbIE 3HAYEHHST MACCHI M Pe3yJIBTATHI IPOBEICHHE TIpoIiecca
3D-neuaru npu: a, r) — E=0; 6, 1) — E=0.051; B,e ) — E=0.115;
Fig. 8. The influence of the displacement parameter E, mm, on the extrusion process of viscous "ink":
(1) —theoretical value of mass, (2) — experimental values of mass
and the results of the 3D printing process at: a, g) — E=0; b, d) — E=0.051; v, e) — E=0.115;
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[Ipu yBennuennn cmemenus 1o E =0.051 mm
(puc. 8m) mpomecc SKCTPY3UH CTaOMIU3UPOBAIICS,
OJIHAKO B TMOJYYCHHOW CTPYKTYpE IPUCYTCTBYIOT
Pa3pbIBBI MKy JTUHHUSIMH, YTO YKa3bIBaeT HA HEJIOC-
TATOYHBIA 00BEM HAHOCUMBIX «IEPHILDY.

[Ipu 3navennu E = 0.115 MM (puc. 8e) dop-
MHUPOBaHUE CETYATOW CTPYKTYPhI MPOUCXOIUT paB-
HOMEPHO, C YETKO BBIPAXCHHBIMH JUHHUAMH OJHOM
TONIIMHBI M JOCTATOYHOM mojadyel marepuana Ha
MPOTSHKCHUU BCETo mporiecca. [lonydeHHbIe pe3yib-
TaThl YKA3bIBAIOT, YTO MPEUIOKCHHBIN METOM Kauo-
POBKH TO3BOJISIET 3HAYUTEIHFHO TOBBICHUTH KadeCTBO
MOJTyYaeMbIX HM3JIEIUNA ¥ CTaOWMIM3UPOBATh IMPOIECC
3KCTPy3uu Bo Bpems 3D-meuaT.

3AKJIIOYEHUE

Takum o6pa3om, B paboTe MPOAEMOHCTPHUPO-
BaHO, YTO BO BPEMs DKCTPY3UHU «UEPHUID» Ha OCHOBE
OHMOIOIIUMEPOB, O00JIATAIONUX TCEBIAOIUIACTUYHBIM
TUTIOM TEYEHUS MPOUCXOIUT 3HAYUTEIHHOE PACXOK-
JIEHUE SKCIEPUMEHTAJIBHON U 3aJaHHOM MaccChl HaHe-
ceHHOro Marepuana. [laHHbIi (akT BiaeueT 3a co0oit
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MAaIIUHOCTPOCHHUE U TEXHOJIOIHH

3HAUUTEIBHO HCKAXKCHHUE CTPYKTYPHl KOHCUHBIX W3-
JIeii U CHIKEHUE KadecTBa mporiecca 3D-meuaTn.
PacxoxxneHne Mexny KpHUBBIMA MacChl OT BpPEeMEHHU
3aBUCUT OT PEOJIOTHUECKUX CBOMCTB «UYEPHUI»: BS3-
KOCTH U CTENEHU NCEBAOIIIACTUYHOCTH.

BBengenue  IONOJIHUTENBHOTO  CMEILICHHUS
MOPIIHA B HAayale U 3aBEPUICHUU 3KCTPY3UU IO3BO-
JIIeT KOMIIEHCHPOBATh TaHHBIE 3()(EKTHI U MOBBICUTH
KauyeCTBO MOJIYYaeMbIX H3JAEIUS BO BpEMs MPsIMOM
rejeBou nevyatu. M3 4ero ciueayer, 4To NaHHbIA MOJ-
XOJI MOXET OBITh MCITOJIb30BaH i KamuOpoBkU 3D-
MIPUHTEPOB H Pa3pabOTKH TEXHOIOTUYECKUX PEKH-
MOB TE€YaTH BI3KUMU «UCPHUIIAMI.
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