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Kaarpune Mucum Jakynu

INPUAOHEC KOH HCTPA’KYBAIBATA HA HEKOU ITPOHECHU ITAPAMETPHU
N IIPUMEHATA HA AAIUTUBHATA ITPOU3BO/HA TEXHOJIOI'NJA

- PE3UME-
Hamenara Ha oBHe HMCTpakyBama € Ja ce orpezen e(eKTOT Ha HEKOM BJIE3HU HapaMmeTpu
(He3aBucHM BapujabiiM) Kaj aJAWTHBHATA TEXHOJIOTHja, Bp3 palaBoOCTa Ha IMOBPIIMHATA
(3aBucHa Bapujabna), kaj mnpuMmeporuTe ImedateHd co 3D-mevaraun. PamaBocra Ha
MOBpPIIMHATA € aHAIM3Upa npeky mapamerpure Ra, Rz u Rq. Mepemata Ha pamaBocra ce
peanusupaat Bo Tpu npasiy, 0, 45 u 90 crenenu, BO 0JHOC Ha MPaBELOT Ha Tevyareme. Bp3
OCHOBAa Ha pE3yJNTaTuTe MJOOMEHH Off CKCIIEPUMEHTUTE pa3BUCHHU C€ JIMHEapHH WU
eKCIIOHEHIIMjaJJTHU MOJIENIM Ha pamaBOCTa Ha IOBpIIMHATA BO (YHKIMja Ha BIC3HHUTE
napameTpu. Bo nenoT 3a mpuMeHara Ha aJJUTUBHUTE TEXHOJIOTHH UCTPa)KyBaHa € IIpUMeHaTa
BO 0o0J1acTa Ha paguoTepanujara, MpeKky Kpeupame 0oiyc.
HcrpaxyBaHa € pamaBOCTa Ha IMOBPLIMHATA HA MPUMEPOLH H3pAaOOTEHH O] TPU pa3InYHU
TEPMOIUTACTUYHHA MaTepHjalik, co MpuMeHa Ha TexHojorujara Fused Deposition Modeling
(FDM), xako 1 Ha mpuMepoux M3padOTEHU OJ] YENIMK CO JBE pa3Nu4Hu TexHosoruu Fused
Filament Fabrication (FFF) u Direct Metal Laser Sintering (DMLS).
Co men Ja ce ONTUMHU3UPAAT MPOLIECHUTE TapaMeTpH, KOPUCTEHA € MeToara Ha Taryuu npu
IUTAHUPake Ha eKCIepUMEHTHUTe, mo3Harta ymTe U kako Design of Experiments (DoE). Co
Metoaara Ha Taryun noOueHH ce JeBeT pa3IMyHU KOMOMHAIMM Ha €KCHEPUMEHTH CO TpU
HE3aBUCHM Bapujabiy M TpU HUBOA Ha TOJIEMHHM Ha BapHujaliuTe, a M3pabOTEHU ce JEBET
MIPUMEPOLIH 3a CEKO] 0/1 UCTPAKYBAaHUTE MATEPUjaIH U TEXHOJIOTHH.
Tepmorutactnunute Mmarepujaiu Acrylonitrile Butadiene Styrene (ABS), Polylactic Acid
(PLA), u Polyethylene Terephthalate Glycol Modified (PETG) ce xkopucrenu  BoO
eKCIIEpUMEHTUTE 3apaJl HUBHUTE CBOjCTBA M IIMpokara mpuMeHa. KopucreHu ce ucrture
HE3aBUCHM Bapujabiii cO HCTHTE HMBOA Ha BPEJHOCTH 3a CUTE TPH MaTepHjajiy, U Toa:
BucounHa Ha cnojot (0.1, 0.15 u 0.2 mm), 6p3una Ha neuyatewe (70, 80 u 90 mm/s) u
nonosnnyBamwe (30, 40 u 50 %). Kopucrena e texnonorujata DMLS 3a ucrpaxyBame Ha
IpPUMEPOLUTEe M3PadOTEeHH OJ] HeprocyBaukHOT 4Yenuk 316L, co cienHuBE HE3aBUCHH
napameTpu: MokHoCT Ha jacepot (180, 200 u 220 W), 6p3una Ha ckenupame (450, 500 u 600
mm/s) u pacrojanue momery pemosute (0.07, 0.08 u 0.09 mm). 3a Texnonorujara FFF
n30paHu ce ClIeTHUBE HE3aBHCHU NapamMeTpu: Op3uHa Ha nedateme (31.5, 35.0 u 38.5 mm/s),
noroyiHeToCT (45, 50 u 55 %) u Bucounna Ha ciojot (0.18, 0.20 u 0.22 mm).
Brnesnure mapameTpu Ha eKcrepuMEHTHUTE Oea IUIaHMpaHW cO MeTojaTa Ha Taryuw, mojaeka
TEOPETCKUTE MOJEIM Ha pamaBocTa Ha MOBpIIMHATa c€ JOOMEHH CO KOPHUCTEHE Ha
perpecuoHarta aHaiu3a Ha He3aBUCHUTe Bapujabmu. Kopucrena e m meronara Ha HajMajH
KBaJpaTH 3a ONpejeyBamke Ha TrojieMHHATa Ha KoeuuueHTHTe. Bp3 ocHOBa Ha ceTo Toa
KpeHpaHH C€ MaTeMaTU4YKHd MOJENU 3a TPH Pa3IMYHU MPaBUU U TPU DPA3IUYHH MEPHH

TOJIEMUHU Ha IPOQHIUTE HA panaBoCT.
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Co men ma ce mo0mMXHM paAujallMoOHaTa J03a 10 KOKaTa Ha IMalMEHTOT pPEaJTu3UpaHo €
neyareme Ha Ooiyc, copea OOJIMKOT Ha JIMLETO Ha manueHTOoT. Co Mmomoul Ha COOJBETEH
coptBep (Treatment Planning System (TPS)) nHanpaBenu ce npecMeTkH 3a TUCTpUOYIH]ja U
MIOMECTYBaH-€ Ha J103aTa MPU PAIUOJIOMIKHOT TPETMaH.

[Toctou Teopercka moBp3aHocT nomery ronemunure Ra, Rz u Rq, mro e morBpaeHo u co
Mepemara. Kako pesyirar Ha Toa, MpUKaXaHH ce caMoO Mepemara Ha Ra. 3a m3mepenurte
BpenHoct Ha Ra-0, Ra-45 u Ra-90, nedunmpana e moBp3aHOCTa MoOMery HE3aBHCHHTE
napaMeTpy M pamaBocTa Ha MoBplIMHATa. HampaBeHM ce M TECTOBM Ha MOBTOPJIMBOCT Ha
pesynratute. Camo 3a Ra-90 eBuaeHTHpaHO € Mallo OTCTallyBambe MpPU MOBTOPYBamkE Ha
eKCIIEpUMEHTUTE, JI0JIeKa MpH MOBTOpPYBame Ha ekcrnepumeHTHTe 3a Ra-0 u Ra-45
3a0enekaHu ce roJIeMH OTCTalyBambAa.

Bp3 ocHoBa Ha eneH ox MeroauTe Ha Taryuu, MO3HAT Kako ,,IOMajJoTO € Moao0po®,
aHaAJIM3UPaHU ce Pe3yITaTUTEe Ha HEKOU MaTeMaTWdku mojenu. [IpecmeTanu ce onpeneneHu
BpeaHocTH 3a Ra-90, 3a KOHKpeTHU He3aBHCHU Bapujabnu, u nobuenu ce 3a: PLA (14.37 u
14.03 um), ABS (4.39 u 4.54 pm), PETG (6.20 u 6.39 um) u 3a 316L co DMLS (2.42 u 3.59
um), 3a JMHEApHUTE M EKCIOHEHIMjaTHUTe Mojenu. BivjaHueTro Ha CHHTEpPYBAmHETO U
OTCTPaHYBambETO HAa BP3MBHOTO CPEACTBO BP3 paraBOCTa Ha MOBPIIMHATA Kaj MPUMEPOIIUTE
u3paborenu oxa uenukoT 316L co texnonorujara FFF He cmee na ce 3anemapyBa, HO 3apaau
Hepacroyiaral,€ CO OBaa TEXHOJOTHja BO HallaTa CpeldHa HE C€ HaMpaBeHH IMOMIMPOKU
UCTPaXKyBamba.

[IpecmeTrannuTe BpEeAHOCTH Ka] JIMHEAPHUTE U EKCHOHEHUHWjaaHute mozienu 3a Ra-90 ru
3aJI0BOJTyBaaT CUTE CTATHCTUYKHU KPUTEPUYMHU, a THE C€ CIIOPEITIUBHU MoMery cebe 1Mo 0JHOC
Ha pasznukute. Cemnak, MOXe Ja ce 3a0eneXu Maia MPeIHOCT Ha eKCIIOHEHIUjaTHUOT MOIeT
BO OJHOC Ha JuHeapHUoT. Kako pe3ynrar Ha Toa MOAATOIIMTE KOW CE€ TEHEpPHpPaHU CO
€KCIIOHEHIIMjalTHUTe MOJENN CTAaTUCTUYKU TOJ00pO Cce OJHecyBaaT BO OJHOC Ha OHHUE
NOOUEHU CO JIMHEAPHUTE MOJICIH.

3abenexxaHu ce TMOBeKe MPEAHOCTH Kaj NpHUMEHaTa Ha TEPMOIUIACTUYHUOT OOoIyc BO
paauotepanujata. Heropara mpumeHa mpean3BUKyBa MOMECTYBamhe Ha ancopOMpaHaTa J103a
BO TKMBOTO. M3paboTka Ha 60myc co 3D-neuateme 0BO3MOKYBa MPOMEHIINBA I€0eIMHA, TIITO
momara BO TpU pamMHOMEpHaTa pacmpesnenda Ha pagujanujata. [lokpaj Toa, mpenusHO
MeYaTeHuoT 0ONlyc MOKE Ja ce JOmpe A0 Ko)KaTa Ha MalHUeHTOT, IITO € MHOTY BaXKHO 3a
KBAJIUTETOT Ha AUCTPHUOYIIHja HA J03aTa.

Kiayuynu 300poBH: aJIWTHUBHO MPOU3BOJCTBO; 3D-meuaTeme; pamaBOCT Ha IMOBPIIMHATA,
tepmoriactu (PLA; ABS; PETG); metan (316L); Teopercku mozen; 6oyc
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Kaltrine Misim Jakupi

CONTRIBUTION TO INVESTIGATIONS OF SOME PROCESS
PARAMETERS AND APPLICATION OF ADDITIVE
MANUFACTURING TECHNOLOGY

- ABSTRACT -

The purpose of this study was to determine the effect of input printing parameters, as
independent variables, on the surface roughness, as a dependent variable, of workpieces
printed by three-dimensional (3D) printers. The profiles of the Ra, Rz, and Rq parameters
were analyzed to describe surface roughness. Three measurement directions 0, 45, and 90
degrees in relation to the printing direction were used to develop linear and exponential
models of the surface roughness of the parts created by the various input parameters. The
effect of 3D-printed boluses was also studied.

The surface roughness of three different thermoplastics was studied using the Fused
Deposition Modeling (FDM) technology, and two different metal technologies, Fused
Filament Fabrication (FFF) and Direct Metal Laser Sintering (DMLS).

To optimize process parameters, Taguchi methods-orthogonal arrays were used in the Design
of Experiments (DoE) for thermoplastic and metallic printed workpieces. The Taguchi
method produces 9 different combinations when three independent variables with three levels
are studied. As a result, nine workpieces were created using a specific combination of
independent parameters.

Acrylonitrile butadiene styrene (ABS), Polylactic Acid (PLA), and Polyethylene
Terephthalate Glycol Modified (PETG) were used for thermoplastic workpiece testing due to
their physical properties and wide application. The same independent variables with the same
range values were used for three thermoplastics: layer height (0.1, 0.15, and 0.2 mm), print
speed (70, 80, and 90 mm/s), and infilling (30, 40, and 50%). DMLS technology was used for
testing workpieces made of 316L stainless steel, with the following parameters chosen as
independent parameters: laser power (180, 200, and 220 W), scan speed (450, 500, and 600
mm/s), and hatch spacing (0.07, 0.08, and 0.09 mm). While, for FFF technology as
independent parameters were chosen: print speed (31.5, 35.0, and 38.5 mm/s), infill (45, 50,
and 55%), and layer height (0.18, 0.20, and 0.22 mm).

The printing input parameters were designed using the Taguchi method, which was used to
optimize the process for performance, quality, and cost.

The surface roughness theoretical models were developed using multiple regression analysis
of independent variables. The least squares method was also used to estimate the value of the
coefficients. Based on this, mathematical models for three different directions and three
measurement profiles were created.

The printed boluses were applied to a specific patient in order to deliver the dose close to the
patient's skin. The calculation with commercial bolus and printed bolus was done using

Vi
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Treatment Planning System (TPS) software. The dose distribution and dose shifting were
investigated.

A correlation between surface roughness profiles Ra, Rz, and Rq was noticed through the
measurements. As a result, only Ra was reported. For the measured values of Ra-0, Ra-45,
and Ra-90, the relationship between the independent parameters and surface roughness has
been defined. The repeatability test was carried out for measurements of 0, 45, and 90
degrees in relation to the printing direction. Only Ra-90 evidenced a restricted deviation
when the same test was repeated, whereas Ra-0 and Ra-45 evidenced a broad range of
deviation when the measurements were repeated.

Based on one of the Taguchi methods "smaller is better" were analyzed the results of
mathematical models. The following calculated values of surface roughness Ra-90 were
found for specific independent parameters and their values under study were found: PLA
(14.37 and 14.03 pm), ABS (4.39 and 4.54 um), PETG (6.20 and 6.39 pum) and 316L by
DMLS (2.42 and 3.59 um), for linear and exponential models. The impact of Sintering and
Debinding on the surface roughness of 316L created by FFF technology is not negligible, and
those processes were done abroad and could not be closely investigated.

The calculated results of the exponential and linear models for the Ra-90 file met all of the
statistical criteria, and the differences between them were comparable. When compared to
linear models, exponential models used to have a slight advantage. As a result, data generated
by exponential models fit in better statistically than data generated by exponential models.
Several advantages were discovered when thermoplastics were used as a bolus. Boluses can
cause a shift of absorbed dose in the tissue when delivered. Printing boluses with a 3D printer
allow for variable thickness, which aids in the uniform distribution of radiation. Furthermore,
the printed bolus can be touched on the patient's skin, which is critical for the quality of dose
distribution.

Keywords: Additive Manufacturin; 3D printing; Surface roughness; Thermoplastics ( PLA;
ABS; PETG); Metal (316L); Theoretical modeling; Bolus;

Vii
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BJIATOJJAPHOCT

Jlozeosneme mu da um ce 3abaazodapam Ha cume Kou nNpoghecuoHaIHO MU NOMO2HAA U

MU npydcuja yeaocHa nodpwka npu uspabomkama Ha 080j dokmopam.

Mu Hedocmacysaam 360po8u co kou b6u cakasa da ja usdpaszam mojama 6aa2odapHocm 00
Mojom noyumysaH meHmop IIpog. 0-p Baadumup Jlykoscku. HckayuumesaHo My ce
3absazodapysam 3a Hezogume HAYYHU co8emu , KOHMUHYUpPAHA NOOPWKA U mpneHue
3a epeme Ha moume dokmopcku cmyduu. He2o80mo 02poMHO UCKYCMB0 CeKOjOHe8HO

bewe npucymHo 80 npoyecom Ha ucmpajxicyedaree u icueom.

Hcmo maka, cakam da um ce 3abaazodapam Ha sepabomeHume Ha MawuHcKuom
¢dakysamem npu YHueepsumemom 6o I[lpuwmuHa, 3a HuHama nodpwka npu

uspabomkama Ha ducepmayujama.

Mojama 6saazodapHocm odu u KOH Moume cOpabomHuUyu u npujameau 3d HUHUMe
UHchupamueHu OJuckKycuu u dyXo8Ha hodpwka HU3 yeauom nepuod Ha moume

dokmopcku cmyduu.

Ha kpajom, HO 3a MeHe U HajeadxcHo e da ja u3pasam mojama 621a200apHOCM KOH M0emo
cemejcmeo, nocebHo koH moume podumesau Mucum u Xamude, conpyeom [le3um u
deyama /IpuH u JoH, 3a HUBHAMA HECOMHEHA /by608, NOOpWKA U UHCNUpAyuja 3a epeme
Ha Mmoemo akademcko namewecmsue. HusHama eep6a 80 meHe 2u odpicysawe Ha

8UCOKO HUBO Mojom dyX U MOMUBAYUja 3a epeme HaA yeauom npoyec.

KaampuHne Jakynu

viii
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1. BOBEJ

1.1. MoruBauuja

Caenonu cMe Ha OP3UOT TEXHOJOMIKH Pa3BOj KOj MMa CUJITHO BJIMjaHHUE BP3 HAILIUOT >KUBOT U
pabota, a cekako ke OuJie U pelrraBavyky 3a KBAJIMTETOT HA HAILIETO KUBECHE U UJHUHATA Ha
YOBEIITBOTO.

lonemunara, mupodyrHaTa W KOMIUIEKCHOCTa Ha TEXHOJOLIKMOT pPAa3BOj yKaKyBa [eKa
TpaHcopmMmaljaTa Koja ce ciaydyBa € coceMa pas3jiiyHa O] TOa IITO JOCera YOBEHITBOTO 'O
noxxueano. OTTyka U KOHCTaTalyjaTa Jeka Hue HeMaMe JOBOJHO MHGOpMAIH 3a CETO Toa
M Kako pe3yiTaT HHE C¢ yIITe HE 3HaeMe KakBa ke Ouje WAHWHATA, HO HAIIHOT OATOBOP
Tpeba na Ouae co rojiemMa rpuxa M COOABETEH Ha 3a4yBYBame Ha OJIP’KIMBOCTA HA HAIlaTa
TUIaHeTa.

[IpBaTa MHIYCTpHCKA PEBOIYIMja ja UCKOPUCTH €HEprujaTta Ha BOJaTa 3a OJIECHYBAmE Ha
paborata Ha dYoBeKoT. Bo BTOpara ce mojaBM eJEKTpUYHATA CHEpruja, a Tperara TH
adupmupa enexkTpoHukara W wuHpopMmarmukure TexHoyoruu. Cera € Bo Tek UYerBprara
WHIYCTpUCKA pEeBONyIHja Koja TM oOenuHyBa (u3HuKara, OHMOJIOIIKATA U JAUTUTAIHUTE
chepu.

AnmutuBHOTO TIpon3BOACTBO (AIl) e men om YUerBprara MHIYCTPHCKA PEBOJYIIMjA, TTOKPA]
Cloud Computing, the Internet of Things (IoT), Cyber-Physical Systems (CPS), Blockchain,
Big Data analytics, and Horizontal and Vertical System Integration [1, 2]. MamuHckuTe
WHXEHEepU ja MMaaT KIydyHaTa yinora BO TexHojorujata Ha All on kxaje W mpowusieryna
MOTHBallMjaTa J1a ce Ouje Jaen OJ OBOj HAjCOBPEMEH pa3BO] CO CBOj MPHUIOHEC BO
UCTPAXYBAkETO M eAyKaldjata co IeN 3a Mojo0pa MJHWHA Ha HamaTa W TOMIMpPOKaTa
cpeauna. Ce pa30upa eka U Mojarta kes0a 3a HalpeJoK BO KapuepaTa U M3ydyBambe HOBU
paboTu ymITe MOBEKe ja 3acHiM Kenbara Ja ce BKIy4aM BO HCTPaXKyBameTO Ha OBaa

COBpeMeHa MpodeMaTHKa.

1.2.  Tlpeanmer Ha HCTPa’KyBaH-€TO

[IpenMeToT Ha HCTpakyBameTO Ha OBaa JIOKTOpCKa JucepTalyja € HCTpaKyBame Ha
MPOIIECHUTE MapaMeTPH U MpUMEHAaTa Ha HEKOU aJuTUBHU TeXHoJoTuh. VcTpaxkyBamarta ce
HAaCOYEeHM KOH aHajiM3a Ha MPOLIECHUTE MapaMeTpu CO LEeJ Ha ONpeaeNyBamkbe Ha HUBHOTO
BIIMjaHUE BpP3 KBAJTUTETOT Ha TMOBpIIMHATA INTO CE€ J00OMBa CO OBHE TEXHOJOTHHU.
Kunematnkara Ha OBHE NpOIECH yKakyBa Ha CYHITECTBEHATa pasjiika BO OJHOC Ha
CYIICTPAKTHUTE TEXHOJOTUU U IITO € JIOTUYHO Ja C€ O4YEeKyBa, M CYIITECTBEHa pa3jnKa BO
noOueHaTa moBpIIrHA 1Mo oOpaboTkarta. Crienudukara Ha OBUE TEXHOJIIOTUU C€ YIITE HE JlaBa
HUBHA MIUPOKA MPUMEHA U OTTyKa HAIIUTE UCTPAKyBama Ce YIaTeHH W KOH HUBHA MPUMEHa

BO MOJ00pYyBamke Ha paguoTepanyjaTa BO MEIUIIMHATA.
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OntuMuzanyjara Ha mapamerpure Ha 3D-meyaTeHuTe EIOBU € BaXKEH I BO YCIEIIHOCTA
Ha T[pUMEHaTa Ha OBaa TeXHoyorywja. BooOWuaeHo, MOCTaBEeHHTE O CTpaHa Ha
MIPOU3BOIUTENIOT MPOIICCHH MTapaMeTPH HAjYECTO HE IO TapaHTHUPAAT MOCAKyBAaHUOT KBAIUTET
Ha MOBPIIMHATA HAa MEYAaTCHHOT JIeJ W OTTyKa NOTpeOHa € ONTHUMH3alMja Ha IOBEKe
napaMeTpH 3a Jia ce JoOHe MOBPIINHA CO IIOCAKyBaH KBaJIHUTET.

Hammre uctpaxyBama orndakaar KOpUCTEHE Pa3IMUHU BUIOBU TEPMOILJIACTHUEH MaTEpHjall
(PLA, ABS u PETG) Bo popma Ha kuiia, HO UCTO Taka u metan (316L), Bo popma Ha xuiia
U mpamok. Marepujanute Bo ¢opMa Ha KHUIla K€ ce UCTpakyBaaT co TexHojorujara FDM
Fused Deposition Modeling u FFF Fused Filament Fabricate, momeka 3a maTepujanor BO
00JIMK Ha TpaIok ce kopucTu Texnosorujata Direct Metal Laser Sintering DMLS.

1.3. Metoaos0ruja Ha uCTpaKyBame

3a ;a ce peain3upaar MpeJBUACHUTE UCTPaKyBamba Ke ce IPUMEHAT KBAaHTUTaTUBHU METOJU
KOM JlaBaaT ONTHMAaJHM HAy4YHH pe3yiaTratd. KBaHTHTaTUBHUTE METOAM KOPHCTAT
CHCTEMATCKH IpHCTAll MPH HMCTPaXyBamke HA IMOjaBH W/WiM mojaronu. Hajuecto maBaar
OJIrOBOp Ha BpcKara MomMel'y M3MEpPEHUTE BPEJHOCTH M 3aKOHMTOCTa Ha ()EHOMEHOT KOj ce
UCTpaXKyBa.

3a 1a ce MOCTUTHE TMTOCTaBeHATa LeN Ha HCTPaKyBamhaTa, METO0JIO0THjaTa Ha HCTPaXKyBambaTa
ke ce 0aszupa Bp3:

e HcrpaxyBame Ha JHTepaTypHH H3BOpH. Ke ce MCTpakaT HajcoOBpeMEHHTE
pedepenTHrn u3BOopu on obmacta Ha All, BkiayuyBajku myOJMKYBaHU TPYAOBH BO
CrMcaHuja, MOHOTpapuH, JOKTOPCKHM M MAarucTepcKu AMCEpTaLUH, KOH(PEPEHIMCKH
TPYAOBU M CTpydHa JuTepaTypa. McTo Taka ke ce 3emar mpeaBHI M aKaJeMCKUTE
pacrpaBy cO BOJCUKHU EKCIIEPTH 01 00J1acTa Ha NCTPAKYBABETO.

e ExkcnepuMeHTa/IHM HCTpaxKyBama. 3a BepuUKaIMja HA XHUIIOTE3UTE BO OBaa
JHcepTalyja, BAXXHO € Ja c€ ONTHMH3HpAAT MPOIECHUTE MapaMeTpu CO IEN Ja ce
no0ue COoOJBETEH KBAJUTET Ha II€YaTeHUOT Jed. 3a Taa Iell K€ ce KOPHUCTH
METOZ0JI0rHjaTa Ha u3ajH Ha ekcriepuMmenTHte (DoE), mpeky npuMmeHa Ha merojaara
Ha Taryum koja naBa ckpaTeH Opoj Ha €KCIEPUMEHTH UM BO KOHKPETHHOT Clly4yaj 3a
YeTUPH HE3aBHCHHU MapaMeTpd JlaBa 9 KOMOWHAIMH, BO KOH CEKOj O] MapaMeTpuTe
umMa 3 pasmmyan  HuBoa [3-5]. Co wucTpaxkyBamara ce omndareHH Kako
TEPMOIIACTUYHHUTE MaTepHjalid TaKa U METAJIOT, a C€ KOPUCTU CYpOBHHA BO OOJIMK Ha
KHIIA U TIPAIIOK.

HcTpaxxyBaHHUTe HE3aBUCHO MTPOMEHIIUBY TTApAMETPH 32 TEPMOIUTACTUTE Ce: MIPEUHHUK
Ha MJIa3HMIIATA, BICOYMHATA HA CJOjOT, Op3WHATA HA TEYaTeHhe W IOMOJTHETOCT. 3a
METaJIOT C€ KOpHUCTaT JiBe pa3nuunu TexHojoruu FFF (3a marepujamu Bo oOnuK Ha
xuna) 1 DMLS, 3a npamect marepujan. 3a TepMOIUIAaCTUYHUTE MaTEpUjaId Kako
HE3aBUCHO MPOMEHJIMBH C€ KOpPUCTAT IIOrope CIIOMEHAaTUTe BapHujabiau, HO 3a

MCTAJIHATa XUlla C€ KOpUCTAT 6p3I/IHaTa Ha 1nc4aTrCmkE, UCIIOJIHCTOCTAa U BUCOUYMHATa

2
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Ha CJI0jOT, AoJieKa 3a TexHojorrujata DMLS Toa ce mokHOCTa Ha nacepot, Op3uHaTa
Ha CKEHUPAbE U PACTOjaHUETO Mely IMHUUTE.

KBannreror Ha nmoBpimHara (parnaBocTa) ke ce uctpaxysa npeky Ra, Rz, u Rq, pu
IITO CO MOMOII Ha PErpecHoHaTa aHalM3a Ke Ce BOCIOCTaBH TEOPETCKM MOJEN Ha
3aBHCHOCT TMOMETy UCTPaKyBaHUTE TOJIEMUHH.

3a wucTpaxyBamaTa BO o0nacta Ha paadoTepanujata HWACHTH(HKAIHMja Ha
reoMeTpHrjaTa Ha MalUeHTOT ce peanusupa co kommjyrepcka tomorpaduja (CT), co
nociiezioBareiaHa o0paboTka Ha civKaTa HU3 CO(OTBEPCKU pellleHHja KOM reHepupaat
koj 3a 3D-neuateme. 3a Bepudukanujata Ha epeKToT Ha KOPUCTEHE Ha 0OIyCOT BO

paguoTeparnyjara ce KOPUCTH MAKETOT 3a CUMyJanuja 6a3upaH Ha mMeTomara Monte
Carlo (MC).

14. Ileau HA UCTPAKYBAHKETO

IlenuTe Ha OBaa JOKTOPCKA JKCEpTallMja ce a ce pa3BUe METOJI0JIOTHja 3a ONTUMU3AIMja Ha
napamMeTpuTe Ha ojpeleHH TexHosoruu ox All, a moceOHO BO [eNOT 3a HOCTUTHYBaHE
BHCOKO HMBO Ha KBAJUTET Ha jJoOMeHaTa moBpmmHA. VcTpaxkyBamara ke ru omdaraT Kako
TEPMOIUIACTUYHHUTE MaTepHjalid Taka M YEIHUKOT, a Ke OWaar pasrieqaHd W TPH THIIA Ha
texHonoruu AlIl. Emna ox memure ¢ m mpumenara Ha AlIl Bo pammorepamnujarta, Kako
cienu(UYeH cirydaj Ha moTpedaTa 01 OBHE TEXHOJIOTHH.
PanaBocta Ha moBpIIMHATA ce€ KBaHTHU(HUIMpPA CO OTCTAIlyBambeTO BO TPABEIOT Ha
HOpPMAJIHUOT BEKTOp Ha peajHaTa MOBpIIMHA, BO CHopenda co HEKoja MjealiHa CcOocTojoOa.
Kora tue orcramyBama ce Manu 300pyBaMe 3a Ma3Ha MOBpIIMHA, J10/IeKa KOra ce rojeMH
Toramr craHyBa 300p 3a rpyba moBpmuHa. Kopuctejku ja meromonorujata Ha DOE ce
UCTpa)KyBaaT TpU NapaMeTpH Ha KBAJUTETOT Ha noBpiinHara Ra, Rz, u Rq, Bo ¢yHkmja ox
TEXHOJIOIIKHTE TTapaMeTPH Ha MPOIECOT.
Bo nmernor 3a mpumenara Ha All menra e 1a ce MCTpaKH HEroBara MpPUMEHA 3a OJpPEACH
cnenuduyeH cimydaj, paguoTepanujara Bo meauiHaTa. Llenra e na ce paspaboTu mporeaypa
3a JM3ajHUpame M u3paboTka Ha 0OJyC KOj Ke To MojoOpH KBaJUTETOT Ha TPETMAHOT Ha
MaIyUeHTUTE CO paK Ha Kokara [6-12].
3a ;ma ce MOCTUTHAT IMOCTAaBEHHUTE LeNu Ke Oujae moTpeOHO Ja ce peaau3upaar CleAHHBE
aKTHBHOCTH:
e Jlu3ajHUpame€ Ha EKCIIEpUMEHTHTE 3a ONTHUMH3alMja Ha mapamerpure Ha 3D-
NevaTemhe 3a IUIACTHYHU U KEJIe3HU MaTepHjau
e Peammzanmuja Ha EKCIIEPUMEHTATHUTE W TEOPETCKM aKTHUBHOCTH TIIOBP3aHU CO
revaTerhe Ha JISIOBUTE, MEpemha Ha OJIPEICHH KAPaKTCPUCTHKH Ha TOBPIIMHHUTE M
pa3paboTka Ha COOABETHA aHAIMTHYKA 3aBUCHOCT Bp3 0a3a Ha €KCIIEPUMEHTATHUTE
MOJIATOIU TOOMEHHU O] eKCTIEPUMEHTHUTE
e JluzajHupame 1 n3paboTka Ha OOTYC 32 KOHKPETEH MalueHT
e Bepudukanuja Ha 103UMETPUCKUTE KApaKTEPUCTUKU U OINPABJIAHOCTA HA MPUMEHATa

Ha 3D nmewarenuot Gomyc.
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1.5. Xunoresu

Bp3 ocHoBa npenuMUHApHUTE UCTPAKYBaka U YBUJIOT BO JIMTEPATYPHUTE U3BOPU MOXKAT Ja
ce neuHUpaaT CICTHUBE XUIIOTE3HU:

Xunote3a 1: Co mpuMeHaTa Ha TU3ajHUPAKE Ha EKCIIEPUMEHTUTE MOXKE JIa C€ OIPEACIIN KOj
Ol BIIE3HHWTE IMapaMeTpyd HMMa HajrTOJIEMO BIIMjaHWE Bp3 KBAJIUTETOT HAa TOBPIIMHATA HA
nevyarenute 3D-mpumeponu u3paboTeHH 01 TEPMOILIACTHKA M METal M CO NMpHMEHaTa Ha
pa3IUYHU TEXHOJOTHH.

Xunorte3a 2: Jlau € BO3MOXHO J1a C€ Kpeupa MaTeMaTHYKH MOJIET CO KOj K€ ce JOKaxKe
(yHKIIMOHATTHATA 3aBUCHOCT IMOMETy KBAJIUTETOT Ha MOBPIIMHATA M HE3aBUCHUTE TTapaMeTpH
Ha nedateHuTe 3D-pumeporu?

Xunore3a 3: Co mpumeHa Ha 0oilyc O]l TEpMOIUIACTUYEH MaTepujan uzpaboreH co 3D-
reyaTeme CIpemMa OOJMKOT Ha IMalMeHTOT, MOXe Ja ce MojoOpu edeKToT Ha

paaroTeparvjara Kaj narueHTuTe OOJTHH O TYMOP Ha KOXKaTa.

1.6. OuekyBanu pe3yJTaTu U e(eKTH O] HUBHATA NPHUMEHA

Bp3 ocHoBa Ha menuTe HAa OBHE MCTPAXyBamba U JIOKAXXYBAamkhe HA XUIMOTE3UTE, JTOOMEHUTE
pe3yaTratu U eQeKTHTe O HUBHATA NMPUMEHAa OM MOXKENe J1a ce CyMHpaaT Ha CIICTHHOB
Ha4YuH:

e Pesynratute o mnpuMeHata Ha DoE-onTummszanujata Ha < KBaJIMTETOT HA
o0OpaboTeHara MOBPIIMHA U TOOMEHUTE PeNallid OBO3MOXKYBaaT Ha PENIATUBHO Op3 U
€HOCTaBEH HauMH OIpe/ieyBamhe Ha MapaMeTPUTE Ha IEYaTEeHETO.

e Ke ce cTeKkHAaT [ONONHMTETHM CO3HAHHMja 3a (DEHOMEHOT HA KBAIMTETOT Ha

ncYaTCHUTC 3D'Hp0H3BOI[I/I 3a OIPEACIICHU TCPMOIIJIACTUYIHHA MaTepI/IjaJ'II/I N MCTaJlu.

e Pa3paboTeHHOT anropuraM 3a JM3ajHUpame M u3paboTka Ha OOIyc BO
panuoTeparnujaTa ke OTBOPH IaT 3a HEroBa IpUMEHa BO MEJIUIIMHATA U 110100pyBamke
Ha e(heKTUTE OJ pauoTepanujarTa.

e PesynraTuTe o1 HMCTpaxyBamaTa Ha €(EKTOT Bp3 paauoTepanujaTa Ha OOIyCOT ke
OTBOpAT TATHUINTA 32 MIOHATAMOITHH KIMHHYKY MCTPAXyBamka Ha HErOBaTa MpHMEHa
BO MEIUIIMHATA, BP3 OCHOBA Ha MPHMEHA Ha Pa3IMYHU MaTEePHjalid M TEXHOJIOIIKH

napameTpH.
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2. IIPEIVIEJ] HA JIMTEPATYPATA PEJIEBAHTHA 3A HCTPAXKYBAIBATA

AnutuBHOTO Tpom3BoAcTBO (AIl) ja 3romemyBa cBojaTa BaXXHOCT BO IIOCIETHOTO
necersiere. Toa TO peBOTYIMOHUpALIE MPOTOTUIICKOTO MPOU3BOACTBO M ja Hajle CBOjaTa
npuMeHa cKopo Bo cute obmactu. All ymTe ce cpekaBa M Kako TPUIMMEH3MOHAITHO
neuatere (3D). Toa nmpeTcraByBa CyIITHHCKA ABMKEUKa cuia kaj Mumycrpujara 4.0 [13,14].
OBOj Bu Ha IMPOM3BOACTBO IO KOpUCTH 3D-MozmenoT Ha 00jeKTOT 3a Ja ce Kpeupa el co
J0/laBake CYKIIECHBHHU CIIOCBH Ha Martepujand [15], oTBOpajkm MOMKHOCT 3a Kpeuparbe
JITIOBH CO KOMILJICKCHA T€OMETpHja M Pa3HOBHIHHM MaTepHjalid HAMEHETH 3a Hajpa3IndHU
npumenn [16,18]. OBa cymTecTBeHO ce pa3iuKyBa O] CYIICTPAKTHOTO MPOU3BOJCTBO Kaj KO
MPOM3BOJIOT ce OPOopMyBa CO OJBOjyBalkbe Ha MaTepujaj 3a Ja ce J00He MmocaKyBaHaTa
reometpuja [19].

Texnonorujara Ha All nma KirydHa yiora BO MHOTY 00JIaCTH OJ] HHIyCTpHUjaTa U KUBOTOT H
HEj3MHATa BYKHOCT CEKOjAHEBHO ce 3rojieMyBa. | maBHaTa npuMeHa Ha TexHojorujara Ha All
BOOOMYACHO € OPHEHTHpPaHA KOH MHIyCTpHjaTa, MOCEOHO KOH aepOHAyTHKaTa, BCEIICHCKATa
WHAYCTPH]ja, TPAJSKHUIITBOTO, aBTOMOOWIICKAaTa WHAYCTPHja, MEAUIMHATA, 00pa30BAHUETO
U JIpyro. 3apaay Hej3MHATa MOIYJapHOCT OBaa TEXHOJIOTHja € BO IIEHTAPOT Ha MHTECH3HUBHU
UCTPa)KyBamba BO MHOTY HCTPaKyBaYKH LIEHTPHU ¥ HHITYCTPHUH.

3D-neuarewmeTo € mpolec Ha MPOU3BOJCTBO HA TPUAMMEH3UOHATIHU 00JEKTH OJ1 AUTHTAIHU
naroteku. JlururamHata JaTroTeka ce Kpempa CO KOMIGYTepCKHM MOTIHOMOTHATOTO
nu3ajuupambe (CAD) Ha o06jexToT, a ce mpeHecyBa moHaramy kako STL-nmaroreka. Bp3
OCHOBA Ha crelu(UYHOCTUTE Ha 00JEKTOT C€ KpeupaaT BJIE3HUTE IapaMeTpu Ha co(pTBEPOT
co K0j ce 106uBa G-KOJOT MpeKy KOj ce peaan3upa paboTaTra Ha e4aTayor.

OBaa TexHOJOTHja MMa IMIMPOKa MPUMEHa BO MHOTY O0JacTH M 3apaad Hej3MHATa HUCKA
[IeHa, PAa3HOBUIHOCT Ha IMPOU3BOCTBOTO, HAMATYBAakhE HA BKYITHOTO BpEMe Ha TIPOU3BOJICTBO
M €IHOCTaBHOCTA 3a KOPHCTEHE. BO MEHENTHO BpeMe Ha pacrojiaramkbe ¢€ MHOTY Pa3IndHU
MaTepujaii KO MOKar Ja ce kopuctaT Bo All, kako mro ce meranute [16], kepamukara,
IUIACTUKATa, KOMIIO3UTUTE, NOJIMMEPHUTE Marepujaiu, kapOoHckuTe BinakHa u ap. [20].
Hajuecto kopuCTeHH METaJHM MaTepHjald C€ HEpProCyBaYKUOT 4YEIHK, THTAaHHYMOT,
MarHe3uymoT, anryMuHuymor, serypu Cr-Co u apyru [21-28]. Bo mocienHo Bpeme oBaa
TEXHOJIOTHja TO TIPUBJICYe BHUMAHUETO Ha MOBEKE CEKTOpPH Mery KoM M Ha OMOMEeTWIIMHATa
[29]. Bo meaunmuaTa ce KOpHCTH 3a Mojenupame Bo xupyprujata [30], 3a kpeupame
WHIUIAHTH Kako 3aMeHa Ha Kocku [31], 3a 6omycu [10-12, 32], 3a kpeupame TKUBO CO JKUBU
kenuu [33, 34], 3a nentamnu uHmantu [35-37], cnenujanau nporesu [38, 39] u mpyru

Ba)XHH ITpUMeHH BO Menuiaara [11-12, 40]. Kako pe3ynraT Ha ceTo Toa ce jaByBa U IOUMOT
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‘3D bio printing’ K0oj 03HaYyBa JeKa MaTepUjaIoT Koj ce meuatu ‘bioink’ [41, 42], ce cocTon
O]l )KUBH KeJnu, OMoMaTepujalid UM aKTHBHA OMOMOJICKYJIH.

AHAJIOTHO Ha aAUTUBHOTO MPOU3BOACTBO 3D-0HONEUaTeHETO e pearu3nupa co HAaHECYBambe
CIIOeBH OHOMaTepHjal 3a J1a ce Kperpa 3D-00jeKTOT, KaKko IITO ¢ce TKUBATa Win opranute [43,
44]. OBaa TexHOJIOTH]ja € KOPUCTEHA BO MCTPaXKyBamaTa KOM MMaaT 3a 1€ Jia TM 3aMeHar
OoJIHUTE OpraHu, Kako OyOpesute mim cpuero. Ce ouekyBa Jia ce IPOU3BEIaT OPraHu KO Ke
T'H MCIIOJTHYBAaT UCTUTE OMOJIOMKY (DYHKIIMU KaKO U MIPUPOJAHUTE OPTaHH, CO IITO CE& OTBOpA
HOBa WJHMHA 3a maiueHTuTe [45, 46].

PazBojumnor Tpenn Ha All e HacO4YeH KOH CyHITeCTBEHa TpaHChOopMalHja Ha CBETOT, OHAKOB
KAakoB ro Io3HaBame. MHOry NOTpOIIyBadku A00pa Ke ce NepcoHalIu3upaaT U Ke ce
MPOU3BEAyBaaT 0 Hapayka, CO PaJMKAHU NMPOMEHU BO TU3ajHOT U (PYHKIMOHAIHOCTA Ha
MIPOU3BOJIOT.

Cenak, Baka poM3BeICHUTE 00jEKTH K& MOpa Jla T MCIIOJHAT CTAHIAPUTE 33 KBAIUTET 32
OJpEJICHH TIapaMeTpH, Kako INTO € jaKOCTa, TOKCHYHOCTAa, TPAjHOCTA, KBAIUTETOT HA
noBpimHaTa u 1p. OBue mapamerpu u Oapama ce JeUHUpPAHH BO PA3HUTE HAIMOHAIHH U
WHTEepHAIMOHATHY cTannapau. Ha mpumep, crangapaot 1SO 4287 ru naBa TepMUHOIOTH]aTA,
neGUHAIMUTE W TIapaMETPHUTE 3a MEperbe Ha IMpoQHIOT Ha oOpaboTeHara mospiunHa [47],
ISO 25178-2 ru nedunupa Hajuecto npudarenure napamerpu [48], nonexka ASME B46.1-
2009 u JIS B0601:2013 [49, 50] nedunupaar aHaioreH ceT O MapaMeTpH Ha TEKCTypara Ha
noBpimHaTa. O MHOTYTe ITapaMeTpy Ha TEKCTypaTa Ha TOBPIIMHATA, HAjYeCTO 3aCTalleH BO
JUTeparypaTa € IrapaMerapoT Ha mpoQmiIoT Ra, apUTMETHUYKO CpeaHO OTCTamyBamke Ha
uctpaxyBaHuot npodun [51- 57].

Rq e kopeH ox cpenHaTa BpEJHOCT Ha BPEIHOCTUTE HA OpJIMHATUTE MO JIOJKMHATa Ha
MEpemBEeTo, OTTyKa OBa € BTOPHOT HAjYeCTO KOPHCTEH mapamerap Ha Tekcryparta [58-60].
Jpyr napamerap Ha npoduaoT Ha HepaMHUHHTE € Rz (MakcumaliHa BUCOYMHA Ha MPOo(Uior)
[58], [59], xako u Rt (BkynHa BucounHa Ha ipoduioT) [61].

MHory ox TexHosoruute Ha All ce pa3BHEHU OKOJIy MHOTY ClieHU(pHUYHU MaTepujaid U Toa
HaMETHYBa CHJIHA BpCKa TOMery NMpHMeHaTa, MaTtepHjaiuTe W TexHoioruute Ha Al mTo
UCTO Taka Tpeba Ja ce MMa MpeABH] NpHU IUIAHUPAKETO Ha MEpemaTa Ha KBAJIMTETOT Ha
MOBpIIIMHATA, HUBHATA peain3allija, aHajdh3a Ha MOJATOIUTe U HUBHOTO KOpUCTewe [62].
HepamHuHMTe Ha MOBpIIMHATA C€ BaKHA TeMaTHKa Kaj TexHojoruute Ha All, a 3a nma ce
3roJIeMH KBIUTETOT Ha TOBPIIMHATA Tpeba MHOTY BHUMATEITHO J1a ce n30epaT mapaMeTpuTe
Ha TPOIIECOT, KAKO M HAUYMHOT Ha Mepeme. Kaj nenoBuTe mnevyareHu co TepMOIIACTUYHU
Marepujaiau co TexHojorujara FDM, ce nobua MHOTY rpy0a MOBpIIMHA, TOCEOHO KOTa Ce
criopenyBa co Hekom Japyru mpomnecu [63]. Kaj MeramHuTe [genoBH TEYaTEHH CO

texHonoruute FDM, DED u PBF nocrou tennenuuja 3a qo0uBame norpyou MOBPLUIMHU BO
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ciopenb6a co npyru mporecu. Texnonorwjata Ha All Ha MeTanuTe MMa KOMIUIEKCHH
MPEIU3BUIM TIOBP3aHU CO KBAIUTETOT HA MOBPUIMHATA, HO 3HAUYUTEITHHUTE MOTCHIMjaIH Ha
HOBUTE TEXHOJIOTHH OTBOPAAT IaT KOH pelllaBamke Ha OBUE Mpeau3BuLu [62].

HcTpaxkyBaunTe KOPUCTAT Pa3IMYHU TEXHHUKH 3a ONTHMHU3ALMja HA MPOIECHUTE MapaMeTpu
Ha oJpeJicHH mpoliecH. Merl'y Haj3acTanieHUTe TeXHUKU U anatku ce. Taguchi, S/IN, ANOVA,
Full Factorial Design, Genetic Algorithm Approach, u DoE (Design of Experiment) [64].
[TocTojar pa3nu4Hu METOJOIOTUH M YPEau 3a KBaHTH(UKaIMja Ha KBAIUTETOT Ha PamaBocTa
Ha noBpiMHaTa. [loBpIIMHATAa KMa 3HAYUTEIHU PEIU3BUIN IIPU MEpemaTa 3apagl YeCTHTE
IMCKOHTUHYHTETH, BEPTHKAJIHM OpaHM, pa3IW4YHU Bie30BM M ci. llpuponara Ha oBue
Tormorpaguu € MOJEAHAKOB TPEAN3BHK 32 KOHTAKTHUTE M OECKOHTAKTHUTE METOAM Ha
Mepema. [lepara Mokar a ce 3aruieTKaaTr MpU CKaJIeCTH NMPOMEHM U Jia U3ry0aT BpEeMEHO
KOHTAKT CO NMOBpIIMHATAa. BECKOHTaKTHHUTE MEpema Ce COOYyBaaT CO MPOOJIEMHU MOBP3aHU CO
KOCHHATa Ha CBETJIMHATA, MHOT'YKpaTHa peduieKcHja, HU30K KOHTPACT Ha ClIMKata u ci. [65].
TepmorutacTHIHNTE MaTepUjaId UMaaT BUCOK OTIIOP Ha yJap, CTA0MIHOCT Ha TeMIepaTypa u
XeMHCKa OTmopHocT [66], co pematuBHO BHCOKa jakocT W wmoayn [67]. Tue ce
OMOpasrpayIuBU M C€ KOPHCTAT BO COBPEMEHUTE MPOM3BOAN BO TEKCTHIIHATA MHIYCTpHja U
[aKyBambETO, BO OMOMH)KUHEPCTBOTO, Kaj COOJBETHH MEAMLIMHCKH NPHUMEHH, KaKo IITO Ce
pereHepaTuBHAaTa MEAWIIMHA BO OPTOIEAMjaTa, CTOMATOJIOTHjaTa, KapaUOJIoTHjaTa W Jp.
[68]. Kaj OmoMenuuuHCKHTE MPUMEHH [erpajalyjata Ha MaTepHjalioT € YecTo OJpe/eHa
MPEHOCT 3apajii OTCYCTBOTO HAa PU3MK O/ TOKCUUHH Matepujanu [69].

Kako no6ap npumep Ha cTpaTervja Bo pereHepaTuBHaTa MEAMIIMHA € JIa Ce 3aCUJIM pacToT Ha
TBPJAUTE €JIEMEHTH TpHW TpaHcIutanTtauja Ha kKockure [70]. [Ipu opopmyBame HOBa KOCKa
[71], Bmomikara ox PLA Moxe 1a MOMOTHE BO TO]j MPOIIEC CO MOMOII Ha CTAKIIO O[] KAIIHyM
¢docdar, koe Ma XxeMHcKa KOMIIO3HIIHja ciocoOHa Ja ro MEHyBa CTENEHOT Ha Aerpajnanuja u
Jla TO MpUJIarolyBa KoH Kockara. Kaj cucremMu Ha ojpe/ieHH JIEKOBH BOOOMYAEHO KOpHCTAT
Ouopas3rpaUIMBY MOJMMEPU HAMIOJIHETH CO TepareBTCKH Matepuja [72].

HeprocyBauknot venuk 316L e aycrenuten Cr-Ni 4eiawk co CHJIHA jaudHa W OTIOPEH Ha
KOpo3Wja W OJpENEeHU KHUCEIMHH, KaKo CyindypHara, XuApoxJiopHaTa W apyrn. HuBHara
THIWYHA TPUMEHA € Kaj M3MEHYBAauWTe Ha TOIUIMHA, W3JYBHUTE CHCTEMH Kaj BO3WIIaTa,

pe3epBOapuTe U MHOTY JICTIOBH BO aBUOHCKATa M MHIIyCTpHUjaTa Ha Tpajicwke Ha Opoaosu [73].



JokTopcka anceptaumja — KantpuHe Jakynum YKUM — MawunHcku

3. TEOPETCKH OCHOBHA

3.1. AnutuBHO npoussoacTeo (All)

On coeto mojaByBame Bo 1980-te AIl ce kapaktepusupa co HM3BOHPEIHO Op3 pa3Boj CO
3HAYUTEIHO BJIMjaHUE BP3 POU3BOIHUTE TEXHOJIOTHH, OTBOPAjKH HOBU XOPU30HTHU 33 HETOBA
WH)KEHEpCKa MpHUMEHa BO Pa3IMYHU MHIYCTPUCKH CEKTOPH. AJUTHBHOTO NPOU3BOICTBO €
TEXHOJIOTHja Koja ro opopMyBa MPOU3BOJAOT HAHECYBAJKH TEHKU €IUHUYHU CIIOCBH €/I€H BP3
JpyT ¥ KaKo TakBa yIITE € o3HaTa U kako 3D-nedareme.
AKo ja criopeziMe CO TpaJUuIIMOHAIHUTE TIPOU3BOACTBEHU TEXHOJIOTHH, Taa UMa 3HAYUTEITHA
MPETHOCTH, Kako INTO ce clo0oJa BO KOHCTPYHPAmETO, HHCKAaTa IIeHa, BHCOKaTa
npoaykTuBHOCT [74]. Knacuunure metoau Ha 0OpabOTKa, KaKO INTO C€ CYINCTPAKTHOTO
MIPOU3BOJICTBO U IJIACTUYHATa 00paboOTKa ce OrpaHUYEHH BO KpEUpame Ha OOJIHIIUTE.
CynCTpakTHUTE TEXHOJOTHH (TEXHOJOTHUTE Ha 00paboTKa CO pEeXKEHe) I'eHepupaar H
OTIAJICH MaTepHjajl, IITO HE € CIy4aj O aquTHUBHUTE TexHosoruu [75, 76]. Co momorr Ha All
MOJKeE Jia ce Kpeupaar AENIOBU O] Hajpa3NuYHU MaTepHjalii, Kako IITO Ce YeHK, JIETypu Ha
ATYMUHHUYM, JIETYPH HA THTAHUYM, METAJTHA KOMIIO3UTH U KEPAMUYIKH KOMITO3UTH [77].
3aenHuuko 3a rexHosoruute All e kopucrewero Ha Computer-Aided Design (CAD), onpema
3a MevyaTeme W MaTepHjal 3a Medareme, KOj MOXKe J1a Ouje MoJuMEepeH, MeTalleH, KepaMuKa
WJIM OPTaHCKU MaTepujall.
Ortkora uprexotr CAD e kpeupaH, KOHTPOJIEPOT TM YuTa noaarouute ox narorekara CAD u
Kperpa TEHKH CIO€BH Ha MaTepHjall KOM Ce pelnaT €IeH Bp3 JApyr co mrTo ce rpaau 3D-
npeameroT aupekTHo oa 3D CAD-mozaenor, 6e3 1a ce KOpUCTAT pa3HU Kajamu U anatu [78,
79].
Cure All-TeXHUKH TO KOPUCTAT UCTUOT MPOIIEC OJ1 5 YEKOPHU:

1. kpewupame uBpct Mojen co codpreepor CAD

2. mperBopame Ha CAD-moznenor Bo STL-hopmat

3. ceuewe Ha STL-momenor 3a cnenmuduYHM BIE3HW MMapaMeTPU U KPEHPambe

naroreka G-kox
4. medareme Ha JIENOT CJI0j TO CIIOj
5. TIOCT TIpOIIECHpame, TOKOJIKY € MOTPpeOHO, CO YHCTEeHE U 3aBpIiIHa 00paboTka Ha

nenot [80].
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1. Bps ocHoBa Ha
MeToAoAOrMjaTa Ha

thopMUpatse Ha NpoM3Boa0T

rMaTepujan

2. Bp3 ocHoBa Ha BMAOT Ha
KOPWCTEHMOT OCHOBEH

npownzsodcTso (Al)

LITO C& KOPUCTM NpPK
NpOLECHPAHETO

Knacuguraunja Ha agMTMBHOTO

3. Bps ocHoBa Ha meguymoT

Cnuxa 3.1. I'enepanna knacuguxayuja na npoyecume xaj AIl [74].

Uctopucku riegano texHonorujata All e BoBemeHa Bo 1980-tre m Ha moueToKOT Owmia

orpaHMyYeHa Ha MpOTOoTUNOBU miau Manu cepur. Ox 2009 pasBojor Ha All e mHOTY Op3 U

Pa3sHOBHUICH, BO CMHUCJIA Ha PA3JIMYHUTC UHAYCTPUCKH IIPUMCEHU U KOPUCTCHUTC MaTepI/IjaJ'II/I.

CenaK, ymrTe U JeHECKa € BO pa?.BojHa (1)33& n ce 60pI/I 3a OCBOjYBaH)e HOBH IIPUMCHH U

MaTepHujaJid Co MPOU3BOJICTBA BO FOJIEMHU CEPHUU M CO BUCOK KBAJIUTET HA POU3BOIOT [74].

[ KaacudHKamHja Ha ATHTHBHOTO NMpoH3BOACTRO (ATl) ]

]
hJ

1. Bp3 ocHOBA Ha MeTO0IOTHjATA HA
hobMHDAKE HA TIDOH3BOIOT

BopisryeEame Ha
EpSHEHO cpegcTEo (Bl)

Py3ija Ha c10EBH
Ha npamok (PBF)

Haco4eno HaHecVEame

HcTHCHYBARS Ha
Ha eneprija (DED)

matepujan (ME)

Jlamunnpame co
auerosH (SL)

Bopusrypame Ha
mateprjaz (M)

$oto moaHMepH3aLH]a

Bo kaza (VP

Cnuxa 3.2. Knacuguxayuja na AIl ep3 ocnosa na memooonozujama na ogopmysarse na npousgodom [74]

Hajpa3JII/I‘-IHI/I TCXHOJIOTHUHU CO PpA3JIMYHU MMPEAHOCTU, HEAOCTATOIH U HOTCHL[I/IjaJ'I CC BKIIYYCHHU
non uagopor Ha AIl [81]. Cormacmo American Society for Testing and Materials [82],

nocrojat noseke on 50 pasnuuyHu TexHoioruu All, Bp3 ocHOBa Ha morope JAepUHUpPAHUTE

nporecu [83].
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Cenak, ISO/ASTM 52900:2015 crangapaure ru rpynupaar texnomoruutre AIl Bo ceaym
kareropuu (ciuka 3.2):
1. BOpusryBame Bp3UBHO cpezacTBo, Binder Jetting (BJ),
HACOYEHO HaHecyBame enepruja, Directed Energy Deposition (DED),
UCTHCHYBame Matepujai, Material Extrusion (ME),
BOpu3ryBame matepujai, Material Jetting (MJ),
¢y3uja Ha cioj Ha npamok, Powder Bed Fusion (PBF),

JaMHHHpPame co TucToBH, Sheet Lamination (SL) u

N o g bk N

dorononumepusanyja Bo kaga, Vat Photopolymerization (VP) [84].

AIl moxe ma Oune kimacuUIMpPaHO W BP3 OCHOBA Ha (PU3MUKaTa COCTOjOA HA OCHOBHUOT
Matepujan (IBPCT, T€UEH, Mpaliect, ciuka 3.3), MEANYMOT KOj c€ KOPHUCTHU 3a MPOIECUPAHE
Ha OCHOBHHMOT Marepujai (JacepcKH 3paK, YITPABHOJIETOBA CBETJIMHA, TEPMHUYKU IPOIIEC,
ciuka 3.4) [85-91].

All-niporiecute ce OIleHyBaaT CO KOPUCTEHE Ha MHOTY ITapaMETpH, KaKko IITo ce: Op3uHara,
jakocta Ha JeNOT, pe30JdylHjara, BOJIYMEHOT, TPOLIOKOT, IMMEH3MOHAJIHATAa TOYHOCT,
KBJIUTETOT HA MOBPIIWHATA U JIp. THE MOCTOjaHO Ce pa3BHBAaT CO I Jla CE MPOU3BEAAT

IOTO IMOroJICMH U MMOKOMILIICKCHHU ITPOU3BOAN HA HO(l)JIeKCI/I6I/IJI€H 1 MIOCKOHOMMHNYCH HAa4YHMH.

[ Kaacuduransja Ha aTHTHEHOTO TIpoH3BoACTBO (AlT) ]

2. Bp3 ocHOBa Ha BHIOT HA KOPHCTeHHOT
OCHOBEH MaTepHjall

Y Y  J
Ha Haza Ha uBpcT Ha 6a3a Ha Ha 6a3a Ha
MaTepHjaT OpamoK TeqHOCT
| | | |
IIporsEoacTED HI Mogsmupase co TMeuateme co
NN HHHEAHE TATOEEERE HA CTEP.E:JE:EZSJMP OHPEeRTHA
npoussom (LOM) cnoese (FDMFFE) H ) ceermiHa (DLP)
| |
UspaBorra Aa cnofomes A puTHERD PalyJet
OfITHE ¢0 SMeKTPOHCKE OPOHIBOOCTED CO #EHIA TeHaATeBe
caon (EEFFF) umak (WAAND

I I [

CenexTHERD MacepcRo Jacepcko
cuETepyEaRe (SLS) Tomeme co Cenexrimno HAHECYEAEE
OHPEKTHO TACEPCKD SN eRTPOHCEIT NaCepCHD Ha LI-ETEH
CHHTEPYEAEE Ha METAN cuon (EBM) Tonese (SLM) (LMD)

(DMLSY

Cnuxa 3.3. Knacuguxayuja na AIl-npoyecom ép3 ocrnosa na munom na ochosnuom mamepujan [74].
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KnacHpHKanHja Ha aJHTHBHOTO OPOH3BOICTEO (AII)

v

3. Bp3 ocHOBA Ha MeJHYMOT INTO Ce
KOPHCTH 33 ONpoLecHpambe

VITpaBHONETOBH

JlacepcKH 3pak
P P 3panH

TepMHUYKH HaUHH

Cnuxa 3.4. Knacuguxayuja na AIl ép3 ocnosa na meduymom xoj e kopucmet 3a npoyecuparse [14].

Kanacupukanuja Ha npouecure Ha ATMTHBHOTO NPou3BoACTBO (AIl)
Bopuszyeamwe eép3ueno cpeocmeo (BJ)

BJ ¢ All-meTon kaj KOj YeCTHYKUTE HA CJIOj HA TpAIIOK, HaHECEHW Ha Iutardopma, ce
COEIMHYBAaT cO BOPU3TyBamke TEYHO BP3UBHO CPEACTBO U MPHUTOA CE KOPUCTH T€OMETpHjaTa
Ha ci0joT gobuena ox coptBepoTr CAD. OTkora ke ce u3padotu eneH cioj, miatdpopmara ce
CUMHYBa HaJ0lly co 1en na ce opopmu crnegHuot cioj. Kora ke ce ucreyatu 1eioT TOj ce
Haola BO TakKaHapeuyeHa 3eJieHa, WJIM HEe3aBpIIeHa, cocToj0a Mo Koja mMma morpeda of
JOTIOTHUTETHO TIOCTIIPOIIECHpame Tpea Aa ce ymorpedbu nenor. Yecto ce pomaBa H
JIONIOJTHUTENHA CYTICTaHIIMja cOo 1Ml Aa ce Moo0paT MeXaHWYKUTe OCOOMHHU Ha AenoT. BakBa
CYIICTaHIMja 3a MeTajuTe € OpoH3ara. [[pyr HauMH Ha 10paboTKa € /a ce 3arpee JIesI0T BO
reyka 3a Ja ce o0e30e1u HeroBO CHHTEPYBame. AKo ce criopenyBa co PBF, oBaa Mmerona nma
MpelHOCT OWJejku He KOPUCTU TOIUIMHA 3a BpEME Ha IMPOILECOT, CO IITO c€ M30erHyBaaT
3a0CTaHATHTE HAMIOHU BO 1eoT [92].

['maBHU peHOCTH HA OBaa TEXHHKA Ce: peanu3allija Ha CJI0KeHa reOMeTpHja, HeMa MmoTpeda
O]l CTPYKTYypa 3a MOJIIpIITKa, BUCOKa Op3rHa Ha meyaTeme. Moke 1a KOPUCTH MIUPOK CIIEKTap
Ha MaTepHjaiu, Mely KOu U MOJMMEPH, METaJU, IECOK U KepaMHKa KOM MOKaT J1a OujaaT BO
pasnmuunn Oou. Ilokpaj Toa, Meromata € cCIOCOOHA 1@ TEYaTH TOJIEMH, KOMIUIEKCHU
KOMIIOHEHTH CO HHUCKa I[eHa Ha YMHEHe, BO cropeada co MHOry apyru 3D-mpoiecu Ha
neyareme, Kako W Jia POU3BeIyBa BUCOKO BPEIHH MPOHM3BOAM cO poOycHa cTpykTypa [93—

95].
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TeuHO BP3HBHO CPEACTBO

T'1aBa 3a mevarese (M1a3 Ha
CpeacTBO)
Bamak 3a mpamok

Caz co mpamok
Caz co HOB Ipamax

TIpemver
ITnatdopma D l
Cnuxa 3.5. Hlemamcku npuxas na BJ-npoyecom [92]
BopH3ryBame Ha BP3yBa4 BO OaTcpaHyBame Ha IPamoK
CajJ0T CO MeTajIeH IPaB RS ERE 071 CTBpAHATHTE 1€/I0BH
I'naeasa meuareme 2
Y 4 -
A
ITocTaEyEamkeHA
pIHATH JIEJIOBH 33
HHQUITpaIMja
OrcrpanyEame
Ha NoTnopM ¢
A v
TOTOEM HenoEn porsena .
CHETepyBame i HHOUITpammja | ‘HPwITpamia

Cnuka 3.6. Unycmpayuja na memooama Ha 66puszysarse ep3usho cpedcmeo(BJ), npociedeno co
omempanysarbe npawiuna u unguimpayuja Ha dooasarse dponsa [96].

Hacoueno nanecysame enepzuja (DED)

DED e penatuBHO ciioxeH mnporiec Ha 3D-meuareme u uMa CIIMYHOCT co TexHojorujata PBF.
Taa xopuctu (GpoKycupaH U3BOp Ha CHEPruja, Kako IITO € JacepPOT I CIEKTPOHCKHOT CHOII
3a J1a TO CTOIM MaTepHjaJioT U Ja To 0(hOpMH cI0joT. MaTepHjalioT ce TOIH BO UCTO BPeMe CO
HErOBOTO HaHECyBame MPEKy MIIa3HUIaTta. MarepujaiuTe KOM Ce KOPUCTAT BKJIydyBaar
[paIiony Ha 6akap, HeproCcyBauKy YeIHIIH, THTAHKYM, KoOanT u ap. [97-99].

OBaa TEXHOJIOTHja YECTO C€ HapeKyBa M CO JPYrd HMHIA, KaKO IITO € JIACEPCKO
HHKEHepCTBO 3a KpaeH o0muk (laser-engineered net shaping (LENS)), mupexTHo HaHecyBame
metan (direct metal deposition (DMD)), u aguTHBHO MPOU3BOACTBO CE EIEKTPOHCKU CHOII

12
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(electron beam additive manufacturing (EBAM)), Bo 3aBucHOCT 0f crienuduyYHaTa IPUMEHA
wi merona [100]. Matepujaiot koj MOMHHYBa HM3 MJIa3HUIIATA € BO OOJIMK Ha MPAIIOK WK
KHIIA, 2 METOJaTa CE KOPUCTHU TIOBEKE 32 METAIM OTKOJIKY 3a MOJIMMEPH. 3a METAINTE Kaj KOU
€ BKIy4YeH THUTAaHUYMOT U HETOBUTE JIETYpH, TaHTAJIOT, TYHICTaAMOT, HHOOUYMOT,
HEeproCYyBaYKHUOT YUK M allyMUHMYMOT, KOMIITO MOXaT Jla Cc€ 3aBapyBaaTr, MOXaT Ja ce
nevaratr co meropara DED. Jlokosky ce kopucTH *XHIla Taa € co Nnpe4yHuk 1 — 3 mm, a
YECTUYKUTE HA MPAMIOKOT C€ CIMYHU Ha OHME KaKO Kaj METalyprujaTa Ha MpPAIIONH U e CO
npedyHuk 50 — 150 mukponu. OBaa MeTOJla MOXKE HCTO J1a C€ KOPUCTH U CO MOJUMEPHHU
Marepujaau U kepamuka. BooOowdaeno DED e 3HaumTenHo mobOp3a u moetuHa oj PBF.
[Ipennocture Ha DED ce BO KOPUCTEHHOT MaTepujal Kako M BO BPEMETO Ha JAJCHhe U
IeyaTelhe KoM ce 3HauyuTeNlHo mnoMainu Bo oaHoc Ha PBF. OBaa mertonma cé moseke ce
MpPUMEHYBa KaKO 3aMEHa Ha KJIACHYHUTE METOJM 3a MOIpaBKa Ha JENOBHUTE, MOCEOHO Kaj
KOMIUIEKCHUTE W MPELU3HU JEJOBH KAaKO Kaj MOIMpaBKa Ha OIITETEHU TYpPOMHCKU JIOMATKU

wim nponenepu. [101].

Makapa co MaTepHjat

EaexTpoHCcKH 3pak

Vpex 3a Z0Typ Ha XuUa
O0jexT i
Kuna

ITnatdopma Ha
KOja ce rpagu

Cnuxa 3.7. Hlemamcxu npuxaz na DED-npoyecom [19].
Hcmucnysarwe namepujan (ME)

ME e All-nporniec Bo K0j MaTepujaJl HAMOTaH Ha KajeM (BOOOMYAEHO TepMOIJIaCTHYEH
MOJINMEP) C€ UCTUCHYBA HU3 3arpeaHa MIIa3HHIlA, CO TIOCTOjaH MPUTHCOK U BO KOHTUHYUTET
oopmyBajku ro aenoT cioj mo cioj (Ciuka 3.8) OBaa MeToja yiire € mo3Hata u kako Fused
Filament Fabrication (FFF) wmu u3paboTka Ha cnioenu konu. OBaa MeToJa € HajromyiapHa
MeToza Bo pamkuTe Ha AL

upok cnektap Ha Marepujal Moxe aa ce uctucHyBa co mnomomHa FFF. Hajuecto
KOPUCTEHH TepMOIUIacTHUHM Marepujanu ce acrylonitrile styrene acrylate (ASA),
acrylonitrile butadiene styrene (ABS), polycarbonate, polyetherimide, polylactic acid (PLA)
high-impact polystyrene (HIPS), thermoplastic polyurethane (TPU), aliphatic polyamides
(PA, Nylon), kako u mlacTuka co BUCOku nepdopmancu kako mro e: polyether ether ketone
(PEEK), u polyetherimide (PEI) [74, 97, 102].
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Makapa co maTepuja

Enemenr 3a 3arpeBame

Muna3Huia

Hen

[Tnatcpopma

I Ha Koja ce rpajiu

Cnuxa 3.8. Illemamcku npuxas na AIl-npoyec co ucmucnysarse na mamepujar (ME), Fused Filament Fabricate
FFF [74].

I'maBaure mnpemHoctn Ha (FDM) ce: kpeupame KOHIENTyaleH MoOaeN/PyHKINOHATICH
MPOTOTHUII CO HAMaJeH TPOIIOK W 3a KycO BpeMe, M3pa0dOTKa Ha TOTOBH MPOU3BOAU 0e3
TPOIIOIM M TMOTPeOHO BpeMe 3a M3pabOTKa Ha ajaTh M 00paboTka, (IECKCHOMIHOCT Ha
MaTepHjaJioT BO OJHOC HA MaHUNYIHpame M 00paboTKa, MOOp3 MpHUCTan KOH Ma3apor,
OTCYCTBYBa I'yOMTOK Ha IpaIecT MaTepHjall, HeMa moTpeda o1 OTCTPaHYBaHE OCTATOIIH.

ITokpaj Toa MarepHjaquTe Kako IITO € KepaMHKaTa, OETOHOT HJIM YOKOJaJ0TO MCTO Taka
MOXKaT Jla C€ WCTHCHYyBaaT CO KOpUCTelme Ha oBaa 3D-texnuka. Bo moHOBO Bpeme
HaNpeIOKOT Ha NCTUCHYBAmkE HA MAaTEePHjalii O]l TpyIlaTa Ha MacTHJIa, TIO3HATO YIITE U KaKo
liquid deposition modeling (LDM) unu Mojenuipame CO HCTUCHYBabE TEUHOCT, OTBOPA HOBH

npoctopu Ha oBaa TexHuka [103].

Bopuszyearwe mamepujan (MJ)

MIJ e enen on HajOp3ute u HajTouHu All-mpouecu kaj KOM TEUHU KamKU OJl OJIPE/IEHU
MaTepHujanu 3a rpajnda M Mojjpiika ce BOpusryBaaT Bp3 miardopmara 3a rpanda. Osue
KaIlKM JIeTyMHO IO OMEKHYBAaT MPETXOHO MOJIOKEHHOT CJI0j Ha MaTepHjaj, mocie MITO TOj
ce 3arpeBa co UV-cBernmHa, ce 3aBpCTyBa U ce CUMHYBa of muiatgopmara. OBoj mporiec €
aHAJIOTeH Ha JIBOIMMEH3MOHATHUTE TeYaTayd Co MjIa3 Ha MacTHIIO.

Marepujanure KOM C€ KOpHCTaT BO OBOj MPOIEC €€ TEHEpaTHO TEepMOCTaOMIHU
¢dorononmumepu (Ha mpumep, acrylics), mocramuu Bo Teuna coctoj6a. Cemak MJ uma
OJIpEJICHH OTPaHWYyBamba, KAaKO IITO C€ JIONIM MEXaHWYKH CBOjCTBA, OCETJIIMBOCT Ha
CBETIIMHA, JIETPaJupame Ha MEXaHHYKHTE CBOJCTBA CO TEKOT Ha BpeME W BHCOKa IIEHA Ha

MaTepujasioT, ITO TM YHHU Henpu(aTiIuBy 3a OApeeHn HaMeHH [92].
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doTononumepeH

; Pacrts UB
Marepuja 4cTBopdd

NOTHOPEH MaTepujall

¥YB cBeTnuHa

ITpenmer Munasuuna
(3auBpcTen) )
ITopapiika Ha 00jeKTOT
Ceunno

3a U3paMHYBamkE€

[Tnatdopma //
Ha Koja ce rpaju

Cnuxa 3.9. [llema na MJ-npoyecom [92].

®Dy3uja na croj na npawox (PBF)

PBF e npouec na All (Cnuka 3.10) kaj K0j TEpPMHUUKHOT U3BOP, KAKO HITO € JJACEPCKUOT CHOIL,
ce KOpPHCTH 3a (y3Hja Ha IPANIECTUTE YECTUIKH CO IIeJT a C€ pealn3upa MPeIMETOT Pa3BHEH
B0 CAD. Co KopuCTeHe HOXK 3a U3paMHYBambe ce 00e30e1yBa YHIH(POPMHOCT Ha CJI0jOT.
HajmomMuHanTHH Kateropuu Ha oBoj mpoiiec ce: Selective laser melting (SLM), selective laser
sintering (SLS), u electron beam melting (EBM). Cekoja ox oBHe BapHjaHTH MMa CBOU
MPETHOCTH U MaHU U 3aT0a € J100po Ja ce OIleHyBaaT Bp3 OCHOBA Ha HUBHATA IIPUMEHA.
Direct Metal Laser Sintering DMLS npunara ko ¢pamunujata Ha ATl-TeXHUKH O3HATH KaKO
Selective Laser Sintering, SLS. OBoj nporiec e npuxaxan Ha Ciuka 3.11.

Kaj SLS-mporecor moiumepHuTe Marepujaiu, kako mro ce nylon wmm polyether ketone
(PEKK), ce momioxxyBaaT Ha CHHTEpYBame CO IITO Ce JOOMBA reoMeTpujaTa Ha CJIOjoT, a
noroa u nenuot 3D-npenMer. OBaa MeToa cO MUKPOHCKA pe30Jylidja € Mo3Hara yiTe u
kako micro-selective laser sintering (M-SLS) u o0BO3MOXyBa J00HMBame OOJHUIM CO

pesonyija momaina ox 5 um [108].
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HsBop Ha TOILTHHA:
7acep. eIeKTPOHCKH CHOII

Pozep 3a mpas

Cax co mpas
Caz co HOB IPAIIOK

Oojext

ITnatdopma Ha Koja ce
rpadn

Cnuxa 3.10. Illema na PBF [92].

JTacep

CucreM 3a CKEHUpamwbe

Ponep

MeraneH npamok

N3paboreH nen

Knun 3a notucHyBame Knun 3a nzpaborka
Ha NpaB
Cnuxa 3.11. llema na SLSIDMLS-npoyec na AII [74].

Kaj SLM naceport ce xopuctu 3a 00e30eayBame TOIUIMHA 32 1IEJI0OCHO TOTEHE Ha MPAIIOKOT,
a HE 3a HETOBO CHUHTEPYBame, KaKko mTo € cirydajot kaj SLS. [IporecoTt rimaBHO ce KOpUCTH 3a
MPanIecTd METaJM, KaKo IITO € aTyMUHUYMCKHUTE JIETYpH, TATAHUYM M HETOBUTE JIETYPH U
HeprocyBauKuTe Yeluik. Bo 0BOj mpoliec ce KOpUCTU MHEPTHA aTMocdepa BO KOMopaTa Ha
mporecoT (THIMMYHO aproH) cO el J1a C€ 3allTHTH OJl OKCHIAIMja W/WIW HHUTpalyja Ha
KoHconuaupannoT Marepujai. Kaj EBM-mpormecor Bo komopaTta ce 00e30eayBa Bakyym

HaMeCTO WHepTHa aTMocdepa.
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Hpyrute nBe nmomainky pacnpoctpanetd PBF-texunuku ce fused with agent and energy u
thermal powder bed fusion [109-112].

3arBopeHa KoMopa
(mamomHeTa
CO aproH rac)

Cucrem 3a CKeHUpambe

Jlacep am

HanecyBamwe
HOB CJ10]
Cocrem 3a ITpeamer mTo ce
HaHECYyBabe n3paboTvea
Ha 1paB

Hacoxka
Ha rpajiewhe
Pesepoap
3a mpasB [Tnardpopma

Ha Koja ce rpajiu

]

Kunun 3a HaHecyBamwe

Knun
Ha 1paB 3a u3paboTka
Cnuxa 3.12. Llema na SLM-npoyec[113].

[Mpouecor PBF wma moBeke mpemHocTH, Mery KOW: HaMajJeHa 3aryba Ha Marepujal,
HaMaJIeHO BpeMe 3a pa3Boj Ha MPOU3BOAOT, Op3U MPOTOTUIOBU M MOJIOOPEHO MAIOCEPUCKO
MIPOM3BOJICTBO, Tpanda Ha (PYHKIMOHAIHH JIEJIOBH, IEJIOCHA H3paboTka MO MoTpebda |
HaNylITake Ha KOHLENTOT Ha HENPOMEHJIMBAa KOHCTPYKIIKja, 100pa pe3onynuja, epukacHo
pEeIMKIIMpake Ha HEUCKOPHCTEHHOT TIPAIIOK, KOHCTPYHpAme CO CIIOjyBake Ha MOBEKe
MaTepHjaii, Kako IITO ce KepaMHuKa, CTaKJIo, INIACTHKA, METAJIH, JIETYPU, HEMambe MoTpeda o1l
romMarajia, 3roJieMyBame Ha MPOIYKTHBHOCTA CO TOIOJIHYBalke HAa PabOTHOTO MOJIpadje co
noBeke nemosu [106].

Hexown of1 rmiaBHUTE HETOCTATOILM C€: PETaTUBHO OABHO W JIOJTO BpEeMe Ha MeYaTerhe, YeCTO
ce Oapa MOCTIpOIECHpame 3a OTCTpaHyBamke Ha MOTHHPAKETO HIM MOJ00pyBame Ha
MEXaHUYKHTE OCOOWHHW, HaMallyBamke Ha TPEOCTAHATUTE HAIOHM W TOJ00pyBame Ha
KBAJIUTETOT Ha MOBPIIMHATA, CIa0M CTPYKTYPHU CBOjCTBa/TEKCTypa Ha MOBpIIMHA Ouejku
JeTIOT ce JOOMBA CO CIIOjyBamke Ha METaJleH MPAaIIOK, KBAIUTETOT Ha TIOBPIIMHATA € 3aBHCEH
O]l TOJIEeMUHATa Ha YECTULIUTE Ha MPAIIOKOT, M0jaBa Ha TEPMHUUYKU JePOpMalLUH, 3TOJIEeMEH

TPOIIIOK 3apa iy PEIATHBHO ToJieMa IMOTPoIyBadKka Ha eHepruja [114].
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Jlamunuparve na nucmosu (SL)

Kaj SL 3D-npenmeToT ce 100KBa CO JaMHHUPAHKE U CIIOjyBambe HA JIMCTOBH O] MaTepHjall.
MeTo0T Ha CHOjyBamke MOXE Jia € CO JICTCHhEe, YITPACOHMYHO 3aBapyBambe WM JICMEHE, a
3aBPIIHUOT OOJIMK ce I0OOMBa WIIH CO cevere co yacep wium co CNC-00paboTka. 3aBpIUIHHOT
MPOU3BOJI MOXE Ja ce J00ue Wwin co opOopMyBame Ha CIOEBUTE, a IMOTOA CO HHUBHO
CII0jYBam-€ WX CO CIIOjyBamkbe U MOCIEA0BaTETHO 0opMyBame BO 3D-001uK.

[TporecoT MoOXe Ja ce KaTeropu3upa Bp3 OCHOBA Ha TEXHHMKATa Ha JIAMHHHUpPAmbE KOja ce
KOPDHCTH 3a CIOjyBalke Ha JaMuHaTHTEe Tmomery cebe, m Toa Ha laminated object
manufacturing (LOM), ultrasonic additive manufacturing (UAM), wmu plastic sheet
lamination (PSL). UAM kopucTH JHCTOBU WM TPAKH OJl METaI, KOM 3a€/IHO Ce CII0jyBaar Co
NpUMEHA Ha YATPACOHMYHOTO 3aBapyBame. LOM e ciauyeH mpucTam Koj Kako Marepujal
KOPHUCTH XapTHja U JIeTIaK 3a HEj3UHO crojyBame [115].

Ha cimka 3.13 ¢ I[IpHUKa’)xaHa MI€MaTa Ha IMpoucCOT Ha JIaMHUHUPABLE CO IUCTOBHU.

Jlacep
MoTopu3upaHo orjaenano .

Bxpcren maTepujant

>

NS

[Mnardopma Ha Koja ce rpagu

Makapa co matepujan Makapa co HICKOPHCTEH MaTepujai

Cnuxa 3.13. Ilpoyec na namunupare co mucmosu [116].

domonoaumepuszayuja 60 Kaoa

Kaj oBaa Merona ce KOPUCTH Kaja CO CMOJIa KOja ce BIPCTBYBa MOJ J€jCTBO HA CBETIWHA.
[IpeameToT ce ohopmyBa CO KOPUCTEHE COOBETEH JIaceP CO KOj CJIO] MO CJI0] CENEKTHBHO CE
3alBPCTyBaaT MOCAMHEYHH JIEIIOBH O/ CMOJIaTa.

Ogaa e focTa pamupeHa MeToja 3a Op3u MPOTOTUIIOBU U MPOU3BOJICTBA, TIPH IIITO CE 100UBa
BHCOKa pe30JyIlija U OJJIMYEH KBAJUTET Ha MOBPIIUHATA, HO CETO TOa MOXe Ja Ouae AocTta

CKaIlo, a IPOM3BOAOT CO TEKOT Ha BPEMETO J1a OuJie KPIILTHB.
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Jlacep
Jlacepcku 3pak Y ocka
1
CBeTIIOCHO i Crepnar
!
YYCTBUTEIIHA CMOJIa : oGjekT
1
]

4—
Kapna

KpeBau

ITnardopma
Ha Koja ce rpaju

Cnuka 3.14. Hlema na pomononumepuszayuja kaj cmepeonumozpaguja (SLA) [117].

Moxe 1a ce KOPHCTH 33 Kpenpame KOHLEHIIMCKU MOJIENN, Op31 MPOTOTHIIOBH U JICIOBU CO
KoMIUIeKcHa reomerpuja. SLA e npBuoT pa3ueH npouec Ha All. Kaj oBoj npouec aenor ce

J00MBa CO M3JIOXKYBame Ha (POTOUYBCTBHTEIHATA CMOJIA HA 3paK OJl YJATPABHOJIETOB Jacep
(Cnuka 3.14).

L

—— TTnardgopma co Koja ce rpagu

Jlen o cTBpiHATaA cMoIa

CMmorna Koja cTBpJHYyBa
noj aejctBo Ha YB

Pesepsoap co cmona

IMpojektupana ¥YB cBeTinHa

IIpoexTop

Cnuxa 3.15. Jfupexmno npoyecuparse co ceemauna (DLP) [1].

Kora ¢orouyBcTBUTENHATA CMOJa KE J0jJ€ BO KOHTAKT CO YJITPaBUOJETOBATa CBETJIMHA, CE€
BIIPCTBYBa M Taka ce odopmysa ciojoT. CienyBa moMecTyBame HAJIONy Ha muatdopMarta u
opopmyBame HOBO HHBO. COo OBaa MeTO/Ia MOXAaT Jla C€ KOPUCTAT pa3IMyHH MaTepHjain
[118].

Direct light processing (DLP) e ciuden mpoiiec Ha crepeoiurorpadujara, Co Toa MITO TyKa

ce kopuctu DLP-ipoekTop HamecTo ynTpaBuoiieToBa ceerianna (Ciuka 3.15) [119].

19



JokTopcka anceptaumja — KantpuHe Jakynum YKUM — MawunHcku

Marepujaau kou ce kopucrtar 3a 3D-neuareme kaj All

Kako u kaj apyrure mpou3BOACTBEHH MpoliecH, 3D-meuaTemeTo 6apa BUCOKO KBaJIUTETHU
MaTepujaiu, KOU ce JOOMEHU COTJacHO OJpe/eHa crenudukamnmja, 3a 1a ce J00ue BHCOKO
KBaJIUTETEH MPOU3BO/I.

AIl e cniocoOHO J1a Tpou3Bee MEI0CHO (PYHKIIMOHAIHYU JCJIOBH OJ Pa3jIMYHU MaTepH]jaliy,
KaKo INTO CEe KepamHKa, MeTall, MOJMMEpH, Kak0o M HUBHA KOMOWHamMja BO ¢opma Ha

XUOPHIH, KOMIIO3UTH WK crieiiduyuHo Aeunupanu marepujaiu [19].

Aoumueno npou3eo0cmeo co memau

3apajgu HUBHUTE MOCAKyBaHW MEXaHMYKH KapaKTEPUCTUKU, METAIUTE C€ MOXKeOU HajuecTo
KOPHUCTEHH MaTepujalid BO MHKeHepcTBOTO. Kako pesynrar Ha Toa mHaycTpujata Ha All
0apa HOBM HAa4YMHU 33 KPEHUPAE METATHU JCJIOBH KOW OM T'M 3aMEHUJIE KOHBEHIIMOHAIHO
Mpou3BeIeHUTe JenoBu. HoBute pa3BojHu Hamopu kaj TexHojoruute Ha All ce ymareHu
TOKMY KOH HCTpakyBamba Ha mosieto Ha Metal Additive Manufacturing (MAM).

Opx HEeoJaMHa MHOTY METaJTHA KOMITOHEHTH MOXar Ja ce u3padorar co TexHonorujara Ha All
KOPUCTEJKH HEprOoCyBaYKW YeNMK, TUTAHWYM, JIETypH Ha QIIyMHHUYM, JIETYpH Oa3supaHu Ha
K0OaIT, JIerypu 0asupanu Ha Huken u ap. [120].

MukpocTpykTypara Ha JelnoBuTe mpousBeaeHu co All-mpoiiec nmMa roieMo BiIWjaHUE Ha
MEXaHUYKHUTE KapaKTePUCTHKH Ha JEJOT, KaKo IITO Ce HAINOHCKOTO M OJIHECYBAIETO Ha
3amop. OBa npeau3BUKyBa 3r0JI€MEH HHTEPEC Kaj OHME KOU CE 3aHMMaBaaT co TEXHOJIOTH]jaTa
ATl KOH MHKpPOCTPYKTypata, hopMupame Ha (azuTte U TepMuukata obpadorka [121, 122].
Moxe na ce KOHCTaThpa JeKa HpPOM3BEIEHUTE JEJIOBH CE YIITE T'M HEMaaT HCIIOJIHETO
OYeKyBamaTa KOM IpeJl HUB TH MMa TIOCTABEHO MHAYCTpHjaTa. MHOTY Ba)KHHU Tpaliama KOu
Tpeba a Oumar peleHn ce moao00pyBame Ha KBAJTUTETOT HA MOBPIIMHATA, MPOAYKTUBHOCTA
Ha TPOU3BOJACTBOTO, MOA0OpPYBamke Ha HAINOHCKOTO OJHECYBame M TBpAMHATA, KaKO WU

3aMOpOT M XOMOT'€HOCTa Ha MUKPOCTpYyKTypaTa [123].

Hamemnu mamepujanu xaj AIT

BoBenyBamero Ha mameTHHUTE Marepujaau Bo uHaycTtpujatra Ha All nmaBa oapeneHm
MPEeIHOCTH, KaKo INTO C€ peKOoH(UTypHpame Ha IMedaTeHaTa CTPYKTypa U J00HBambe
COOJIBETHH CBOjCTBAa HAa MaTEpHjalioT CO TEKOT Ha BpemeTo. OMIITO 36MEHO JIETypUTE CO
MemopHja Ha o0iukoT (Shape memory alloys (SMA) u shape memory polymers (SMP)) ce
Beke nmpuMeHetu kaj All kako 4D-matepujanm 3a 1a ce mpou3BeaaT JEIOBH HA €IACTUIHHU
pPOOOTCKH CHCTEMH, CaMOMOJ00pYyBauKH CTPYKTYpU W KOHTPOJIMPAHH CEKBEHIIMOHATHO
OJBUTKYBaHU cuctemu [124]. EnextpuyHHTe MaTepujaJid MUe30 MPETCTaByBaaT YINTE €IHA
JIOTIOJIHUTENHA MOXHOCT 3a 3D-mewaremero. 3aeqHO CO TeHepupame €eHepruja u
akTyanujata, 3D-HaHOMPOW3BOACTBOTO HAa OBHE MaTepHjald MPETCTaByBa OOjEKT Ha

uctpaxyBame [125]. Co kopucremeTo Ha TexHojoruute Ha All Moke JiecHO aa Oupmar
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MIPOM3BE/ICHU CIIOXKEHUTE OOJIMLIM Ha MOJIMMEpUTEe 32 MeMopHja Ha obnuuute. EBanyanujarta
Ha KBAJUTETOT HA OBUE MAaTEpHjalid € MOBP3aHa CO JUMEH3MOHAIHATA TOYHOCT, KBATHUTETOT

Ha MOBpILIMHATA U TYCTHHATA Ha Jenot [126].

Cneyujannu mamepujanu Kaj a0umueHomo npou3eo00cmeo

[lomony ce nmaaeHW HEKOJIKY NMPUMEPH Ha KOPHUCTEHE CICNUjaIHd MaTepujaid Bo 3D-
MIEYATEHETO.

Texnonoruja Ha mevareme 3D Moxe na mpousBene KOj OWIO OOJNMK CO KOPUCTEHE
MpexXpaHOCHU MaTepHjalid, Kako IITO CE€ YOKOJano, Meco, OOHOOHH, MHIIA, IIMAreTH, COC U
ap. [127]. OBoj mporiec 0BO3MOKYBa Kpeallija Ha 37paBa XpaHa OHIEjKH OBO3MOXKYBa J1a ce
M0JICCYBaaT COCTABHUTE JICJIOBU O€3 J1a Ce HaMaJld HYyTPUTHUBHATA BPEJIHOCT U BKycoT [128].
OBaa TexHOJIOTHja MOKE TUPEKTHO Ja MpPOM3BE/IE TOBEKECIOjHH JEJIOBH O]l MecedeBara
mpaliyHa, IMTo MOXeE JIa MMa TUPEKTHA MPUMEHa 3a HacelyBameTo Ha MeceunHara [129].

Co npuMmeHaTra Ha OBaa TEXHOJOTHja MOJHATA WHIYCTPHja M HMHIYCTpUjaTa Ha HAKUT Ke
uMaar moceOHU MPETHOCTH, KaKo IITO CE MOKYCO BpeMe 3a MPOU3BOICTBO, HAMAJIEH TPOIIOK
u ci. [130].

Bo Tek ce pacnpaBu OKOJIy MOXHOTO KOPUCTCHEC Ha OBHE TEXHOJIOTMH BO Tpajie’KHATa
WHIYCTPHja HACOUYCHU KOH MCTPa)KyBamaTa Ha OCTOHOT U JPYTrUTe MaTepHjalid KaKO MOXHHU

marepujaiu 3a AIT [131].

AII 60 xudpaynuxkama u enekmponuxama

MacCurdy et al. [132] ru ucTpaxkyBajie HHOBaTHBHHTE MOKHOCTHU Kaj IIPOU3BOIH CO TIOBEKE
marepujanu. VcTpakyBamara ce OJHECyBalle Ha IeYaTeHH eIEMEHTH BO XHApayluKaTa npu
IITO IBPCTHOT W TEYHHOT MaTepHjall ce TMeYaTeHH CHMYJITAaHO BO TEKOT Ha MPOIECOT.
Mertonara Fused deposition modeling (FDM) co moBeke MiIa3HHIIM € KOPUCTEHA 3a
NPOM3BOACTBO HAa CTPYKTYpH KOU COApPXKAT KPYyTH, (IEKCHOMIHM M MaTepHujaid 3a
MOJI/IPIIKA, KaKo ¥ Jla Ce HaloJIHAT UCTOBpeMeHo U co (uryna. Kako pesynrar Ha Toa no0ueH
€ MeXaHu3aM TOTOHYBaH CO XHUJpayJiuKka co yiora Ha (iekcubusieH poOooTcku (akad Koj €
MPOM3BEACH BO €ICH YeKop W 03 [ONMOJHUTENHAa MOHTaXa. BKiIydyBameTo Ha
CIPOBOJIUBUTE CYNCTaHIMKU BO mpoiecoT Ha AIl oBO3MOXyBa €JIEKTPOHCKHUTE Kojia Jia

Ounat BrpaJieHu BO 00jeKTOT IITO e MeYaTH.

AII co nonumepu

Co xopucremero FDM moxe na ce mobue 3D-men co HaHeCyBame MOCTAIMHHU CIOEBH Ha
BOpHU3raH TepMOIUIaCTUYCH Martepujai, kako mro ce polylactic acid (PLA), acrylonitrile
butadiene styrene (ABS), polypropylene (PP) wiu polyethylene (PE) [133]. Bo mocienHo
BpeMe BO ymoTpeda ce M KHUIM O]l TEPMOIUIACTUYHU MaTepHjaId CO MOBHCOKA TeMIepaTypa
Ha Torethe kako mto ce PEEK u PMMA [134].
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AIl na kepamuuku mamepujaiu

Texunomnorujara AIl Mmoske 1a mpou3Be/ie KepaMHUUKK MPOU3BOAM U MPOU3BOAM 07 OeTOH 0e3
Aa “MaaT IMYKHATHHW WX TOJICMU MYTIJIMHA, CO OHTI/IMHSaHI/Ija Ha TIapaMCTPUTC Ha
nporecot. Kepamukara e jaka, TpajHa U OTIIOpHA Ha OraH. 3apajiu Hej3uHATa TeUHA COCTOj0a
npej Jia ce MpoLecHpa, Taa MOXKE Ja ce KOPUCTU 3a KaKoB OWJIO OOJMK U € COOJIBETHA 3a

HAHWHATAa Ha Irpaac)KHUIITBOTO, HO U 3a CTOMaTOJIOI‘I/IjaTa U BCCJICHCKHUTC UCTpaXyBamba
[135, 136].

AIl na komno3umu

Kommo3utHure Mmarepujasim co CBOjaTa Pa3sHOBHIHOCT, MajaTa TEKMHA W HAMEHCKHTE
CBOjCTBa ja PeBOJIyLIMOHANIN3KPaa HHIycTpujaTta. Kako nmpuMep Ha KOMIIO3UTHU MaTepujaiu
ce TOJMMEPHHUTE KOMIIO3UTH 3alBPCTCHU CO jariiecHOpoaHW BiakHa [137], kako u oHue
3alBpCTEHHU €O crakiieHd BiakHa [138]. OHue co kapOOHCKHU BIIaKHA MIMPOKO CE KOPHUCTAT BO
aBHOHCKaTa WHAYCTpPHja 3apaJyd HHUBHATA BHCOKA cremu(pUYHA KPYTOCT, jaKkocT, noOpara
OTIOPHOCT KOH KOpo3ujaTa u J0o0putTe Kapakrtepuctuku Ha 3amop [137]. Kommosuture co
CTaKJICHU BJIaKHA MIMPOKO C€ KOPUCTAT BO Pa3sHU NMPUMEHH U 3apajd pPEelaTHBHO HHUCKATa

[ICHa BO OJIHOC Ha JoOueHuTe kapakrepuctuku [138, 139].

3.2. KBajuTeT Ha MOBPIIMHATA

KBanureror Ha mNoBpUIMHATA € KOMIIOHEHTAa Ha TEKCTypaTa Ha IOBpILIMHATa U Ce
KBaHTU(HIMpa CO OTCTallyBamwarTa o]l reoOMeTpHjaTa Ha noBpiunHara. [loBpimmHara ce cMeta
3a Ma3Ha JIOKOJIKY OTCTaIlyBamara Ce€ Mald, a JJOKOJKY Ce TOJeMH Taa ce CMeTa 3a Tpyoa.
JlenoBuTe KOM ce co rpyba MOBpIIMHA MMaaT rojeM Koe(UIMEeHT Ha TPUEHE M Ce TPOIIaT
noOpry o OHHE KOM MMaaT mojao0ap KBAJIMUTET HA MOBPIIMHATA. 3a MHOTY NPUMEHH BO
MHXEHEPCTBOTO KBAIUTETOT HA MOBPIIMHATA € O] rojieMa BaXHOCT U TOj Tpeba aa Ouje 1To
€ MOYKHO TIOrojieM 3apaau rneppopMaHCHUTE M TpajHOCTa Ha JAEJIOBHUTE. TeKkcTypara Ha
MOBpLIMHATA BKJIy4yBa pamnaBocT i OpaHoBuaHOCT (ciuka 3.16) [50, 140-142].

MepemeTo U OlleHKaTa Ha panaBoCTa Ha MOBPIIMHATA CE€ KapaKTepH3Upa cO BeKe HIMPOKO
npudareHn mapaMeTpy KOM YKa)KyBaaT Ha MOCTOCHE PAa3IMYHU KPUTEPHUYMH Ha OIIEHKa Ha
parmaBocra.

Bo ISO 4287 [141] cranmapaoT, mpoduIoT Ha MOBPIIMHATA € KOMIOHUPAH O MIPUMapeH
npodui, npodui Ha panaBocTa u npodui Ha OpaHoBUAHOCTA (ciuka 3.16) [143].
[IpumapHuoT npodun € BKyNMHHOT Npoduil Mo npuMeHaTa Ha (GUIATEpOT 3a Kyca OpaHOBa
nowkuHa As [144]. Ilpodumor Ha pamaBocT € MpodUIOT KOj ce J00MBa O MPUMAPHHOT CO
OTCTpaHyBame Ha Jloirata OpaHoBa JIOJDKMHA CO KOPHCTEHE Ha BUCOKO MOjaceH (uiITep co
mmpouyrHa Ac. IIpodmior Ha pamaBocTa Ha MOBpPILIMHATA HAMEPHO ce€ MoJUdHIMpa U
MPEeTCTaByBa OCHOBa 3a OIICHKA Ha TMapaMeTpUTe 3a KBAIUTETOT HA ITOBPIIMHATA.
OnBojyBameTo Ha MPOQUIOT HA paraBoCcTa HU MoMara ja qobueme npernusHa nHpopMaimja

3a paraBocCTa.
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—— [Ipumapen npodu

——— [Ipodun Ha GpaHOBUIHOCT

—— IIpocun Ha panaBocT

Enemenraphna
MEpHa 10JKUHA

[IpenocnuBocT

As Ac M Bpanosa joyKMHA

t t 1

IMoppauje Ha GpaHOBA JIOKUHA

Cnuxa 3.16. Ipukas na npogpurom na nospuunama [142].

[ToctojaT moBeke mapamMeTpu MOBP3aHH CO ParaBOCTa HA MOBpIIMHATA. Toa ce: mapamMeTpu Ha
amruintyaara (BpBosu u gonuan) (Rz, Rp, Ry, Re, Rt), mapameTpu Ha cpeaHaTa BpeIHOCT Ha
amrutyaara (Ra, Rg, Rsk, Rku), mapamerpm Ha pacrojanuero (RSm), xubpumnu
mapametpu (Rdq), mapameTpu kou ce oaHecyBaar Ha pasHu coomaHocH (Rmr, Rdec, Rmr),
rapaMeTpu Ha MOBpIIMHATa KOM MMaaT paciioeHU ¢yHKIHOHAIHU cBojcTBa (Rk, Rpk, Rk,
Mr1, Mr2) [142, 145, 146]. Cute oBHE MapaMeTpH € BO COTJIACHOCT CO MHTEPHAIIMOHATHUTE
crarmapau 1SO4287-1997 n 1SO13565-1996.

3a eKcIeprMEHTATTHITE MCTPaXKyBarka BO OBaa JMcEpTalyja 3eMEHU CE HajuecTo NMPUMEHYBAHUTE
napameTpu Ha panaBocT Rz, Ra u Rq 3a xon HMBHaTa rpaguyka 1 MaTeMaTH4yKa MpeTCTaBa

ce maaeHu Ha caukute 3.17,3.20 u 3.21.

MaxkcumasiHata Bucounna R; (UM) mpercraByBa cyma 0] MAKCUMAaJTHUTE BUCOYMHU Rp
U MaKCUMaJHUTE NOJWHU RV Ha mpodmior Ha pedepeHTHATa NODKHHA. MaTeMaTHIKu €

IpUKaxaHa Ha CJICIHUOB HAYHUH:

R, =R, +R, (3.1)
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oA A"
g

Rv

EnemenTtapna MmepHa fomxuHa /

Cnuka 3.17. I pagpuuku npuxas na R;.

MakcuMasnHaTa BUCOYMHA Ha podmiioT Rp ja mpercraByBa MakcHMallHaTa BUCOYMHA HA

po¢UI0T BO paMKHUTE Ha pepepeHTHaTa JOoJKMHA. MaTeMaTUUKH € MIPEeTCTaBeHa KaKo:

R, = max(Z(x)) (3.2)

Zpi

Zp2 Zp3

LA TN

EnemenTapna MmepHa joikuHa /

Cnuxa 3.18. I'paguurku npuxas na Rp.

MakcumanHaTa JiabounHa Ha npoduioT Ry ja mpeTcTtaByBa MakCHMMaJlHAaTa J1j1a004yMHA
Ha TIpoWIOT BO paMKUTE Ha pedepeHTHara mrabouyrHa. MaTeMaTH4KH € MpeTCcTaBeHa

KaKo:

R, = min(Z(x)) (3.3)

[ AY
2] MY 2 S 2 ) e

Enementapna MepHa 10JIK1HA /

Cnuxa 3.19. I' pagpuuxu npuxaz na Ry.
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APUTMETUYKOTO CPEeAHOTO KBaJpaTHO OTCTallyBame R, NpeTcTaByBa CPEIHO ariCOJyTHO

OTCTaIlyBamke Ha MpOoMIOT 0 cpeaHaTa JuHUja. MaTeMaTH4YKH € MPETCTaBeHO KaKo:

Rq =7 [ lz(x)| dx (3.4)

EnemenTapHa MepHa 10JI>K1HA /

Cnuxa 3.20. I pagpuuku npukas na Ra.

CpenHoTOo KBaJpaTHO OTCTamyBame Rq mpercraByBa cpeHO KBaJIpaTHO OTCTAIyBamke Ha
CKEHUpAHUOT Mpoduia on cpenHara nuHuja. OBaa TroJIEMHHAa € TMOYYBCTBUTEIIHA Ha
BPBOBUTE H JIOJMHHTE BO OJHOC Ha Ra, Owjacjkm aMIUIMTyIWTEe C€ 3eMaaT Kako
KBaJIpaTHH.

e Panasoct Ha mpoduiior (2D) : Rg/Ra = 1.22

e PamnaBoct Ha podunot (3D) : Rg/Ra=1.25

MaremMaTnuku e IIpUKa>kaHa Kako:

Re = [Hhlz2@ldx (35)

EnemenTapHa MepHa 10J3KUHA /

Cnuxa 3.21. I'paguuku npuxas na Rq.
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Memoou na mepere na panagocma Ha ROBPUIUHAMA

MepemeTo Ha panaBoCcTa Ha IMOBPIIMHATA HA pa0OTHOTO Mapye MOJXKE J1a CE peaju3npa Ha
pa3IMYHN HAYUHU U CO pa3InyHu TeXHUuKH [147].

JlupekTHata MeTOJa Ha MEpEeHe KOPUCTH IepOo NMOCTaBEHO HOPMAJIIHO KOH MepeHara
MOBPIINHA, a MPUKWKAHUOT MPOQHUII Ce KOPHUCTH 3a MPECMETKAa Ha IapaMeTpUTe Ha
pamnaBocrTa.

TexHuKata Ha criopei0a KOPUCTH IPUMEPOK CO MO3HATA PArlaBOCT Ha MOBPIIMHATA KOj ce
CIIopeiyBa cO TOj 3a KOj ce 6apa panaBocta. [[puMepoKOT € HampaBeH CO UCTUOT IPOLIEC,
MaTepHujaj ¥ ImapamMeTpu Ha o0padoTKa Kako M TOj 3a KOj ce Oapa pamaBocTa.
BeckoHTakTHaTa METOJ]a KOPUCTH CBETJIMHA HAMECTO TIEPO 3a Ja ce Jodue nmpouiaoT Ha
parnaBocra.

MepemaTta peaqu3upaHd BO TEKOT Ha MPOIECOT BCYIIHOCT ja KOPUCTAT TEXHUKAaTa Ha
MPEIO3HaBAKkE OOJIMIIM, YJITPA3BYKOT U CJI. CO KOM BO TEKOT Ha MPOLIECOT ce J00uBaatr

rmapaMeTpuTe Ha paraBoCcTa.

3.3 OnTuMu3anuja Ha NPoOLECHUTE MapaMeTpH

CTaTUCTHYKHOT JW3ajH Ha SKCIICPUMCHTHTE ce mojaByBa BO 1920-te Onaromapejkm Ha
Ronald Aylmer Fisher [118]. Bropata epa Ha qu3ajHOT Ha EKCIICPUMEHTHUTE 3all0YHYyBa BO
1951 co paborute Ha Box m Wilson [148] kou ja mpuMeHHIIC HjejaTa 3a MHIyCTPUCKU
JIM3ajH U ja pa3BUJIe METOJIOJIOTHjaTa Ha OJI3MBHATA IMOBPIIHHA.

CucTeMOT 3a Ju3ajH Ha eKCIepuMeHTHUTe KpeupaHn ojn Taguchi (Taryuwm) e emHo on
HajroJIEMUTE HH)KEHEPCKH JIOCTUTHYBama Bo 20-0T BeK.

Paborara Ha Taryum Bo 1980-Te [78], mako Hekou ja cMeraaT 3a KOHTPOBEp3HA, MMa
3HAYUTEIHO BIIMjaHWE 3a TOMyJapu3anMjata Ha CTaTUCTUYKUMOT JHM3ajH  Ha
EKCIIEPUMEHTHTE IIITO MMAJI0 CEPHO3HO BIIMjaHUE BP3 MOJA00PYBAKHETO HA KBAJTUTETOT BO
MIPOU3BOJICTBOTO U Jpyrute cepu [146].

Kaj meromara na Taryum 300poT ,,onTHMH3anuja’ oO3HadyBa HaAjA00pO HUBO Ha
ynpaByBaukute mnapameTpu. Jluzajuor Ha ekcriepumenture (DOE) e cucremarcka
METOJIa CO KOja C€ OlpeeTyBa BpckaTa moMery (hakTopuTe KOH BJIHjaaT BP3 MPOILECOT U
n31e30T o nponecor. OBaa mHpopMalMja € IoTpeOHa 3a Ja MOXKE Ja Ce yNnpaByBa CO
BJIC30T Ha IMPOIECOT CO IIeJI ONTUMHU3anuja Ha u3ae30T. CO HEroBHOT MpPHCTAIl
3HAYUTEIHO C€ HaMajlyBa OpOjOT Ha EKCIEPHUMEHTHUTE KOj Tpeba Ja ce peanusupa Mpu

ucTpaxkyBamara [149].
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3.4. In3aju-npoctrop Ha Taryun

EdexroT Ha MHOTYTE pa3nuyHU apamMeTpH BP3 KapaKTEPUCTUKUTE HA MPOLECOT MOXKE J1a
C€ HCTPaXXH CO KOPUCTECHE Ha OPTOTOHAIHHOT JAU3ajH-TIPOCTOP MpemiokeH oJ Tarydwu.

Bbpojor Ha mpoOu kou Tpeba Na ce peanu3upaaT COTJIACHO OBOj MPUCTAIl € JaJeH BO

Taoemure 3.1 u 3.2.

Tabena 3.1. Opmoconanen ousaju cucmem 3a pasiuyHu napamempu U HU80d HA eKCnepuUMeHm.

Bpoj na mapamerpu (P)

2 3 4 5 6 7 8 9 10 | 11 12 13 14 | 15 | 16

2 L4 | L4 | L8 | L8 | L8 | L8 | L12 | L12 | L12 | L12 | L16 | L16 | L16 | L16 | L32

3 L9 | L9 | L9 | L18 | L18 | L18 | L18 | L27 | L27 | L27 | L27 | L27 | L36 | L36 | L36

4 | L16 | L16 | L16 | L16 | L32 | L32 | L32 | L32 | L32

bpoj na uuBoa (L)

5 | L25 | L25 | L25 | L25 | L25 | L50 | LS50 | L50 | L50 | LS50 | L50

Tabena 3.2. Opmoeonanen Ouszaju cucmem 3a pa3luyHu napamempu U Huod Ha

excnepumenm (npooondicenue).

Bpoj na mapamerpu (P)

17 18 | 19 | 20 | 21 | 22 | 23 | 24 | 25 | 26 | 27 | 28 | 29 | 30 | 31

2 | L32|L32|L32|L32|L32|L32|L32|L32|L32|L32|L32|L32|L32|L32 | L32

|

S | 3 | L36|L36|L36|L36|L36|L36|L36
=

g | 4

g

“ s

3a nma ce ompenenu ePeKTOT KOj CeKOja o]l BapujabiuTe ro UMa Bp3 H3JE30T Ke Tpeba 1a ce
ompenenu coogHocor SN (the signal-to-noise ratio). Bo paBenkara kojamrto cieaysa Yi €

cpeaHa BpeqHOCT a Si e Bapujanca [150].

SN, = 10log (3.6)
Kaje
— 1 )
;= N_lZil:razl Yiu (37)
)51
1 ) _
st =1 2t (Ve — 7)) (38)

i — 6poj Ha eKCITIepHUMeHTH
u — 6poj Ha mpobH

N; — 6poj Ha npo6H 3a eKCIePHMEHTOT {
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BooOnyaeHo mocTtojar Tpu KaTeropum Ha KapaKTepUCTHUKUTE Ha MnepdopMaHCUTE BO
3aBUCHOCT 071 S/N COOTHOCOT:

1 HomuHamHaTa BpEeIHOCT € Hajnoopa

SNy = 10log (532) (3.9)
2
2. Tlo ronemoTo e o Aob6po (MaKCHMH3HDPA])
SN, = —10log G ;.‘:1%) (3.10)
3. [To manoTo e mogoopo (MUHUMHU3HPA))
1
SNs = —10log (> XL, ¥?) (3.11)

Kaze:

YV € CpeaHa BpeIHOCT Ha II0aTOLUTE

> ) —

sy €BapujaHca Ha ¥

n e Opoj Ha mpodu

Yy € moJaToK o mpodara
Coomnocor S/N e mpukaxan Bo ngermbenu [151]. HctpaxyBamara omdareHH BO OBaa
JHcepTalja ce MOBP3aHU CO KBAIMTETOT Ha TOBPIIMHATA, a LENTa € Ja ce JOoOWjaT INTO
MOMaJld BPEJHOCTH HAa HEPAMHUHHUTE, T. €. BaXXH NPABHIOTO ,,[I0 MajioTO € Mo J00po

(MUHUMU3UPA) ).

3.5. Perpecuona anaamn3za

Bo ucrpaxyBamara € KOpUCTeHa perpecroHaTa aHaIn3a 3a Jia ce HajJe 3aBMcHaTa Bapujadia
BO ()yHKIIMja Of] MIOBEKE HE3aBUCHU Bapujaldiu.
v =P(xy, X3, X3, 00, X)) + 5 (3.12)

£ ja mpercraByBa (pyHKIMjaTa Koja TpeOa a ce OmpeneiH, a & MPETCTaByBa CTaTHCTUYKA

Tpelika Ha Mepeme.
O6nukoT Ha ¢yHKIMjaTa Moke aa O6ujae nuneapeH (3.14) wnu excnonenuujaiex (3.15) u Bo

TOj CIy4aj paBeHKUTE ke Ouaar:

Vv = Bo + B1x; + Paxz + P3xs + Paxs (3-13)
y = ngflxgzxf3xf"‘ (3.14)

kane Po, P1, P2, B3 1 Pa ce perpecronn KOEPUITUEHTH, a X1, X2, X3 U X4 CE UETUPUTE HE3ABUCHU
Bapujabu.

3a na ce uAeHTUUIMPA KOj O]l MOJEIHUTE € MMOCOOJBETeH 3a HAIMOT CIy4a] HalpaBeHa €
KopenanuoHna aHanusza. HajromemMmuot Opoj Ha aBTOpPH KOM C€ 3aHMMaBaaT CO KBAJUTETOT Ha

00paboTeHHUTEe TOBPIIUHHU Cyreprupaar Ja ce KOPHCTH JTHHEAPHUOT WM €KCIIOHCHIIH]jATHHOT
monen [152 — 154].
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3.6. Kopucren copTBep BO HCTpa:KyBamaTa

Bo pamkuTe Ha MCTpaKyBamara BO OBaa JOKTOPCKA JMCEpTalMja KOPUCTEHH CE Pas3IHYHU
coprBepu. SolidWorks e kopucteH 3a au3ajHUpam-e Ha JCTIOBUTE KOH ce neuareHu co All 3a
cTaTUCTHYKaTa aHanu3a kopucted € Minitab, version 21 [155], JMP 17 pro [156] kako u MS
Excel with Data Analysis Tool [157] 3a oxpeneHu aHamu3u. 3a MpUKA30T HA rpaduyuKu
moaenu 3D kopucten e Matlab 2021 [158]. 3a onTuyko CkeHHMpame Ha MOBPIIMHATA HA
PUMEPOITUTE KOpHCTeH € copTBepoT AmScope.

Bo nmenot 3a cedeme Ha mMojenor, 3a konBep3uja og STL format Bo G-koa KopucTeHHu ce
cnobonno mocramuaute PrusaSlicer [159] and Slc3r 1.3.0 [160] 3a mpecenurte Ha 601yCcOT
kopuctenn ce 3DSlicer u  SlicerRT [161], a 3a pacmopenoT Ha paagujanujata Kaj

UCTpaXKyBarmbara BO pajuoTepanujata KopucteH e copreepor Monaco [162].

3.7. EdexToT Ha 00J1yC IPH TPETMAHOT BO paguoTepanujara

Bbpojor u pasHoBuaHOCTa Ha mpumenara Ha AlIl c¢ moBeke ce 3rosemyBa, MOCEOHO BO
nocneaHuTe roguHu. OBaa TEXHOJOTHja 3all0YHYBa Jla MMa TOJEMO BIIHMjaHHE BP3 pa3HUTE
00JIaCTH Ha HAIIETO JKUBECHE, MET'y KOM U Bp3 MeAWIMHATAa. ElHA 01 MOXKHUTE IPUMEHH €
7la c€ KOPUCTU TEPMOIUIACTHYHA TIOKPUBKA IPU painoTepanyjata Kaj 00JHUTE O KapIIHHOM.
[lepconanuzanmjara Ha 00JycOT (IOKPUBKA OKOJIY MECTOTO Ha 3padeie) MOXKE Ja To
3rojieMM KBaJMTETOT Ha TepamnMjarta Kaj OOJHHUTE OJ pak Ha Koxka Ouejku OOJMKOT Ha
KOMepIUjaTHUTe OOJyCH HE MOXKaT MepQeKTHO Ja HajerHaT Bp3 KOKaTa Ha pa3jIMdHHUTE
narueHT npu paauorepanujata co Medical Linear Accelerator (LINAC).

Bbonycot Tpeba mepdekTHO Aa ce coBmara co KOHTypaTa Ha JIMIIETO Ha MAalMeHTOT, 3a Ja
OHEBO3MOXH MPOJHpamke BO3AYX MoMely 00JIyCOT M KoKaTa Ha MalueHTOT. [IoKonky He ce
00e30enu Toa, arcopOrpaHaTa /1032 U Hej3MHATa XOMOTEHOCT BO IMOAPAYjeTO Ha UHTEPEC Kaj
MalMeHTOT HeMa jJa ce 3rosemu. O Tyka MpousiieryBa morpedbara na ce gobue
[0CaKyBaHMOT OOJMK Ha 30HaTa BO KOja ce BpIIM paguoTepanyjaTa. 3agayara Ha
pazuoTepaneBToT € J1a TO MOATOTBU OOIYCOT 3a ONpe/esieH TPETMaH M PErMOH Ha MalueHTOT.
Toa 6u Tpebanmo na mma BaxkeH e€(PEKT Bp3 NOMECTYBAamETO HAa MaKCHMalHaTa Jo03a Ha
panujaruja (Dmax) mo6imcKy 10 KojkaTa Ha manueHToT [163].

Komeprjanuure Ooilycu ce HampaBeHM O JIMCTOBM Ha OJpeleH MaTepHujal Kou ce
neopMHpaaT NP HUBHO 3arpeBame Bo Tomna Boja (60 °C). JeGenmnaTa Ha 60aycoT Tpeba
Jla ce MpUJIaroayBa BO 3aBHCHOCT O] KOKaTa Ha MAIMEHTOT, IOJIOKOAata Ha TyMOPOT U
eHeprujata Ha () OTOHUTE.

MaxkcUMaaTHHOT TPOLEHT Ha JUTabOYMHCKAaTa [03a MOXeE Ja ce IOCTHTHE Ha OJpeleHa
J1ab04YMHA HAa TKUBOTO Ha MAIMEHTOT U Taa € Mo3HaTa Kako MaKkCHUMalHa J1j1a00uynHCKa 1032

(Dmax), a e pe3yntat Ha eeKTOT Ha HaTpynyBame [163].
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Bo ucrpaxxyBamara peanusupanu o Shiau et al [164], ce mpemopadyBa KopucTeme 601yC BO
CIIy9auTe KOra TYMOPOT C€ pAIlUpW BO PErHOHOT Ha Jwimero. VM napyrm aBTOpW ja
MOTBp/yBaar Taa koHctaramuja [11, 165, 166].

HammTe wcrpaxkyBama BO OBaa JOKTOPCKA AMCEpTalidja OJaT BO IpaBel] Ha KPEeUpame
cnenupuyen 3D-0omyc 3a MAIMEHTUTE Kaj KOM € JHMjarHOCTHIIMPAH KaplIWHOM Ha KOXKaTa.
Jarorekara DICOM (Digital Imaging and Communications in Medicine), koja e reaepupaHa
CO CKEHEpOT 3a cuMyJainuja co Komimjyrepcka Tomorpaduja (CT Sim), ke ce mpoiecupa co
oTBOopeHo jaocramHuoT codrBep ‘3D Slicer’ co men ma ce kpeupa cTaHAapaHATa AaTOTEKa
STL, nmotpebna 3a 3D-neuatemero Ha 60irycoT. Bo HcTpakyBameTo € HampaBeHa criopenda
nmomMery BOOOWYACHO KOPUCTEHHUOT OOJIyC M OHOj JnoOueH co TtexHonorujata Ha All
Bepudukanujara Ha g03ara Ha oJpe/eHa Iab0YMHA € pealu3upaHa co COPTBEPOT KOj TO

Kopuctu anroputMotr Monte Kapo.
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4. EKCIIEPUMEHTAJIHU UCTPAXKYBAIbA

Bo oBaa nmucepranmja ce ucTpaxyBaaT TpH MapaMeTpu Ha KBAJUTETOT Ha moBpuinHata Ra,
Rz u Rq. HctpaxyBanu ce Tepmoruiactuunute Mmarepujaau PLA, ABS, PETG kako u
HeprocyBaukuoT dYenuk 316L. HMcrpaxyBamara Tpeba a IMOKaKaT KOW OJ BIIC3HUTE
nmapaMeTpd WMaaT MOroJIeMO BJIMjaHHE Bp3 KBAIUTETOT HA TOBPIIMHATA IPH INTO 3a
TEPMOIUIACTUYHHUTE MaTepujajdl KopucTeHa e TexHonorujata FDM, noneka 3a
HEpProCyBaYKHUOT YEJUK KOPHUCTEHU CE€ JIBE TEXHOJOTHMH. TexHosnorujara FFF (Bo oOnuk Ha
xuia) u texuomorujata DMLS (Bo oOiuk Ha mpaB). [Ipy MepemeTo Ha KBAaJIUTETOT Ha
MOBPIIMHATA KOPUCTCHH C€ PA3JINYHU MPABIU HA MEPEIHE.

CoracHo HEeKOHM HMCTpaxyBama [63, 167], mepemara ce mpaBeHu Bo Tpu mnpasiy, 0, 45, 90.
He mnocrou moceOHO oOjacHyBame 30IITO € TOa HANpPaBEHO, HO HMMajKU TU TPEIABHI
pa3IMYHUTE TMPAaBIM ¥ TEXHOJOTMH HA QJUTHBHOTO TIPOM3BOJCTBO W AaCHEKTUTE Ha
CTaHJapAM3annjaTa OMpaBIaHO € Ja Ce UCTPAXH KBAIUTETOT HA MOBPIIMHATA BO PA3IMYHU
MPaBIH U J1a ce JoKaxe Aeka 90 e mpaBoTO PELICHHE U 32 OBUE TEXHOJIOTHH.

brok-nujarpaMoT Ha TEKOT Ha UCTPAKYBAETO € MpUKakaH Ha ciuka 4.1.

Usbop Ha DOu3ajHHa Peanuzayuja Ha Meperse Ha WHrepnpetayuja TecTHa

napameTpu EKcnepUMeHToT EKCnepUMeHToT NpUMEpOKOT Ha nogaTouuTe ycornaceHocT

Cnuxa 4.1. Brok-oujacpam Ha mexkom Ha UCMPA’CYBAFAMA.

4.1 Ilpumena Ha Mojaenupamwe co cnoeHu cjgoesu (FDM) kaj neuareme Ha

TepPMOILIACTHYHH MATePHjaan

Kapaxkmepucmuku na mamepujanume

Martepujanute kou ce kopuctenu npu excriepumentute ce: PLA (Polylactic Acid) BinakHo co
6akapHa 0oja, ABS (Acrylonitrile Butadiene Styrene) npuo BiakHo u PETG (Polyethylene
Terephthalate Glycol Modified) onto BrakHO, ¥ cuTe co npeyHuk 1,75 mm.

TemnepaTypaTa Ha meuaTeme Ha PLA e (190 — 230) °C, 3a ABS e (210 — 240) °C, a 3a
PETG e (220 — 250) °C, a cpemmure Bpemmoctu ce 210 °C, 225 °C, u 235 °C.
TemnepaTypaTa Ha HOBpIIMHATA HA Koja ce medatn 32 PLA e (20 — 60) °C, 3a ABS e (80 —
110) °C u 3a PETG e (80 — 90) °C, co cpemnu Bpennoctn 60 °C, 95 °C n 85 °C,

Cnoukara 4.2 T TOKaXyBa TEPMOIUIACTUYHHTE MaTepHjajli KOPUCTEHH BO OBHE

E€KCIIEPUMEHTH.
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Cnuxa 4.2. Tepmonnacmuynyu mamepujanu KOpUCMeHu 60 UCMPANCY8ATLAMNA.

HO,I[OJ'Iy CC JaJJ€HHU HCKON OCHOBHH CBOjCTBa Ha KOPUCTCHUTC TCPMOILIACTUYIHH MaTepI/IjaJ'II/I.

PLA
e Kpyt, HO KpULIMB MaTepHjal.
e HajuecTo ce KOPUCTH 3a MPOTOTHUIICKO POU3BOACTBO, UTPAYKH 32 HAa Maca, JAEJIOBU CO
MaJIi ONTOBapYBambha.
e Hajnobap marepujan 3a HOYETHUIIM 3apaJH €JHOCTABHOCTA HA KOPUCTEHHETO U 3aT0a €

HAjueCcTOo MpernopayaH MaTeprjall Kaj oBaa METO/a.

ABS

e Jak enacTUueH MaTepHjall, OTIOPEH Ha TPOLICHE U Ha TEMIIEpaTypa.
e BooOnuaeHO ce KOPUCTHU 3a CIIPETHaTH AEJIO0BHU, KaKo IITO Ce 3aMYeHULIH, JIEIOBH

M3JI0KEHH Ha Y B-3paueme Wiiu IpOTOTUIICKH JIETIOBH.

PETG
e Toa e TpaeH u enacTUUEH MaTepujall co CjajHa MOBPIIMHA U € OTHOPEH Ha yaap U
TemIeparypa.
e HajuecTo ce KOpPUCTH 3a pa3HU MAIIMHCKY JIETIOBU M KYTHECTH KOHCTPYKIIUH.

L4 OI[J'II/ILIHO CC ITpHJICTIYBA KOH pa3HU JICHTH.

Ilepconanen 3/[-neuamay

[leyaTauoT K0j € KOPUCTEH 3a meuaTewme Ha TepMmorutactuuHuTe npumepoun e ORIGINAL
PRUSA i3 MK3S+. Toj kopucti 1Ba pa3nu4ad npeunuka: 2,85 u 1,75 mm. I[Tomamuor
NPEYHUK € HAjuecTO KOpPHUCTEHa MJa3HHIIa U HeMa HEKOe BIMjaHHe Bp3 KBAaJIMTETOT Ha
nevatemero. Ha ciukara 4.3 e npukakan ORIGINAL PRUSA i3 MK3S+, noieka HeroBute

TCXHUYKHU KAPAKTCPUCTUKHU CC NAACHU BO Tabena 4.1

32



LoKTopcKa anceptaymja — KantpumHe Jakynum

YKUM — MaLunHcKku

o eJacTHueH ij
' CO NPY:KHHH

Cnuxa 4.3. Ilepconanen 3/]-neuamau ORIGINAL PRUSA i3 MK3S+.

Kanubpayuja na ORIGINAL PRUSA i3 MK3S+. KamuOpanujara va 3D-neuaraunre e

3aJ0JDKUTECIIHA NPpea Aa €€ 3alI0YHE CO HETOBOTO KOPHUCTEILE. HOKpaj CJICEMCHTUTE IIOBP3aHU

CO IIPOBCpPKATa Ha IM€4aTadyoT IIO HEroBara MOHTa)XXa C€ IIPOBCPYyBa MHCIIPABHOCTA Ha

HHUBCIIMPAKLCTO HA MacaTta.

Ta6ena 4.1 Texnuuku xapaxmepucmuxu na ORIGINAL PRUSA i3 MK3S+.

Build Volume
Layer height
Nozzle

Filament diameter

Supported materials

Max travel speed

Max nozzle temperature
Max heat bed temperature
Extruder

Print surface

Printer dimensions (without spool)

Power consumption
Print surface

Printer dimensions (without spool)
Max heat bed temperature

Power consumption

25x21%21 cm (9,84"x8,3"x8,3")

0,05 - 0,35 mm

0.4mm default, a wide range of other diameters/nozzles supported
1,75 mm

Wide range of thermoplastics, including PLA, PETG, ASA, ABS,
PC (Polycarbonate), CPE, PVA/BVOH, PVB, HIPS, PP
(Polypropylene), Flex, nGen, Nylon, Carbon filled, Wood fill, and
other filled materials.

200+ mm/s
300 °C /572 °F
120 °C/ 248 °F

Direct Drive, Bondtech gears, E3D V6 hotend

Removable magnetic steel sheets with different surface finishes,
heat bed with cold corners compensation

7 kg, 50x55%40 cm; 19,6%21,6%15,7 in (XxYxZ)

PLA settings: 80W / ABS settings: 120W

Removable magnetic steel sheets with different surface finishes,
heat bed with cold corners compensation

7 kg, 50x55x40 cm; 19,6%21,6%15,7 in (XxYxZ)
120 °C/ 248 °F
PLA settings: 80W / ABS settings: 120W

Ce xanubpupaatr ockure X/Y/Z 3a na ce HajuaT MO3ULMMUTE HAa 4 TOUKM Ha KainuOpaiuja

3apaJy MCIPABHOCTa HA HHUBEJIHPAKHETO HAa Macara. MIcTOoTo ce mpaBu M cO MPBOTO HUBO HA
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neyareme. JIOKOJKY ce MmpeMecTyBa MevyaradyoT Ha HeKoja JApyra JIOKaldja, ce MOBTOpPYBa
kanuOpaijata. Ha kpajoT ce mpoBepyBa pacTojaHUETO MOMEr'y MIIA3HUKOT U MacaTa, Io IITO

MOXKE aa €€ OTIIOYHE CO pa60Ta.

Jluzajuuparee na npumepoyume

3a TpuTe pazIMYHU TEPMOIUIACTHYHU MATEpUjaId JU3aJHOT Ha MPUMEPOINTE € peallu3upaH
co codrepor SolidWorks. Moaenor e couyBan Bo marorekata STL, a moroa ce uzbpanu
napameTpuTe onpeeneHu co Meroaoiorujata DoE 3a cekoj on nmpumepouute. Peanusupano
€ CeYCHEe Ha MOJIENIOT IO CIOCBU M TeHepupame Ha G-KOJOBUTE 3a NeuaTewme. JJumMeH3unre
Ha mapueto ce 20 X 10 X 10 mm (Cnuka 4.4). Ha cnukara 4.5 e mameH mpukas Ha

npuMeponure fooueHu co coprrepot PrusaSlicer.

o x

Smple © Aduanced ® Expent

Priet settings
B 020mm QUALITY (modified)

Ftament
BB Prusamest PLA

Princer

£ B Origes Prusa 13 M35 & MIGIS+

e

PHIEIK

XBMeH3HH

0000

e

-]

Cnuka 4.5. Ilpuxa3z na npumepoyume dobuernu co copmeepom PrusaSlicer u neuamenu 6o X-Y pamnuna

ITpaBeroT Ha rpajerme Ha mpuMepormTe co 3D-Teyarador e 45°  Kkako 1ITO € MpHKakaHo Ha

cimka 4.6.
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_— N

A‘

Cnuka 4.6. IIpasey na neuamerse Ha npumepoyume uspabdomenu 00 MepMOnIACUYEH MAmepuja
ExcrniepuMeHTHUTE CE€ peanu3upaHy cO TPU Pa3IMUYHU HABOA HA MCIIOJHETOCT Ha IIPUMEPOLIUTE

(30 %, 40 % u 50 %) xako u co Tpu BHcouwHH Ha ciojot (0,1 mm, 0,15 mm, 0,2 mm),
IIpUKakaHo Ha ciauku 4.7 u 4.8.

L1=0,10mm

}1 =0,20mm

Cnuxa 4.8. Bucouunu na cnojom xaj npumepoyume.

ﬂusajn Ha ekcnepumernmume

BpojoT Ha excniepumenTu Bo optoronannara ooiact (OA) L9 e u3bpan cormacHo MeToaaTa
Ha Taryunm (I'maBa 3, TaGema 3.1), a € Bo ¢yHKIOHMja 07 OPOjOT HA BIIE3HUTE MapaMETPH H
HHUBOA Kako MTO € mpukaxaHo Bo Tabena 4.2. cture mapamMeTpu U HHBOA CE€ 3a CUTE TPHU
BUJIa HA TEPMOIUIACTHUYEH MaTepujai. Kako BIe3HH mapaMeTpu ce 3eMEHH: NMPEYHHKOT Ha

miazaunara (ND), Bucoumnara Ha cnojor (LH), Op3unata nHa mneuateme (PS) u
nonostHeTocTa (I).
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Tabena 4.2. Bre3znu napamempu u HUBHU HUBOA 3a MEPMONLIACMUYHUNME Mamepujaiu

Husoa
Bp. Buesnu naapmerpu Eauaunu naplflf\)i::por
1 2 3
1  IIpeunux Ha mnazuunara (ND) mm X1 0,25 0,4 0,6
2 Bucounna Ha cnojor (LH) mm X2 0,10 0,15 0,20
3  Bp3una Ha neuareme (PS) mm/s X3 70 80 90
4 Tlononuerocr (I) % Xa 30 40 50

CratuctnaknoT copTBep Minitab € KOPUCTEH 3a Aa ce Hajae KOMOMHAaNKjaTa Ha HE3aBUCHUTE
napamMeTpd ¥ HHBHHTE HHBOA 33 CEKOj OJf EKCIIEPUMEHTHUTE, a CHT€ KOMOWHAIMH Ce

npukaxxanu Bo Tabena 4.3.

Tabena 4.3. Ilpuxasz na mampuyama L9 3a mepmonnacmuunume mamepujaniu

Konnpanu napamerpu @u3M4YKHM NapaMeTpHu
IIpo6a
X1 X2 X3 Xa (Na) (mm) (Ln) (mm) (Ps) (mml/s) (1) (%)
1 1 1 1 1 0,25 0,10 70 30
2 1 2 2 2 0,25 0,15 80 40
3 1 3 3 3 0,25 0,20 90 50
4 2 1 2 3 0,4 0,10 80 50
5 2 2 3 1 0,4 0,15 90 30
6 2 3 1 2 0,4 0,20 70 40
7 3 1 3 2 0,6 0,10 90 40
8 3 2 1 3 0,6 0,15 70 50
9 3 3 2 1 0,6 0,20 80 30

4.2. llpuMeHa Ha TepMoILIacTHYeH MaTepujaJj Bo paguorepanujara (Bolus)

Co men 1a ce 3rojieMu J103aTa Ha 3pauemhe Ha KapIMHOM Ha KOKaTa Ha JIMLETO ce Mpejasiara
KOpHCTEHE Ha CIelfjajiHa MOKpuBKa (0oiryc) Koja € Bo OOJIMK Ha JUIEeTo Ha nanueHToT. Co

TOa K€ Ce TIOCTUTHE MTOMECTYBakE Ha MaKCHMaJTHATA J103a Ha pajujaiuja (Dmax) MOOJUCKY 10

KOXXaTa Ha IMalinuCHTOT. I[e6em/IHaTa Ha 60HyCOT oun Tpe6aﬂ0 Aa MOXE Ia € IIPOMCHJIMBA BO

3aBHCHOCT O] ITOJI0K0aTa Ha paKOT M EHeprujaTa, Kako IITO € MPUKaKaHO Ha ciuka 4.9.
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Be3s 6omnyc Co 6omyc
100 Dmax 100 A
Pak :
80 - :
g 60 12 i Wcra nonmoxk6a
= N Ha paxk ¥ Dmax
40 @ !
20 1 i
KO)KEI/O""*"'KO)Ka/"""*"'
0 10 20 30 40 50 60 70 80 -10 /10 30 50 70
JInabounHa JInabounHa

Cnuka 4.9. Busyenusayuja na npumena Ha 6omycom u egpekmom 8p3 nomecmysarwemo Ha Dmax.

3a ma ce kpeupa 3D-0onyc u3bpaH € MaIMeHT Kaj KOj € JAMjarHOCTULUpPAH KaplUUHOM Ha

Koxara. MaTepujaioT Koj € KOPUCTEH 3a redyareme Ha 6omycot e PLA.

Onmiro 3eMeHO, BO KIIMHMYKATA MPAKTHKA, BOOOMYACHUOT TIPOIEC HA HABOPEIITHA TEpaIHja

co 3pauewe (EBRT) BkimyuyBa 5 rmaBHU 4eKOpH:

1. umoOunu3anyja Ha NaUEHTOT,

2. cuMmynanuja, BoobmyaeHo co komijyrepcka Tomorpaduja (CT), mMarHerHa pe3oHaHca
(MRI), nnm HeKoja apyra TEXHHUKA 32 KPEHPAhE CIIUKA,

3. Kpeupame KOHTypa, CeTMEHTalllja Ha TYMOPOT U OpTraHuUTe,

4. mmaHUMETpHja Ha paJujalyjaTa co MOMOUI Ha KOMIT)YTepU3HUPAHUOT CUCTEM 32 TIAaHUPAHE
Ha TpetMaHoT (TPS), koj ro cumynupa nporecot Ha paauoTepanuja u co Koj IpaBenoT Ha
3pakoT Ha J103aTa U HETOBHOT MHTEH3HUTET CE€ ONMTHUMHU3MpaaT CO 1N Moa00ap TpeTMaH Ha
MAIUEHTOT,

5. TpeTMaH Ha MaIMEeHTOT, I[EeJ0CHATa J03a K€ ce€ MPUMEHHU Ka] MAaIMeHTOT BO MOBEKE Maju

JCJIOBH.

‘ 1. Kpeunpame ‘ ‘

2. CermeHTauuja ‘ ‘ 3. Ceyerbe ‘ 4. MNevaterbe Ha

C/IMKa $durHanHWoOT Npounssopf,
. M360p Ha Hajoobpwu
|| Umobunusaumja - CAD mozen naf)ameTpJn 2a P MocT npouecuparbe
u CT cumynaumja [ —————— —  (uncTerbe , aKoe
Monesnor notpebHo)
ABTOMATCKa UM A
Cnuka Ha payHa cermeHTaumja
— - MpowussogoTt
nauueHToT Ha OpraHoT 1 i leHepupare Ha G- | I'IOF,)D,I'OTBEH 23
. Gonycor KO/JL 33 MeyaTetse. KOPHCTEtbe.
PeKoHCTpyKUMja
L Ha C/IMKATa KaKo Kpeuparse Ha
DICOM oajn | | Aurvtaned 3D
mozaen Ha bonyc
Kawro *stl file

Cnuxa 4.10. Lllemamcku npukas Ha npoyecom Ha Ousajruparee u neyamerse na 3D-b6onyc.
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Cexkoj Ooiryc € yHUKATeH U HAIPaBEeH 32 OJ[PEICH PETHOH Ha MalMeHTOT, OBO3MOXKEHO 3apajin
CT-cumynanujarta Ha MalMEeHTOT. 3a BpeMe Ha Taa MpoIlelypa ce Kpeupa JUruTajiHa CluKa
Ha TAIMEHTOT CO MHTEpaKiyja Ha X-3palHuTe CO TEJIOTO Ha ManueHTOT. OBHE KIMHHYKU
YEKOpPHU JUPEKTHO C€ MOBP3aHU CO JAU3AJHUPABETO U MPOU3BOACTBOTO Ha 3D-60mycor. OBOj

nmpouec e mpercraBeH Ha ciuka 4.10. Ha cnukara 4.11 e cumynamuja Ha TEJIOTO Ha

nanueHToT co CT-ckenep, a Ha 4.12 W3IIIEIOT HAa PAKOT Ha KOXKAaTa.

Cnuxa 4.11. Cumynayuja na CT-cxenep. Cnuxa 4.12. Uszneo na pakom.

Hu3zajaupamero Ha 3D-00mycoT ce peamusupa co copreepor 3D Slicer. Co mpBena 6oja

(Cnuka 4.13) e mpukaxa 001ycoT, T00MEH CO CKEHUPAmE HA MAIIUEHTOT.

& 3D Sticer 4.11.20210226 — o x
Ble Edt Vew Help
Ba 2 83 medies 4 | 4 Segmentednor =0 EPOD e
@= [
@ sosiicer
b Holp & Adnowledgoment
begmentation: | segmentation
J#aster volume: | Skanimi_xomplet
e Add - Remove @ show 3o v @ segmentvons.. v
= name R
[~ pustonkoks 1)
* B Koka e

4 w4 B [+] L [ ] &
Threshold | Point || Draw  Erose | Level tracng || Grow from seeds | Fill betwween slices | Morgin
i S = & =2 &~ i

Hollow || Smoothing | Scissors | Islands || Logical operators | Mask volume | Draw tube Engrave

© =] ) < “a 2 [}

Fast Morching || Flood filling || Local Threshold | Wvidia ATAA | spiit volume || Surface cut | Watershed

cithar spplied

‘Showr Zoomed Slice

< Segmentation_1: +Head T

Cnuxa 4.13. I'asnu yexopu 0o kpeuparve na STL ¢hajn.
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He3aBucHuTe BIIE3HU MapaMeTpu c€ MHOTY BaKHH BO KPEHPAHETO Ha OOIYCOT €O IIel Jia ce
nobue Bucok kBanutet (cnuka 4.14). Toa ce: nononnysame 90 %, BucounHa Ha cioj 0.1 mm,
npedyHnK Ha MinaszHuna 0.4 mm, TemmepaTypa Ha Muasauna (180 - 220) °C, cpenna 215 °C,
Temneparypa Ha macara (20 - 60) °C, Bpeme Ha neuareme 1 gen, 15 vaca, 37 MUHYTH.

§ *Untitled - PrusaSlicer-2.4.0 based on Slic3r = o X
File Edit Window View Configuration Heip

(®) piater € Print Settings WM Filament Settings » Simple Advanced @ Expert

Print settings :

€ 0.15mm QUALITY @MK3 - Copy ~|@
Filament :

[E Prusament PLA - Copy ‘o

Printer :

| EJ 8 Original Prusa i3 MK3S & MK3S+ vl
Supports:Everywhere ~|
Infilt:[ 10% ‘ grim:[]
Name Editing
| BolusFinaltemst ® ©
KomplerKoka_Head.stl @ 4
Object manipulation
[World coordinates  ~| X ¥ z
Position: | 12299 17419 2146 mm 2
Rotate: [o 0 0
Scale factors: 50 50 50 % 9
Size: [8s02 |[5555 |[4293 |mm
[inches
Info
Size:  8502x5555x4293 Volume: 2831620
Facets: 136280 (1 shell)
No erors detected
Slice now

Cnuka 4.14. Expan 00 copmeepom PrusaSlicer.

3a 1a ce Kpeupa TiiaBara Ha MalHUeHTOT B O00IycoT (MpUKakaHo Ha ciuka 4.15), ce 3amaneHu
U mapamerpure Ha nomnosHeTocT M Toa 20 % 3a rmasBara u 90 % 3a Gomycot. ['naBata e

TIe4yaTeHa 3apaaun BI/I3yaJ'II/I3aI_II/Ija n cr[opez[6a Cco 6OJ'IYCOT I[IpU IOHATAMOIIHU UCTPAXXyBamha.

Cnuxa 4.15. Ipuxas na 2omosume npouseoou a) 21aea 3a epeme Ha newamerse, b) enasa co nooopwxa, c) 6onyc
3a epeme Ha neuamerse d) 6onycom nocmasen na enasama Kaxko 80 8peme Ha MPEMMAHOM.

39



JokTopcka anceptaumja — KantpuHe Jakynum YKUM — MawunHcku

4.3 Ilpumena Ha TexHoorujata FFF 3a neyateme Ha HeplfocyBauku yeauk 3161

Mamepujan na npumepoxom

Marepujanor Koj € KOpPHCTEH 3a W3paboTKa Ha TPUMEpPOIMTE CO OBaa TEXHOJOTHja €
Ultrafuse 316L Stainless Steel, Bo o0muk Ha xwuma co 80 % MeTayneH Mpaimok, JojeKa
MPEOCTAHATHOT JIe] € BP3UBHA IUIACTHKA KOja TO JPKH IMPAIIOKOT Kako IenuHa. [IpedHukor
Ha xuiara Moxe aa € 1.75 mm u 2.85 mm, nogeka mutaznuinara € 0.4 mm u e oTnopHa Ha
abpasuja. TemmeparypaTa Ha MacaTa Tpeba 1a e 3arpeaHa Bo mojpadjero 90 — 120 °C,
N07ieKa TeMrepaTypaTa Ha massaumaTa e 230 — 250 °C.

Ha cnukara 4.16 e mpukaxkan kaiem co marepujanot Ultrafuse 316L Stainless Steel co

npeunuk 1.75 mm, noneka Bo Tabena 4.4 e naneHa HeroBaTa crienuduKammja.

Cnuxa 4.16. Kanrem co mamepujan Ultrafuse 316L Stainless Steel.

Tabena 4.4. Cneyugurayuja na mamepujarom 3D Printing Filament Ultrafuse 316L Stainless

Steel.
Print bed temperature 90-120 °C
Nozzle temperature 230-250 °C

Recommended bed surface

Glass + bed adhesive (Dimafix / polyimide tape)

Nozzle diameter

>0.4 mm

Filament diameter

1,75 mmand 2,85 mm

Print speed

15-50 mm/s

Sintered part density

7850 kg/m3

Tensile strength, 1SO 6892-1

561 MPa (XY), 521 MPa (ZX)

Elongation at break, SO 6892-1

53% (XY), 36% (ZX)

Yield strength, 1SO 6892-1

251 MPa (XY), 234 MPa (ZX)

Impact strength Charpy (notched), 1SO 148-1

111 kJ/m2 (XY)

Vickers hardness, 1SO 6507-1

128 HV10 (XY), 128 HV10 (ZX)

Tolerance +0,05 mm
Roundness +0,05 mm
Bending radius 5+1mm
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Omcmpanyearse Ha 8P3UBHOMO CPEOCHME0 U CUHIMUMEPYBAIbE

[To 3D-nevaremeTo Ha MPUMEPOIIUTE OJ1 METAIOT BO OOJIMK Ha XKUIla ce 100uBa ,,3eNeH e
(cnuka 4.17). ITonuMepHHOT Bp3yBau ce OTCTpaHyBa CO mpoliecoT mo3HaT kako Catalytic
Debinding (TepMoauMHAMHUKH TMpPOLEC Kaj KOj 3€JICHUTE JEJIOBU C€ M3JO0XKEHH Ha a30THA
atMocdepa u ce rpeart), o WTO ce JoOMBa Taka HapeueHUoT ,,Kadeas nen*. OBoj men ce
KapaKkTepHu3upa cO HUCKA JaKOCT BO OJIHOC Ha 3€JICHHUOT JIeJI, HO € JTUMEH3UOHATTHO CTa0WIICH.
BakBuort nien € penatuBHO OPO3€eH M MMa MOTpeda o1 CUHTEPYBamkE 3a Jla e JT0OHe MEeTOCHO
Meranen nen. CHHTEpYBameTo ce peanmsumpa Ha Temmeparypa ox 1370 °C, Bo umcra
BOJOPOJHA OKOJHMHA, TpOIeC KOj OBO3MOXYBa JIe(OUHUTUBHO J100UMBAaWkE€ HAa TOTOBHOT

PUMEPOK.

7,-.'. ,-... T I’."

- S~ o

Cnuxa 4.17. Jlobuenu ,, 3enenu npumepoyu *“ no nevamerwemo na Ultrafuse 316L Stainless Steel.

[Tpuka3oT Ha TOTOBHOT MPHUMEPOK € JaneH Ha ciuka 4.18, jmojeka TEKOT Ha MPOIECOT €

nazeH Ha ciuka 4.19.

Cnuxa 4.18. Ipuxa3z na comoe npumepox na 3D-neuamen Ultrafuse 316L Stainless Steel co mexnonoeuja FFF.
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o O

Cnuxa 4.19. Ilpoyec na dobusare na den co mexrnoroeuja FFF.

3D-neuamau 3a meman 60 061uUK Ha dHcuua

3a oBue ekcriepuMeHTH KopucTeH e Haarpageanor BCN3D Epsilon (W50) 3D Printer, koj e
MokeH npodecroHanen 3D-neyarad Koj HCIOpavdyBa W3BOHPEIHN (PYHKIIMOHAIHHU JEJIOBH CO
BHCOK KBAJUTET W Mperu3HocT. Bo Tabenata 4.5 ce majeHH TEXHUYKHTE MapaMeTpu Ha

neyarador.

Ta6ena 4.5. Texnuuxu napamempu na 3D petatarot BCN3D Epsilon W50 Metal 3D Printer

3D Printing technology Fused Filament Fabrication (FFF)
Printing volume 420 mm x 300 mm x 400 mm
Number of extruders 2

Printing modes Single and Dual mode, Support mode, Duplication mode, Mirror mode
Supported files *.gcode

Certifications CE/FCC

Filament diameter 2,85+ 0,05 mm

Layer height 0,05 mm — 0,5 mm (custom profiles)
Positioning resolution (X, Y, Z) 1,25 pm /1,25 pm /1pm

Extruder maximum temperature 300°C

Heated bed maximum temperature 120°C

Build chamber maximum temperature 60 °C (depending on operating temperature)

Software BCN3D Cura

Kako u kaj cexoj 3D-nevaray u 3a 0BOj € HeMpaBeHa KanuOpaimuja mpej 1a ce OTIOYHE CO
neyaTemeTo. J{M3ajHOT Ha mpuMeponuTe € peanmsupad co codptepoT Solidworks co koj e
reHepupana narorekara STL. 3a cekoj ox mnpuMepouuTe ce H30paHH COOJBETHHTE
napaMeTpu COTJIACHO IUIAHOT Ha €KCIIEPUMEHTUTE CO IITO Ce OBO3MOXKH TeHepupame Ha G-

KOOOBUTC U IICYATCHC HA CCKOj Ol HUBOATa HAa MPUMCPOKOT.
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Hamanyeare na oumensuume 3apaou Hamanyeare Ha 0ej10m

3apaau MPeMHUHOT Ha JENOT of KadeaB Jes BO METaJeH Jell, Ce HaMallyBaaT JUMEH3UUTE Ha
nenot. OBa Tpeba Ja ce 3eMe BO OOsuUp IpU JIu3ajHUpame Ha AenoT. HamamyBamero Ha
JTUMEH3UUTE C€ CITydyBa 3apagu o(hOpMyBamkETO Ha MOHOJIMTEH OOJMUK HA WHIUBHIYATHUTE
YECTUYKH 32 BPEME Ha CHHTEpYyBameTo. HamanyBameTo 1o Z-ockara BOOOMYAECHO € MajKy

MOT0JIEMO BO OJTHOC Ha X U Y -OCKHUTE 3apajiy IEUYaTEHETO CII0j IO CJIOj.

Cnuxa 4.20. Jumensuu na 3D STL-mooenom.
JlurutanHUuOT Mojnen Tpeba Ja ce 3rojieMd 3a Ja ce Jo0ue Jell CO OJpeleHd TUMEH3UU.
Mopuenor 3D STL u HeroBuTe quMeH3UHU ce NpeTcTaBeHn Ha ciukara 4.20. 3a mporecoT Ha
OTCTpPaHYyBamke¢ Ha BP3UBHOTO CPEICTBO W CHHTEpYyBame 3a OoCKHTe Y W Z KOPUCTCHO €

3rojieMyBame 011 16 %, a 3a X ockara 20 % (ciuka 4.21)

Cnuxa 4.21. 3D STL Model co ckpamysarsa 16 % 3a Y u Z; 20 % 3a X.
Juszajnuparmwe na excnepumenmume

Cormacao meronara Ha Taryum (I'maa 3, TaGema 3.1) ce KOPUCTH OPTOTOHAITHHOT TTPOCTOP
L9 co 3 mapametpu u 3 HHBOoa. OpToroHanHuot npocrop L9 e kpeupan Bp3 ocHOBa Ha OpojoT
Ha BJIG3HHWTE TIApaMETPH M HHUBOATa, Kako ITO € mpukakaHo Bo Tabema 4.6. Kopucrenu
BIIE3HU MapameTpu ce bp3una Ha neyarewe ( Ps), [Tomonnysame (Ig), Bucounna na cmojor
(Ln). Tabenata 4.7 ro mpuKakyBa AM3ajHOT Ha MaTpuiara L9, BO kKoja ce MpHUKaKaHU CHUTE
KOMOWHAIIMM Ha HE3aBUCHHUTE IMMapaMeTpH W HUBHUTE HUBOA, 32 CEKO] O]l MPUMEPOIUTE,

noouenu co Minitab Statistical Software.
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Ta6ena 4.6. Breznu napamempu u Husnu Husoa 3a memanom 316L Stainless Steel.

Huso
Bp. Buesen napamerap eIMHUIH Kon
1 2 3
1  Bpsuna Ha mevyaremne (Ps) mm/s X1 31,5 35 38,5
2  Tonomuysame(lq) % X 45 50 55
3 Bwucouwnna Ha cnojot (Ln) mm X3 0,18 0,20 0,22

Tabena 4.7. Juzajn na mampuyama L9 3a memanom 316L Stainless Steel.

Koaupanu napamerpu Du3nyYKM NapaMmeTpu
IIpoda

X X X (n(1Fr;1s3s) 8/2’3 Erlﬁhr%)
1 1 1 1 31,5 45 0,18
2 1 2 2 31,5 50 0,20
3 1 3 3 31,5 55 0,22
4 2 1 2 35,0 45 0,20
5 2 2 3 35,0 50 0,22
6 2 3 1 35,0 55 0,18
7 3 1 3 38,5 45 0,22
8 3 2 1 38,5 50 0,18
9 3 3 2 38,5 55 0,20

4.4 TIpumena Ha Texnogorujata DMLS 3a neuateme Ha HeprocyBauku yeank 316L

Mamepujan na npumepoxom

Co uen 3a cropenba kopucteH € ucTHoT Matepujan 316L Stainless Steel 3a meuareme Ha
MpUMepoInTe Kako U kaj TexHosnorujara FFF. Pasnukara e Bo Toa mITO Kaj TEXHOJIOTHjaTa
DMLS xopucteHHMOT MarepHjajl HE € BO OOJMK Ha XKHIla TyKy BO mpaB Stainless Steel
Powder (1.4404/316L), xako mTo e mpukaxkaHo Ha ciuka 4.22. Bo Tabenara 4.8 nanenu ce

XCMUCKHUTC KAPAKTCPUCTUKU U MCXAHUYKUTC CBOjCTBa Ha KOPUCTCHUOT MaTCpI/Ij all.

44



LoKTopcKa anceptaymja — KantpumHe Jakynum YKUM — MalunHckm

Cnuxa 4.22. Heprocysauxu wenux Stainless Steel Powder 316L.

Ta6ena 4.8. Xemucku cocmag u mexanuuku ceojcmea na memanen npae Stainless Steel
1.4404/316L

Concentration (wt%)

Element acc.ASTM A276
Physical Properties

Fe balance Properties Value
Ni 10 - 14 Density (g/cmq) 7,9
Cr 16 -18 Tensile strength UTS (MPa) >485
Mo 2-3 Yield strength (MPa) >380
Cc Max. 0,03 Young’s modulus (GPa) >180
Mn Max. 2 Elongation (%) <52
Si Max. 1

N Max. 0,1

P Max. 0,045

S Max. 0,015

3D-neuamau 3a meman TRUMPF TruPrint 2000

[ledaTayoT e MHAYCTPUCKH NeyaTay Koj ja KOpUCTH TexHonorujara DMLS co kopucreme Ha
MeTalieH npas 3a 3D-nevareme.
Pab6otauot mpocrop my e 200 x 200 x 200 mm. Toj e co myaTUIacepcKa n3Bea0a U MOXKE Ja

MeYaTH, CAMYJITaHO, IIOBEKE MPEJMETH, KaKo IIITO € MPUKaXKaHo Ha ciinka 4.23.
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OacTpaHyBame

HAa BHIIOKOT

JlacepckH

HA Npamok ox

3panu

OpHMepOnHTe

| IToTmopn !

Cnuxa 4.23. 3D-nevamerse co mexnonoeuja DMLS.

JlBa nmacepa ox 300 BaTh paboTaT CHHXPOHU3UPAHO CO IIEJ JIa ja 3roJieMaT MPOAYKTHUBHOCTA
Ha cucteMoT. [IpeuHunkor Ha (PoKycoT Ha JlacepoT € 55 MHUKPOHHM CO ITO ce 00e30emayBa
revyaTehe Ha KOMIIOHEHTH CO Ma3Ha MOBPIIMHA U 3TOJEMEH KBAaJTUTET Ha MPOU3BOJIOT, KAaKO
W CO CJIOKEHA MpexHa cTpykTypa. Bo Tabenara 4.9 ce naieHn TEXHHYKUTE KapaKTEPUCTHKU

Ha riegatadoT TruPrint 2000.

Tabena 4.9. Texnuuku nooamoyu 3a 3D-nevamavwom TruPrint 2000.

Model TruPrint 2000

Brand TRUMPF

Software Tru Tops Print

Technology SLM/DMLS
Metal powders for welding, such as stainless steels, tool steels

Processable materials and aluminum, nickel-based, cobalt-chrome or titanium alloys,
amorphous metals.

Bild volume (Standard) Diameter 200 mm x 200 mm Height

Preheating (standard) Up to 200 °C

Maximum Laser Power at the workpiece 300 W

(Trumpf fiber laser)

Beam diameter (Standard) 55 pm

Layer thickness 20— 100 pm

Electrical connection (voltage) 400/460 V

Electrical connection (current intensity) 32A
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Electrical connection (line frequency) 50 Hz / 60 Hz

Shielding gas Nitrogen, argon

Dimensions (W x H x D) 2180 mm x 20308 mm x 1400 mm
Weight (Including powder) 3200 kg

Kako u kaj cexoja on texHomoruute 3a 3D-medareme U OBIE € pealu3upaHa Kaauoparija
MIpeJI TOYETOKOT Ha TIeYaTEHHETO.

Juzajuupare na npumepoyume.

U1 BO 0BOj Cilydaj qu3ajHUpARETO Ha IMPUMEPOLIUTE € peanusupano co codpsepor Solidworks.
MogenoT e mpeHeceH mnpeky narorekata STL, a moToa ce u30paHHu MapaMeTPUTE COTJIACHO
JM3ajHOT HA €KCIIEPUMEHTHTE 3a cekoj ox mpecenure. Ciemaysa reHepupame Ha G-KOIOT U
nevyarewe. Ha cinukara 4.24 ce mpukaxaHu OTIEYaTEHUTE MPUMEPOLM CO MpPUMEHa Ha

texHonorujata DMLS.

Cnuxa 4.24. Omnevamenu npumepoyu co mexuonocujama DMSL.

Ju3ajn na excnepumenmume

CornacHo meronata Ha Taryuu ce kopuctu komOuHanujarta L9 ox opToroHasHHOT MpOCTOp,
co 3 mapamerpu ¥ 3 u3bpaHu HuUBOoAa. Kako BJE€3HM MapaMeTpu Ce 36MEHHM MOKHOCTa Ha
nacepot (Lp), Op3unHata Ha ckeHupame (Ss) U pactojanuero nomery smuuute (Hs). Bo
tabenara 4.10 ce mpukakaHu MapamMeTpuTe M HUBHUTE BPEAHOCTH, a BO Tabemarta 4.11 e

npukakaHa Matpunara L9, nobuena co Minitab Statistical Softwares.

Tabena 4.10. Bre3znu napamempu u HU8HU HU0a 3a nevamere Ha dyeauxom 316L co

mexnonoeujama DMSL Stainless Steel.

Husoa
Bbp. Bue3snu napamerpu Eaununm Kon
1 2 3
1 Moxknocr Ha macepot (Lp) W X1 180 200 220
2  Bpsuna Ha cKeHHpame (Ss) mm/s X 450 500 600
3 Pacrojanue nomery nunuute (Hs) mm X3 0,07 0,08 0,09
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Ta6ena 4.11. Juzaju na mampuyama L9 3a memanom 316L Stainless Steel.

Koaupan napamerap Du3n4YKHM napamMerap
IIpoda

X1 X2 X3 (Lp) (W) (Ss) (mm/s) (Hs) /(mm)
1 1 1 1 180 450 0,07
2 1 2 2 180 500 0,08
3 1 3 3 180 600 0,09
4 2 1 2 200 450 0,08
5 2 2 3 200 500 0,09
6 2 3 1 200 600 0,07
7 3 1 3 220 450 0,09
8 3 2 1 220 500 0,07
9 3 3 2 220 600 0,08
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4.5 Mepeme Ha panaBoCTa HA MOBPUIMHATA

PanaBocra Ha MOBpIIMHATA HAa MPUMEPOLIUTE € MEPEHA CO YPEIOT 3a MEPEHEe Ha ParaBocTa
Ha Mitutoyo SJ-310. Ilpen nma ce 3amouHe CO Mepemara pealiM3upaHa € KaauOpammoHa
nporeaypa. Kopucren e cranaapieH npuMepok mnpoussesieH o Mitutoyo co Ra = 3,10 um).

Ha cnukara 4.25 npukaxaHu ce eJIeMEeHTUTE 0] KanuOpalijaTta Ha UHCTPYMEHTOT.

Messured Profile
_ 80 . . ‘ . r .
§ ' ) % i ? ‘
20
0.0 - : A [
MUY
o | | | | | | |
0,0 05 10 1.5 20 25 3.0 35
RProfile
60 ‘
= o WAL ) n 1L ﬂ AN Miitutoy o
| g ; ‘ PRECISION
20 AR (L | REFERENCE
g | ; 3 SPECIMEN
oo ; ' ; ! “*178-601
20 1 - -
‘80 | | | | I | |
00 05 10 15 20 25 30 35
SurfTest SJ-301 {  Kaltrine Jakupi Verd 00
Standard ISO 1997 N 4 5
Profile R Cut-Off 0.8 mm
Range AUTO Filter GAUSS
Ra 3.10um
Rz 10.08um
Rq 3.43um

Cnuxa 4.25. Kanubpayuja na uncmpymenmom Mitutoyo SJ-310.

HNHCTpYMEHTOT NpU MEPEHETO I'M MOKaKyBa MapaMmeTpuTe Ha pamaBocta: Ra, Rz, m Rq.
JlomkuHata Ha Mepeme € moctaBeHa Ha 0,8 mm, Op3unata Vi = 0.5 mm/s, aBTOMaTcKo
Mepeme co dekop 0.5 um, co I'aycoB mpodui. 3a cexou uzmepenu 8000 TOUKK ypeaoT T'U
IpecMeTyBa HCTpaKyBaHUTe mapamerpu. McTo Taka, oBHE mapaMeTpu ce IPEHECEHU BO

codtBepot Excel 3a monatamornraa o6padoTka.
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Cnuka 4.26. Meperse na panasocma Ha nospwunama a) napanenno co npaseyom Ha nevamerse (0°), b) oujaconanno no donscunama na neuamerse (45°), )
MaszHo Ha npaseyom Ha neyamerve (90°) (npumepox 7, ciyuaen uzoop).
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4.6 MeT010J10rHja HA CTATUCTUYKHUTE IPeCMETKH U HUBHUOT 3D-npuka3

OO0jexTOoT Ha OBHUE HCTEpyBama Oea MeT pa3IuYHH MaTepUjall U TEXHOJOTHH, Kaj KOH Ce
UCTpaKyBaa MapaMETPUTE Ha pPanaBOCT Ha TOBPIIMHATA M 33 CEKOj O] IapaMeTpUTe ce
WCTpaXKyBallle BJIMjaHUETO Ha IMPABEIOT Ha MEpemara Ha pamaBocTa. 3a CEKOj Ol HHUB Ce
neduHMpaar Mo JABa MAaTEeMaTHYKUA MOJICNU - JIMHEApeH W eKCIOHCHIMjajieH. Bo nenuna
omnpezesnenu ce 90 cneunpuuH MaTeMaTUYKH PABEHKHU CO IMOMOII Ha PErpecuoHaTa aHaIn3a,
npecmeranu co coprBepor Data Analysis Tool package of MS Excel version 16. Mcro Taka
3a 2D-npukasure kopucteH € MS Excel. 3a kpeupame Ha 3D-npukasure kopucter ¢ Matlab
2021 version. Ox cero oBa mpowsieryBa jeka ce AchuHupanu 9 jauHEapHH U 9
eKCTIOHEHIIMjaJTH MOJICNIM 33 CeKOja O/ TEXHOJIOTMHTE W Marepujanute. Ha ciukara 4.27 e
MpHUKaKkaHa MPECMETKOBHATa Tabesa 3a perpecuoHara Meroja jobueHa co codreepor Data
Analysis Tool package of MS Excel.

SUMMARY OUTPUT
Regression Statistics
Multiple R 0.9898291
R Square 0.9797616
Adjusted R Square  0.9595231
Standard Error 0.0427893
Observations 9
ANOVA

df SS MS F Significance F
Regression 4 0.3545474 0.0886368 48.4109394 0.0012122
Residual 4 0.0073237 0.0018309
Total 8 0.3618711
Coefficients  Standard Error t Stat P-value Lower 95% Upper95%  Lower 95.0% Upper 95.0%

Intercept 8.7222826 0.66584306 13.0995959 0.0001961 6.8736043 10.5709610 6.8730043 10.5709610
Nozzle -0.2727262 0.0398709 -6.8402305 0.0023900 -0.3834256 -0.1620268 -0.3834256 -0.1620268
Layer 0.2735794 0.0501631 5.4537982 0.0054927 0.1343043 0.4128544 0.1343043 0.4128544
Speed -1.2309352 0.1389275 -8.8602688 0.0008961 -1.6166599 -0.8452106 -1.6166599 -0.8452106
Infilling -0.4238345 0.0682126 -6.2134311 0.0034144 -0.6132231 -0.2344458 -0.6132231 -0.2344458

Cruka 4.27. Tunuuen npukas Ha pezpecuonama memood 3a eKCROHEeHYUjatHuom mooen 45 cmenenu 3a
mamepujan PLA, cenepupan 00 cogpmsepom Data Analysis Tools of MS Excel.

OBaa anaTka gaBa MHOTY KOPHCHU CTAaTUCTUYKH MapaMETpU 3a MCTPAKYBAHUOT MPOIIEC, O
KO HajBaXkKHHU Ce:

e Multiple R — TloBekekpareH KOpenallMOHEH KOSPHIIMEHT MOMEry TPU WM MOBEKe
BapujalImn

e R-square — Co mpubmmwkna BpenHocT ox 0.97 mrTo ykaxkyBa JeKa HAIMOT MOJEI

ondaka 97.9 % on Bapuwjanuute Ha Bapujabmmre. Ce mompa3zOupa JeKa KOJKY €

MOBHCOKA BpEIHOCTA HA OBOj IOKa3zaTell TOJKY € MomoOpa TpormeHkara. Bo

MpaKTUKaTa IMOTOJIEMO 3HAuYeHk€ MMa OBaa TOJIEMHUHAa BO OJHOC Ha MPETXOJHATa

6I/IIlejI’(I/I ro mokaxyBa CTCIICHOT Ha OJIMCKOCT Ha NpeABUAYBAHUOT MATCMATHYKU

MOZEN.
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e Adjusted R-squared — momara ja ce cropenaT PErpeCHOHHTE MOJEIH CO Pa3IHYHH
BPEJHOCTH O] HE3aBUCHHUTE Bapujabiu. MojenuTe co MOBUCOKA BPEAHOCT Ha OBOj
MOKa3ares1 ce mo00pH.

e Standard error — mokaxyBa KOJKY € JIOHNI PErpecMOHHOT MOJEN, BO IPOCEK.
[TomManuTe BPEIHOCTH O3HAYyBaaT JeKa PACTOjaHHETO IMOMEry pEaHUTE TOYKH W

OHHE O MOACJIOT CC€ ITOMAJIH.

Bo tabenara ANOVA, HajBaxxeHn nokasaren e Significance F. OBoj Tect omnpezaeinyBa naiu
MOJIETIOT CO CHUTE HETOBU HE3aBUCHU Bapujabnm € momodap BO OJHOC Ha BpCKaTa co
3aBHCHATa Bapujabia. JJOKoJIKy OBOj TECT MOKa)KyBa CTATHCTHYKA 3HAYAJHOCT TOTalll CTaHyBa
300p 3a gobap mMojer.

Tabenara co KoeHIIMEHTUTE ja MOKaXKyBa MPOICHKATA HA MapaMEeTPUTE 332 HE3aBUCHUTE
Bapujabiii BO HANIMOT MOJEI 3a¢IHO CO BPEIHOCTA MHTepcenT (KOHCTaHTa). BpemHocTa p 3a
KOC(UIIMEHTHTE O3HAa4YyBa JaJIi HE3aBHCHATa BapHjaliia € CTaTUCTHYKU 3HauyajHa. Kora p-
Bpeanocta ¢ nomana 0,05 HuBO Ha 3HAYajHOCT, TOTAIll HE3aBHCHATa Bapujabiia € 3HayajHa.
PasrnenyBameTo Ha MOJETUTE BO OBHE HCTPAXyBama € JAIeHO BO COTJIACHOCT CO OBHUE
napameTpH.

3a cuTe MaTeMaTHYKK MOJIeNid Kpeupanu ce 3/[-npukasu Bo Matlab. [Togpadjara Ha Biae3HHUTE
napaMeTpu ce BO paMKUTe Ha OHHUe pasrienyBaHu Bo DoE-anamusute. [lompaujata Ha
pamaBocTa Ha TOBpIIMHATA C€ TPAaHUYHU O] IMOJATOIMTE JAOOMEHH CO JW3ajH Ha
EKCTIIEPUMEHTHUTE, & HE CO TEXHUYKHUTE MOXXHOCTH Ha 3D-meyarauunre.

3a cekoj o MojenuTe ce Kpeupanu JBa 3D-npukas3u. [IpBuTe TM MOKaxyBaaT MUHUMATHUTE
MoJipayja Ha paraBoCTa Ha TMOBPIIMHUTE, KOM CE€ KPEHPaHH BP3 OCHOBA HA BPEIHOCTUTE Ha
HE3aBUCHHUTE MMapaMeTpy KOW T'W JaBaaT MUHUMAJHUTE BPEIHOCTH Ha pamaBocTta. Bropute
rpadUUKK TPUKA3K ro MOKaKyBaaT MaKCHMAJHUOT PACIIOH Ha ParaBOCTa Ha MOBPIIMHATA 32
UCTHOT MOJIEN, BP3 OCHOBAa Ha BPEIHOCTHTE HAa HE3aBHCHUTE MapaMETPU KOW TH JaBaar
MaKCUMAaJTHUTE BPETHOCTH HA PAllaBOCTa HA MOBPIIIMHATA.

Ha mpumep, MaremMatnuykuoT Mojel AOOHMEH CO perpecroHara MeTojaa, paBeHka 4.1, e

€KCITIOHEHIIM]aJTHUOT MOJIEN:
Ra45:6138,17*Nd‘°'273*Lh°'274*Ps‘1'231*Id‘°'424 (4.1)

3a 0BOj cmy4aj, uzbpan ciydajao, Bo codTtBepoT Matlab kpeupanu ce aBa mpukasza KOU
MOKaXyBaaT KakBa € 3aBUCHOCTa Ha pamaBocTa Ha moBpiimHata (Um) ox Ln - Layer High
(mm) u Ng — Nozzle Diameter (mm), noxeka Ps - Printing Speed (mm/s) and I, - Infilling
(%) ce 3emMeHM KakO KOHCTaHTHU. BpemHocTa Ha pamaBOCTa Ha IMOBPIIMHATA, COTJIACHO
paBeHkara 4.1, MoXe Ja UMa MUHMMAajHa W MaKCUMallHa BpeAHOCT. Toa € MOoBp3aHO 3a
BpeaHocta Ha Psu |lp , ko Mopa 1a GumatT KOHCTaHTHU 3a Ja ce KpeupaaT npukasure. Bo
OBOj CIIy4aj MPEI3HAKOT HAa €KCIIOHEHIIMOHAJIHUTE BPEIHOCTH € HEeraTHBEH 3a Op3uHara Ha

MEYaTeHhEeTO W 32 MOMNOJHETOCTAa. 3Haud aKo THE MapaMeTpu T'M J00HjaT HajroJeMHTe
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Bpeanoctu (Ps =90 mm/s u I, = 50 %) Toram Ra ke ja 100ue MUHHUMaTHATAa BPEIHOCT (BUIU
Cnuka 4.28 — a). McroBpemeno, 3a Hajuuckute BpenHoctd (Ps = 70 mm/s u I, = 30 %)

parmaBocTa ke ja 1obue Makcumannata Bpeanoct (Cnuka 4.28-b).

PLA, Meperse nopg aron 45 cteneHu
KonctanTu: MNononHyeare 50% v BpanHa Ha nedvaperse 90mm/s

— 4.2
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wn
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BucoumnHa Ha cnojoTt [mm)] Mpe4yHKk Ha mana3HMuaTa [mm)]

PLA, Mepewe nog aron 45 cteneHu
Koncranin: MononHyeawse 30% wn BpanHa Ha nevapewe 70mm/s

% '\\Y\\\\\
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BucouuHa Ha cnojoT [mm] MpeyHnk Ha manasxuuyara [mm]

Cnuxa 4.28. Tunuuen npuxas na 3D-epagpux, 3a excnonenyujanen mooen co 45 cmenenu uspabomen 00 PLA,
kpeupan 6o Matlab a) munumanna epednocm na panagocma na nogpuunama, koea | = 50 % u Ps= 90 mm/s.
b) maxcumanna spednocm na panasocma, koea | = 30 % u Ps= 70 mm/s.

Hcrara mnpoucaypa € NMpuMEHETa BO CUTE CilIydad, CaMO CO €/JHa pasjiMKa KOora 3HAaKOT Ha
eKCHOHCHLII/IjaJ'IOT € IIO3UTHUBCH 3a HajI‘ OJICMUTC BPCAHOCTHU Ha MNApaMCTpPUTEC, TOrair ce

,[[O6I/IB3. HajFOHCMaTa BPCAHOCT HA pallaBOCTa Ha MOBpIIHMHATAa U O6paTHO.
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On paBenkata 4.1 e renepupan 3D-rpadukor (Cnuka 4.28-a), 3a K0j o0y € NMPUKaKAH
,,m-code*.

% m-code for Matlab

n=0.25:0.008:0.6; %Declaration of Nozzle Diameter as vector.

1=0.1:0.005:0.2; %Declaration of Layer Height as vector.

I=50; S=90; %Declaration of constant values for Printing speed
and Infilling

[N,L]=meshgrid(n,l); %Creation of matric, based on declared
vectors

Ra45=6138.17* (N.”~-0.273) .*(L.~0.274) .*(S*-1.231) *(I~-0.424) ;%
Equation 4.1

surf(n,1,Ra45); %Creation of 3D surface plot

%Below are all commands to generate the graph

grid on

ax = gca;

c = ax.Color;

ax.GridColor = 'blue';

ax.GridAlpha = 0.3;

grid(gca, 'minor') ;

colormap('turbo') ;

colorbar

title('PLA, Mepeme noxm aroxn 45 creneun', 'FontWeight', 'bold',
'FontSize',12); %Title of graph

subtitle ('KorcTrauTn: [ononuyBawme 50% m EpsmMHa Ha nevapeme
90mm/s' ,'FontWeight', 'normal', 'FontSize',10);

xlabel ('llpeunnk Ha ManasHuunaTra [mm]', 'FontWeight', 'bold’
,'FontSize',b11);

ylabel ('Bucoumna Ha cnojor [mm]','FontWeight', 'bold'
, 'FontSize',1l1l) ;

zlabel (' PanaBocT Ha noBpumHaTa Ra-45[pm]', 'FontWeight', 'bold'
, 'FontSize',11);

clear

clc

TekctoT co upHa 60ja € cCaMHOT KOJ, TOj CO 3elieHa, mocie cuMbonor %, € camo 3a
o0jacHyBame, J10JIeka TEKCTOT BO BUOJIETOBO C€ T0jaByBa Ha U3J1€3HUOT (aji/rpaduk.

Jlokonky cakame na To Kpeupame b) rpaduxoT Ha ciuka 4.28 ke ocTaHe UCTHOT KOJI, OCBEH
Bpeanoctute Bo penot S = 90; | = 50; kou ke ce mpomenat Bo S = 70; | = 30, a uzne3ot ke

ja ,[[061/16 MaKCUMaJiHaTa BPECAHOCT 3a pallaBOCTa Ha MOBPIIHWHATA.
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5. PE3YJITATU U JUCKYCHUJA

5.1 BoBen

[IperxomnuTe T71aBH TO 00jacHUja AM3aJHOT HA EKCIIEPUMEHTOT Oa3upaH Ha METOJI0JIOTHjaTa
Ha Taryuu. Toa e HarpaBeHO MMajKU 'Y MPEABU HE3aBUCHUTE MTapaMeTPH U HUBHUTE HUBOA.
[Tpumeponure 6ea ornevatenn Ha 3D-meyaraun, a HUBHATa TOpPHA MOBPILIKHA € OLIEHETa CO
Mepewe Ha napamerpute Ra, Rz, u RQ, Bo Tpu pasnuunu npasuu, nox aroa 0, 45 u 90
CTeNeHH (aroJi momery rnpaBenoT Ha NeYaTehEe U MEPEH-E Ha ParaBocTa).

Kopucrejku ja myntuperpecuonara BapujaOWiIHA METOJAa, KpPEHpaHH Ce€ MaTeMaTH4KU
MOJIEJIA 32 palaBoCTa Ha MOBPIIMHATA, 3€MajKM T'M BO MPEIBUJI PAaBEHKUTE OJ TjaBa 3,
noceOHO paBeHkute 3.13 3a TuHEAPHUOT MOET | 3.14 33 SKCIIOHECHIIU]aTHUOT MOJICI.

Ilenra Ha oOBHMe HUCTpaxKyBama Oelle Ja ce AMU3ajHUpa EKCIEPUMEHT, Ja C€ OTIedarar
npuMmeponure Ha 3D-medaraud, na ce MoAeNMpa M Ja C€ eBalyHpa pamaBocTa Ha
MOBpIIMHATA Ha IMpUMEpOIHTe 3a Tpu TepmorutactuuHu marepujanu (PLA, ABS u PETG)
KOM ce revyareHu co TexHonorujara FDM. Mcro Taka KOpHCTEH € M HeproCyBauyKH YEINK
316L 3a ga ce mpousBeaaT MPUMEPOIH CO ABE pa3audyHu TexHonoruu, DMLS u FFF.
MukpocTpyKTypara Ha MPUMEPOLUTE € CHUMaHa CO AUTUTANIEH ONTHYKH MUKPOCKOII, CO LIeT

3a criopenda Ha pa3IMYHUTE TPUMEPOIIH.

5.2 PamaBocT Ha NOBpLIMHATAa Ha TepMoILiacTu4eH Mmartepujaa PLA mewaren co

TexHoJorujata FDM

BkymnHo 6ea orneuatenu 9 nmpumepoly, co BIE3HU apaMeTpHu KO ce najeHu Bo Tabena 4.2
on I'maBa 4. IloBpmiMHUTE HE ce JONOJIHUTENIHO OOpabOTyBaHM €O HEKOja Of
nocTnporecHuTe TexHonoruu. IlpaBenor Ha nevateme Oelle nocraBeH aa ouzae 45 creneHu

BO OJIHOC Ha OpHEHTAIIMjaTa Ha Map4YeTo U TOj ce MeHYyBa Ha 90 CTemeHu 3a CEKOj CIIOj.

IIpo¢unn na npumepounte, PLA

[Ipodmnure Ha cuTe mMeyaTeHUd HMPUMEPOLH ce M3MepeHH M nokaxanu Ha Ciuka 5.1. Bo
CeKoja 01 CIMKHUTE CO I[PBEHA JIMHUja € MpPUKaXaH MMPOCEYHUOT npodui Ha pamaBocTa. Ha
IpUMep, ClIMKaTa a) T'M MpHuKaxysa npodunute of 9 mpumepounu MepeHu mnoj arona oxa 0
CTETeHH BO OJJHOC Ha MpaBelOT Ha MeyaTeme. PacoHoT Ha Ra npo¢uioT € BO paMKUTE Ha -
20 20 pm.

Crnukara b) ru nmokaxxyBa mpoguiIuTe MepeHH NoJ 45 cTeneHu BO OJHOC Ha MpaBeloT Ha
nevyareme. Bo 0Boj ciydaj pacnioHoT Ha mpodmioT Ra e Bo pamkure Ha -60 m 60 pm.
Crnukarta c¢) v npukaxysa npodrimre mepern noa 90 cTeneHrn BO OJHOC Ha MPaBElOT Ha

nevyarewme. OUUIIIeTHO € JeKa pacloOHOT BO OBOj CIy4aj € €HAKOB CO OHOj 011 45 CTeTneH .
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[Ipoceunnot npodun Ha Ra 3a 0 cTeneHn He MOKaKyBa EPHUOIUYHOCT. HajropHOTO HMBO Ha
IIPUMEPOKOT € [€YaTeHO BO MCTHOT MPAaBEL, a MEPHOTO II€PO HE MEPEJIO HAa BTOPOTO HHUBO,

KO€ € 01 IIpaB aroJj Ha HajrOPHOTO HUBO.
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Cnuxa 5.1. Hsmepenu npogpunu Ra a) za oesem npumepoyu 00 PLA na 0 cmenenu, b) 3a desem npumepoyu 00
PLA na 45 cmenenu, C) 3a 0esem npumepoyu na 90 cmenenu, d) 3a cmanoapoen pegpepenmen npumepox PLA.

JIOKOJIKY JIMHMjaTa Ha MeYaTemhe Ha TOPHOTO HMBO HE € HMJICAIHO MOCTaBeHa BO OJHOC Ha
MpaBeloT Ha Mepeme aa Oume O cTemeHu, TOrall ce jaByBaaT CKOKOBHM KOra MEpoTO Ke ja
npeceye JIMHMjaTa Ha IeyaTeme, WM Ke MMa MHHHUMYM KOra IMOMHHYBa IMOMery JBe

nc4yaTCHu JIUHHUH.
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Tabena 5.1. Hezasucnu napamvempu U HueHume Hueoa U UIMepeHu cojlemMunu Ha panasocma 3a

pasiuyHu opuenmayuu Ha npumepoyume PLA.

E Ng Ln Ps lq Ra [ Hm ] R: [Hm ] Rq [Hm ]
P-

0
[mm] —[mm] [mm/s] el 45 g 0 45 90 0 45 90

1 025 010 70 30 116 6,12 695 | 528 22,40 27,08]| 1,40 694 7,93

2 025 015 80 40 | 0,74 475 463 | 3,19 2199 24,07 | 0,87 573 5,62

3 025 020 90 50 | 1,02 440 331 | 549 2572 2035] 125 550 4,29

4 040 010 80 50 | 1,41 372 460 | 696 1561 1982 ] 168 431 5,32

5 040 015 90 30 | 1,19 449 509 | 7,77 21,72 2323 | 150 546 6,03

6 040 020 70 40 | 196 582 6,47 (1025 24,72 2647 | 237 6,74 742

7 060 010 90 40 | 119 304 409 | 719 1649 2414 1,48 3,89 513

8 060 015 70 50 | 1,33 425 451 | 7,38 2241 2491 1,72 537 558

9 060 020 80 30 {229 481 484 | 129 2591 2929] 293 6,09 6,40

*Osue napamempu ce nesasucnume sapujadau: Ng — npeunux na maasnuyama Ln — eucouuna na cnojom, Ps —

6p3uHa HA nedyamerve u |d — 2YCMUHA HAa NOonoJHyearve

[Tpoceunmnor npodu Ha Ra 3a 45 creneHu, NOKaKyBa MHOTY IOTOJIEMa EPUOTUIHOCT OJ1
oHOj Ha 0 cremeHu, WTO MOCEOHO ce MOjaByBa BO BTOPHOT Jen Ha mpuka3oT. HajmoOpa
NEPUOIMYHOCT ce oOMBa Kaj Mepemara noj aroi 90 crenenu. OBa e U JOTUYHO Ouzejku
MEepOTO OAM MOJ IPaB aroj BO OJHOC Ha MEYATEHUTE JIMHUU Ha MOCIEAHOTO HUBO. JacHO
Moke na ce Bujgar 10 makcumymu Ha 4 mm JODKMHA, IITO NOKaxyBa neka 0.4 mm e
pacTojaHueTo moMer’y CoceIHUTe JMHUU Ha TOA HUBO.

Pesynrature Ha pamaBocta Ha noBpmnHarta 3a Ra, Rz m Rq, 3a mpasuute 0, 45 u 90

CTEIEeHH, 3a CeKoja of] mpoouTe, ce najaeHu Bo Tabena 5.1.

Teoperckn Moaenun 3a napamerapor Ha panasocT Ra, 3a PLA

JlepuHupanu ce TEOPETCKUTE MOJIENN 3a TMHEapHa U eKCIIOHEHI[MjalHa 3aBUCHOCT Ha Ra, Rz
u Rq 3a tpute npasiu (0,45,90).

Bp3 ocnoBa Ha momarorute ox Tabena 5.1 kpeupan € mojenot 3a Ra u mpukaxkan Bo Tabema
5.2. (Anekc 2). Bo logaTokoT 2 e mpuKakaHO Kako ce TeHepUpaHH TEOPETCKUTE MOJETH 3a
CUTe TpaBIM M Marepujanu. McTo Taka TOKakKaHM ce TMPECMETKUTE 3a TeHepupame Ha
rpaUKOHUTE 3a CTATUCTHYKA JUCTPUOYIM]ja Ha mMojaTonuTe. Bp3 OCHOBa Ha CTATUCTHYKUTE
M0/IaTOIM 00aTa TEOPETCKU MOJIETHN C€ HEYCIIeUIHH 3a Mepemara Ha 0 creneHu. 3HayajHOCTa
Ha F, ong ANOVA, ce mpenopauyBa Ja uMa BPeIHOCT 3a anda Koe(UIMEHTOT ImoMana of
0,05. Bo oBoj cnydaj, 3a auHEapHUOT Mojen BpenHocta € 0,24, a 3a €KCIOHEHIUjaTHUOT

0,29. OuurnenHo AeKa pe3yJaTaTuTe O OBOj MOECI HE C€ CTATUCTHUYKH 3HAYAJHHU.
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Teoperckute moaenu 3a 45 n 90 creneHu MokaxxyBaaT CUJIHA BpCcKa MoMely HE3aBUCHUTE U
3aBUCHUTE Bapujabmu. 3Hauajuocta F e monmcka ox anda peanocra (0,05). Co Toa ce

JOKaKyBa JieKa 00aTa Mo/iesla ce CTaTUCTHYKY 3HaYajHU.

Tabena 5.2. Jluneapuu u excnoneHyujaiHu Mooeiu U HUGHUmMe cmamucmuyky nooamoyu 3a 0,
45 u 90 cmenenu Ha mepere 80 0OHOC HA JUHUjama Ha nevamere, 3a Ra u npumepox

uzpabomen 00 mepmonaacmuxa PLA.

LL
4 ® S @
E @ s 5 5 <>': e
= Teopercku Mmogea™ g— = S £ o S
S = %) 8 uw Z £
© = o » <5
‘®
Rao =1878+4+1,72N,;+5,03L, — 0,02P, — 0,011, 0,825 0,681 0,381 0,240
o
Raq = 1082,04N; % 357 p 0871 03% 0,801 0,642 0285 0,291
Rgss = 12,50 —3,03N4+ 7,17L, — 0,07P; — 0,051 0,985 0,971 0,226 0,002
L
<t
Ry = 6138, 17N, 2 L3274 p 12310424 0,089 0979 0042 0001
Rago = 16,33 —1,55N;—3,4L, — 0,09P,— 0,071, 0,932 0,870 0,575 0,046
o
(o))
Raoo = 16955,48N," 7L, OH10p 14370580 0928 0862 0117 0,047

* Osue napamempu ce nezasucnume gapujadau. Ny — npeunux na mnazuuyama Ln — eucouuna na cnojom, Ps —

6p3uHa HA neyamerve u |d — 2YCMUHA HA NONOJIHY6Arbe

AnconyTHaTa BpeJHOCT Ha KOe(UIIMEHTOT Ha Kopenanuja R e ckopo ucT 3a JTuHeapHHOT U
€KCIIOHEHIIMJAJITHUOT MOJIEN 3a CEKO] OJ CTEMEeHWTE Ha OpHEHTaIlMja Ha Mepeme M obaTa
MOJIEJIM YKa)KyBaaT Ha CHJIHA KOpejlallMoHa BpcKa. 3a 45 cTeneHM MMa Masa MpegHOCT Kaj
€KCIIOHEHIIMJaJTHUOT MOJIEJI, a CIIPOTUBHO € 3a MozenoT 3a 90 crenenu. Mcro Taka, obara
TEOPETCKH MOJICIH MOKAKyBaaT CIMYHOCT BO MPECMETAHUTE TOYKH HAa PErpecuoHara JIMHUja.
OBoj koedummeHT e onpeneneH co R square o Tabena 5.2.

W nokpaj cnuyHOCcTa Ha obara TeopeTcku Mojena 3a 45 u 90 creneHu Ha Mepeme, Cenak
MIOCTOM Majla TPEAHOCT Ha eKCIOHEHUWjaHuoT Moxen. CraHjgapAHaTa Tpelika Ha
eKCTIOHEHIIMjaJTHUOT MOJIENI € JIO TeT MaTH MoMaia OJf OHaa Ha JIMHEApHHWOT, 32 ceKoja Ol
CEepUUTE Ha MPUMEPOIIH.

On trector ANOVA Moske J1a ce 3aKkiTy4yH Jeka CUTe€ MOJEIH 'O 3aJI0BOJyBaaT KPUTEPUYMOT
3a KBAIMTET Ouzejku 3HayajHocta F e momana oz anda Bpeanocra (o = 0,05).

Cute He3aBUCHHM Bapujabiau Ha obata mojnenu, 3a 45 cTeneHu, MOKa)XKyBaaT 3HAYUTEIIHA
3aBHCHOCT BO OJIHOC Ha pamaBOCTa Ha MOBpPIIMHATA OMAEJKM MMaaT p-BPEAHOCT IoMaja OJf

anda.
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3a teopetckute Mozenu co 90 cTerneHu, NPEYHUKOT Ha MJIa3HUIIATa U BUCOYMHATA HA CJIOjOT
uMaaT moBucOKa p-BpeaHocT on 0,05. OcraHaTuTe HE3aBUCHH BapujabIW YCHENIHO TO
IIOMUHYBaaT P-KPUTEPUYMOT.

Co nen 3a criopenda v BU3yaliM3alldja Ha TEOPETCKUTE MOJICNIH, IPEeCMeTaHa € BpeaHocta R

34 UIBMCPECHUTE U IPECMETAHUTE BPEAHOCTH HA paliaBOCTa Ha IOBPIIHMHATA.
2.0
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Cnuka 5.2. JJucmpubyyuja Ha cooOHOCOmM nomery eKCnepuMeHmaIno/meopemcku pe3yimamuy 3a TuHeapHume u
meopemcKku mooeau 60 ucmpaicysanume npasyu, PLA.

3a obaTa Mojena u TPUTE CEPUU 3a Pa3IMYHM MPAaBLIM HA MEepema HalpaBeHa € criopeadeHa
anam3a. COOIHOCOT Ha JOOMEHUTE BPEIHOCTH 32 U3MEPEHUTE M NMPECMETAaHUTE TOJIEMHUHHU
Ha pamaBOCTa Ha MOBpIIMHATA € MPUKaXKaH Ha coukara 5.2. 3HAYeHeTO Ha MOSAMHEYHHTE
O3HaKW € CIEJHOBO: I[PBEH KpPyr = cpeaHa BpeaHocT, kytuja = 50 % onx pacmoHoT,
BEepTUKAJIHA IpBeHa JuHUja = 90 % 011 pacroHOT, XOPU30HTAIHA I[PBEHA JTUHH]a BO KyTHjaTa
= MeJujaHa, [PHU JUHUM HaJBOP OJ1 KyTHjaTa = MMHMMaJHa U MaKCHUMaJlHa BPEJHOCT.

OuurnenHo e Jeka JUCTpuUOylMjaTa HA  COOJHOCOT TOMery TEOpEeTCKUTEe U
eKCIIePUMEHTaTHUTe BpeAHOCTH 32 Ra — (0 e MHOryKpaTHO MOBHCOKa BO OJHOC Ha
pesyaratute 3a 45 u 90 crenenu. Iloctojar camo TpU UCKIYUOIM OJf CUTE MPETCTaBEHU
MIPUMEPH U CUTE TIpUIIaraar Ha JuHeapHUuoT Mozael co 0 crenenu. McTo Taka MOXKe U TyKa Ja

ce 3a0enexu Jeka quctpudynunte 3a Ra-45 u Ra-90 ce MHory n106po neduHupaHu.

Crnopen6a nomery mapamerputre 3a panaBoctT Ra, Rz m Rq 3a wusmepenure u

npecMeTaHUTe BPeIHOCTH 3a TepMoIruiactukara PLA.

Bo oBaa cekimuja ke ce nuckyTHpa cropeadara Ha mapaMmerpure Ha pamaBocT Ra, Rz u Rq.
Cute oBHE mapaMeTpH C€ MEPEHH 3a UCT MPUMEPOK M PE3YJITaTUTE 3a CEKOja O]l CEPUUTE Ce
npukaxkanu Bo Talemarta 5.1. JlornyHOo € ;1a mocToM pasiuka Mely OBHE BPETHOCTH KOja
MpoM3JIeTyBa U 0J1 HUBHATa AepuHUIM]a.

3a UCTMOT MNPHUMEPOK MapaMeTapoT Ra mokaxyBa HajMaau pe3yaTaTd, MOTOa MaJKy
norojeMu Rq u Ha KpajoT HajrojgeMuTe BpeJHOCTH mpumaraat Ha Rz. Cute Tpu roieMuHu

IMOKaXXyBaaT MACHTHYHA 3aBHUCHOCT Ha PE3YJITAaTUTE BO 3aBHCHOCT OJ] IPaBCUIOT Ha MEPECH:C.
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Cexoram 0 mpaBel] HA MEpeHE MOKaXyBa HAJMaIM PE3yNTaTH, 45 CTENEHU € CO HajMaJIKy
YeTUpH IaTu IMorojeMu BpeaHoctu o 0 mpaBenor, Jojaeka npasenoT oa 90 creneHu e co

MAaJIKy [TOTOJIEMH BPEAHOCTH OJ MPABELOT 011 45 CTENEHHU.

— 25 e
£
=20 ]// —
TR il B .
T 27

5 10 - o |
fs 1 B w
c i = (]

: 01— I

- Wi laveragd max | i

2 Ra VEragel Max | i
Iy Rq Average| mMax

W 0degree m45degree 90 degree Rz

Cnuka 5.3. O0bpanu epeoHocmu Ha usMepeHy Napamempu Ha panagocma Ha NOBPULUHAMA 3 PA3TUYHU NPABYU
Ha meperve, PLA.

CTa0NJIHOCT HA eKCIEPUMEHTAIHATA MOBTOPJIMBOCT HA pPanaBocTa Ha moBpiiuHaTa Ra,
3a PLA

[ToBTOpNMBOCTAa HAa HEKO] €KCIEPHUMEHT € MepKa Ha BEpOjaTHOCT JeKa MOcCie M3MepeHaTa
BPEIHOCT OJ] HEKO] CKCIEPUMEHT UCTara Ke ce IOBTOPHU TPH IOBTOPYBAKHETO HA
eKCIIEPUMEHTOT TO0J] UCTHTE ycioBH. OBa € HampaBeHO 3a Jia Ce MOTBPIH KBAJTUTETOT HA
pe3ynratute 100UeHU CO eKCIIEPUMEHTHTE.

Ucture npumeporm ox PLA ce mepenn necer matu 3a arnute 0,45 u 90 crenenu u mno
ciydaeH u300p € u3bpaH mpumepok Opoj 1. 3a cekoja cepuja oi Mepema € MmpecMeTaHa
cpeqHaTa BpEOHOCT Koja € TOJeleHa cOo u3MepeHarta BpenHocT. CraTHcTUuKaTa

,Z[I/ICTpPI6y1_II/Ija Ha pallaBOCTa Ha IMOBPIINHATA € IIPHUKAKaHa Ha CIIMKa 54

1.8
— C— QR (50%) ® Average
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Cnuxa 5.4. Ilosmoprusocm na panasocma na nospuunama (Ra, Rz u RQ) 3a 0,45 u 90 cmenenu na meperve, n
=10, 3a PLA.
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TecToT Ha MOBTOPIMBOCT € TPYIMUPAH BO 3aBUCHOCT OJ MPABELOT HA MEPEHE Ha MPUMEPOKOT.
Iupokuot pacrmon e 3a 0 mpaBer; Ha Mepeme, TOTECHUOT € 3a 45 cTeneHu, a HajaoopuTe
pesyaratu ce 3a 90 crenmenu Ha Mmepeme. CrtarucTuukara auctpuOynuja 3a 0 mpasen Ha
Mepeme MOKaKyBa IIHMPOK PAClOH Ha pe3yiaTaTH IMpH Mepeme Ha HCTUTE MPUMEPOIH.
Pacnonute ce ox 28 % no 62 %. Moxe na ce 3akiaydd Aeka Ipu Mepema Bo mpaser on 0
CTETICHH HE ce JOOMBaaT UCTUTE Pe3yJTaTH MPH NMOBTOPYBamke HA excrepuMmenTure. OTTyKa,
MOJXKE J]a KOHCTaTUpaMme JieKa MEpemeTo co mpaser] o1 0 cTerneHn He OM MOXENO /a CIYXHU
KaKo cTaHAap/ 3a KBaHTU(UIUPAkE HA pallaBOCTa Ha MOBPILIKHATA.

Cratuctnukara AucTpuOylMja 3a aroj Ha Mepeme o1 45 CTerneHu mpurara KOH pacloHu O
8 % mox mpocekoT, ma c¢€ 10 9 % Hag mpocekoT. McTo Taka M OBOj pacoH MOXKe Jia C€ CMeTa
3a J0CTa IIMPOK 3a Jla MPETCTaByBa KPUTCPUYM 33 KPCHPAHE€ HA MATEMAaTUIKH MOJICIIH.
Tperata cepuja e 3a mpaBen; Ha Mepeme o4 90 crenenu. CraTucTuukara TUCTpUOylMja HA
HUBHUOT COOJHOC € MHOT'Y T€CHa, O]l MOMaJKy o1 3 % o]l cpeAHaTa BpeaHOCT, na ce 10 2 %
Hajg. OBHE Mepema MOKaXyBaaT MPUOIMKHO 95 % HUBO HA MOKPUBAKE M CE MO3HATH KAKO
ToYHOCT K = 2.

KBanuTeToT Ha eKCIepMMEHTOT Ha MOBTOPJIMBOCT MOXKE JOTMYKH Ja ce 00jacHU cOo
MoJIeTalHAa aHAJIKM3a Ha MpaBeloT Ha Mepeme. CnukaTa 5.5 ja mokaxkyBa ropHaTa MOBpPIIMHA
Ha TIPUMEPOKOT. L[pHUTE XOPHU3OHTAIHH JIMHUHM TO MOKA)KyBaaT MPABEIOT HAa MEYATCHUTE
JUHUH, JT0JIeKa [PBEHUTE JIMHUU TO TOKKYBaaT MPaBEOT Ha Mepeme. JKONTUTE JIMHUA TO
MOKa)KyBaaT aroyioT o 45 creneHu, moMery mpaBeroT Ha Mepermke U MPaBELOT Ha eYaTeHUTE
JTUHUH.

Kora ce oOunyBame ga ro moBTopume MepemeTo co npasell of 0 crenenu (Cnuka 5.5¢) Tpeba
na OujeMe MHOTY MpelU3HU OWJEjKH M HajMajo OTCTallyBamke BO OpHEHTAIMjaTa K& numa
roJieMO BIIMjaHUE Bp3 U3MEPEHHUTE pe3ynTaTtu. Moske Ja ce 3aKiIydH JieKa MOCTaByBaKETO Ha

MCpHATa OoIllpe€Ma MOKE Ja UMa IroJicMO BJ'II/IjaHI/Ie BpP3 PC3YJITATUTE.

Cnuxa 5.5. Meperwe na npaseyom na panagocma Ha nospuuHama (Ypeena iuHuja) 60 0OHOC Ha NPAGeYoOm Ha
neuamerve (ypna aunuja). a) 90 cmenenu, b) 45 cmenenu (azonom e depunupan co sconma nunuja) u ) 0
cmeneHu.
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Hcro Taka mocTaByBame Ha aroJioT Ha MEpemE BO Tpasell o 45 creneHu (ciauka 5.5b) moxe
Ja Kpeupa Tpemika OWJIejKM MaJIOTO OTCTAIllyBamke OJI arojioT K€ ro 3rojieMd WM Ke TO
HaMaiu OpojoT Ha BpBOBH. MokeMme Ja 3aKiaydynMe JeKa HajMajia Tpelika 3a BpeMe Ha
MTOCTaBYBalkETO HAa EKCIIEPUMEHTOT ¢ oHaa npu 90 cTenmeHu Ha Mepeme, 3a MEpeme Ha
npuMeponute o1 Tepmoruiactuka PLA. 3apaau Toa, BO MOHATaMOIIHUTE aHAIU3U Ke OujaT

MIPETCTaBEHU CaMo pe3yJTaTUTe oA Mepemara rmpu 90 creneHu.

3HaYajHOCT HA HE3aBHCHHUTE NMapaMeTPH BP3 PanaBocTa HAa MOBPIIMHATA BP3 OCHOBA HA

TeopeTcKUuoT moaea, PLA

I'maBHata Hamepa BO OBHE HCTpPaXKyBama € Ja C€ Hajae COOJIBETHa KOMOWHAIMja Ha
HE3aBUCHH BapHjaliy U MPEU3HO J1a CE ONPEICIH roJIeMHHATa M PACcIIOHOT Ha paraBocTa Ha
noBpmiHaTa Ra. EkcTpeMHHMTE BpEeIHOCTM Ha pamaBoOCTa, T'€HEpUpaHU Bp3 OCHOBA Ha

crienMpUIHA KOMOMHAIIMY HA HE3aBUCHUTE BapHjadiin, ce mpukakanu Bo Tabenmata 5.3.

Kako no mpaBuio, JNMHEapHUTE MOJEIHM JaBaaT MajJKy MOMaJIHM pPEe3yiaTaTH BO OJHOC Ha
GKCHOHGHHI/IjaJIHI/ITe MOACIN. 3a 90 crenenn MUHUMAJIHUTE U MaKCHMAaIHUTE BPCAHOCTH 3a
JMHEAPHHUOT M €KCIIOHEHIIMjaTHUOT MOJIENT Cce COOABETHO Ha BpenHoctuTe 2.83 1 7.01 um u

331 u7.31 pm.

Cure wucTpaXkyBaHM HE3aBUCHH (aKTOpM HMaaT CBOja 3HA4YajHOCT 3a parmaBocTa Ha
MOBPIIMHATA, HO HUBHATa BAKHOCT € pazliMYHa 3a pa3nudeH mojen. Ha mpumep, ako ce
ropenar Bp3 OCHOBA Ha BIIHMjaHUE, OJ] HAJTOJIEMOTO JI0 HajMaJIOTO, 3a JMHEAPHUOT MO/, Ke
no0uemMe: BUCOYMHA Ha CJI0jOT, MPEYHHUK Ha MITA3HUIIATA, Op3MHA HA IeYaTeHhe U MPOICHT Ha
nonoJyiHeTocT. Kaj eKCOHEeHIMjaTHHOT MOJIeT PEAOCIeO0T €: Op3ruHa Ha NeYaTemhe, MPOICHT

Ha IIOIIOJIHETOCT, BUCOYMHA Ha CJ'IOjOT 1 NPCYHUK Ha MJIa3HUIIaTa.

On paBeHKHTE Ha TEOPETCKUTE MOJEIH € Pa3OMpiIMBO JeKa Kora Ipel KOoeUIIMeHTOT Ha
Bapuja0iaTa € HeTaTUBEH IPEeI3HaK TOTalll CO 3roJIEMYBamEeTO Ha BPEAHOCTA Ha BapujadiaTa
ke ce HamallyBa roJleMHHAaTa Ha panaBocTa U oOpatHo. Hajmanu pesynratu ce 100MeHH Kora
ce mMeperno 1oz aroi ox 0 cTerneHu, HO 3apajy HUCKaTa HEeOJIPEICHOCT TeHEpUPaHa CO TeCTOT

Ha MOBTOPJIMBOCT, TUC HE MOXKAT Ja UMaaT HaydYHa HUTY MMPaKTU4YHA ITPpUMCHA.
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Tabena 5.3. Excmpemuu 6pedHoCcmu Ha panagocma Ha nogpuiunama 000ueHu 00

mamemamuykume mMooenu ceHepuparnu co cneuud)ulma KOM6uHal4uja Ha He3aeucHume

eapujabnu, PLA.

He3zaBucuu Bapujadan Teopercku Mojae
Excrpemun
Tpasen BPEeIHOCTH
N Ln Ps ld Jluneapen Excnionenuu
[mm]  [mm]  [mmis]  [%] [um] janen [um]
Min 0,25 0,1 90 50 0,31 0,73
0
Max 0,60 0,2 70 30 2,10 2,30
Min 0,60 0,1 90 50 2,47 2,81
45
Max 0,25 0,2 70 30 6,68 7,30
Min 0,60 0,2 90 50 2,83 3,31
90
Max 0,25 0,1 70 30 7,01 7,31

3a 1a ce mMa mo00pa MPETCTaBa 3a 3Ha4ajHOCTA Ha MOCTUHEYHUTE BapHjaliid Bp3 panaBocTa

Ha noBpmuHara aepuHupana co Ra, renepupanu ce 3D-npukasu.

N36panu ce ogpenenu 3D-npukaszu (Cnuka 5.6) co eKCTpEMHU BPEIHOCTH 32 JTUHEAPHUOT U

eKCHOHeHHI/IjaJ'IHI/IOT MOJCJIM Ha paltaBOCTa Ha MMOBpIINHATA, 34 90 creneHm aroia Ha MCPCHC.

Ha oBue mpukasu X M y ro npercraByBaaT pacliOHOT Ha HE3aBUCHUTE Bapujadiu, JojAeka

JIBETE OCTaHATH c€ KOHCTaHTHH. Ha z-ockara e mpuka)kaHa pamaBoCTa Ha MOBPIIMHATA KOja

ce UCcTpaxKyBa. J{omoNHUTENHN IPUKa3H O] UCTpaxyBamara ce naaeHu Bo AHekc 1. Bo oBoj

J0JaTOK T uMame nujarpamure 3a Ra-0 u Ra-45 crenenu, nuHeapeH M eKCHOHEHIM]jalIeH

mozen, 3a marepujanute PLA, ABS, PETG u 316L.
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PLA, Ra90, uHeapHa, MuH
Koncrantu: MNpednnk Ha mnasnyuara 0,60 mm v BucounHa Ha cnojoT 0,2 mm

6
E
= [ ; B | -
S 6 ; : ; i | 5.5
Ll B 1 |
[+
Eh
- 15
T
=
=
o 145
a) 2
i
T
- 14
(%)
o
@
i
© 3.5
o
40
3
76 45
70 50
Bp3uHa Ha nevaTtewe [mm/s] MononHyeawwe [%]
PLA, Ra90, EkcnoHeHuujaneH, MuH
KoHcTtaHTi: MNpeyHuk Ha mnasHuuaTa 0,6 mm 1 BucovmHa Ha cnojot 0,2 mm
€
= 6.5
&
© 6 -
[+
9 5.5
z
o) 3
o
@ 4.5 4
5]
=
a 4
T
=
8 3.5
s
S o
a 90
40
75 45
70 50
Bp3uHa Ha nevaTewe [mm/s] MNononHysatwe [%]

64



JokTopcka anceptaumja — KantpuHe Jakynum YKUM — MawunHcku

d)

PLA, Ra90, lluHeapHa, Makc
Konctantu: MNpevnnk Ha mnaznuuara 0,25 mm v BucoyrHa Ha cnojot 0,1 mm
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Cnuxa 5.6. Bpeonocmu na panasocma na nospuunama Ra sa PLA: @) Jluneapen mooen 3a 90 cmenenu,
munumannu, b) Excnonenyujanen mooen 3a 90 cmenenu, munumannu C) Jluneapen moden 3a 90 cmenenu,

makcumannu d) Excnonenyujanen mooen 3a 90 cmenenu, maxcumanu.
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5.3 PanaBoct Ha noBpmmrHaTa Ra-90 3a Tepmonsiactuka ABS nmeyareHa co TexHoJIOTHja
FDM

Ce mokaka HU3 EKCIIEPUMEHTUTE CO mracTukara PLA 1eka NpeyHHKOT Ha MJIa3HUIATa MMa
HajMaJIo BIIMjaHUE BP3 TEOPETCKHOT MOJIEN. 3aT0a, MPEYHUKOT HA MIIA3HHIIATA € HCKIIYYCH O]
HE3aBUCHHUTE Bapujabiu 3a excrepumentute co marepujaaor ABS (Acrylonitrile Butadiene
Styrene). Toa e 3aToa MITO UCTPAKyBaHaTa MMOBPIIMHA € paMHa, HO JOKOJIKY Taa € M3BHTKaHa,
TOTAIll BIMjaHUETO HA OBOj Iapamerap Ou OMIIO MOroJIeMo.

Bo Tabena 5.4 e npukaxaH IU3ajHOT Ha EKCIIEPUMEHTOT CO TPH HE3aBUCHH BapHjadiu
(BHCOUMHA Ha CIJIOjOT, Op3WHA Ha TIeYaTeHhe W MPOLEHT Ha MOMOJHYBakE) M TPU HUBOA HA

BpCAHOCTH, COTJTIACHO METOAOT Ha Tarytm.

Tabena 5.4. Heszagucrnu napamempu u uzmepenu pezyamamu 3a Ra-90, ABS.

Bp. Lh- BUCOUMHA Ha Ps- Op3uHa Ha meyaTeme lp- rycTuna Ha Ra-90

ciojor [mm] [mm/s] nonoJiHyBame [%0] [um]
1 0,1 70 30 4,59
2 0,1 80 40 4,96
3 0,1 90 50 5,02
4 0,15 70 40 5,32
5 0,15 80 50 5,46
6 0,15 90 30 5,73
7 0,2 70 50 541
8 0,2 80 30 6,12
9 0,2 90 40 6,48

Kako mro Oeme u mopaHo crmoMmMeHara ke ce pasriefyBa camo pamaBocTa Ra-90 3a
tepmorutactukara ABS. Mepewara n ananusara 3a Rz u Rq 3a 0,45 u 90 crenenu ce ucro
TaKa HalpaBeHM W aHAJIM3HpPaHU, HO TyKa Ke To MpHUMEHHMME 3aKJIydyoKOT o] TIiaBa 5.2 3a
tepmorutactukara PLA, a ce ogHecyBaaT Ha OBHE MapaMeTpH.

3a oBUE EKCIIEPUMEHTH PACIOHOT U BPEJAHOCTUTE Ha HE3aBUCHUTE BapujaliIM ce UCTHU KaKko U

3a Tepmoriactukata PLA u PETG, kou ce pasriieayBaar Bo OBa MOrJiaBje.

Ipoduau Ha panaBocTa HA NOBPIIMHATA HA npuMeponuTe ABS

FOpHI/IOT C.IIOj Ha HCTOIICHUOT MaTepI/IjaJ'I € CKCHHUpAH CO MHKPOCKOII Ha BOOOMYAacHaTa

cBeTuHa. [[peuHUKOT Ha MIACTUYHUOT KoHell € 1.75, a npeyHukoT Ha miaznunara e 0.4 mm.
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3a ga ce mOCTUTHE J00ap KBAJIMTET HA MOBPIIMHATA, BUCOYMHATA Ha CJI0joT Tpeba aa € ox 15

% no 75 % on mpedyHuKOT Ha Mia3HMIATa. Bo Hammor ciydaj Toj pacton e ox 0,1 mo 0,2

mm.
35
= [NpumMapeH/uamMepeH npocun === [Ipocpun Ha panaBocCT
25 /
'E 15 -
=
= 5
=
g 5 |
=9 W
=
@ -15 ™~ 4 }
-25 J u
'35 T T T T T T T T T T T T T T T T T T T 1
O 02 04 06 08 1 12 14 16 1.8 2 22 24 26 28 3 32 34 36 38 4
BxkynHa mepHa gormkuHa [Hm]

Cnuka 5.7. Hsmepen u npecmeman npoghun na npumepok 2 3a mepmonnacmurxa ABS.
PeSy.]'ITaTI/ITe Ha paliaBOCTa Ha IMOBpIIMHATA 3a UCTUOT IMMPHUMCPOK CC CIHAKBU BO CMHCJIA HaA
ronemuHa (Cnuka 5.7). MoxaTr ma mocrojaT pasiukd Bo (a3uTe Ha CHHYCOUAMTE, KOU
IMOHCKOr'alml MOKC Ja 3alo4yHaT BO IIOYCTHATA TOYKa Ha CHUCTEMOT MW Jia 3aBpliaT BO

MaKCUMYMOT, BO 3aBUCHOCT O[] TOA KaA€ € 3allI0YHATO MEPCHETO.

Teopercku Mmogean Ha napamerapot Ra-90 3a ABS

Bp3 ocHOBa Ha He3aBHCHUTE Bapujadmm ox Tabena 5.5 nmpecMeTanu ce TEOPETCKUTE MOACIH
3a Ra Ha mpumepornute uzpaborenu on nonumepor ABS. OGata monenu T 3a70BOTyBaaT
cute kputepuymun ANOVA 3a anda koedpunmentor aa e noman ox 0.05 u R square ma e

norosieM o11 90 %, 3a cuTe MOJaTOIM Ha UCTPa)KyBaHATa pamaBoCT.

Tabena 5.5. Jluneapen u excnonenyujaiern mMooen u HUBHUMe cmamucmuykuy nooamoyu 3a Ra-
90, 3a mepmonaacmuxa ABS.

= < o e < g

2 s S 85 28

< Teopercku momen * = o 2t Oguw

= = %} < LW Z'z

= S o ) <>

[%2]

Ragp = 1.554 + 11.166L, + 0,031P,— 0,0091, 0,974 0,949 0,167 0,012

o

(o2}

Rago = 1.559  L})303 pOaso10.047 0979 0959 0,027 0,002

* Osue napamempu ce Hezasuchume gapujadau: Ly — eucouuna na crojom, Ps — 6psuna na neuamerse u lg
— 2YCMuUHA HA NONONHY6AIbE

PanmaBocta Ha moBpmmHaTa Ra mpakTuuHO € ucta Bo cMmucia Ha multiple R kopenannonuor
KOe(PUITMEHT 3a JMHEAPHUOT W EKCIOHEHIHMjaTHHOT Mojnen. O0ata MOJenu TMOKaKyBaaT

3HaqajHa IMMO3WTHBHAa IIOBP3aHOCT. HOHOHHI/ITGHHO, obara TCOPCTCKU MOACIU HMaaT
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CIIOPEUIMBU TPOIICHETH BPEIHOCTH HA PErpecroHaTa JHHU]jA. 3a0KPYKEHUTE BPESAHOCTH Ha
R square se 0.95 u 0.96.

[Ipen3nanure Ha HE3aBUCHUTE BapHjaliM MCTO Taka MOKaXyBaaT CIMYHOCT Momery obara
MoJiena. BucourHarta Ha cojoT u Op3MHATa Ha IeYaTemhe MOKaXyBaaT MIO3UTUBHH TPEHIIOBH,
J0JIeKa TYCTHHATA Ha MOTOJIHYBabe TTOKa)KyBa HETATHBEH TPEHI.

3abenexxaHa € pa3nuka oMery CTaHIapJIHUTE TPelKu Ha MojaenuTe 3a Ra-90. JluneapHuor

MOZCII UMa 3a MICCT IMaTH MorojcMa CtaniapaHa rpeuika BoO OJHOC Ha CKCHOHGHHI/IjaJIHI/IOT.

3HaYajHOCT HA He3aBHCHUTE MapaMeTPH 32 PanaBoCTa Ha MOBPIIMHATA BP3 OCHOBA Ha

TeopeTcKuTe Moaeau, ABS

3a obara TeopeTcku Monenu 3alenexkaHo € JeKa HEe3aBHCHUTE Bapujabi, BHCOYMHA HA
CIIOjOT W Op3vHA Ha TeyaTere, MMaaT 3HavyajHa MOBP3aHOCT CO PalaBOCTa HA MOBPIIMHATA
Ra-90. Husnute p-Bpennoctu ce nomanu oz 0.05. Bpennocra 3a Bapujabnara ryctuHa Ha
MOMOJHYBake 3a JuHeapHUoT, 0.23 u exkcnoneHnujanHuoT (.32 He TW 33J0BOYyBaaT
OapaHHTe TPAHULIH.

Tabena 5.6. Excmpemunu 6pedHocmu Ha panagocma HA NOBPUWUHAMA 00b0uenu 00

Mamemamuykume MoOeIU 2eHepupanu co cheyupuuna KOMOUHAYUjA HA HE3AGUCHUME
eapujabnru, ABS.

He3aBucuu Bapujadiu Teopercku Mojaen
Excrpemun
IIpagen
BpeaHocTH Ln Ps lg JUHeapHa eKCIIOHEHIHja
[mm] [mmis] [%6] [um] Jten [um]
Min 0,1 70 50 4,391 4,538
90

Max 0,2 90 30 6,307 6,436

Bo Tabena 5.8 najeHu ce eKCTpeMHHU BPEIHOCTH Ha paraBoCTa, 3a OJpelieHa KOMOMHaIja
Ha He3aBUCHHUTE Bapujaldiau. Moxe na ce 3abenexu rojeMara CIMYHOCT Ha 00aTa TEOPETCKU
MOJIEJH, 38 EKCTPEMHUTE BpeJHOCTH Ha Ra.

Bo Matlab ce renepupanu HajnpeTCTaBUTEIHH MPUKA3U CO €KCTPEMHH BPEIHOCTH, OJ KOU
MOX€E Ja ce BMIU BJIMjaHMETO Ha HE3aBUCHMTE Bapujabnu Bp3 pamaBocTa 3a Ra-90.
[Mpukaxxanu ce yetnpu 3D-nprka3u Ha cimka 5.6.

[TononHeTocTa n Op3uHaTa ce MpPUKaKaHW Ha X U Y OCKUTE, A0JIeKa BUCOYMHATA Ha CJIOjOT €
koHcTaHTHa rojemuHa (0.1 u 0.2 mm 3a MUHMMaJHAa U MakCHUMaliHa BpeaHocT). PamaBocra
Ha noBpumuHata Ra-90 e nmpukaxaHa mo JAOJDKMHATA Ha z-ockata. Bo AHekc 2 ce gajaeHu u

JpyTY 3HaYajHU MPUKA3H OJ] aHaJIN3aTa.
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ABS, Ra90, lluneapHa, Mun
KoncranTa: BucounHa Ha cnojot 0,1 mm

5.2

&

PanaeocT Ha noepwuHaTa, Ra%90 [um]

35
MononHyeawe [%)] 30 70 Bp3mHa Ha nevaTerse [mm/s]

75

ABS, Ra9%0, EkcnoHeHuujaneH, MuH
KoHcraHTa: BucodwnHa Ha cnojoT 0,1 mm
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]
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~
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PanasocT Ha noepwwuHaTa, Ra%90 [um]
o &
=) co

Mononnysawe [%] 30 70 Bpauna Ha neyatewe [mm/s]

69



LoKTopcKa anceptaymja — KantpumHe Jakynum YKUM — MaLmnHCKu

ABS, Ra90, lluHeapHa, Makc
KoHcTraHTa: BucoumHa Ha cnojoT 0,2 mm
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KoHcranra: Bucownna Ha cnojot 0,2 mm
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Cinuxa 5.8. Excmpemnu epeonocmu na panasocma na nospuunama Ra -90 3a ABS-mepmonnacmuka, a)
Jluneapen moden co munumanuu epeonocmu, b) Excnonenyujanen mooen co MUuHUMAHu 8pednocmii, C)
Jluneapen moden co maxcumannu gpeonocmu, d) Excnonenyujanen mooen co MakcuManitu 6peOHOCmu.
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5.4 PamaBoct Ha mnoBpmuHaTta Ra-90 3a Tepmominactuka PETG mneuatena co

TexHoaoruja FDM

[IpeyHuKOT Ha MJa3HUIATa TO MMa HajMajoOTO BIHjaHHE BO TEOPETCKUOT MOJEN, COTJIACHO
EKCIIEpUMEHTHTE peanu3upanu co Tepmoruiactukata PLA. Kopucrejku ja mertomara Ha
Taryun Bo Tabenma 5.7 mpukaxaH € AW3ajHOT Ha EKCIIEPUMEHTOT CO TPU HE3aBUCHU
BapujabiM W TpU HHBOA Ha Bapujabnure, 3a Tepmoruiactukata PETG (Polyethylene
Terephthalate Glycol). Kako u BO mpeTXOQHHOT cClly4aj HE3aBUCHU Bapujadiau ce: Ln —
BUcounHa Ha ciojor (Mm), Ps — Bbp3una Ha mneuyareme (mm/s) u lp — IIporeHT Ha

nonoaHeTocT (%)

Tabena 5.7. Hesagucnu napamempu u usmepenu pesyimamu 3a panagocma Ha nogpuiunama Ra-
90, PETG

Bp. Lnh- BUCOUMHA HA Ps- 6p3uHa Ha lp- rycruna Ha Ra-90

ciojor [mm] neyareme [Mm/s] nonoJHyBame [%0] [um]
1 0,1 70 30 6,45
2 0,1 80 40 7,18
3 0,1 90 50 7,44
4 0,15 70 40 7,95
5 0,15 80 50 8,18
6 0,15 90 30 8,56
7 0,2 70 50 7,39
8 0,2 80 30 9,34
9 0,2 90 40 9,94

Camo panaBocta Ha moBpmuHata Ra-90 ke ce ananmmsupa coriiacHo objacHyBamaTa JaJICHH
BO moriasjero 5.2. M Bo oBHE €KCIIEPUMEHTH PACIOHHTE M BPEIHOCTUTE Ha HE3aBUCHUTE
Bapujabiin ce enHakBU co OHHME 3a TepMmorulactukata PLA u ABS, o6paborenu Bo

MNPpETXOAHUTE HOFJ'IaBja.

IIpoduau Ha panaBocTa HA NOBPIIMHATA HA npuMeponute PETG

Cexoj o MpUMEpONNTE € MEPEH CO HHCTPYMEHTOT 3a MEPEHE Ha ParaBoCT, KaKo W CIIMKaHa
€ ropHaTa MOBpPIIKMHA CO ONITUYKH MUKPOCKOI JIOTIOJIHET CO IUTUTaIHA Kamepa. Peanusupanu
ce JIeBeT eKCIIEpUMEHTAIHU Npodu 3a cekoj oj npumepouute. Cexoja oa MpodHUTe ro Jane
MPUMEPHUOT TIPOdHII, a IpecMeTKHUTe TH Aanoa R-npodummre. Ha ciukara 5.9 - ce maneHn
npopwimte noOueHn oa mpuMepokoT 2. OuurienHa € rojeMara CIMYHOCT MOMery JBara

IIPHUKa3a.
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Cruxa 5.9. Uszmepern u npecmeman npogun 00 npumepoxom opoj 2 3a PETG.

AMIUIUTYIUTE HA IpOUIOT HA panaBocTa Ha MOBPLIMHATA, BO HAJTOJIEMHOT Opoj Ha cilyyaw,
Ce ceKoraul IOMajdd O] H3MepeHuTe BpeAaHocTH. [loBpuimHHTE Ha HNpUMEpoLUTE ce

OpaHOBHUIHHU, CO HajcHIHA pedICKCHja 01 CTPAaHHMIIUTE M CEHKa BO KOpUTOTO (ciuka 5.10).

:(
i

)
]
4

-]
;
-
A
sasa 't

Cnuxa 5.10. Ilpuxas na nospwunama na npumepox 00 PETG 0obuen co onmuuku Mmuxpockon.

Cnukure NOOMEHM CO ONTUYKMOT MHUKpockon kopucrea 3yM X4 u X10. IloBpmunara e
ocserityBana co JIE/I-ceemnmua (Light Emitting Diode). Ha caukara 5.11-a e mpukaxana
CHHA JIMHHMja KOja MOMMHYBAa HHM3 HIECT MEYaTEeHU JIMHUM, COOJBETHO O3HAYEHU CO OpPOEBH.
[Ipuka3oT moj cimkara ro MoKaXXyBa MHTEH3UTETOT Ha CBETJIMHATA 0J00CH OJ1 MOBPIIMHATA
Ha MPUMEpPOKOT. bojaTta Ha mMpouUIHUTE JTUHUU C€ MEHYBa BO 3aBHCHOCT Ha CBOjCTBaTa Ha
pediiekcrja Ha MaTepHjajoT, IITO TO WMa W HAjroJIeMOTO BJIHMjaHHE BpP3 MPOIEHTOT Ha

pedekcujarta.
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Max: 245, 239, 4, 209; Min: 38, 55, 1, 49; Avg: 123.89, 129.63, 1.00, 112.77; Std: 27.64, 28.84, 0.07, 24.49

200 400 600 800 1000 1200 1400 1600 1800
Man: 238, 250, 1, 212; Min: 119, 144, 1, 128; Avg: 176.43, 185.24, 1.00, 161.11; Std: 14.06, 12.09, 0.00, 1017

2000

Cnuxa 5.11. Crenupana co onmuuxu MUKpOCKOR NOSPuuUHa 00 npumepok 2 uspabomen 00 mamepujar PETG, @) cunama aunuja (2 mM) nomunysa Hu3 wecm
neyameHu IUHUL, a NOO Hea e nPoghuiom co wiecm cneyupuunu maxcumymu, b) cunama aunuja co IMm 0ondCUHG ROMUHYSA HU3 MPU NeYAmeHU TUHUL, d OO Hed
ce noxascanu npogunume.
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Teoperckn Moaenu 3a napamerapor 3a panasoct Ra, PETG

W Bo 0BOj mpuHKa3 ce AaJeHHU aHAIM3U CaMmo 3a M3MepeHHuTe npumepouu noj aron on 90
crenienu. U 3a mpeocTaHaTUTe ariy ce HalpaBeHU Meperma U MPEeCMETKH, HO 3aKIyYOLIUTE O]1
aHanu3ara Ha TepMoruiactukara PLA Baxar u 3a 0BOj MaTepujaji, BO OJHOC Ha arojioT Ha

Mepeme.

Tabena 5.8. Jluneapen u excnonenHyujaiern mMooen u HUSHUMe cmamucmuykuy nooamoyu 3a Ra-

90, 3a mepmonnacmuka PETG

: :
[ S (5]
g @ S L <2
g Teopercku Mojes * = > < o 8
2 S N 3 Z &
- : = -
2;‘) o
R .50 = 0,608 + 18,666L; + 0,069P, — 0,0221 4/ 0,933 0,871 0,501 0,012
o

m -

Rago = 1017 + L " P 201,207 0941 0885 0058 0,008

* Osue napamempu ce HezagucHume sapujabau: Ln — eucouuna na crojom, Ps — 6p3una na neuamerse u lq —

2ycmuHa Ha nonoJjinyedaroe

HanpaBenu ce mpecMeTkH 3a 0BOj cHElM(HUUEH CiIydaj, a pe3yaTaTHTe ce NMPHKaKaHU BO
Tabena 5.8.

Obara MoJieny reHepalHO Ce CTaTUCTHYKM NMpu(aTiuBU Bp3 OCHOBA Ha 3HauajHocTa F Ha
ANOVA xoja e momana ox 0.05, momeka pamaBocta Ra-90 Ha u3mepeHuTe mpuUMeEpoId

COOJABCTCTBYBA 93 % BO OIHOC Ha MOJCIIMTC Ha NOBPIIHWHATA.

3Ha‘lajHOCT Ha HE3ABUCHUTEC MMapaMeETpH 3a pannaBoCcrta Ha MOBPLHIMHATA BP3 OCHOBA HaA

Teoperckure moaeau, PETG

Tabenara 5.9 ru mokaxkyBa eKCTPEMHHUTE BPETHOCTH Ha pamaBocTa Ha moBpimHata Ra-90
n0OMEeHH co o/IpeicHa KOMOMHAIM]a Ha HE3aBUCHUTE BapHjadIIn.

JIuHeapHUOT MOJEN JaBa MajKy MOHHUCKHM PEe3yJTaTH BO OJHOC Ha E€KCIIOHEHIIWjaJHUOT.
MuHUMaTHATE 1 MaKCUMAITHUTE BpeAHOCTH 3a Ra-90 3a nmuHeapHuoT mozen ce 6.20 u 9.81, a
3a eKCIoHEeHIUjaTHUoT 6.39 u 9.96. Cute UCTpakyBaHHW HE3aBUCHH Bapujabiau MMaaT CBOE
BJIMjaHUE Bp3 pamaBoOCTa Ha MOBpIIMHATa. 3a obaTra Mojeia, ako T'M HapeauMe Off OHOj CO
HAjBUCOKO BJIMjaHHE JI0 OHOj CO HajMajo, ke JoOueme: BUCOYMHA Ha CJI0OjOoT, Op3MHA Ha

MeYaTCmkC, MPOLCHT HA IMMOMMOJIHETOCT.
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Tabera 5.9. Excmpemunu epedHocmu Ha panagocma HA RogpuiuHama 00OueHu 00

Mamemamuykume MoOOenU 2eHepupamu Cco chneyuguyna KomMOumayuja Ha He3A8UCHUME
sapujabnu, PETG

He3aBucHu Bapujadan Teopercku Moaes
Excrpemna
IIpasen
BpeaHocT Ln Ps la JIMHeapHa  eKCIIOHEeHIHja
[mm] [mmis] [%0] (um] aen [pm]
Min 0,1 70 50 6,204 6,391
90
Max 0,2 90 30 9,891 9,967

Kpenpanu ce 3D-mpuka3u co Ieq 3a BH3yallM3alldja Ha BIIMJaHHETO HAa HE3aBUCHHTE
Bapujabmu Bp3 pamaBocta Ha moBpmuHaTa Ra. Ha cnmukara 5.12 ce mpukaxaHW 4eTHpH
MIPUKa3U CO COOJBETHO OOjacHyBam€ 3a coApkuHaTa. Ha mpukasute X ¥ y Td IpHUKaxKyBaaT
pacrmoHMTE Ha HE3aBUCHUTE BapujalOiu, JOJeKa BHCOYMHATA HA CIIOjJOT € 3aap’kKaHa

koHcTaHTHA. Ha z-ockara e nmpukaxana panaBocta Ra-90.

PETG, Ra90, l'uHeapHa, MuH
KoHcraHnTta: Bucoywna Ha cnojot 0,1 mm

PanaeocT Ha noBpwwMHaTa, Ra90 [um]

40

35 75

Mononxysake [%] % 70 Bp3uHa Ha neuartewe [mm/s]

75



LoKTopcKa anceptaymja — KantpumHe Jakynum YKUM — MaLmnHCKu

PETG, Ra90, EkcnoHeHuujaneH, MuH
KoHctaHTa: BucoyuHa Ha cnojoT 0,1 mm
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PETG, Ra%90, EkcnoHeHuujaneH, Makc
KoHcraHTa: BucoynHa Ha cnojot 0,2 mm
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Cnuka 5.12. Excmpemnu speonocmu Ha panasocma na nogpwunama Ra -90 sa PETG mepmonnacmuka, a)
Jluneapen mooden co munumantu epeonocmu, ) Excnonenyujanen Mooen co MUHUMAIHYU 6peOHOcmu, C)
Jluneapen moden co maxcumannu gpeonocmu, d) Excnonenyujanen mooen co MaKxcuMaity 6peoHOCHIU.
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5.5 EdexTn ox nmpumeHnara Ha 00J1yC Bp3 pacnopeaoT Ha [103aTa Kaj MalHeHTHTE Ha

paauorepanuja

Cumynanujara (CKeHUpame) Ha nedyaTeHuoT 6onyc co npumena Ha CT e peanusupana co uen
Ja ce ompenenu BiujaHuero Ha 3D medaTeHHOT 0Oiyc Bp3 KBAIMTETOT HA TPETMAHOT HA
MAIMEeHTOT KOj € MOAJIOKEH Ha paguoTepanuja. boiaycor e mocraBeH nmomery /Be MIaCTUYHU
IUIOYM KOW (opMHpaar KyTHja Koja ¢ HamosHeTa co Boga (Cnuka 5.13). Bogara e u3bpana
KaKO MEJMYM 3apajid Toa IITO Hej3uHaTa I'yCTUHA € CIMYHA Ha OHaa Ojf YOBEKOBOTO TKUBO.

3a nmevaTemeTo Ha O0IYCOT € KOPUCTEH TePMOIIAaCTUYHHOT Matepujan PLA.

Cmuxa 5.13. Cumynayuja co CT na 3D newamen 60.1yc nanonnem co 6ooa.

[TnanoT 3a TpeTHpame Ha MAIMEHTOT CO OOJIYC € €THAKOB Ha OHOj KaKO Kaj TPETMaHOT Ha
nanueHTuTe 6e3 6omyc. Cure mapamMeTpu Ha 3padere ce MOACIHAKBH KaKO U BO PEATTHUOT
ciydaj Ha TperMmaH. Kopucten e codrtBepor Monaco, 0a3upaH Bp3 aJiropuTMOT Ha
npecmetkute Monte Carlo, 3a mpecmeTka Ha aucTpuOyIMjata Ha arncopOWpaHara 103a BO
TapreTupaHuoT BonyMmeH. [lmanupanmor Tapretupan BomyMmeH (Planning Target Volume,
PTV) e nonupan GiuCKy 10 KOXKaTa Ha MalMeHToT U Tpeba maa mobue BkymHo 40 Gy (Gy e
eIMHUIIA Ha aricopOupana j103a uMeHyBaHa cripema Louis Harold Gray). ITnanot 3a Tpetman
€ Pa3BUEH 3a KOpUCTEeHE Ha 6MV Ha eHepruja.

Ha cnukara 5.14 e npukaxaHna nuctpuOynujata Ha fo3ara 3a odara ciaydyaw Ha paaujaluja,
6e3 u co Ooiyc.
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Cnuxa 5.14. Opuenmayuja na noremo Ha mpemmanom u OUCmMpubyyuja Ha 003ama, a) 6000U4AeHA
npoyedypa, b) npoyedypa co 3D neuamen 6onyc.

EBanyanmjata Ha jo3uMmeTpujata € peanusupana co meromgara Report 50 wa International
Commission on Radiation Units and Measurements (ICRU), namenera 3a TeXHHMKara Ha
monanuter 3DCRT, koja o0jacHyBa aeka Bapyujalnujata Ha TapreTUPaHUOT BOJIyMEH Tpeda aa
e Bo rpanunure ox +7 % 1o -5 % ox BpemaHOCTa MpenBHIIEHA BO pedepeHTHATa TOYKA BO

BOJIYMEHOT Ha TYMOPOT, CO OTpejeeHaTa BpeHOCT Ha arcopiiyja [163].

Tabena 5.10. Josumempucka cnopedba na PTV nomery nianosume na mpemupare Koz2da e

Kopucmen 60]1)/0 U Ko2a He e KopucmeH.

Maxkcumanna Cpenna
Jo3a Ha Tpetman [Gy]
PTV < 107% opn nenra PTV > 95% on nienra
1. PTV crannmapn 42,78 42.8 38,23 38
2. PTV co 3D 6omyc 42,75 42.8 39,64 38

Taprerupana no3a 3a obara cnydyau e 40 Gy. MakcumanHara rpaHulia Ha IpUMeHeTaTa /103a
e 107 %, wro 3a nennara no3a ox 40 Gy mpercraByBa 42.8 Gy. McroBpemeHo cpenHara
npuMeHeTa j03a Tpeba ga e morosieMa oa 95 % oj TapreTupaHara j03a, IITO OJAroBapa Ha
38 Gy. MakcumalHUTE TUTAHUPAaHU 03U 3a o0ara cilydad, MO MPECMETKUTE, MOKaKyBaaT
CIMYHOCT Kaj obere meroau. CpeaHara 1o3a kaj ciydajor co 3D-06omyc mokaxysa 4 %
[orojieMa J03a OTKOJKY BO CIy4yajoT NpU TPAJUIMOHATHHOT TpeTMaH. Moxkeme a
3aKJlyduMe JeKa MpUMeHaTa Ha OOJYyCOT MMa TIO3WTHUBHO BIIHjaHHE CO MMOMECTYBAaHETO Ha
703aTta TOOJNMCKY [0 KoXKaTa Ha MAIMeHTOT, INTO JaBa NOoJ00pa XOMOTEHOCT Ha
muctpuOynujaTa Ha 1o3ara Bo PTV. McroBpemeHo 00ycoT ke ja HaMaiu TeMIiepaTypara Ha

JKEIIKaTa TOYKa Ha KOXKaTa Ha IMalluCHTOT.
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5.6 PanaBocT Ha MOBPIIMHATA HA MPUMEPOK 0] HeprocyBauku yeauk 316L meuyaten co

TexHogorujara DMLS

PanmaBocTa Ha moBpIIMHATA HAa OBOj MaTepHujal € UCTPaKyBaH CO UCTATa MOCTANKa KaKo U Kaj
OCTaHATUTE Marepujajau omndaTeHu cO OBa HCTpaxKyBame. Bp3 ocHOBa Ha MeTojara Ha
Taryun 3a au3ajH Ha €KCIIEPUMEHT KpenpaHa € Ta0eja cO HE3aBUCHH BIE3HHU IMapaMeTpu:
mokHocT Ha nacepor (180, 200 u 220), 6p3una Ha ckeHupame (450, 500 u 600 mm/s) u
pactojanue nomery ymaEHTEe (0.07,0.08 m 0.09 mm). Bo TabGemara 5.11 mpukaxkanu ce
HE3aBUCHUTE MMApAMETPH, U3MEPEHUTE BPEIHOCTH 3a panaBocta Ha noBpumHara Ra, Rz u Rq,
3a pa3IMYHU arjii Ha MEPEHmE BO OJHOC Ha MPaBEIOT Ha medarewme u T1oa 3a 0, 45 u 90
CTETICHH.

Tabena 5.11. HezagucHuu napamempu co céoume HUG0A U U3MepeHU napamempu Ha panagocma

Ha nospuuHama 3a pa3iudHu OpueHmayuy Ha meperbe 3a npumepoyu 00 yeauxk 316L newamenu

co mexuonoeuja DMLS.

L S H Ra[pm] Rz [um ] Rq [um]

S ey m 0 45 90 0 45 90 0 45 90
1]180 450 007 | 204 479 561 | 13,84 2462 2656 | 286 603 6,69
2 180 500 008 | 203 403 530 | 953 1384 2427 | 281 503 6,52
3180 600 009 | 1,75 248 456 | 1292 2279 2638 | 218 320 6,27
4 | 200 450 008 | 228 534 632 | 1287 1900 2472 | 305 626 7,41
5200 500 009 | 217 508 575 | 13,86 2558 2843 | 300 618 6,90
6 | 200 600 007 | 143 238 427 | 940 1346 2005 | 215 304 514
7 | 220 450 009 | 479 1034 1529 | 2558 40,37 5810 | 6,03 11,87 17,50
8 | 220 500 007 | 270 753 1219 | 1612 30,74 4872 | 366 882 1514
9 | 220 600 008 | 238 669 11,04 | 1597 27,47 4406 | 320 7,89 12,86

* Osue napamempu ce nesasuchuu sapujabau. Ly — Moxknocm na nacepom, Ss — bpsuna na ckenupare u Hs —

pacmojanue nomery IuHuume

Cute TEOpeTCKHM MOJENH CTATUCTUYKM TOKa)kaa BHUCOKO HHMBO Ha 3HadajHocT. HajBucoka
3HAYaJHOCT O] UCTPAKyBaHUTE BaprjaldIu Bp3 paraBoCTa Ha MOBPIIWHATA MMOKakKa MOKHOCTA
Ha JIacepoT, MoToa Op3WHATa Ha CKEHHpame, a HajMala 3HauajHOCT PAcTOjaHUETO MOMery
nuHUUTEe. MOKHOCTa Ha JIacepoT U PacTOjaHUETO TOMery JIMHUUTE MOKa)KyBaaT MO3UTHBHA
3HAYajHOCT, JOJieKa Op3WHAaTa Ha CKEHUpame I[MOKa)KyBa HEraTWBHA 3HAYajHOCT BP3
pamaBocTa Ha TOpHaTa MOBPIITWHA HA TpuMeporuTe. M3MepeHnuTe BpeJHOCTH MpeTCTaByBaar

CpelHa BPETHOCT O IBE MEPCHa BO UCTATa MO3HIIMja Ha UCTHOT MTPUMEPOK.
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IIpo¢uian HA NOBPIIMHATA HA PUMEPOLUTE

I'opnara noBpuIMHa Ha NPUMEPOLUTE € CKEHUPAHA CO ONTUYKU MHUKPOCKOIl HAArpaJeH CO
JIUTUTAIHA KaMepa. 3a ceKoe 0Jf MepemaTa MepeH € MPUMapHUOT Npoduil U € MpecMeTyBaHa
pamaBocTa Ha MOBpIIMHATa Mo3HaTa kako R-mpodun. Ha cnukara 5.15 e mpuxaxkan

npo¢duIoT 1o6ueH o1 mpuMepokoT 1.
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Cnuxa 5.15. Hzmepen R-npoghun na npumepox opoj 1 uspabomen 00 uenux 316L co mexnonoeuja DMLS.

I'opnara noBpiirHa Ha IPUMEPOKOT Opoj 1 € CkeHupaHa co ONTUYKKA MUKPOCKOII CHaO/IEeH cO
JUTUTaiHa KaMepa Koja OBO3MOXM JUTHTAIHO Ipolecupame Ha ciaukara. Ce 3a0enexysa
OpaHOBUTOCT Ha MOBpIIMHATa CO pa3lW4yHa pediaekcuja Ha IIa0MHUTE U CTPAHUIUTE.
[ToBpImIMHCKHOT MTPHUKa3 Ha paraBoCcTa MOXe Jla ce BUAM Ha climka 5.16 Ha Koja MaKCUMyMHTE
I MOKaXyBaaT JUHUUTE Ha mnedarewme. ONTHUYKUTE OCOOMHM Ha MEeYaTeHHOT MaTepujal

nmaat roJicMo BJ'II/Ij AHUC BpP3 BI/I3yaJ'II/ISaI_[I/Ij aTa Ha CKCHHpaHaTa NOBPIINHA.

> 3 B

Cnuxa 5.16 Crenupana nospuuna na npumepox 1 co pazauuno seonemysarve (x4 u x10), 316L co DMLS.
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Cnuka 5.17. Ilpuxas nHa nospuiunama 0obuera co ONMUuYKU MUKpPOCKON, npumepok 00 316L.

3D-noBpmmHaTa Ha HCTHOT pUMEPOK (Op.1) e mpukaxana Ha Cruka 5.17. MakcumymuTe Ha
CJIMKATa ja TOKaKyBaaT HajcHIIHATA pedIieKcHja o MPUMEPOKOT, J0/IeKa MUHIMYMHUTE CE BO

TEMHO TMopayje.

Teopercku Moaesu 3a pannaBocta Ha noppuuHarta Ra, 3a 316L u Texnosorujata DMLS
JluHeapHHUTE MOJENNM W HUBHUTE CTATHCTUYKH TOAATOIM CE TeHEPHpPAHHU O] PE3yNTaTHTE
NOOWEHU CO eKCIepuMeHTHTe Ha MaTepujanot 3161 neuaten co texHonorujatra DMLS. Tue
MOJIeTH ce TIpuKakanu Bo Tabema 5.12.

[ToarorBenu ce neser JmHeapHu mojenu 3a Tpu mpaBuu (0, 45 u 90 crenenn) u 3a Tpu
pas3nnuHu napameTpu Ha noppumHaTta Ra, Rz n Rq.

Bp3 ocnoBa Ha ANOV A 3nauajrocra F, panaBocta Ha moBpmnHata Ra u Rq 3a cute crenenu
Ha MEpeme T'M WCIOJHYBAaT CHUTE MOCTAaBEHH KPUTEPUYMH HAa MOJEIHTE CO 3HadajHOCT F
nomaia ox 0.05 (Tabena 5.12).

[Ipen3namnure 3a cuTe HE3aBUCHU BapujadM Ce UCTH 3a CUTE JIMHEAPHU M €KCIIOHEHIIH])alTHH

MOJIEIIH.
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Tabena 5.12. Jluneaprhu moodenu u HUGHUME CMAMUCMUYKY NOOAMOYU 3a cume npaeyu Ha

neuameme co mexuonocuja DMLS u mamepujan 316L.

5 "
z i g T
2 Teopercku Mozen * = = e o 8
= E % 3 Z E
= = o £ <
& @

R, =—-3,92+0,0337L, — 0,007, + 42,3H, 0,87 0,76 0,59 0,05

o R, =-2443+0,178L, — 0,027S, + 216,6H, 0,84 0,71 3,28 0,08
R, =—3,754 +0,042L, — 0,0095; + 12,33H, 0,88 0,78 0,68 0,04

R, =-10,93 + 0,111L, — 0,0195, + 53,333H; 0,93 0,87 1,01 0,01

Y R, =—43,04+0311L, — 0,0475; + 332H, 0,79 0,63 6,47 0,14

R, =—10,54 +0,119L, — 0,0215; + 56H, 0,92 0,86 1,31 0,01
R, =—27,25+0,192L, — 0,0155; + 58,79H; 0,88 0,75 2,32 0,04

S R, =—-9L4+0,613L, — 0,041, + 293,1H, 0,84 0,71 8,95 0,07

R, =—-30,62 +0,216L, — 0,0165, + 61,496H, 0,86 0,75 2,83 0,05

* Osue napamempu ce nezasuchu sapujabau’ Ly — Moknocm na nacepom, Ss — bpsuna na cxenuparve u Hs —

pacmojanue nomery tuHuume

I'm nobuBme ucTUTE pe3yaTaTH M 3a E€KCIOHEHIMJaJIHUOT MOJEN KpeWpaH Bp3 OCHOBA Ha
eKCIIEpUMEHTAHUTE pe3yaTatu. imeHno, camo napamerapor Rz He ru 3ap0Boau Oapamara Ha
ANOVA. 3a cexkoj on mpaBUMTE Ha Mepeme He Oea 3a70BOJIeHHM Oapamara 3a OBOj
napamerap. Of apyra cTpaHa, 3a CEKOj O[] pasrjieAyBaHHTe NpaBUu Ha mepewme 0, 45, 90
CTENEHH, CUTE EKCIIOHEHIMjaJIJHW MOJENW 3a MapameTpuTe Ha pamaBocT Ra u Rq ro

3aJJ0BOJIyBaa HUBOTO Ha joBepOa ox 95 %.
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Cnuxa 5.18. JJucmpubyyuja na cooonocom na panasocma Ra, nomery excnepumenmannume | meopemcku
nOOAmoyu 3a TUHeapHume u eKCNOHeHYUjanHume MoOeiu 3a CeKoj 00 UCIMPAXCYS8AHUME NPAGYU.

CoogHocuTe Ha pamaBOCTa Ha TOBPIIMHATA HAa HM3MEPEHHTE M MOJCIHPAHH IIOAATOLHN
(MMHEapHU M eKCIOHEHIMjaTHU MoJiein) ce npukaxanu Ha Ciuka 5.18. CpenHata BpeAHOCT
€ MoKakaHa co LpBeH Kpyr, 50 % ox pacmoHOT € MoKaxaH co MpaBoaroiHuk, 90 % on
pacloHOT € TMOKakaH CO BEpTHKAaTHA IPBEHAa JIMHHUja, XOPU3OHTAHATA JIMHHja BO
[PAaBOArOJIHUKOT ja TMOKaXyBa MeJAWjaHaTa, EKCTPEMHHUTE LPHU JIMHUU HAJIBOp OJ
MIPABOAroJHUKOT I'M MOKa)KyBaaT MMHUMAJIIHUTE U MAaKCUMAJIHUTE BPEIHOCTH.

[IpousneryBa pgeka npuctpuOynujaTa Ha COOJHOCOT TIOMEry EKCIEPUMEHTAIHUTE U
Teoperckute monatory 3a Ra e oxomy +30 %, mTo mpercTaByBa HajroieMa BPEIHOCT
JOKOJIKY C€ CIIOpeyBa CO pe3yJNTaTuTe Ha TEePMOIUIACTHYHUTE MaTepujad, KOH Ce
WCTpaXyBaHH BO PaMKHTE Ha OBaa Jucepranyja. Hema npuynHa 3a Mepeme Ha AucIep3njara
3a Koj Omilo mpaBel Ha Mepeme Ha MatepujaioT 316L. OBoj ¢eHOMEH e pe3ynTaTr Ha (HaKToT
JieKka He TMOCToM JeUHUpaHa IeyaTeHa JIMHUja Bo TexHonorujata DMLS kako mTo e
ciydajoT co TexHonorujatra FFF. OBa mMoxe na ce 3abenexxku Ha cnukara 5.19 Ha koja
UCTONEHUTE METAJHM JIMHUW, TEeHepUpaHd Of JlacepoT, TIo TOMaT NpPalIOKOT U
MOCJICIOBATEIHO C€ I0jaByBaaT M ce ry0ar HHU3 [EIHOT MarepHjajl Ha IMPHUMEPOKOT.
Mepemata Bo mpaBenr Ha 45 u 90 cTemeHW ce MOBEKe MOJ BJIMjaHUE HA OBOj MPOIIEC HA
Kpenpame M HCUYE3HyBame Ha JIMHUH, BO cropeada co mepemara co (0 cTemeHwu, 3apaau
ryOCHeTo Ha TEepHOJMYHOCTA Ha MakcuMyMmuTe. Kako pesyarar Ha Toa pacrmoHOT Ha
nojatorure 3a 45 u 90 crenenu e 3rojemMeH. Toj ce MPOIUPUI CKOPO 3a UCTUTE BPEAHOCTU

KaKo U ,Z[I/ICHep3I/IjaTa Ha COOOHOCHUTC Kaj MCpCHaTa Mnpu 0 crencHu.

84



JoKTopcka auceptaymja — KantpuHe Jakynu YKUM — MaLmnHCKu

3HaYajHOCT HA He3aBHCHUTE MapaMeTPH 32 PanaBoCTa HA MOBPIIMHATA BP3 OCHOBA Ha

TECOPETCKUTE MOAECTH

ExcTpemMHM HMBOA Ha pamaBocTa Ha MOBPIIMHATA, KOM C€ MOTOJIEMH OJ1 OHHE 3a0€NIe)KEeHHU Kaj
MeYaTeHUTE TIPUMEPOIIN, MOXKAT JIa C€ JOOHMjaT Kora He3aBHCHUTE MapaMEeTPU Ce COOJIBETHO
KOMOMHUpaHU. TeopeTCKuTe MOJICNIM YKa)KyBaaT JieKa HajMalla BPEIHOCT MOXKE J1a ce Jo0ue
3a MOKHOcTa Ha jacepor ox 180 W, Op3una Ha ckenupame 600 mm/s u pacrojanue mery
muauuTe o 0.07 mm. Hajromemara pamaBocT Ha MOBpIIMHATA OM MOXKela Ja ce J1odue co
MOKHOCT Ha jlacepot on 220 W, Op3uHa Ha ckeHupamwe 450 mm/s u pacTtojaHue momery

muauute 0.07 mm.

15 13.53 13.25
E Minimum = Maximum ’

9.52

PanaBocT Ha noBplUMHaTAa
[nm]

Cnuxa 5.19. Exempemnu epednocmu Ha panagocma Ha nospuiunama Ra 0obuenu 00 mamemamuuxume
MoOenu co cneyuguyna KomouHayuja Ha HezasucHume sapujabau 3a mamepujarom 316L.

Cekoja 01 UCTpaKyBaHHMTE BapHjaOIM TOKa)XXyBa CIWYEH TPEHJ 3a CUTE MPECMETKOBHU
MOJIENIN U TIAPAMETPH.

PenatuBHUTE rOTEMUHH HA HE3aBHCHUTE MTapaMeTPH 3a €KCIIOHEHIIHjaTHHOT Moaen Ra-90 ce
MpUKaXaH co KocuHHUTe Ha ciukata 5.20-a. Bp3 ocHOBa Ha cpeqHUTE BPEIHOCTH Ha
CpeIHHTE BPETHOCTH MOKHOCTA Ha JIACEPOT MOKa)KyBa HAjroJIEeMO MO3WTHUBHO BIIMjaHHE BP3
Ra-90 co pacmion ox 5.16 nmo 12.84 mukponwu, 3a 180 u 220 Batu, cooaBeTHO. CIMYEH TPEH]T
CO HajMaJo BiHjaHue Bp3 Ra nMa pacrojaHreTo Ha TUHUUTE.

EnuHCTBEH mapameTap cO HETaTUBEH TPEH] € Op3MHaTa Ha CKeHHpame, Koja € BTOpa Mo
rojleMHHa co cBoeTo Biujanue Bp3 Ra-90. Bp3 ocHoBa Ha ¢akToT Aeka ,,TIOMAJIOTO €
moA00po*, ONTUMYMOT ce ToOuBa 3a MOKHOCT Ha yacepot 180 w, Op3uHa Ha ckeHupame 600
mm/s u pactojanue Ha JuHuuTe 0.07 mm.

Onmiro 3eMeHO PacroHOT Ha €KCTPEMHHUTE BPETHOCTH 32 JJMHEAPHUTE U €KCIIOHEHIIH]ATHUTE
MOJINIM TOKa)KyBa JeKa CHTE JMHEapHH MOJETH 3a WCT TpaBel] Ha Mepeme J00uBaat
MOEKCTPEMHU BPETHOCTH BO cCropenda CcO eKCTPEMHHTE BPETHOCTH TeHEpHUpaHH ce

EKCTIOHEHIIM]aJTHUOT MOJIEIN.
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EKCMOHEHIMjaTHUTe MOJCIM MOKaKyBaaT MO MaJl PAClOH Ha E€KCTPEMHH BPEIHOCTH BO
OJIHOC Ha JIMHEApHHTE, IITO Ce Iiea | Ha ciukara 5.19.

Cute uCTpakyBaHM HE3aBHCHU BapHjaOiM MMaaT HEKAaKBO BIMjaHHE Bp3 pamaBocTa Ha
MOBpIIMHATA. AKO C€ HapeaaT BO OAHOC Ha BIMjaHUETO TOTAIl HajBIHjaTelIHA € MOKHOCTA Ha
JacepoTr, Mmoroa Op3WHATa Ha CKEHHpAame W HA KPajoT PACTOjaHHUETO IOMEry JHHUHUTE.
PenaTuBHATa roJieMHHA TOMErYy HE3aBUCHHTE MapaMeTpH € MpHKaKaHa CO KOCHHATa Ha

rpadMKOHUTE, MPUKaKaHH Ha ciuka 5.20-a.

Laser Power (W) Scan Speed (mm/s) Hatch Spacing (mm)
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Cnuxa 5.20. a) Ilpukas na enasuu egpexmu 3a cpednume epeonocmu b) Ilpuxas na enaenume gpedHocmu 3a
CUSHA/WYM COOOHOCOM, (ROMAOMO € NO00OPO).

Mertonara Ha Taryusm KOPHCTH YHHKATHa TeXHHKa curHan/mym (Signal-to-Noise, S/N)
COOJTHOC TIpH ONTHMHU3AIMjaTa Ha mpoiecoT. [Iporecor ke ce cMmera 3a poOyCTeH TOKOJKY

HCTOBUTC nep(popMchn HC MOXKaAT Ja C€ NOpEMETAT CO HCKOHTPOJIMPAHU (I)aKTopH, IIO3HATH
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kako (axktopn Ha myMm. CoriiacHo Taa TeXHHUKa reHepupaHu ce S/N-rpaduxonure
MpuKakaHu Ha ciiuka 5.19b. Ox oBHe pe3yaTaTu ce Iiiena ieka MOKHOCTA Ha JIacepoT IO UMa
HajrosieMuoT edext Bp3 S/N, joaeka pacTojaHUETO MOMery JIMHUUTE MMa Mall WIH CKOPO
HUKAKOB €(DEeKT Bp3 OBOj COOJTHOC.

Bo oBue pesynraté mpukazoT Ha riaBHUTE e(exTH 3a S/N-COOAHOCOT MOKaxKyBa JeKa
MOKHOCTA Ha JIACEpOT I'0 MMa HajroJIeMHOT eeKT, IITO ce Tieaa u o1 ciukara 5.20-b.

3a 1a ce BU3yalnu3upa pamaBocTa Ha moBpmuHara Ra, kpeupanu ce 3D-npuka3u Ha KO ce
rJieia BIMjaHUETO Ha He3aBHCHUTE BapHujadim Bp3 Ra. Hekou exctpemuun 3D-BpegnocTu 3a
JTUHEApHUTE U EKCIIOHEHIIMjaTHUTE MOJICJIM Ha paraBocTa Ha MOBPIIMHATA 32 Mepema o 90
CTEIEeHHU ce MpUKakaHu Ha cruka 5.21.

Ha npukasure X M y OCKMTEe TW NMPHKAKyBaaT PACIIOHWTE Ha JBE HE3aBHCHU BapHjaliH,
J07IeKa PacTOjaHUEeTO Mery JHMHUUTE € 33aJpXKaHO KOHCTAHTHO, CO BPEOHOCTH MAICHH BO
cmukara (0.07 u 0.09 mm 3a MUHUMAaTHUTE W MaKCUMaJIHUTE BpeaHocTh. Ha z ockara e

npukaxxkana BpeaHocta 3a Ra90.

316L, Ra90, NuHeapHa, MuH

KoncranTa: Pacrojasre nomery nuHumTe 0,07 mm
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316L, Ra90, EkcnoHeHuujaneH, MuH
KoHcranTa: Pacrojanmne nomery nuHumnte 0,07 mm
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316L, Ra90, lluHeapHa, Makc
KoncraHnta: PacTojaHve nomery nuHumTe 0,09 mm
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316L, Ra%90, EkcnoHeHuujaneH, Makc
KoncranTa: Pacrojanve nomery nuHmure 0,09 mm
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Cnuka 5.21. Munumannu epeonocmu na panasocma na nospuiunama Ra90,3a 316L u mexnonozcuja DMLS a)
Jluneapen moden co munumantu epeonocmu, b) Excnonenyujanen mooen co MUHUMAIHY 8pedHoCcm, C)
Jluneapen moden co maxcumannu gpeonocmu, d) Excnonupanen mooen co MakCumaiy 6peoHOC.
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5.7. PanaBocTt Ha noBpmMHATA Ha Yesuk 316L meuarten co Texnosorujara FFF

Texnonorujara ma AIl Fused Filament Fabrication (FFF) ucro taka ce cpekaBa u Kako
MaterialExtrusion Additive Manufacturing (MEAM), a npetcraByBa moBekeda3Ha TEXHHUKA
npuKakaHa Ha ciimka 5.22. Toa 3HauM Jieka oBaa TEXHOJIOTHja UMa TPH TJIaBHH (Da3u U cexoja
Ha CBOj HaYMH BJIMjae BP3 KBAMTETOT HA IMOBPIIMHATA HA IEYATCHUOT JIE.

E

OacrpanyBame Merasen

BpP3HBHO Kadeas gex CunTepysarbe
CpeAcTBO Ae

Bp3ueHo cpepcTBo MeTtaneH npas
Cnuxa 5.22. lllemamcxu npuxas na npoyecom na Material Extrusion Additive Manufacturing[168]

3apany HEJOCTAaTOK Ha TEXHWYKH U JIADOPATOPUCKU PECYPCH OBHE NMPUMEPOLN CE TIeUYaTeHU
BO CTPAHCTBO M 3aT0a HEMalle NMPWINKAa 33 MEpeme Ha paraBocTa Ha MOBpIIMHATA IO
3€JICHUOT JIeJI, KaKo M I0 OTCTPaHyBameTO Ha BP3MBHOTO CPEICTBO, MO KOoe € JI0OMeH
KpPajHHOT NMPHUMEPOK CO CHHTEPYBAbE.

Ce pa3bupa neka Hamepara Ja ce Jo0Me BaJMJIEH TEOPETCKU MOJIe] Ha pamaBoCTa Ha
MOBPIIMHATA HAa TOTOBUOT MPOMU3BO/] CAMO CO 3€Mabe BO 00SUP Ha MPOMEHJIMBUTE MapaMeTpu
o mpBara (aza, 6e3 3eMame BO 00SHp Ha MapaMeTpuTe o]l ocTaHaTUTe (ha3u, HE MOXKeE Ja ce
OYeKyBa Ja J1aJie yCcIenHy pe3ynrat. Cemnak, HalpaBeHH ce Mepermha U CTATUCTHYKA aHAITN3a
u ce no0uja pe3yaTaTd KOM HE T'M 3aJ0BoJyBaaT Oapamara 3a a/IeKBaTHOCT Ha MOJEIOT CO

PE3YITATUTEC O] CKCIICPUMCHTHUTC.

IIpodniin Ha MOBpIINHATA HA IPUMEPOLIUTE

dunTpupanuTe NpoUIM Ha pamaBocTa Ha MOBpIIMHATa Ra Ha mpumepokoT Opoj eneH, ce
npercTaBeHd Ha ciuka 5.23. Cekoj of rpadukonute e 1o6ueH co Mepeme Ha 8000 moxaroun
Ha JoikuHa ol 4 mm. Cnukara 5.22a ro nokaxyBa KBaJJUTETOT Ha MOBpIIMHaTa Ra noOuen
co Mepemwa noj 0 cteneHu BO OAHOC Ha MPaBELOT Ha Neyarewe. PacroHoT Ha mojarouuTe €
nomery -24 u 27 mukponu. Cnmkara 5.22b ru mokaxyBa Mepemara 1moJ1 aroii o 45 crernenu

BO OJIHOC Ha MPaBEIOT Ha nevarewme. PacoHoT Ha mogaTouTe € momery -38 u 19 MUKpoHH,
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HITO € IOorojieMa BPEJHOCT BO OJHOC Ha MPETXOAHHOT ciyyaj. [locnmeuuduuen e ciydajot
MpPUKaXKaH Ha ciukaTa 5.23-C KOj TH MOKaXyBa BPEIHOCTUTE 32 Ra 1o0ueHu co Mepeme moj
90 creneHu BO OJHOC Ha MPABELIOT Ha Neyarewe. PacioHoT e nomery -60 u 24 MUKpOHHU, IITO
€ TIoroJieMa BpeIHOCT 0J1 06arTa npeTxoaHu ciaydau, Ra-0 u Ra-45.

MakcuMaTHUTE BPEIHOCTH CE€ CKOPO HCTH CO OCTaHATHTE M CE€ OKONy 24 MUKPOHH.
Pasznukure ce 3abenexyBaar Kaj MUHUMAaJIHUTE BpeIHOCTH, kaae Ra-90 uma ckopo ABOjHO
IoroJyieMa BpeIHOCT BO oJiHOC Ha Ra-45 u ckopo TpunaTu 1o roiema Bo ogHoc Ha Ra-0.
[Tpodunor Ra-0 He moka)kyBa BOOMIITO MEPUOANIHOCT. [1epoTO Ha MHCTPYMEHTOT HE IO UMa
JOCTUTHATO BTOPOTO HHBO, KO€ € HOPMAJIHO Ha MPBOTO HMBO. 3aTOoa HE € JETEeKTHpaHa
MIEPUOJUIHOCT OUIC]KU MPABEIIOT Ha MEPEH-E U TIeUaTeHaTa JUHHUja Ce TapaieITHH.
[TeproguaHOCT € pUCyTHA 32 TPOUIIOT Ha ciukara 5.23-b, a mepuoIMIHOCT cO JTA00KHU U

TECHU MUHUMYMHU € 3abenexana Bo ciydajoT Ha Ra-90.

30 -
20 -
E 10 4
= 0
p 4
a) & .10 4
20 4
'30 L] T T L] T T L] T L] T T L] T T T 1
00 03 0.5 0.8 1.0 13 1.5 1.8 2.0 23 25 2.8 3.0 33 3.5 38 40
BkynHa MepHa qofmKuHa [mm]
30
20 -+
10 A
- 0+
5.-10 .
) | §2)
& 30 -
-40 +
'50 T T T T T T T T T T T T T T T 1
00 03 05 08 10 13 15 18 20 23 25 28 30 33 35 38 4.0
BrynHa mepHa fomxnHa [mm]
40 -
20 -
o -20 4
& -40
C) 2
-60 4
'80 L] L] L] L] L] L] L] T L] L] T L] L] L] T L]
00 03 05 08 10 13 15 18 20 23 25 28 30 33 35 38 40
BkynHa MepHa JOMKMHA [mm]

Cnuxa 5.23. Ilpoceuna Ra npounu a) 3a oesem npumepoyu 00 FFF na 0 cmenenu, b) 3a 0esem npumepoyu 00
FFF na 45 cmenenu, c) 3a 0esem npumepoyu na 90 cmenenu.
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Kopenanuja nmomery u3MepeHHTe BPEIHOCTH M TE€OPETCKHOT MOJe] HA PamaBocTa Ha

MmoBpUHIKHATA.

Obara TEOpETCKH MOJeNH, JHHEAPHUOT U CKCIOHCHIMjaTHHOT, Ha MYJITHpETrpecHOHaTa
aHanu3a He Oea ycrnenrHu Bo oxHoc Ha (pakTopor ANOVA F. Kopenanujarta Ha pamaBocta Ha
ropHaTta MoBpILKHA 332 CUTE TPU MPABIM HA MEpeme € MpUKaxaHa Ha ciukata 5.24. HajnoOpo
OMMUIIIYBalkhE¢ HAa EKCIIEPUMEHTAIIHUTE MOAATOLM € CO MOJMHOM of BTop pel. IIpecmeranu ce

R-square u ce noobuenu Bpennocture 0.74, 078 u 0.62, 3a Ra-0, Ra-45 u Ra-90.

5.5

Linear (Ra-0) |

5.0 *

4.5

4.0

3.5

3.0

PanaBocT Ha noBpLwKUHaTa

2.5

11

4 Ra-45 Linear (Ra-45)

10

b)

PanasocT Ha noBpLUKHaATa
-]

15
14 * € Ra-90
13
12
11
10

Linear (Ra-20)

PanaBsocT Ha noBpLUKHATA

o N 0w

Cnuxa 5.23. Kopenayuja na panagocma na eopnama nogpuiuna 3a a) Ra-0 , b) Ra-45 u ¢) Ra-90.

[TocTon camvHOCT 3a MpEI3HAIIUTE BO pPaBEHKATa Kaj CUTE TPU CIIydaW. 3a KBAIPAaTHHOT U
CIIOOOMHHMOT YJI€H TpeA3HAIMTe CE€ HETaTUBHH, JO0JIeKa 3a JIMHEAPHUOT MPEA3HAIUTE Ce

IIO3UTUBHU.
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AHaJIN3a HA PanaBoCTa HA MOBPIIMHATA CO ONTHYKA MUKPOCKONHja

[ToBpmimHUTE HA JEBET MPUMEPOIM C€ CKCHHpPAHW CO ONTUYKA MHKPOCKOI WM BHUJIMBA
ceernuHa. Of pedrexkcujata Ha CBETIMHATa ce reHepupaHu 3D-civku Ha CKeHUpaHaTa
noBpinHa. Ciaukute ce co 3rojeMmyBame o1 X4 u X10. I[ToBpmmnHaTa € ocBetiena co LED-
ceerimHa (Light Emitting Diode). CnukuTte 1O mOKa)KyBaaT MHTEH3UTETOT Ha CBETJIMHATA
Koja ce peduiekTupa o] MOBpIUIMHATA Ha MPUMEPOKOT KOH Kamepara. Peduiekcujata Bapupa
BO 3aBHCHOCT OJI CBOjCTBaTa Ha pedekcrja Ha MaTepujasioT. TeMHHUTe TMHUU Ha ciuka 5.24
I'¥l IPeTCTaByBaaT MUHUMYMHTE Ha MOBPLIMHUTE HA MPUMEPOLUTE Kou ce MepeHH 3a Ra-90,
MPETCTABEHU U Ha CJIMKa 5.22cC.

[Ipukasure BO MCTHOT pex Ha ciaukaTa 5.24 mpeTcraByBaaT MCTa BPEIHOCT Ha IedYaTeHaTa
Op3uHa, CO KOja ce MeYaTeHH MPUMEPOIHTe. 3HaYM, BO PEIOBHUTE a, b U C CE NMPUKAKAHU
npuMeponu co Op3uHM Ha medarewme 31.5, 35.0 m 38.5 mm/s. Kononure 1, 2 u 3 ce co
paznuuHa nomnosHeTocT 45,50 u 55 %. Ha nosunuute (la, 3b u 2c¢), (2a, 1b u 3¢) u (3a, 2b,
1¢) ce mpukaXkaHu MPUMEPOITH CO BUcoUnHA Ha ciojot ox 0.18, 0.2 u 0.22 mm.

OnmTo 3eMEHO MeYaTeHUTE JIMHUHM MOXaT JIECHO Jla C€ pAaclo3HaaT M Ce CO COOABETHA
opueHTanuja. OUUIIeTHO € JIeKa Bp3 pamaBocTa Ha MOBPIIMHATA HA YelaukoT 3161, neyaren
co TexHonorujatra FFF, Biujaar He3aBUCHUTE TMapaMeTpu: Op3WHA Ha TIeyaTeme,
MOTIOJIHYBAE M BUCOYMHA HA CIIOjOT.

CrpykrypHuTe Ae()eKTH Ha pamaBoCcTa Ha TOpPHATA IMOBPIIMHA MOKAT JIECHO J1a ce 3a0emnexKar.
[ToceOHO € o1l KOpUCT TOleMHHATa Ha Op3uHAaTa Ha TedaTerne, IITO ce rliefa o1 PeaoT ¢ Ha

cnukarta 5.24, koj e J00HeH co neyaTeme co HajrojieMa Op3uHa.

93



sarbe X4

Y

)

KOn u 32o7iéJ

Kpoc

MU

YKUM — MalumnHCcKu
eHupaHu CO OnNMmMu4Ku

UMepoyu cK

Panasocma na nospwunama na oesem np

24,

LoKTopcKa guceptaymja — KantpuHe Jakynu
Cnuxa 5




JoKTopcka auceptaymja — KantpuHe Jakynu YKUM — MaLwmnHCKu

6. 3AKJIYYOK

Bp3 OCHOBA Ha PC3YJTATUTC OJ CKCIICPUMCHTUTC U TCOPCTCKUTC COTJICAYBambha, MPECTCTABCHU BO

MNpEeTXOAHUTEC IJIaBH, MOXKAT Ja CC M3BJICUAT 3Ha‘-IajHI/I 3aKJIydolIM BO OJHOC Ha palaBOCTa Ha

IIOBpIIMHAaTa Ha IPUMEPOLHUTE IMICHATCHHU CO aJUTHBHUTC TCXHOJIOTMHM H I/I3pa6OTeHI/I on

tepmoruiactuuau Matepujanu (PLA, ABS u PETG) u HeprocyBaukuot ek 316L u meyareHu

co texnojsioruure DMLS u FFF.

IITo ce OOHCECYBaA 0 XUIIOTC3UTC ITOCTABCHU HA MOYCTOKOT HAa OBHUC UCTPAXKYyBaba, MOXKC Ia CC

3aKJIIydHn:

1.

Bo oanoc Ha npBaTa xunore3a: Koj 00 1e3nume napamempu uma Hajeoiemo eiujarue ep3

Keanumemom Ha nospwuHama kaj neyamenume 3D-npumepoyu uzpabomenu 00

mepmonnacmuynu mamepujaru (PLA, ABS u PETG) u wueprocysauku uenux 316L,

u3pa6omeHu CO pasiuvrnu mexuono2uu?

texHukara FDM e kopucTeHa 3a IedaTremhe Ha TEPMOIUIACTHYHUTE MPUMEPOLIH,
uzpaborenu ox matepujanute PLA, ABS u PETG. 1U36panu ce uctute He3aBUCHU
BapujaliM, co cieqHMBE BpeaHOCTH: BucouynHa Ha ciojot (0.1, 0.15, 0.2 mm),
Opsuna Ha medareme (70, 80 m 90 mm/s) u momomueroct (30, 40 u 50 %).
Brnujanumero Ha oBHMe TmapameTpu Bp3 3aBUCHATa Bapujabia, pamaBocTa Ha
MOBpIIMHATa, IOKaXyBa JeKa BHCOYMHATA Ha CJOJOT IO HUMa HajrojJeMOTO
BIIMjaHUE, a MoToa Op3nHaTa Ha neyateme. O0eTe nMaaT MO3UTHUBHA KOpealuja co
paraBocTa Ha MOBpPIINHATA.

[TononHerocTa € mapameTap KOj WMa HajMajlo BJMjaHHWE Bp3 paraBocTa Ha
noBpiMHaTa. Toj MMa HeraTMBHA BpPCKa CO paraBOCTa Ha MOBpPIIMHATA, T.. KOra
MOTIOJTHETOCTA C€ 3T0JIEMYBa, CE HAaMaJlyBa paraBoCcTa U 00paTHO.

Bo cnyuajor Ha uyenukor 316L, Kako HE3aBUCHU MapaMeTpu Ha TEXHOJIOTHjaTa
DMLS 6ea wn30panu: mokHocta Ha nacepor (180, 200 m 220 W), Op3uHa Ha
ckernpame (450, 500 u 600 mm/s) u pacrojanue mery penosute (0.07, 0.08 u 0,09
mm). MoKkHOCTa Ha JacepoT I'o UMa HajToJIeMHOT e(eKT, MpocieieHa co Op3uHaTa
Ha CKEHUpame, a pacTojaHHeTo To uma HajManuoT edekr. PamaBocta Ha
MOBPIIMHATA UM MMO3UTHBHA KOpeJalija co MOKHOCTA Ha JIaCEpOT U PacTOjaHUETO
nomMery JIMHUUTE, J0/ieKa Op3WHAaTa Ha CKEHUpAmke MMa HeraTHBHA KOpeJaluja co

palmaBocCTa.
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Kaj rexuonorujara FFF nmpumenera 3a neyateme Ha mMpuMeponuTe o1 uesuk 316L
KOPUCTEHH C€ CIICJHUBE IMapaMeTpH Ha nedarerme: Op3uHa Ha nevareme (31.5, 35.0
u 38.5 mm/s), nononueroct (45, 50 u 55%) u Bucounna Ha cinojot (0.18, 0.20 u
0.22 mm). [Tokpaj meuyaremero Ha nenoT, Texuonorujata FFF xopuctu ymre nBa
JIOTIONIHUTEIHU YeKOpa €O KOM Ce 3aBpllyBa II€4aTeHeTo Ha JenoT. Tue
JOTIOJTHUTEIHA YEeKOPH BJHMjaaT BpP3 KPAjHHOT pe3yaTaT M Toa ro HaMETHYBa
3aKIY4OKOT JieKa BOCIOCTaByBame (YHKIMOHATHA  3aBHCHOCT  MOMery

nmapaMeTpuTe, 0e3 3eMame BO O6SI/Ip Ha NpCOCTAHATUTE ABAa YCKOpa € HCBO3MOKHO.

2. Bo OIHOC Ha BTOpaTa XUIIOTEe3a. ﬂaﬂu e B03MOJICHO 0a ce Kpeupaam mamemamudKku

Mmooenu Kou nokaosicysaan 8aIUOHA 6pCKa }’ZOMQI’y Keaiumemom Ha nospuiuHama u

HesasucHume eapujadau na neuamernuom 3D-npoyec?

Kopucrenu ce tpu npasuu Ha Mepema (0,45 u 90 cTeneHn) Bo 0JJHOC Ha MPABEIOT
Ha Ie4yaTemhe CO 1INl Ja Ce Kpeupaar TEOPETCKUTE MOJEIM Ha pamaBocTa Ha
MOBPIIKMHATA HA MPUMEPOIIUTE BP3 OCHOBA Ha BIIE3HHUTE MapameTpu. McrpaxyBanu
ce TpW pa3IM4YHU [apaMeTpHU Ha parnaBocTa Ha nospumHaTa Ra, Rz u Rq 3a cure
TPH MPaBLHU HA MEpEHE.

Kako mro e mokaxaHo BO TEOPETCKHOT [elI TOCTOM 3aBUCHOCT TOMery
napamerpute Ra, Rz m Rq um 3aroa BO wucTpaxyBamara € KOPUCTEH CaMoO
napamerapoT Ra. 3aBHCHOCTa Ha HE3aBHCHHUTE MapaMeTpud W paraBocTa Ha
MOBpPILIMHATA € UIEHTU(PHUIMPaHa BpP3 OCHOBA Ha €KCIIEPUMEHTAJHUTE MOIATOLH 32
Ra-0, Ra-45 u Ra-90. Moxe na ce 3a0enexu Jieka KBaTUTETOT Ha HCIIOIHYBAKETO
Ha KpUTEpUYMHTE € IMPOMEHJIMB BO pasHUTe ciydau. Bo TecroBure 3a
MMOBTOPJIMBOCT C€ MOKaXka Jieka MepemaTa peaau3upanu moj aroi o 90 creneHu ce
HajcTaOUIIHU BO OJHOC Ha JApyruTe. Toa ro HaMeTHyBa 3aKIIy4OKOT J€Ka CaMo
Mepema oA aroi o 90 crenenu 61 Tpedano a ce 3eMaT BO 00SHp MpH eBajyaryja
Ha parnaBoCTa Ha MOBpIIMHATa Oujejku Mepemara moxa aroi 0 u 45 ce 3aBUCHU O]
HAYMHOT Ha MMOCTaBYBaWke HA HMHCTPYMEHTOT U Tpeba aa ce u30ernyBaar.

Bo oBue ucrtpaxyBama KpeHpaHU C€ JHHEAPHU U EKCIIOHEHIIUjaTHH TEOPETCKU
MoienH. 3aKIy4uBMe JieKa MOCTOU MaJla pa3iiiKa BO KBAJIUTETOT HA MOJIEIHUTE BP3
OCHOBa Ha CTaTUCTHYKAaTa aHajdn3a Ha TEOPETCKUTE MOJAENU U cropeadara Ha
eKCIIEpUMEHTATHUTE  pe3yiTaTu co Teoperckure. OmNmro  3eMEHO,

CKCHOHCHI_II/IjaJ'IHI/ITC MOACIN CC IMOKOMIATUOUIIHK ~ CO CKCIICPUMCHTAJIHUTC
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pPE3yJITaTu U CTATHUCTUYKH HO,I[O6pO T'M HCIIOJIHYBAaT YCJIOBHUTEC 3a KBAJIWMTCT Ha

MOACIIOT.

3. Bo oaHoc Ha TperaTa xumorte3a: Koe e eiujanuemo 60 mpemmaHom Ha mymopume Ha

nayuesmume Koea ce Hnpumernyea mepmoniacmuder 3D neuamen 60]lyC Hamecmo

KoMepyujannume cmanoapouu ooxycu?

OBue HCTpaXyBama I'O MOKaKaa KOPUCTCHETO HA TEPMOIUIACTHYHUOT OOIYC BO
TPETMaHOT Ha TALMEHTOT CO jJOHH3HPAYKO 3paucrhe Kaj MOBPUIMHCKUTE TYMOPH.
Kopucremero Ha 007ycOT OBO3MOKYBa IOMECTYBAlE U 3rOJIEMyBambe Ha J103aTa
Koja ce arcopOupa o]l TKUBOTO Ha ucTa anabounHa. Kako pesynrar Ha Toa no3ara
KOja ce arcopOupa oJ] TKHBOTO OJIMCKY JI0 KOXKaTa Ha MAIMEeHTOT Ke Oujie morojema
BO OJHOC Ha TPETMAHOT KOra He ce Kopuctu Oonyc. TakoB edext moxe na ce
MIOCTUTHE U CO KOPUCTEHE Ha KOMEPIUjATHUTE OOIYCH, HO pa3jiuKara € BO TOA IITO
00JIyCcOoT KOj € meuaTeH co TexHosjorujata 3D Moxke na ce u3paboTu Co MPOU3BOIIHA
nebenrHa, ma Aypy co MPOMEHIIUBA Je0erHa, MITO ja MoJo0pyBa XOMOTEeHOCTa Ha
pacmpenenbaTta Ha pagujanujaTa. Toa € ocoOMHA KOja ja HEeMaaT KOMEPIHjaTHUTE
Ooycu. MoskHOCTa Ja ce Jompe OONyCOT 1O JIMIETO Ha MAlMEeHTOT € BTopara
npeaHoct. bomycor Moxke ma ce opopmu co 3D-medareme BO 3aBHCHOCT O]
OOJIMKOT Ha JIMIETO, a MPEJHOCTa € YIITEe MOrojemMa Kora TYMOPOT TH OINTETHI
HCPpaMHOMCPHO KO’KaTa Ha MAaluCHTOT U TKUBOTO. TpeTaTa NpEeaAHOCT Ha BAKBUTC
OomycM € BO TOa INTO THE OBO3MOXKYBAaaT KOH3MCTEHTHOCT BO PAacropeioT Ha
703aTa HU3 CUTE TPETMAHM Ha MAIMEHTOT. BpojoT Ha TpeTMaHWTE BapHpa U TOj
MoXxe /1a € o1 5 1o 50 moBTOpyBama Ha UCTHOT TpeTMaH. bomycure Hemaar eexT
IIpY TPETMAHOT Ha MAllMeHTH 4YMja LeTHa 00IacT 3a 3pavewme € noadoka o1 3 cm
MOJ] KOKaTa Ha MalMeHTOT. THe MoKaT Jla ce KOPUCTAT CaMo Kaj MOBPIINHCKHTE

TYMOpH.

I/ICTpa>I<yBaH>aTa peain3rupaHu BO OBaa JOKTOPCKa ;[HcepTauI/Ija OBO3MOXYBaaT a C€ Jaaar
npenopakn MU 3a HUIAHHU HCTpaXyBamkba BO o0JlacTa Ha KBaJIMTETOT Ha MoBpHINHATAa Kaj
aIUTUBHUTE TexHojoruu. Hekoum of nmpaBouUTe C€ OJHECYBAAT Ha IMOHATAMOIIIHU

HCTpakKyBarma CBP3aHH 32 MATEPUjaJIOT Ha MEYATEHUTE NEJ0BU (IJIACTHUKA, METAl U JPYTU

Marepujaiau). Tyka ce W MOXKHOCTUTE 3a MCTPa)KyBama CO 3roJIeMEH Opoj Ha HE3aBUCHU

BapujadIM ¥ pa3IWYHU QJAWTHUBHU TEXHOJOTHH, MeTy KOM C€ W TOHATaMOIIHHUTE

HCTpaxXyBama Ha TexHosiorujata FFF Bo menmot Ha oTcTpanyBame Ha BP3UBHOTO CPEJICTBO U

CUHTCPYBALCTO U HUBHOTO BJ'II/IjaHI/IC BpP3 KBAJIMUTCTOT Ha IOBpIIHWHATA. Cexkako JCKa U
HUCTpAXKKYyBalkbaTa Bp3aHU CO KOPUCTCHC HA PA3JIMYHU MaTepI/IjaJ'II/I 3a 60J'IYCI/I BO MCIMIIMHATAa
Ke IpUI0OHECAT 3a OBOj MHOT'Y Ba’KCH CCTMCHT O/ YOBCKOBOTO KUBCCH:C.
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8. AHEKC 1

a) PLA 3D rpadukoHu 3a MUHHMMAJIHK BPETHOCTH HA panaBoCcTa Ha MOBpLIMHATA Ra.
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a) ABS 3D-rpadukonn 3a MUHHMAJIHA BPEJHOCTH Ha palaBOCTa Ha MOBpInHHaTa Ra.
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b) PETG 3D-rpadukonu 3a MUHIMAJIHA BPEAHOCTH Ha paraBocTa Ha MmoBpuinHaTa Ra
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c) DMLS 3D-rpadukonu 3a MUHMMAaJIHH BPEIHOCTH Ha palaBoCTa Ha MoBpInnHaTa Ra
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9. AHEKC 2

Tabena 1, Perpecronu npecMeTku 3a reHepupame Ha TeopeTckute Mmojaenu 3a PLA — PamaBoct
Ha noBpmuHaTa Ra, mpukaxkana Bo Tabena 2, Bo ['maBa 5. Mojenure ce TeHepupaHu Bp3 OCHOBA
Ha nogarouuTe of Tabema 1, I'masa 5.

a) 3a 0 crerneHw, THHEAPEH MOJIEI

SUMMARY OUTPUT

Regression Statistics

Multiple R 0.82525471
R Square 0.68104534
Adjusted R Square  0.36209068
Standard Error 0.38156078
Observations 9
ANOVA
df 55 MSs F Significance F
Regression 4 1.243467718 0.310867 2.135242 0.24030039
Residual 4 (0.582354505 0.145589
Total 8 1.825822222

Coefficients Standard Error  t Stot P-value  Lower 95% Upper95% Lower 95.0% Upper 95.0%

Intercept 1.87837838 1.520646934 1.23525 0.284331 -2.34361436 6.1003711 -2.34361436 6.100371115
Nozzle 1.72522523 0.887110786 1.944769 0.123698 -0.73778917 4.1882396 -0.73778017 4.188239625
Layer 5.03333333 3.115430694 1.615614 0.181481 -3.61648897 13.683156 -3.61648897 13.68315563
Speed -0.0175 0.015577153 -1.12344 0.324116 -0.06074911 0.0257491 -0.06074911 0.025749112
Infilling -0.0146667 0.015577153 -0.94155 0.399734 -0.05791578 0.0285824 -0.05791578 0.028582445

R_,=1.878+1.725*N+5.033*L-0.02*5-0.014*I

b) 3a 0 cremenu, eKCIOHEHITH]aIeH MO

SUMMARY QUTPUT

Regression Statistics

Multiple R 0.801729495
R Square 0.642770184
Adjusted R Square  0.285540368
Standard Error 0.283694332
Observations 9
ANOVA
df 55 M5 F Significance F

Regression 4 0.579254387 0.144813597 1.799318408 0.291664986
Residual 4 0.3219298595 0.080482474
Total 8 0.901184282

Coefficients Standard Error t Stat P-value Lower 95% = Upper 95%  Lower 95.0% Upper 95.0%
Intercept 6.98660258 4.414560988 1.582626811 (.188672426 -5.27018367 19.24338883 -5.27018367 19.24338883
MNozzle 0.551351895 0.264345172 2.085727123 0.10533832 -0.18258796 1.285291754 -0.18258796 1.285291754
Layer 0.356924672 0.332582624 1.073190981 0.34361613 -0.56647273 1.280322071 -0.56647273 1.280322071
Speed -0.97126862 0.921093172 -1.0544738 0.351146105 -3.52863325 1.5860960059 -3.52863325 1.586096009
Infilling -0.34542133  0.45225152  -0.76378146 0.487562859 -1.60107285 0.910230194 -1.60107285 0.910230154

1082.039083
Ra,n=1082,039*ND‘551*'.0‘357*5_0‘9”* 0345
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a) 3a 45 creneHwu, TMHEAPEH MOIEI

SUMMARY OUTPUT

Regression Statistics

RanlE =6138,17*N-ﬂ,2?3*|-ﬁ,2?11* 5-1,131* I-ﬂ,xl!nl

Multiple R 0.9857985
R Square 0.9717987
Adjusted R Sguare  0.9435974
Standard Error 0.2260548
Observations 9
ANOVA
df 55 MS F Significance F

Regression 4 7.04359685 1.7609 34.4593 0.00234109
Residual 4 0.20440315 0.0511
Total 8 7.248

Coefficients Standard Error  t Stat  P-value = Lower 95% Upper 95% Lower 95.0% Upper 95.0%
Intercept 12.500721 0.9009035 13.8758 0.00016 9.9994105 15.002031 9.9994105 15.00203094
Nozzle -3.0297297 0.52556682 -5.76469 0.00449 -4.4889371 -1.570522 -4.4889371 -1.570522318
Layer 7.1666667 1.84573 3.88284  0.0178 2.04209865 12.291235 2.04209865 12.29123468
Speed -0.071 0.00922865 -7.69343 0.00154 -0.0966228 -0.045377 -0.0966228 -0.04537716
Infilling -0.0508333 0.00922865 -5.50821 0.0053 -0.0764562 -0.02521 -0.0764562 -0.025210493

R,4:=12.501-3.029*N+7.167*L-0.071%5-0.0508%]
C) 3a 45 creneHu, EKCIIOHEHIH]aIeH MOJIEI
SUMMARY QUTPUT
Regression Statistics
Multiple R 0.9898291
R Square 0.9797616
Adjusted R Square = 0.9595231
Standard Error 0.0427893
Observations 9
ANOVA
df 58 MS F Significance F

Regression 4 0.3545474 0.0886368  48.4109394  (0.0012122
Residual 4 0.0073237 0.0018309
Total 8 0.3618711

Coefficients  Standard Error t Stat P-value Lower 95%  Upper 95%  Lower 95.0% Upper 95.0%
Intercept 87222826 0.6658436 13.0995939  0.0001961 6.8736043  10.5709610 6.8736043  10.5709610
Nozzle -0.2727262 0.0398709 -6.8402305  0.0023500  -0.3834256  -0.1620268 -0.3834256 -0.1620268
Layer 0.2735794 0.0501631 5.4537982 0.0054927 0.1343043 0.4128544 0.1343043 0.4128544
Speed -1.2309352 0.1389275 -8.8602688  0.0008961 -1.6166599  -0.8452106  -1.6166599  -0.8452106
Infilling -0.4238345 0.0682126 -6.2134311  0.0034144  -0.6132231  -0.2344458  -0.6132231 -0.2344458

6138.174369
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d) 3a 90 cremenwu, TMHEApEH MOIEI

SUMMARY OUTPUT

Regression Statistics

Multiple R 0.9328112
R Square 0.8701367
Adjusted R Square  0.7402735
Standard Error 0.5751584
Observations 9
ANOVA
df 55 M5 F  Significance F
Regression 4 8.866171171 2.21654 6.70041 0.04621326
Residual 4 1.323228829 0.33081
Total 8 10.1854
Coefficients Standard Error . tStat | P-value  Lower 95% Upper 95% Lower 95.0% Upper 95.0%
Intercept 16.326396 2.2921981 7.12259 0.00205 9.9622342 22.690559 9.9622342 22.69055859
Nozzle -1.5513514 1.337216163 -1.16014 0.31052 -5.2640586 2.1613559 -5.2640586 2.161355918
Layer -3.4  4.696148828  -0.724 050914 -16.438599 9.6385994 -16.438599 9.638599427
Speed -0.0906667 0.023480744 -3.86132 0.01813 -0.1558597 -0.025474 -0.1558597 -0.02547367
Infilling -0.0743333 0.023480744 -3.16571 0.034 -0.1385263 -0.00914 -0.1355263 -0.009140336
R,50=16.326-1.551*N-3.4*L-0.091%5-0.074%|
e) 3a 90 creneHH, EKCIIOHEHIIMjATIeH MOJIEI
SUMMARY QUTPUT
Regression Statistics
Multiple R 0.928758336
R Square 0.862592047
Adjusted R Square  0.725184095
Standard Error 0.117214628
Observations 9
ANOVA
df 55 MS F Significance F
Regression 4 0.344998492 0.086249623 6.277599162 0.048454052
Residual 0.054957076 0.013739269
Total 8 0.399955568
Coefficients  Standard Error t Stat P-value Lower 95%  Upper 95%  Lower 95.0% Upper 95.0%
Intercept 9.738346107 1.823974131 5.339081264 0.005928947 4.67418206 14.80251015 4.67418206 14.80251015
Nozzle -0.05884875 (0.109220092 -0.5388088 0.618606481 -0.36209233 0.244394843 -0.36209233 0.244394843
Layer -0.11556299 (0.137413914 -0.84098465 0.447692064 -0.49708518 0.265959196 -0.49708518 0.265959196
Speed -1.43743868 (.380570145 -3.77706631 0.019485106 -2.49407079 -0.38080656 -2.49407079 -0.38080656
Infilling -0.5863464 0.186857782 -3.13792871 0.034917333 -1.10514677 -0.06754603 -1.10514677 -0.06754603

16955.47564

RaBD=1 695 5,4 ) % N-D,DE S L—D, 1164 5-1,113 T I-D, 526
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Tabena 2. [Ipecmerka 3a Ra co0fHOCOT eKCIIEpIMEHTATHN/TEOPETCKH, KOja ce ogHecyBa Ha Crmkarta 2,

I'naBa 5.
Surface roughnes Ra [ um ]
= = g _ Measured Calculated from equations
N .% E, % S Linear Exponential
K z - o = 0 45 90 0 45 90 0 45 90
1 0,25 | 010 | 70 | 30 | 1,16 | 6,12 | 6,95 | 0,99 597 | 7,01 | 1,11 | 6,04 | 7,31
2 025 | 015 | 80 | 40 | 0,74 | 475 | 463 | 0,90 511 | 519 | 1,02 | 507 | 4,86
3 025 | 020 | 90 | 50 | 1,02 | 4,40 | 3,31 | 0,82 425 | 3,37 | 093 | 431 | 348
4 0,40 | 0,10 | 80 | 50 | 1,41 | 3,72 | 4,60 | 0,77 3,79 | 439 | 1,06 | 3,63 | 4,35
5 0,40 | 015 | 90 | 30 | 1,19 | 449 | 509 | 1,10 | 445 | 479 | 1,30 | 435 | 4,73
6 0,40 | 020 | 70 | 40 | 1,96 | 582 | 6,47 | 1,61 572 | 570 | 166 | 568 | 554
7 060 | 0,10 | 90 | 40 | 1,19 | 3,04 | 4,09 | 1,06 298 | 391 | 1,27 | 3,09 | 4,09
8 060 | 015 | 70 | 50 | 1,33 | 4,25 | 451 | 1,57 425 | 482 | 1,74 | 428 | 491
9 060 | 020 | 80 | 30 | 2,29 | 481 | 484 | 1,90 491 | 522 | 2,02 | 488 | 529
[Ipecmerku 3a kpeupame Ha Ciuka 5.2
R - response (measured/calculated)
Ra-0 Lin, | Ra-0 Exp, Ra-45 Lin, Ra-45 EXp, Ra-90 Lin, Ra-90 Exp,

1 1,17 1,05 1,03 1,01 0,99 0,95

2 0,82 0,73 0,93 0,94 0,89 0,95

3 1,25 1,09 1,04 1,02 0,98 0,95

4 1,83 1,33 0,98 1,03 1,05 1,06

5 1,08 0,92 1,01 1,03 1,06 1,08

6 1,21 1,18 1,02 1,02 1,14 1,17

7 1,13 0,94 1,02 0,98 1,05 1,00

8 0,85 0,77 1,00 0,99 0,94 0,92

9 1,21 1,13 0,98 0,99 0,93 0,92

Average 1,171 1,015 1,000 1,002 1,003 0,999

Min 0,818 0,727 0,930 0,938 0,892 0,916

Q1 1,079 0,916 0,983 0,986 0,937 0,950

8Median 1,169 1,047 1,009 1,014 0,992 0,952

Q3 1,214 1,135 1,021 1,024 1,049 1,058

Max 1,828 1,334 1,036 1,031 1,136 1,167

Box 1 1,079 0,916 0,983 0,986 0,937 0,950

IQR (50%) 0,090 0,132 0,026 0,027 0,055 0,002

Box 3 0,045 0,087 0,012 0,010 0,057 0,105

Whisper U 90% 0,553 0,180 0,014 0,006 0,078 0,099
Whisper D 90% 0,234 0,189 0,052 0,049 0,044 0,034
Lower Bound 0,944 0,719 0,943 0,945 0,854 0,947
Upper Bound 1,349 1,332 1,060 1,065 1,132 1,061
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Tab6ema 3. [logaTonwm 3a renepupame Ha Cnuka 4, ['maBa 5. Ilpumepoxot 1 e mepen 10 marn.

Measurement | Ra0 Rz0 Rq0 Ra45 Rz45 Rq45 Ra90 Rz90 Rq90

1 0,77 341 0,92 6,31 22,63 7,11 7,16 27,6 8,09

2 1,28 6,24 1,55 6,02 21,15 6,73 7,01 28,01 8,07
3 1,38 7,28 1,73 5,35 21,81 6,11 7,12 21,7 8,13
4 0,96 3,73 1,10 6,34 24,02 7,22 7,34 28,55 8,42
5 0,66 2,88 0,80 5,33 21,00 6,19 7,37 28,55 8,42
6 1,01 5,01 1,23 5,97 22,36 6,79 7,07 27,07 8,02
7 1,23 5,09 1,43 5,76 22,14 6,53 7,15 27,67 8,06
8 1,35 6,4 1,58 5,45 21,35 6,12 6,98 28,37 8,07
9 0,75 3,19 0,91 6,20 23,72 7,05 7,01 27,44 7,96
10 1,11 5,39 1,35 5,52 20,21 6,26 7,11 27,00 8,01

Min | 0,660 2,880 0,800 5,330 | 20,210 | 6,110 6,980 | 27,000 | 7,960

Average | 1,050 4,862 1,260 5825 | 22,039 | 6,611 7,132 | 27,796 | 8,125

Max | 1,380 7,280 1,730 6,340 | 24,020 | 7,220 7,370 | 28,550 | 8,420

Stand. Deviat. | 0,262 1,512 0,320 0,396 1,200 0,429 0,133 0,564 0,162

COO,I[HOC Ha Cp€aHaTa BpCAHOCT Ha ceijaTa, IMOJCJICH CO COOABCTHA N3MCPCHA BPCAHOCT

Nr Ra-0 Rz-0 Rqg-0 Ra-45 | Rz-45 | Rg-45 | Ra-90 | Rz-90 | Rg-90

1 1,36 1,43 1,37 0,92 0,97 0,93 1,00 1,01 1,00
2 0,82 0,78 0,81 0,97 1,04 0,98 1,02 0,99 1,01
3 0,76 0,67 0,73 1,09 1,01 1,08 1,00 1,00 1,00
4 1,09 1,30 1,15 0,92 0,92 0,92 0,97 0,97 0,96
5 1,59 1,69 1,58 1,09 1,05 1,07 0,97 0,97 0,96
6 1,04 0,97 1,02 0,98 0,99 0,97 1,01 1,03 1,01
7 0,85 0,96 0,88 1,01 1,00 1,01 1,00 1,00 1,01
8 0,78 0,76 0,80 1,07 1,03 1,08 1,02 0,98 1,01
9 1,40 1,52 1,38 0,94 0,93 0,94 1,02 1,01 1,02
10 0,95 0,90 0,93 1,06 1,09 1,06 1,00 1,03 1,01

Average | 1,065 1,098 1,065 1,004 1,003 1,004 1,000 1,000 1,000

Min | 0,761 0,668 0,728 0,919 0,918 0,916 0,968 0,974 0,965

Q1| 0,829 0,810 0,830 0,947 0,977 0,947 0,996 0,983 1,001

Median | 0,993 0,963 0,979 0,993 1,003 0,997 1,002 1,004 1,007

Q3| 1,296 1,395 1,314 1,065 1,040 1,065 1,015 1,012 1,012

Max | 1,591 1,688 1,575 1,093 1,090 1,082 1,022 1,029 1,021

Box1 | 0,829 0,810 0,830 0,947 0,977 0,947 0,996 0,983 1,001

IQR (50%) | 0,164 0,153 0,149 0,047 0,026 0,051 0,006 0,021 0,006

Box3 | 0,303 0,432 0,335 0,072 0,037 0,068 0,013 0,007 0,005

Whisper D 90% | 0,265 0,264 0,235 0,025 0,046 0,015 0,006 0,016 0,008

WhisperU 90% | 0,061 0,128 0,091 0,025 0,053 0,028 0,026 0,008 0,032

Lower Bound | 0,582 0,580 0,607 0,876 0,938 0,871 0,988 0,951 0,991

Upper Bound | 1,542 1,625 1,537 1,136 1,079 1,141 1,024 1,043 1,021

Ideal 1,0 1,0 1,0 1,0 1,0 1,0 1,0 1,0 1,0
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Tabena 4, Perpecronu npecMeTKy 3a reHepupame Ha TeopeTckute Mmoaenu 3a ABS — Panasoct
Ha noBpirHaTa Ra, npukaxana Bo Tabena 5, Bo 'maBa 5. MoaenuTe ce reHepupaHu Bp3 OCHOBA
Ha nogarouuTe o Tabena 4, I'nasa 5.

f) 3a 90 crenenu, TUHEAPEH MOJIEI

SUMMARY QUTPUT
Regression Statistics
Multiple R 0.97431634
R Square 0.94929233
Adjusted R Square 0.91886773
Standard Error 0.1676438
Observations 9
ANOVA
df 55 MS F Significance F
Regression 3 2.6307 0.8769 31.2015 0.001158
Residual 5 0.14052222 0.0281
Total 8 2.77122222
Coefficients Standard Error t Stat  P-value lower 95% Upper 95% Lower 95.0% Upper 95.0%
Intercept 1.55444444  0.64807817 2.39854 0.06173 -0.1114935 3.220382 -0.111493516 3.2203824
LH (mm) 11.4666667 1.36880591 8.37713 0.0004 7.948039 1498529 7.948039048 14.9852943
PS {mm/s) 0.03183333 0.00684403 4.65126 0.00558 0.0142402 0.049426 0.014240195 0.04942647
1 (%) -0.00916667 0.00684403 -1.3394 0.23811 -0.0267598 0.008426 -0.026759805 0.00842647
Ra00=1.554+11.166*L+0.031*P-0.009%]
g) 3a 90 creneHu, EKCIIOHEHIH]aIeH MOJIEI
SUMMARY QUTPUT
Regression Statistics
Multiple R 0.97954736
R Square 0.95951304
Adjusted R Square  0.93522086
Standard Error 0.02722213
Observations 9
ANOVA
df 55 MS F Significance F
Regression 3 0.08781122 0.02927041 39.4988509 0.00066213
Residual 5 0.003705223 0.00074104
Total 8 0.091516443
Coefficients Standard Error t Stat P-value Lower 95%  Upper 95% Lower 95.0% Upper 95.0%
Intercept 0.44437138 0.422934542 1.05068596 0.34150909 -0.64281647 1.53155924 -0.64281647 1.53155924
LH (mm) 0.30328233 0.031913251 9.50333567 0.00021814 0.22124671 0.38531796 0.22124671 0.38531796
PS (mmy/s) 0.4590464 0.088384285 5.19375595 0.00348511 0.23184737 0.68624544 0.23184737 0.68624544
1 (%) -0.04769758 0.043396182 -1.09911924 (0.32180001 -0.15925102 0.06385586 -0.15925102 0.06385586
1.559509556
Ram=1.559*LD'303*P0'459*I'0‘M7
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TabGena 5, Perpecnonu npecMeTKH 3a reHepupame Ha TeopeTckuTe Mojaenu 3a PETG — PanaBoct
Ha noBpirHaTa Ra, npukaxana Bo Tabena 8, Bo ['maBa 5. MoaenuTe ce reHeprupaHu Bp3 OCHOBA
Ha ogarouute on Tabema 7, ['maBsa 5.

h) 3a 90 crenenwu, MMHEAPEH MOIEI

SUMMARY OUTPUT

Regression Statistics
Multiple R 0.93289362
R Square 0.8702905
Adjusted R Square  0.7924648
Standard Error 0.50028103

Observations 9
ANOVA

df ss MS F Significance F
Regression 3 8.39635 2.798783 11.18256 0.011757021
Residual 5 1.251405556 0.250281
Total 8 9.647755556

Coefficients Standard Error  t Stat P-value  Lower 95% Upper 95% Lower 95.0% Upper 95.0%

Intercept 0.60777778 1.933988666 0.314261 0.766012 -4.36369836 5.5792539 -4.3636984 5.579253913

LH (mm) 18.6666667 4.084777522 4.569812 0.006003 8.166411765 29.166922 8.16641177  29.16692157

PS (mm/s) 0.06916667 0.020423888 3.386557 0.019534 0.016665392 0.1216679 0.01666539 0.121667941

I (%) -0.0223333 0.020423888 -1.09349 0.324039 -0.07483461 0.0301679 -0.0748346 0.030167941
R,50=0.6077+18.666L+0.069*P-0.022*|

i) 3a 90 crenenu, eKCIIOHESHITH]aICH MO

SUMMARY OUTPUT

Regression Statistics

Multiple R 0.940482624
R Square 0.884507565
Adjusted R Square 0.815212104
Standard Error 0.058037915
Observations 9
ANOVA
df Ly MsS F Significance F

Regression 3 0.128985717 0.042995239 12.76429299 0.008844629
Residual 5 0.016841998 0.0033684
Total 8 0.145827715

Coefficients  Standard Error t Stat P-value Lower 95% Upper 95%  Lower 95.0%  Upper 95.0%
Intercept 0.016867415 0.90170154 0.018706207 0.985798992 -2.301030183 2.334765014 -2.301030183 2.334765014
LH (mm) 0.335364166  0.068039435 4.928967523 0.004363497  0.16046323 0.510265102  0.16046323 0.510265102
PS (mm/s) 0.686014612 0.18843636 3.640563909 0.01489468 0.201623527 1.170405696 0.201623527 1.170405696
I (%) -0.079828816  0.092521183 -0.862816632 0.427675132 -0.317662089 0.158004458 -0.317662089 0.158004458

1.017010473

0,335 0,6864,-0,078
R,00=1.017%L°33% % pOS86x 0/
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Tabena 6, Perpecnonu npecMeTKH 3a reHEpUpambe Ha TeOpEeTCKUTe Mozenu 3a 3161 — PamaBoct
Ha noBpirHaTa Ra, npukaxana Bo Tabena 12, Bo ['1aBa 5. Mozenurte ce reHEpUpaHu Bp3
ocHOBa Ha noxarorure ox Tademna 11, ['masa 5.

j) 3a0 cremenu, Ra

SUMMARY QUTPUT
Regression Statistics
Multiple R 0.873759849
R Square 0.763456273
Adjusted R Square  0.621530037
Standard Error 0.595648106
Observations 9
ANOVA
df 55 MS F Significance F

Regression 3 5.725616667  1.908538889 5.37925 0.050515427
Residual 5 1.773983333 0.354796667
Total 8 7.4996

Coefficients  Standard Error t Stat P-value  lower 95%  Upper 95% lower 95.0% Upper 95.0%
Intercept -3.916666667 3.527495706  -1.110324999 0.31738 -12.9843831 5.1510497 -12.9843831 5.15104972
power 0.03375 0.012158616  2.775809339 0.0391 0.002495282 0.0650047 0.002495282 0.06500472
Scan speed -0.0074 0.003183873 -2.32421327  0.0677 -0.01558441 0.0007844 -0.01558441 0.00078441
Hatch 4233333333 2431723212 1.740877956 0.14218 -20.1761018 104.84277 -20.1761018 104.842769

a) 3a0 crenenu, Rz

SUMMARY OUTPUT
Regression Statistics
Multiple R 0.841079748
R Square 0.707415142
Adjusted R Square = 0.531864228
Standard Error 3.283490303
Observations 9
ANOVA
df 5§ MSs F Significance F

Regression 3 130.3358794  43.44529312 4.02969 0.083834353
Residual 5 53.90654286 10.78130857
Total 8 1842424222

Coefficients  Standard Error t Stat P-value  lower 95%  Upper 95% Lower 95.0% Upper 95.0%
Intercept -24.43428571 19.44520233  -1.256571431 0.26442 -74.4197696 25.551198 -74.4197696 25.5511982
power 0.178166667 0.067023965 2.658253153 0.04498 0.005876079 0.3504573 0.005876079 0.35045725
Scan speed -0.027247619 0.017550994 -1.552482963 0.18125 -0.07236389 0.0178686 -0.07236389 0.01786865
Hatch 216.6666667 134.0479303 1.616337277 0.16694 -127.914508 561.24784 -127.914508 561.247841
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b) 3a 0 cremenu, Rq

SUMMARY QUTPUT

Regression Statistics

Multiple R 0.88382331
R Square 0.781143043
Adjusted R Square ~ 0.649829829
Standard Error 0.684088549
Observations 9
ANOVA
df 5S MS F Significance F

Regression 3 8351536508 2783845503 5.94868 0.041913371
Residual 5 2.339885714 0.467977143
Total 8 10.69142222

Coefficients ~ Standard Error t Stat P-value = lower 95%  Upper 95% Lower 95.0% Upper 95.0%
Intercept -3.753809524 4.051250046  -0.926580557 0.39667 -14.1678793 6.6602603 -14.1678793 6.66026026
power 0.042 0013963899  3.007755921 0.02983 0.006104655 0.0778953 0.006104655 0.07789535
Scan speed -0.00932381 0.003656607  -2.549852708 0.05128 -0.01872342 7.58E-05 -0.01872342 7.5798E-05
Hatch 42,33333333  27.92779807 1.5158135 0.19 -29.4573571 114.12402 -29.4573571 114.124024

c) 3a45 crenenu, Ra
SUMMARY OUTPUT
Regression Statistics
Multiple R 0.9346009
R Square 0.8734789
Adjusted R Square  0.7975663
Standard Error 11316118
Observations 9
ANOVA
df 55 MS F Significance F

Regression 3 4420327381 147344 115064 0.011061706
Residual 5  6.40272619 1.28055
Total 8 50.606

Coefficients Standard Error  t Stat  P-value  lower 95%  Upper 95% lower 95.0% Upper 95.0%
Intercept -10.929286  6.70153347 -1.6309 0.16385 -28.15612592 6.29755449 -28.1561259 6.29755449
power 0.1105 0.023098929 4.78377 0.00495 0.051122313 0.16987769 0.05112231 0.16987769
Scan speed -0.0194143 (0.006048719 -3.2097 0.02374 -0.034963014 -0.0038656 -0.03496301 -0.0038656
Hatch 53.333333 46.19785778 1.15445 0.30049 -65.42204072 172.088707 -65.4220407 172.088707
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d) 3a45 crenenn, Rz

SUMMARY OUTPUT

Regression Statistics

Multiple R 0.7947083
R Square 0.6315613
Adjusted R Square  0.4104981
Standard Error 6.473609
Observations 9
ANOVA
df 55 MS F Significance F
Regression 3 359.1808865 119.727 2.85693 0.143889565
Residual 5  209.538069 41.9076
Total 8 5687189556
Coefficients Standard Error  t Stat  P-value  lower 95%  Upper 95% Lower 95.0% Upper 95.0%
Intercept -43.03619 38.33744755 -1.1226 0.31262 -141.5857368 55.5133558 -141.585737 55.5133558
power 0.3110833 0.132141991 2.35416 0.06522 -0.028598468 0.65076513 -0.02859847 0.65076513
Scan speed -0.0416762 0.034602896 -1.2044 0.28233 -0.130625766 0.04727338 -0.13062577 0.04727338
Hatch 332 204.2839818 1.25622 0.26453  -347.363603 1011.3636 -347.363603 1011.3636
e) 3a45 crenenn, Rq
SUMMARY OUTPUT
Regression Statistics
Multiple R 0.9267738
R Square 0.8589097
Adjusted R Square  0.7742555
Standard Error 1.317898
Observations 9
ANOVA
df 55 MS F Significance F
Regression 3 52.86692381 17.6223 10.1461 0.014442627
Residual 5 8.68427619 1.73686
Total 8 61.5512
Coefficients Standard Error  tStat  P-value  lower95%  Upper 95% lLower 95.0% Upper 95.0%
Intercept -10.544286 7.804741791 -1.351 0.23461 -30.60701319 9.51844177 -30.6070132 9.51844177
power 0.1193333 0.026901481 4.43594 0.00679 0.050180875 0.18848579 0.05018087 0.18848579
Scan speed -0.0219143 0.007044461 -3.1109 0.02653 -0.04002265 -0.0038059 -0.04002265 -0.0038059
Hatch 56 53.80296209 1.04083 0.34564 -82.30491706 194.304917 -82.3049171 194.304917

125




JokTopcka anceptaumja — KantpuHe Jakynum

YKUM — MalwunHcKku

f) 3a 90 crenenn, Ra

SUMMARY OUTPUT

Regression Statistics
Multiple R 0.88613685
R Square 0.78523851
Adjusted R Square 0.65638162
Standard Error 2.32843758

Observations 9
ANOVA
df 55 MS F Significance F

Regression 3 9911614292 33.0387 6.09388 0.040050161
Residual 5 27.108107898 5.42162
Total 8 126.2242508

Coefficients Standard Error  t Stat P-value  lower 95%  Upper 95% lower 95.0% Upper 95.0%
Intercept -27.249087 13.7892717 -1.9761 0.1051 -62.6955387 8.197364 -62.695539 &.19736405
power 0.19206852 0.047529033 4.04108 0.00991 0.069891249 0.3142458 0.06989125 0.314245788
Scan speed -0.0155886 0.012446022 -1.2525 0.26578 -0.04758214 0.0164049 -0.0475821 0.016404895
Hatch 58.7962963 95.05806628 0.61853 0.56331 -185.558242 303.15083 -185.55824 303.1508348
g) 3a90 crenenu, Rz
SUMMARY OUTPUT

Regression Statistics
Multiple R 0.84675586
R Square 0.71699548
Adjusted R Square 0.54719277
Standard Error 8.9533012
Observations 9
ANOVA
df 55 MS F Significance F

Regression 3 1015.452091 338.484 4.22252 0.07747695
Residual 5 400.8080116 80.1616
Total 8 1416.260103

Coefficients Standard Error  t Stat | P-value  Lower 95%  Upper 95% Lower 95.0% Upper 95.0%
Intercept -01.479516 53.02246609 -1.7253 0.14507 -227.778104 44.819072 -227.7781 44.81907233
power 0.61391296 0.182758495 3.35915 0.02013 0.144117294 1.0837086 0.14411729 1.083708631
Scan speed -0.0411823 0.047857408 -0.8605 0.42883 -0.16420366 0.0818391 -0.1642037 0.081839108
Hatch 2093.140741 365.5169908 0.80199 0.45896 -646.450596 1232.7321 -646.4506 1232.732078
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h) 3a 90 crenenwn, Rq

SUMMARY OUTPUT

Regressian Statistics

Multiple R
R Square

0.86898476
0.75513451

Adjusted R Square 0.60821521

Standard Error 2.83651567
Observations 9
ANOVA
df 58 MS F Significance F

Regression 3 1240615233 41.3538 5.13979 0.054876797
Residual 5 40.2291058 8.04582
Total 8 164.2906291

Coefficients Standard Error  tStat  P-value  Lower 95%  Upper 95% Lower 95.0% Upper 95.0%
Intercept -30.622397 16.79816782  -1.823 0.12792 -73.8034619 12.558668 -73.803462 12.55866824
power 0.21680185 0.057900134 3.74441 0.01337 0.06796482 0.3656389 0.06796482 0.365638884
Scan speed -0.0160224 0.015161814 -1.0568 0.33898 -0.05499712 0.0229522 -0.0549971 0.02295225
Hatch 61.4962963 115.8002674 0.53105 0.61811 -236.177768 359.17036 -236.17777 359.1703603
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Tabena 7. [IpecMeTKH 3a COOTHOCOT Ha Ra, eKCIIepUMEHTATHU/TEOPETCKH, KOH CE OJTHECYBAaT Ha CIIMKATa
18, I'maBa 5,

Surface roughnes Ra [ um ]
2 Lo Ss Hs Measured | Calculated from equations .
W) | (mms) | (mm) Linear Exponential
0 45 90 0 45 90 0 45 90
1 180 450 0,07 2,04 4,79 5,61 1,96 4,05 4,68 1,88 3,82 4,88
2 180 500 0,08 2,03 4,03 5,30 2,03 3,64 4,51 1,86 3,27 4,62
3 180 600 0,09 1,75 2,48 4,56 1,75 2,27 3,60 1,61 2,33 4,00
4 200 450 0,08 2,28 5,34 6,32 3,05 6,79 9,10 2,80 6,25 8,25
5 | 200 | 500 | 009 | 217 | 508 | 575 | 313 | 637 | 894 | 272 | 529 | 7,75
6 200 600 0,07 1,43 2,38 4,27 1,58 3,40 6,27 1,57 3,03 5,74
7 220 450 0,09 4,79 10,34 | 15,29 4,15 9,52 13,53 3,99 9,73 13,25
8 | 220 | 500 | 007 | 2,70 | 753 | 1219 | 296 | 7550 | 11,61 | 2,58 | 662 | 10,65
9 220 600 0,08 2,38 6,69 11,04 | 268 6,14 10,69 2,27 4,77 9,28

[IpecmeTku 3a kpeupame Ha Cnuka 5.18

R - response (measured/calculated)
Ra-0 Lin. | Ra-0 Exp. Ra-45 Lin. Ra-45 Exp. Ra-90 Lin. Ra-90 Exp.
1 1,04 1,08 1,18 1,25 1,20 1,15
2 1,00 1,09 1,11 1,23 1,17 1,15
3 1,00 1,08 1,09 1,06 1,27 1,14
4 0,75 0,82 0,79 0,86 0,69 0,77
5 0,69 0,80 0,80 0,96 0,64 0,74
6 0,90 0,91 0,70 0,78 0,68 0,74
7 1,15 1,20 1,09 1,06 1,13 1,15
8 0,91 1,05 1,00 1,14 1,05 1,14
9 0,89 1,05 1,09 1,40 1,03 1,19
Average 1,00 1,00 1,00 1,00 1,00 1,00
Min 0,927 1,009 0,983 1,084 0,986 1,020
Q1 0,694 0,798 0,699 0,785 0,643 0,742
Median 0,889 0,912 0,797 0,960 0,694 0,766
Q3 0,914 1,046 1,086 1,063 1,050 1,145
Max 1,000 1,084 1,093 1,233 1,174 1,150
Box 1 0,889 0,912 0,797 0,960 0,694 0,766
IQR (50%) 0,025 0,134 0,289 0,104 0,356 0,379
Box 3 0,086 0,038 0,006 0,170 0,124 0,005
Whisper U 90% 0,139 0,105 0,080 0,153 0,083 0,036
Whisper D 90% 0,175 0,114 0,098 0,175 0,051 0,024
Lower Bound 0,851 0,711 0,365 0,804 0,160 0,198
Upper Bound 1,037 1,286 1,525 1,389 1,709 1,718
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Tabena 8. [Ipecmerku 3a ciuka 20, ['maBa 5, cornmacHo ,,iomanioTo € nmogoopo“ 3a Ra-90. Bp3

OCHOBA Ha HE3aBUCHHUTE U 3aBUCHUTE BpeaHocTH of Tabena 11, I'maBa 5.

, Pacrojanue nmomer
Moxknoct Ha Jacepor [w], | bp3uHa Ha ckeHHpam-e J y
. . JMHUKTE [mm],
3Ha4ajHocT 1. [mm/s], snauajuocr 2. .
3Ha4ajHoCT 3.
. Huso Cpenno of Huso Cpenno on Huso Cpenno on
gE CpemHuTe CpeIHUTE CpemHUTe
=
z E 180 5,16 450 9,07 0,07 7,36
=
=
§. § 200 5,45 500 7,75 0,08 7,55
=
% ! 220 12,84 600 6,62 0,09 8,53
ol
< Pasnuka = 7,68 Pasnuka = 2,45 Pasnuka = 1,18
Huso Cpenno o Huso Cpenno o Huso Cpenno on
X CpemHuTe CpemHUTE CpemHuTe
sz 180 -14,22 450 -18,23 0,07 -16,44
g =
=
§. § 200 -14,61 500 -17,13 0,08 -17,12
=
s =
% § 220 22,09 600 -15,55 0,09 -17,35
=Y
© Paszmuka = 7,87 Paszmuka = 2,68 Paszmuka = 0,92
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