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BJIIMAHUE OPUEHTALIUN MOAENN B NMPOLIECCE
NOCTPOEHUA HA TOYHOCTb ®OPMbI NPOTOTUINA

TexHonoruy BbICTPOro NPOTOTUNMPOBAHWUS MONYYWUNY LUMPOKOE MPUMEHEHWE B NIUTENHOM Mpo-
N3BOACTBE NPU U3rOTOBMEHNN TOYHBIX 3M1EKTPOAOB-MHCTPYMEHTOB A5 3NEKTPO3PO3MOHHON 06paboTkm.
TOYHOCTb MPOTOTUMOB, N3rOTOBMIEHHbIX MO TEXHOMOrMK BLICTPOro MPOTOTUMUPOBAHUS, 3aBUCUT OT MHO-
rMX nMapamMeTpoB MpoLecca, TakuxX Kak OpueHTauus Modenun Ha paboyert NnocKoCTV NMOCTPOEHUs, TOM-
LMHa Croes, MaTepuarn NocTPOEHNs, PeXnMbl 3acBeTKN, noctobpaboTka. B HacToswee Bpems B kaye-
CTBE MaTepuana MCronb3ylTCa 3NOKCUAHbIE N akpuIoBble CMonbl, obnagatoLme ycaakon matepvana
W HanmuyMeM OCTaTOYHbIX HampsPKeHW B MpoLecce MOCMONHOrO OTBEPXAEHUS M NocTobpaboTku, YTo
NpMBOAUT K NOTepe pa3MepHOn TOMHOCTU. B paboTe npeacrtaBneH aHanu3 pa3MepHON TOYHOCTM 06-
pas3uoB, U3rOTOBIIEHHbLIX MO TEXHOMOIMU Maco4HoW cTepeonuTorpacdum us OoTONONMMEPHOro maTte-
pvana Ha akpunosol ocHoe SI500, B 3aBUCMMOCTM OT OpMeHTauun mopenu. [ns oueHKu TOYHOCTU
cMoAenupoBaHbl 06pasLibl MPSMOYrofibHOM POpMbI, 3KCMEpUMEHTanbHO NofobpaH peXxum NocTpoeHust
Ha ycTaHoBke Envisiontec Perfactory Xede u yrnbl HaknoHa mogenu kK paboyel NoBepxXHOCTU NOCTpoe-
Hus. iamepeHns obpasLoB nocrne nocTPOeHWs MPOBOAUMUCH MO TPEM CeYeHUAM Mexay napannenb-
HbIMW nrockocTAMU. B pesynbTaTe uccrefoBaHUs YCTaHOBIEHO, YTO OpPUEHTaUMs MOAenu nog MuHU-
manbHbIMM yrmamu B 5, 10, 152 okasblBaeT BMMSIHWE Ha pasMepHyl TOYHOCTb MpoToTunoB. Makcu-
MarnbHble OTKIMOHEHWS pa3MepoB MO CeYEeHUsIM Mexay nnockocTaMu obpasua HabnogatTcs npu
opveHTauumn mogenu nog yrnom 5 n 152 u cocraensoT 0,26 n 0,14 MM cooTBeTCTBEHHO. Hambonee
TOYHbIA 0BpaseL, nNonyyeH Npu opueHTauuy mogenu nogd yrnom 102, makcMmarnbHOe OTKIOHEHWE ero
pasmepos cocTasnseT 0,09 mm. B kayecTBe BTOPOro nokasarens TOMHOCTU onpeaeneHa HenmnocKocT-
HOCTb NnockocTel obpa3uoB. MUHMManbHas HENMOCKOCTHOCTb MOBEPXHOCTEN COXpaHsSeTCs Npu opu-
eHTauun obpasLa k NoBepxXHOCTM NocTpoeHust B 102 u coctaenseT 0,02 mm.

KnioueBble cnoBa: MacoyHas ctepeonutorpadgus, TO4HOCTb, hoTononumep, Nnonumepusauus,
ycagka, opueHTaums mogenu, bbicTpoe NpoTOTUNMPOBAHWE, ANEKTPOA-UHCTPYMEHT, 3MEKTPO3IPO3NOH-
Has obpaboTka, NPOTOTUM, HEMJTOCKOCTHOCTb.

A.A. Shumkov, T.R. Abliaz
Perm National Research Polytechnic University, Perm, Russian Federation

INFLUENCE OF ORIENTATION OF THE MODEL
IN THE PROCESS OF BUILDING ON THE ACCURACY
OF THE PROTOTYPE FORM

Rapid prototyping technologies are widely used in the foundry industry in the manufacture of
precision electrodes-tools for EDM. The accuracy of manufacturing of prototypes for rapid prototyping
technology depends on a number of process parameters, such as, model focus on building a working
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plane, the thickness of the layers, construction material, exposure modes, post-processing. Currently
used as an epoxy material and acrylic resin material having a shrinkage and the presence of residual
stresses in layer wise solidification process and post processing, which leads to loss of dimensional
precision. The paper presents an analysis of the dimensional accuracy of the samples for the manufac-
ture of photopolymer mask stereolithography material technology based on acrylic SI500, depending of
type of model orientation. To evaluate the accuracy, simulated samples of rectangular form, the experi-
mentally chosen mode of construction to install Envisiontec Perfactory Xede and tilt angles of the model
to the working surface of the construction. Measurements of the samples after the construction were
carried out in three sections between parallel planes. A result of research found that the orientation of
the model under the minimum angles in 52, 102, 152 affects the dimensional accuracy of the prototype.
The maximum size of the deviation of the sample sections between by planes are observed at the orien-
tation of the model at an angle of 5 and 152 and make 0.26 mm and 0.14 mm, respectively. The most
accurate sample obtained by the model orientation at an angle of 10% the maximum deviation of the
size which is 0.09 mm. As a second indicator of the accuracy is defined non planarity samples planes.
Minimum surface non planarity is retained when the surface orientation of the sample in building 10°
and makes 0,02 mm.

Keywords: mask stereolithography, accuracy, photopolymer, polymerization, shrinkage, model
orientation, rapid prototyping, electrode-tool, electrical discharge machining, prototype, non planarity.

TexHonoruu 6picTporo nporotunupoBanus (Rapid prototyping — Rp)
NOJIyYMJIM ILIMPOKOE IPUMEHEHHUE NPU CO3AAHUM TBEPAOTENBHBIX NPOTOTH-
noB. Rp mo3BomsAtoT NOBBICHTE 3((EKTUBHOCTH MPOM3BOJICTBA 32 CYET CO-
KpallleHUsl BpEMEHH U 3aTpaT IpHU pa3pabOTKe MHHOBALMOHHBIX IPOIYKTOB.
Opnum u3 Rp-metonoB sBisercs crepeonurorpadus (SLA), no3posstomas
MOCJIOMHO CO3/1aBaTh CIIOKHBIEC IUIACTUKOBBIE (POPMBI MO KOMIBIOTEPHBIM
3D-monenam (CAD).

[Tponieccc MOCTPOEHUS NMPOTOTUIIOB BKIIIOYAET CIEAYIOIIME 3TaIlbl
(puc. 1).

3D-mozenb [ = STL-paiin [ = PacceueHue Ha cjiou

[Tporonun <@ | [TocToGpaboTka <= Pexxum nocrpoeHus

Puc. 1. Oransl noctpoenns npororumna no SLA-TexHomorun

AKTyanbHON 007acThi0 IpuUMeHEHUsT SLA-TEXHOJOTUH SBIACTCS W3-
TOTOBJICHUE CJIOXKHOMPO(UIBHBIX 3JIEKTPOIOB-UHCTpYMeHTOB (DU) s
3JIEKTPOIPO3UOHHON 00paboTku aeranei. [Ipu sTom SLA-TexHOIOTHS CO3-
AacT MAaCTCP-MOACIIN JJId JIUTHA IO BBDKHUI'aCMbIM (BLIHJIaBJIﬂeMI)IM) MOJIC-
nsm DU
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OpHUM K3 KITIOYEBBIX MApaMETPOB, BIUSAIOLUIMX HAa TOYHOCTH (POPMBI
SLA-npoTtoTHna u Ka4ecTBO MOBEPXHOCTH, SIBISETCS OPUEHTALUs MOZCIN
B paboueM IpOCTpaHCTBE Mepe]] HayajloM pacceyeHus: Ha ToHKue ciou [1-3].
[Iponiecc mocTpoeHuss MOJENM CIIOM 3a CJIIOEM BHOCHUT IOTPELIHOCTh B pa3-
Mepe MPOTOTHUIA IO CPABHEHUIO CO CIPOEKTUPOBAHHOM MoJenbro. JlaHHas
omrOKa BO3HUKAET M3-3a d2PQeKTa «JIECTHUIIb» HA MOBEPXHOCTH U HEra-
TUBHO BJIMSAET HA TOYHOCTh Pa3MEPOB.

N3 ananuza pabotsl [4] ycTaHOBJIEHA 3aBUCUMOCTb BIIUSIHUS OPHEH-
TalMy ¥ TOJILMHBI CJIOSI MOJENIM Ha KayeCTBO BBIPAILIEHHOTO MPOTOTHUIIA.
ITpu opueHTanuu OTBETCTBEHHBIX YacTEH MOJENH MapajuIe]bHO ITOBEPXHO-
CTH Cpe3a U YMEHBUICHUU TOJIIHUHBI CIIOS MOTPEIIHOCTh (POPMBI MPOTOTHUIIA
cumxaetcs (puc. 2). [lokazano, 4To nMpyu U3MEHEHHUH yTIJia HAKJIOHA MOJEIN
Ha 45° IpOUCXOAUT MOBBIILIEHUE KaYeCTBA MOBEPXHOCTH IPOTOTHUIIA.

A
I\)\ A P L ™N
7 N 1=
a7 N /I/I ~
£ Al
A o 71
I‘(I\ 45 C ¥ A

Puc. 2. CHmXeHne NOrpeHOCTH MOBEPXHOCTH TPOTOTHIIA TpaHel A u B
MIpH BpalleHUH MOAeNr Ha 45°

AHanu3 pabothl [5] mokaszan, YTO yMEHbILIEHUE BBICOTHI MOJEIHU 3a
CYET OpHUEHTAlMU CHWXXAEeT BpeMs MOCTpOeHWs mnporoTuna B 1,5 pa3sa.
B paGorax [6—13] uccienoBanusi aBTOPOB HAIpaBJIeHbl Ha pa3paboOTKy Me-
TOIUK BBIOOpa OpHUEHTALMM MOJAENH B Impouecce mnoctpoenus SLA-
nporotuna. IIpoBeneH aHanmu3 pa3iaMuYHBIX HCCIIEIOBAaHUM OpHEHTAaLUU
SLA-Monenu, BIUSIONIEH HA MOBBIIIEHUE TOYHOCTH U CHUKEHHUE BPEMEHU
IIOCTPOEHHUSA. AHAIMU3 JINTEPATYPHbIX MCTOYHUKOB I10Ka3all, 4TO YroJl BbI-
palMBaHus MPOTOTHUIIA OKA3bIBAET CYLIECTBEHHOE BIIMSIHME HA KayeCTBO
BBIPAIICHHON IOBEpXHOCTH. He B MOMHOM Mepe u3ydeH BONIPOC BIIMSHMS
napaMeTpoB MO3UIIMOHUPOBAHUS MOJIENTU Ha TOYHOCTH ¢opMbl. M3rorosie-
HHUE MOoJeJel cIoXkHON (OpMBbI ¢ OOJIBIIUM KOJIMYECTBOM BBIPALIMBAEMBIX
9JIEMEHTOB, PACIIOJIOKEHBIX B MIPOCTPAHCTBE MO yriaamu 45°, MOXXeT ObITh
OrpaHUu€HO. AKTYaJbHBIM SIBJIIETCS U3YUEHHUE BIMSIHUSI OPUEHTALIUU MOJIE-
JI1 Ha TOYHOCTH ()OPMBI TPOTOTHUIIA TIO]T yTIIaMu MeHee 45°.
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Llenb uccnenoBaHus — U3YUYUTh BIMSHUE OPUEHTALIMU MOJETH Ha TOY-
HOCTb (hopmbl SLA-nipoToTHTIOB M3 hoTonoaumepHoro marepuana SIS00.

B kauecTBe TEXHOJOTHM JI1 U3TOTOBJICHUS HKCIEPUMEHTANBHBIX 00-
paslioB HKCIOJIb30BaHa MacouHas crepeonurorpadus (SLA) komnaHuu
Envisiontec. CyTph mporiecca 3aKJIro4aeTcsi B MOCIOWHOM HapaluBaHu# (Ho-
TOYYBCTBUTEIHHOTO aKpuioBoro marepuaina SI500.

Jlis uccnenoBaHus BIUSHUS OPUEHTALMU MOJIENTM Ha TOYHOCTH (op-
MBI TPOTOTHIIA CMOJICJIMPOBAHBl TpU OOpa3lma KBaIpaTHOTO CEYCHUS
15x15%15 MM, BbicoTOl 30 MM, KOTOpBIE OPUEHTHPOBAHBI MO yriamu 5,
10, 15° x paboueii mnarpopme ycTaHOBKH (puc. 3).

Puc. 3. Moaenu 06pa3nos

Huxe npencrasnen pexxum noctpoeHus SLA-MpoTOTUIOB Ha ycTa-
HoBke Envisiontec Perfactory Xede.

Pexum mponecca nocTpoeHus Ha CTepeoIuTorpadpuyeckoil ycTaHOBKe
Envisiontec Perfactory Xede:

TonmuHa Tonmuna Bricota Bpewms 3acBetku | Bpems 3acBeTku
cos, MOJIEPXKEK, | MOIEePHKeEK, CeUYCHUI MOJIISPIKEK,
MKM MKM MM MPOTOTHUIIA, MC McC

50 280 3 8500 8500

Jlyist ompesienieHust BIUSHAS OPUEHTAIIMHA MOJICTTH Ha TOYHOCTh 00pas3-
OB MOCJI€ OKOHYAHMs IMPOLECCa MOCTPOCHUS MPOBOAWIM HM3MEPEHHS Ha
tpexkoopauHaTHo MammHe Carl Zeiss CONTURA G2 AKTIV [14, 15].
Cxema u3MepeHuid n300paxxeHa Ha puc. 4.

OnpenencHue BIMUSHUS OPUCHTAIIMA MOJCIA HAa TOYHOCTH (DOPMBI
SLA-npoToTHIa 3aKI04aioch B U3MEPEHUH paccTosHus mexay [11-112 u
[13-114 no ceuenusam 1, 2, 3 ¢ pa3HBIMH yIJIaMU OpUEHTALMH (CM. puc. 3).
Tak ke onpeeneHa HEMIOCKOCTHOCTD Iiockocte [11-T12.
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Ceuenue 3

Ceuenue 2

Ceuenue 1

5°,10°, 15°

Puc. 4. Cxema u3mepeHuii pazmMepoB 00pas3IoB

JlaHHBIE A1 OLEHKH TOYHOCTH (POpMBI 00pa3IoB, MOCTPOEHHBIX MO
TEXHOJIOTUH cTepeonuTorpaduu u3 QortomomumepHoro marepuana SIS00,

CBEJICHBI B TAOJIHILY.

PesynbraTsl u3mMepeHus 00pas31oB Ha TPEXKOOPAMHATHOM MaIlInHe
Carl Zeiss CONTURA G2 AKTIV

Paccrosinue L Mexny MiI0CKOCTAMU, MM HemnockocTtHOCTE
VYron M1-T12 13114 [Inockocth
Ceuenne CeueHnue
1 2 3 1 2 3 1 2
5°  [15,1000]15,1030|15,2610(15,0926|15,0574(15,0573| 0,0231 | 0,0817
10° 15,0756 15,0690 |15,0978]15,0883|15,0652|15,0467| 0,0233 | 0,0258
15° 15,0361 15,0289 |15,1497]|15,0646|15,0565|15,0415| 0,0187 | 0,0957
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[To naHHBIM TaOJIUIBI MOCTPOEHA JUarpaMMa OTKJIOHEHMS Pa3MEpOB
10 TpeM ceueHUsIM Mexay mockoctamu I11-112 u I13-114 (puc. 5).
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‘TounocTth pazmepoB

153
15,25
§ 15,2 Ceuenns:
E 15.15 m 1 (I1-112)
G = 2 (I11-112)
8 m 3 (I11-112)
g 13,051 = | (MT3-T14)
g:} 15,0 m 2 (I13-114)
14,95 w 3 (113-114)

14,9

5° 10° 15°
VYron HakiioHa

Puc. 5. Otkinonenne Pa3MEPOB IO CCUCHUAM 06pa3ua B 3aBUCHUMOCTH
OT yrJjia HaKJIOHA K IIJIOCKOCTHU IMOCTPOCHUA

[To puc. 5 BUIHO, YTO MaKCUMaJIbHbIE OTKJIOHEHHS pa3MepoB HaOJIro-
JAIOTCSl TIpU OpueHTanuu obpasua non yrioM B 5° (ceuenne 3 (I11-112))
u 15° (ceuenne 3 (I12-111)), otknonenune pasmepon coctasisietr 0,26 u 0,14
MM COOTBETCTBEHHO. 3aJlaHHasi TOYHOCTb pa3Mepos, pasHas 0,1 mm, coxpa-
HSIETCS MIPU OpUEHTAIMK 00pa3iia K IUIOCKOCTH MOCTpoeHus Ha yroa B 10°.
Ha puc. 6 onpenenena HemiockocTHOCTD noBepxHocte [11 u T12.

HemnockoctHOCTH

0,12

=
[=3
[*<)

0,06
B [Tnockocts 1

0,04 m ITnockocts 2

OTKJIOHEHHE, MM

0,02

5° 10° 15°
‘Vron HakJIoHA

Puc. 6. HemnockoctHOCTh moBepxHocteii [11 u 12 o6pa3uos
B 3aBUCHMOCTH OT yTJjla HAKJIOHA K IOBEPXHOCTU TIOCTPOCHHUS

ITo puc. 6 BuAHO, YTO MUHUMAJbHAsI HETNIOCKOCTHOCTh MTOBEPXHOCTEN
I11 u 12 nabmrogaeTcst Ipu OPUCHTAMK 00pasia K MIOCKOCTH MOCTPOCHUS
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noxa yriaom B 10°. MakcumanbHbIe OTKJIOHEHUS HAOJIOMAIOTCS MPU OPHUCH-
Tauu oOpasua moj yriiamMu B 5 U 15° K MOBEpPXHOCTU MOCTPOEHUS U CO-
craBiagoT 0,08 u 0,09 MM cooTBeTCTBeHHO mia Iuiockoctern I11 m I12.
MunumanbHas HemnockocTHOCTh noBepxHocteil 111 u 112 coxpansiercs npu
OpHUEHTaIlMK O00pa3lia K TMOBEPXHOCTH mocTpoeHus B 10° u cocraBisieT
0,02 mM.

[To pe3ynbraTam mpoBeneHHON PabOTHI OMpPENENIeHO, YTO OpUEHTALUS
00pa3IoB B Mporecce MOCTPOSHHS BIUSET HA TOYHOCTh Pa3MEpPOB MPOTOTH-
OB, M3rOTOBIIEHHBIX M0 SLA-TexHomornu. Hanbosee TogHbIC 00pa3sIibl 1Mo-
Jy4EHbI TIPU OPUEHTAIIMK MOJIEJIeH K MIIOCKOCTH MOCTPOEHU Ha yroia B 10°.

Paboma evinoanena npu noooepowcke epanma Ilpesuoenma P® no 2o-
Cyo0apcmeenHol N000ePIHCKe MOJ0ObIX POCCULCKUX YUEHbIX — KAHOUOAmOo8
Hayk Ne MK-5310.2016.8.
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