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AHHOTayms. TeXHOIOTHU aJJUTHBHOTO MPOU3BOJCTBA, TaKXKe M3BECTHbIE Kak 3D-medarh, HAXOAATCS B (pase aKTHMBHOIO Pa3BHTHS
1 HaOUPAIOT MIMPOKYIO MOMYSIPHOCTB, 3aMEHsIs U JIOTOJIHSIS P 3TOM TPaJUIMOHHBIE clIoco0bl mpon3BoacTa. Ocoboe BHUMaHHE
YACISASTCS OYICHHIO U3/ISNTHI U3 METAJUTHUSCKHX, KepAMUUECKHX, TOJIMMEPHBIX U KOMIIO3ULIMOHHBIX MaTtepraioB. Cpean 7 obiie-
NPUHATHIX METOJOB aJJUTHBHOTO MPOU3BOJICTBA OT/ACIBHO BRIICISIOT IKCTPY3Uto Matepuana (material extrusion — MEX), xotopast
BKJIIOYAET B ce0sl TEXHOJIOTHIO TTOCIIOHOTO HarutaBnenus: marepuana (FDM). [ToBblieHHOE BHUMaHHE K HEl OOBSICHSCTCSI JOCTYII-
HOCTBIO 000PYIOBaHMS i BO3MOKHOCTBIO HCIIOJIb30BAHHS IIMPOKOTO CIIEKTPa HCXOJHBIX MAaTEPHANOB (OT CTABIIMX KIACCHYECKUMHU
noiaumepoB PLA, PETG u ap. 10 KOMIIO3MLIMOHHBIX MaTe€pUasoB, B TOM YHCIE METal0- U KepaMOHANOJHEHHBIX HUTeH). Llens
HacTosIIIeH paboThI 3aKIF0YaIach B CUCTEMATH3AlMH U 0000IEHHHN CYIECTBYIOIIMX 3HAHUI O MPOLECCe U3TOTOBICHHS MOIUMEp-
KepaMUYECKHX M3/ICNUI C MCIOJIB30BAHUEM KepPaMOHAIOJIICHHHBIX (unamMeHToB. [IpeacTaBieH aHalM3 OCHOBHBIX ATAllOB MPOU3-
BOJZICTBA, BEIOOPA MCXOIHBIX MaTePHAJIOB, MONydeHus GpuiaaMenTa u npouecca 3D-neyatn. PaccMoTpensl 061acTH UCCleIOBaHUA U
MOTEHIMANIbHbIE chepbl IPUMEHEHNSI.
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Abstract. Additive manufacturing technologies, also known as 3D printing, are currently undergoing rapid development and gaining wide
popularity, complementing and, in some cases, replacing traditional manufacturing methods. Particular attention is being paid to the
fabrication of products from metallic, ceramic, polymeric, and composite materials. Among the seven commonly recognized methods
of additive manufacturing, material extrusion stands out, which includes the Fused Deposition Modeling (FDM) technology. The
heightened interest in FDM is due to the accessibility of equipment and the wide range of starting materials available, ranging from
classic polymers such as PLA and PETG to composite materials, including metal- and ceramic-filled filaments. The objective of this
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study was to systematize and summarize the existing knowledge on the fabrication process of polymer-ceramic products using ceramic-
filled filaments. The paper provides an analysis of the main stages of production, including material selection, filament fabrication, and
the 3D printing process. Areas of research and potential applications are also examined.
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BsepeHue

B nocnennue necatuneTus HabIOMAeTCS WHTEHCUB-
HBIH pOCT B 00JacTH pa3pabOTKH HOBBIX MaTepHaioB
Y METOOB MPOU3BOJICTBA. DTO CIOCOOCTBYET AKTUBHOMY
Pa3BUTHIO TEXHOJOTWH aJIUTHBHOTO IIPOM3BOACTBA
(AIT), unu 3D-mevatu, KOTOpbIE OTHOCATCA K IMEpeao-
BBIM MIPOIIECCAM H3TOTOBJICHUS, CHOCOOHBIM YacTHYHO
3aMCHUTh WU ONTHMHU3UPOBATh TPATUIMOHHBIC MPO-
W3BOZACTBEHHBIE Tporiecchl [1-4]. VX mpeumyiiecTBoM
SIBIISIETCSI YMEHBIICHHE KOJIMYECTBA OTXOJ0B Marepuaia
IIPU TIPOM3BOJICTBE ITyTEM BBIPAIIMBAHUS W3ACTHN pa3-
JUYHONW TEOMETPUU TO CloAM. [IpUHLHMI MOCTPOSHHS
CIIOS 32 CIIOEM TIO3BOJIACT CO3aBaTh CIOKHOIIPO(HIH-
HBIE U3JENINS B paMKaX OJHOW TEXHOJOTHYECKOW omepa-
unn. brnaronapst texnonorusm All yuenbie M WHKEHEPHI
CO3MAI0T YHUKaJIbHBIE Pa3pabOTKH C HCIOIb30BaHUEM
COBPEMEHHBIX MaTEPHAJIOB ¥ TEPETOBBIX TEXHOIOTHYC-
ckuX pewieHui [5-9]. OMHUM U3 HUX SIBISETCS BHEApE-
Hue nporeccoB All ¢ BO3MOKHOCTBIO MONYUYESHUST H3/Ie-
Ui U3 moIuMep-kepamuyeckux marepuainos [10], uare-
pec K KOTOPBIM 00YyCITOBIICH TOCTONHCTBAMH TIOJIIMEPOB,
THOKOCTBIO TIPOU3BOJICTBA, & TAKXKE YHUKAIBHBIMU TIpe-
UMYIIECTBAMH KEPAMHUKH, TAKIMH KaK BBICOKHE MpPOdU-
HOCTb, TBEPIOCTb, HIIEKTPUYECKUE CBOMCTBA U Jp.

B HacTosmmeM 0030pe moxpoOHO pacCMOTPEH IPoTIece
MOJTy4eHHS oTuMep-Kepammdeckux kommo3utos (ITKK)
¢ ucnosnb3oBanueM FDM-texHonoruu — mnocioiHOro
HaraBieHus: marepuana (puc. 1). IlpeacraBieno kpart-

Kepamuueckuil HanoiaHUTENb

ToToBslil puIaMeHT

by 'J‘ -
L
[Homumep

Koe omucaHue Meroga 3D-mewarw ToOIMMEp-Kepamu-
YyecKMMM Marepuanamu. lIpoBedaeH aHanmu3 Impolecca
MTOJTyYeHHsI KEPAMOHAITOJTHEHHOTO (PUITaMEHTA, OTIHCAHBI
ocobenHnoctu nocnenymoomeii FDM-nedatu, orpaskeHbl
TCHACHIINN paSBI/ITI/ISI B 06J'IaCTI/I HCCJIea0BaHuA U HpO-
n3BoacTBa uiaennii u3 [IKK metomom 3D-nieuaru u cre-
JIaHBI BBIBOJIBI O COCTOSTHUM 00acT FDM-Iteuat 1mosu-
Mep—KepaMI/IHGCKI/IX MaTepI/IaJ'IOB Ha CeI‘O}Z[HH]J_[HI/Iﬁ JICHB.

TexHonoruu 3D-nevatu
nonMMep-KepaMmyeckumMu
MaTepuanamu

WsroroBieHne moONUMEp-KEPAMUUYECKUX — U3AETHM
HAXOIUTCS Ha CTaJWU Pa3BUTHS Oaromapsi mporpeccy
B 00JIacTH pa3pabOTKHU U BHEPEHUSI HOBBIX MaTepPHAJIOB,
KOHCTPYKIMH M COCTaBHBIX dYacTed (DyHKIMOHAIBHBIX
nznenuit. K TpagunuoHHBIM crioco0aM TpOM3BOJCTBA
OTHOCHTCSI XOPOIIIO U3BECTHBIN MPOIECC JIUThS MOJT TaB-
nenueM [11-13]. Cpenu meronoB Al st momydeHus
IIKK cymectBytoT Takue texHonoruu, kak FDM, SLA
(crepeonutorpadus) [14-17] u op. [18; 19].

Meton FDM-nieuatu u3BecTeH ¢ KOoHIa XX B., KOrma
xommanus «Stratasys» (CILIA) 3amatentoBana mpoiecc
3D-neyaru 1oA Ha3BaHUEM «MOAEIUPOBAHHUE METOJIOM
niocioriHoro Harmasnenus» [20; 21]. Ero cyTs 3akiroga-
€TCsl B [10CJIEZ0BATEIbHOM HAIUIaBJIEHUU CIIOEB pa3orpe-
TOTO JI0 BSI3KOTEKYUETO COCTOSHUS (PHIaMEHTa, KOTOPHIH

IIpouecc 3D-newaru

[lonumep-kepamuuecknit
KOMIIO3UT

Puc. 1. OcHOBHBIE CTaIMK TPOU3BOCTBA KEPAMOHAIIOIHEHHOTO (PUIIAMEHTA: OT BHIOOPA ChIPbS 10 KOHEUHOTO M3/IEIHs

Fig. 1. Key stages in ceramic-filled filament production, from raw material selection to final product
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TOCJIONHO nojiaeTcs uepes corio [22]. Ha cerogusimnmii
JIEHb CYILIECTBYET JOCTAaTOYHO OOIBIIOE KOIMYECTBO
KOMMEPUYECKH JOCTYIHBIX MAaIlUH, Oa3upyIOUINXcs Ha
JTAHHOW TEXHOJOTMU. 3a4acTyl MOJOOHbIE YCTAHOBKU
s 3D-mevaté MpEACTaBICHBI B BHJIEC HACTONBHBIX
cucTeM, AJIsl KOTOPBIX XapaKTepHO BbIpAIlUBAHUE U3[E-
JHSI TI0 CJIOSIM B IUIOCKOCTH IUIAT()OPMBI TTOCTPOCHHUSL.
[Mono6ubie ycranoBku mnsi FDM-mewarn moppasme-
JISIFOTCS Ha 2 TUIA MOAaYu MaTepHaia B 3aBUCUMOCTH OT
PAcCIIONI0KEHHs TOIaTYUKOB:

— TUPEKT-IKCTPYACP, KOTJa MOJaTYMK 3aKpeIieH Ha
nevararoleil roinose;

— 0OyIeH-3KCTPYACP, IPH KOTOPOM ITOIAATIUK 3aKPETI-
JIEH Ha KOpITyce MPUHTEpPa U MaTepua NoAaeTcs 1o cle-
LMaJIbHOMY KaHally 10 Iledararouiei ronossl [23-25].

IlepBast cucrema mnojauum HpPEANOYTUTEIbHEE IPU
UCTIONB30BAaHUM C THOKMMH, XPYNKHMH M KOMIO3UIIH-
OHHBIMH MaTepHallaMM, MOCKOIBKY B XOJ€ Ipolecca
YMEHBINIACTCS PUCK 3aCOPEHMsS CoIula M AedopMariuu
HOoJMMeEpa B KaHaJle MOJauu.

B xauectBe ucxomHblx MarepuanoB B FDM-tex-
HOJOTUU HPUMEHSIOTCS CIElUaIbHble IOJHMMEPHBIE
HUTH ((QHUIAMEHTBI) pa3jIMyHBIX AMAMETPOB B 3aBUCH-
MOCTH OT napameTpoB obopynoBanus. Ha ceromusmamii
JICHb CYIIECTBYCT OOJNBIIOC KOJIMYECTBO MPOM3BOIHU-
Tenel, KOTophle MpeUlaraloT Kak KIacCUYecKHe MOJU-
Mepbl a1 3D-neuaru, Tak ¥ COBPEMEHHBIE MaTepHaIbl
C YAy4LIEHHBIM COCTaBOM, KOTOpbIE OOJAAAIOT MOBBI-
[ICHHBIMA MEXaHHYECKUMH XapaKTePUCTUKAMH, YIyd-
HIEHHOH M3HOCOYCTOMUYMBOCTBIO, 3(dexkTtoM mnamsaTu
¢opmeI, 6onee BEICOKOI pabodeit Temmeparypoit. Taxoke
IPOJOIIKAIOTCS PAbOThl MO YIYUIIEHHIO CYILECTBYIO-
WX TEPMOIUIACTUYHBIX (rIaMeHToB 111 FDM-nedarn
U pa3pa0OTKe HOBBIX YIYYILIEHHBIX COCTaBOB Ha 0ase
pa3iIMuYHBIX TUIIOB MaTepuaoB [26—28].

OcobeHHOCTM nonyyeHms
KepaMOHaMoMHEHHOro dunamMeHTa

[lonyuenue ¢unameHnTa sBIAETCS OAHUM U3 KIIIO-
YeBbIX ATanoB npu wu3rotopieHun uzgenuid u3z I1KK.
DTOT MPOLECC CYUTAETCS ONPEACIAIOUIMM PU IPOTHO-
3UPOBAaHUU CBOMCTB OYIyIIMX HM3IEIANA W HEMOCPEICT-
BEHHO BJIMSIET HA BECh LIMKJI MPOU3BOACTBA — OT CTAIUH
3D-neyaty A0 MOMyYEHUsT KOHEYHOTO MPOAYKTA.

Ha nepBoHauanbHO cTauu OCYIIECTBIISETCS BEIOOD
Marepuasa MaTpumbl W (YHKIMOHAJIHHOTO HAIMOMI-
HUTENS B COOTBETCTBUM C TpeOyeMBbIMH XapaKTepH-
CTUKaMH KOHEYHOTO wu3zaenus. [lommmepHOl OCHOBOM
B OOJIBIIMHCTBE CIIy4aeB CIy)KaT paclpoCTpaHEHHbIE B
FDM-nieuaru TepMoIiacTUuHbIe MaTepuabl, TAKHE KakK
nonumonounas kucinora (PLA) [29; 30], axpuioHuUT-
pwioyranuenctupon (ABS) [31;32] u nmpyrue pexe
BCTPEYAIOIIMECS COCTABBI: MOMUAITUICHTEpedTaIar riu-
xoib (PETG) [33; 34], mommamun-12 (PA 12) [35; 36].

B ponu kepamMuueckux HaIoJIHNUTEIEH 4acTO IPUMEHSIOT
TEXHHYECKYIO KePAMHKY, TAKyI0 KaK OKCHIIBI aTFOMUHHS
(ALO;), kpemuus (SiO,), uupkonus (ZrO,) u TMTaHa
(TiO,), a Taxxe kap6bun kpemuus (SiC) u ap. [12; 37].
OTH Marepuanbl MONIYYWIH IIHPOKOE PACTIPOCTPAHCHHE
Oaromapsi YHUKAIBHBIM (PH3UKO-MEXaHIMUECKUM, DIICKT-
pUYECKUM M TEIIOBBIM cBoiicTBaM. Ilomumo nepeun-
CIICHHBIX JO0OABOK TaKXe HCIIONB3YIOT IOPOIIKHU MTBE30-
KepamuKu — TuTaHatel Oapus (BaTiO;) m cTponmus
(BaSrTiO, ), KOTOpBIE MO3BOJIAIOT YITYYIIUTh JIEKTPHYE-
CKHe XapakrtepucTuku. Ha cragum momgbopa marepuanon
IIOMUMO COCTaBa 100aBOK oIpeaessieTcs Gppakuus Kkepa-
MHYECKOTO TMOPOIIKa, OT KOTOPOW OyayT 3aBHCETh Kak
cBoiictBa IIKK, Tak u xagectBo 3D-neuarn. B Tabm. 1
MPEJCTAaBICHBl PA3IUYHbIC KOMOWHAIIMM MAaTepHaioB
KEPaMOHAITOJHEHHBIX (PHIIAMEHTOB (KOMMEPUYECKH JIOC-
TYIHBIX W TIOJTYYEHHBIX B PaMKax HCCIEIOBATEIbLCKUX
pabor).

[Tociie BBIOOpa HEOOXOAMMOTO COCTaBa CHIPhS Clie-
nytor moaroroBka I1IKK um mpomsBoncTBo ¢uiameHTa.
K OCHOBHBIM »3Tamam JaHHOTO TPOLECCa OTHOCSTCS
MOJTyYEHHE KOMITO3UTHOW CMECH U H3TOTOBIICHHE
KepaMOHAINOIHEHHOTO  QuinamenTta Juis  3D-medati.
[loaroToBUTENEHBIC U MIPOMEKYTOUHBIC IIATH 324aCTYIO
BKJIFOYAOT B ce0s y/aJeHHe BIard W3 UCXOMHBIX COCTa-
BoB. Kpome Toro, s obecriedeHus CIHEIDICHUS Kepa-
MHUYECKUX YaCTHUI] C MOJUMEPOM M JIYHYIIEeTO JAUCIICPTH-
POBaHHS HUCIIONB3YIOT pa3IMYHbIC HOOABKH, TaKUe Kak
alleToOH, CTeapUHOBAs KUCIIOTa U JIp. (cM. Tabm. 1).

OnHcaHHBIHA MPOIIecC MOMYyYSHHsT KepaMOHAITOTHEH-
HOTO (puimaMeHTa TMOAPOOHO MPENCTABICH B HCCIIENO-
BaTeNbCKUX pPaboOTax MHOTUX HAyYHBIX KOJUICKTHBOB.
Hanpumep, asroper [40] u3 rpedeckoro MucTtutyTta
HaHOHAyKH W HaHoTexHoyoruit (Institute of Nanoscience
and Nanotechnology, N.C.S.R. Demokritos) momyuanm
KOMIIO3UTHYI0 HHTH u3 TpaHyn PLA («Gorinchemy,
Hupnepnanapl), KOTOpble HCIONB30BAIACH, B  Kaue-
CTBEe MaTrpuipl, a Takke nopomka SiC (pasMep 3epeH
8,3 MxM) («Struers», [laams). [paHynsl moamMepHOTroO
Marepuana OBUTH IPEIBAPUTENHHO MPOCYIICHBI, a
3aTeM IMepeMelIaHbl ¢ KePaMUYECKUM IMOPOIIKoM. Jlis
oOecrieueHHsT aare3ud MEXIy TpaHylaMd U KepamH-
YEeCKMMM 4YacTHIlaMu ObUT j00aBieH aneToH. [lanee
cleoBaa CyIika roarotosieHHo cMecu (1= 100 °C,
1=244). [lonmy4yeHHOE CBIpbE NPOMYCKAIOCH 4Yepe3
onHonrHekoBbIi akcTpynep («Felfil Evoy, Utanus) npu
t=185+195 °C. B pe3ynbrare ObLJIO MOIYYECHO 5 THIIOB
KOMIIO3UTOB JHaMeTpoM 1,75 MM ¢ pa3udHBIM COmep-
skanueM SiC (ot 1 1o 3 mac. %).

AHanornyHass KoMOWHaIMsl MarepuaioB  Oblia
BbIOpaHAa KOMAHIOH Y4YeHBIX M3 TeXHOMOTHYECKOTo
uactutyta CruBenca (Department of Mechanical
Engineering, Stevens Institute of Technology, Hsro-
bxepen, CIIA) [39]. OnHako B KauecTBE MCXOAHOTO
CBIPbSl BMECTO MOJUMEPHBIX T'PaHyd OBLIM HCIOIB30-
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Tabnmya 1. Pe3ynbraThl aHAIN3a MPOIECCa MOJYyYeHHsI KePaMOHANOJIHEHHOTo puiaMenTa

Table 1. Results of analyzing the process of producing ceramic-filled filament

[Homumep

Kepammka

Kpatkoe onucanne TeXHOIOTHU SKCTPY3UH (HUIaMeHTa

JIuT. ucr.

PLA

ZrO,

Marepuan ot xomnanuu «Zetamix» (PpaHims)

[38]

SiC

Hcxoonvie mamepuanwvt: noporikun PLA (pasmep 74 mixm) n SiC (15 mkwm). [Moporiku
npocymmBany npu =70 °C B TeueHue 4 u, 3aTeM NEPEMELIMBAIN BO BPAIIAIOILEMCS
CTaKaHe CO CKOPOCThIO 64 00/MHH ¢ T00aBICHUEM CTAIBHBIX IIAPOB JIJIS JIYUIIEro AUCIep-
rupoBanust. s mpou3BoACTBa (priaMeHTa HCHOJb30BaIM OJHOLIHEKOBBIH JKCTPYIEP.
Temneparypa pacmiasa — 180 °C, ckopocTh BpailieHus iHeka — 35 06/muH. [TomyueHst
pasnnuHble (uaMeHThl ¢ pasziuyHbM conepxanuem SiC: 10, 20, 30 u 40 mac. %.
TIposeneno cpaBuenue ¢ uncteiM PLA u PLA ¢ no6aenenuem rpadura (C) wiu cMecu
SiC+C

Hcxoonvie mamepuanwi: tpanynst PLA u mopomok SiC (8,3 mkm). I'panyiasr PLA
npocymmBanu npu ¢ =100°C B Teuenue 244 u nepememuBamu npu =75 °C
¢ no6aBieHueM aretoHa. [lonyueHHyr cMech nojBepraiu cymke mpu 100 °C B TeueHue
24 4. @uiaMeHT MOJy4ajdd B OJHOIIHEKOBOM O3KcTpydepe. Temmeparypa SKCTpY3HUH
185-195 °C, ckopocth 3kcTpy3un — 50 cM/MuH. [Tody4eHbI HSTh THIIOB KOMITO3HUTOB
¢ paznuuHbIM conepxkanuem SiC: 1,0, 1,5, 2,0, 2,5 u 3,0 mac. %

[40]

Si,N

KepamonanonHenHblii ¢punament usrotoeien u3 PLA/Si;N, B MaccoBoM COOTHOLIEHHH
95/5 ¢ nprMeHEeHHEM JIBYXIITHEKOBOTO SKCTpyaepa

[12]

ABS

BaSrTiO3

Hcxoonvie mamepuansi: rpanyisl ABS u xepamudeckuii nopomok BaSrTiO,. panyssl
ABS pacTBopsuI B aLETOHE C MaccoBbIM cooTHomeHueM 1/1,5. ITomydennyio cmechb
3aMeIIMBaIU ¢ KePAMUYECKUM OPOIIKOM, 3aJIHBAIH B (DOPMBI M CYIIWIIN TP KOMHATHOM
temrneparype B TeueHue 48 4. [TomydeHHbIe KOMIIO3UTHI TPAHYIMPOBAIN U CYIIWIN TPU
t =80 °C B teuenue 48 u. [TonydeHue GpuIaMeHTa OCYIIECCTRISIIN C TOMOIIBIO SKCTpyIepa
npu 220 °C u 60 06/MuH. MakcuManbHasi MaccoBas 0 KEPaMHYECKOTO IOPOIIKa
cocrapmia 50,27 %

[41]

BaTiO,

Hexoonvie mamepuanvi: rpanyiasl ABS u kepammyeckuil mopomok BaTiO, (3 mMkm).
Ipanynsl ABS samemmBanu ¢ yactunamu BaTiO, B oObemHbIX cootHomenusx 10, 20,
30, 35, 40, 45 u 50 % c nmoGamnenuem 1,1 mac. % CTEpUHOBOWM KHCJIOTHI B KaueCTBE
MOBEPXHOCTHO-aKTUBHOTO BeIeCTBa. [10JyueHHOE ChIpbe CYLIMIN B TedeHue 24 4 mpu
t=130 °C. ®unaMeHT Mojy4aid ¢ MOMOIIBIO OJHOIIHEKOBOrO 3kcTpyaepa Noztek Pro
(AHnus) npu Temneparype B auanasose ot 185 go 210 °C

[42]

Hecxoonvie mamepuanvi: rpanynsl ABS u mukpouactuusr BaTiO,; (<3 Mxm). panyssl
ABS pacTtBopsun B alieToHe, 3areM J100aBisiiin TuTaHat Oapusi. [ToyuyeHHY0 CyCIICH3UI0
OCTaBJSIM B CIEUHUAJbHBIX (OpMax JUIsi MCHApEHHs aleTOHA. 3aTBEPJEBILNE JIUCThI
KOMIIO3UTa M3Mejpuand W mpocymuBanud npu ¢ = 70 °C. Ilomydyenue QuimameHTa
OCYILECTBIISUIM C TOMOIIBIO OTHOLTHEKOBOTO 3KcTpynepa Noztek Pro npu ¢ = 190+210 °C

[43]

Hcxoonvie mamepuanst: rpanyibl ABS u muxpodactuibl BaTiO . B kauecTBe 10BepXHOCTHO-
AKTHBHOTO BEILECTBA U IUIACTH(MKATOPA MCHOJIB30BAIN OKTWITAJUIAT ¥ AUOyTUI(TAIAT.
Tomyyenne hunaMmenTa OCHOBAHO Ha OTbITe TpeablayIel padots! Castles F. u ap. [43]

[44]

PETG

TiO

KepamonamonHeHHbIH  (UIaMEHT TIOATOTOBICH B COTPYAHHUYECTBE C KOMITAHHEH
«Prusa Polymers» (Yexus). Hcxoouvie mamepuansi: rpanynsl PETG u wactunp TiO,
(50-300 mxm). I'panymnet PETG cmemmBanu ¢ kepaMUIeCKUMU YaCTHIIAMH U PACTIIABIISITH
UL Hocnenyomleit romoreHu3anuy. C HOMOIIBIO ITHEKOBOTO KCTPYy/epa ObLIN MOTyYEeHBI
KOMITO3HTHbIE (PUJIAMEHTBI C PA3IMYHBIM MaccoBbIM cofepikanuem TiO, — 10 u 20 %

[45]

PA12

ZrO
AlO,

Hexoonvie mamepuanst: rpanyist PA12, nopowku Al,O,, ZrO, . IIposoaniun AByX3TanHyo
MOAU(UKAIMIO TOBEPXHOCTH KEPAMUYECKUX IMOPOIIKOB: TPABICHHE W XUMHYECKOE
Bozzeiicteue. [IpeaBapurensno marepuansl noasepranu cymke: PA12 mpu ¢t =50 °C B
teuenue 10 4, a mopornku kepamuku mpu 150 °C. Jlist KoMnayHIUPOBAHUSI UCTIOIb30BATH
JIBYXIITHEKOBBII 3KCTpyIep, A monydeHus: ¢punamenta — ofaHomHekoBbid («Dr. Collin
GmbH», I'epmanus)

[46]

PMMA

ZrO

Hcxoonvie mamepuanst: PMMA u nanowactuupsl ZrO, (20-80 nm). IlpensapurenbHo
Marepuanbsl noasepranu cymike npu 100 °C B teueHue 2 u. [lomydeHue QuiameHTa
OCYILIECTBIISUIM € IIOMOLIbIO OAHOLIHEKOBOro 3kcTpynepa («Haake Rheomix 252py,
Thermo Fisher Scientific, CIIIA)

[47]
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BaHbl nopomku PLA (74 mxm) u SiC (15 mxm). Tlepen
nmanpHeWelr o0paboTkol Marepuansl ObBUIM TpenBa-
putenbHO mnpocymieHsl npu ¢ =70 °C B Teuenue 4 u.
[lepemenmBanue OCYLIECTBISUIOCH BO BpallaroLIeMcs
CTaKaHe C MCIIOIh30BAaHUEM IAPOB M3 XPOMOBOH CTAJIH.
[Monydenne ¢unaMenTa MPOBOIUIOCH HA OJHOIIHEKO-
BOM 3KCTpyzepe. s nanpHeHero u3y4eHus aucrep-
cun SiC B PLA ObpumM mpoaHaIH3HPOBAHBI 00pPA3IIBI
¢unamenTa, comepxkamue 50 mac. % SiC. Ha ocHoBe
aHanu3a n3o0pakeHus (puc. 2) caenaH BBIBOJ O J0OCTa-
TOYHOM JucreprupoBannu dactun SiC B marpuie
PLA, mockoibKy UCX0QHbIH mopomnok SiC umen pasMep
gacTul 15 MKM, a COIIaCHO M300paKEHHIO CKaHUPYFO-
e aneKkTpoHHOH Mukpockonuu (COM) ycTaHOBIIEHO
3HAQUUTENBHOE YMEHBIICHHE (pakmuu KepaMHYeCKOTOo
MOPOLIKA 10 5 MKM B XOJI€ TIepeMeILIUBaHMS.

[Toxoxkuit crmoco® W3rOTOBJICHUS HUTH MpUMe-
HSJICS B MccienoBaHuu [45], rae yueHble u3 Yemckoro
TexHn4yeckoro ynmBepcureta IIparm (Department of
Electrotechnology, Faculty of Electrical Engineering,
Czech Technical University in Prague) B kadecTBe HCXOI-
HOTO CHIPBs HcTonb30Bau rpanyiasl PETG u mopomok
TiO, (50-300 mkm). [lyst mpou3BOACTBA 0OPA3IOB ObLIH
MOJTYyYeHBl (PHIAMEHTHI C Pa3UYHBIM COIACpPIKaHHEM
TiO,. B nByx cinyuasx PETG Obu1 HamonHeH AMOKCHI0M
tutana (10 u 20 mac. %) 11 yBeIn4eHNus: AUAJIEKTpUYe-
CKOM MPOHUIIAEMOCTH, B TO BPeMs KaK TPETHH (HrIIaMeHT
npeactapisut coboit uncteiii PETG (puc. 3).

Oco0eHHOCTH MpoIIecca MOTYT 3aKIII0YaThCs B CIIOCO-
0ax IPUTOTOBICHUS KOMIIO3UTHOW CMECH B 3aBUCHMOCTH
OT UCXOJIHBIX KOMIIOHEHTOB. Tak, B padote [41] onucan
OTIIMYHBIN OT MPENBIAYIINX HCCISIOBAHUN METO] TOITY-
YCHUSI MONUMEP-KePaMHUYECKOTO COCTaBa. YUEHBIC U3
BennkoOpurannu cMemmBany rpanyiasl ABS ¢ anetonoM,

Puc. 2. COM-u300paskeHHE TIOTIEPEUHOTO CeUCHHUS
KepaMHUYEeCKOro puiamMeHTa Ha ocHoBe PLA
¢ conepxanuem SiC 50 mac. % [39]

Fig. 2. SEM image of the cross-section
of PLA-based ceramic filament containing 50 wt. % SiC [39]

Puc. 3. N300paxenus GpuiaMeHTOB, MOJTyuYeHHbIE
C TIOMOILBI0 MUKpOCKona [45]

1 —uucreiit PETG; 2 - PETG + 10 mac. % TiO,;
3 - PETG + 20 mac. % TiO,

Fig. 3. Microscope images of filaments produced [45]

1 —pure PETG; 2 - PETG + 10 wt. % TiO,;
3 —PETG + 20 wt. % TiO,

pacTBOpsAs TEM CaMbIM TOJIMMEP ISl OTYUYEHHUS BA3KOM
cmecu. K momyueHHOMY pacTBOpPY ITOOABISUTH ITHE30Ke-
pamuueckuit nopomok BaSrTiO, (pasmep uactuil menee
0,5 Mxm) 1 cmemmBaiu B TedeHue 10 muH. [TomydyeHHbIe
KOMITO3UTHBIC CMECH 3QJIUBAIIH B CHICHUAAIBHBIC (DOPMBL,
B KOTOPBIX OCYIIECTBISUIOCH ITOJTHOE 3aCTHIBAHHE B TEUE-
Hue 48 4. [locne 3TOro KOMMO3UTHI MOABEPraid Mexa-
HUYECKOMY TPaHYIHPOBAHUIO, TOTIONHUTEIHHON CyIIIKe
U OKCTPY3UH JUIS TONyYIeHUsI (DUIIaMEHTa.

Takum 00pa3oM, TIPEICTaBICHHBIM B JaHHOM pas3-
Jielie aHaJIM3 OTPakaeT CYLIHOCTh MPOLEecca MOMyYeHHS
KEPaMOHAIMOJHEHHOTO (HIIAMEHTa C HCIOJIb30BAHUCM
pa3IMYHBIX TEXHOJIIOTMYECKMX OCOOEHHOCTEH W Mare-
puasioB. ONUCaHHBIN TONXON TPUMEHHUM Ui PaOOThI
C pa3IMYHBIMU KOMOMHAIMSIMH TOJUMEPHBIX M Kepa-
MHYECKHX COCTABOB, YTO JETAET €ro Hanboaee yHUBEP-
CaJIbHBIM U PAaCIpPOCTPaHEHHBIM.

OcobeHHocTH npouecca 3D-nevaTy

IIpouecc 3D-neuyatn kepaMOHAMONHEHHBIMU (pumia-
MEHTaMH COIPOBOJKAACTCS PSAAOM TEXHOIOTHYECKHX
0COOEHHOCTEH, KOTOpbIe CBSA3aHBI KaK CO CIEHH(UKON
000pyI0BaHUS, TaK M CO CIOXHOCTBIO HCIIOIb30BAHHS
HAITOJIHEHHBIX, 2 B OCOOCHHOCTH BBICOKOHAIIOIHEHHBIX,
MONMUMepoB. YacTHIEI, KOTOPBIE COIEPIKATCSA B COCTaBE
¢unaMenTa, JIenarT ero 6oyiee XPYIKUM H ITOABEPKEH-
HBbIM 00pa30BaHHUIO 3acopa COIIa U OOPBIBOB BO BpEeMs
neuatu [48;49]. Pemenue sToif M Apyrux mnpooiem,
ces3anHbX ¢ 3D-meuarsio [1KK, Bo3mMoxHO TIpH Bene-
HHUH TIpoIiecca B ONTHMAJBHBIX YCJIOBHSX, K KOTOPBIM
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Ta6nuya 2. OcHoBHbIe napameTpbl FDM-neyaTn KepaMoHanoJTHeHHbIMH (PUJIAMEHTAMMU

Table 2. Key parameters of FDM printing with ceramic filaments

Mg Copeprxanue . TeMnepaToypa CxopocTh Juametrp | Bricora JInT.
KepaMHKH, Mac. % | meuary, °C HeYaTH, MM/C | COIUIA, MM | CIIOS, MM | HCTOYHHK

PLA/ZxO, 86 190 40 0,60 0,20 [38]

ABS/BaSrTiO, 50 250 40 0,55 0,10 [41]

PETG/TiO, 10m 20 250 - 0,40 0,15 [45]

PLA/Si,N, 5,10u 15 200 40 0,40 0,15 [12]

PLA/SIC 1-3 200-210 50 1,00 - [40]

ABS/kepamuxa («Premix Oy») - 260 10-20 0,50 0,30 [54]

OTHOCST TEMIIEPATYPY U CKOPOCTH [1€YaTH, BBICOTY CIIOS,
ko3 dunment nogaun u ap. [5S0-53] (tabmn. 2).

B paGore [54] npuBOmATCS pe3ysbTaThl UCCIEI0Ba-
HUI OCHOBHBIX pexUMOB Ipouecca FDM-neuatu, Takux
KaK CKOPOCTb I€4aTd, IIUPUHA TPEKa, BHICOTA CIIOA,
CTpyKTypa 3amonHeHust (puc.4). M3ydeHo BnusiHHE
JIaHHBIX XapaKTEPUCTHK Ha JUANIEKTPUYECKHUE CBOMCTBA
U KadeCTBO IOJYy4YaeMbIX HU3AEIMH. YCTaHOBJIEHO, 4YTO
CKOPOCTb I€4aTH OKa3bIBAET 3HAUUTEIBHOE BIUSHHUE HA
MEXCIIOWHYIO aJre3uio, CLEIUICHHE MaTepuana ¢ IaT-
¢dopmoit mocTpoenus. Ha ocHOBe Ipe/CTaBICHHBIX Ha
puc. 4, @ CHUIMKOB MOXKHO CJIENIaTh BBIBOJ O 3HAYUTEIb-

10 mm/c 20 mm/c 30 MMC 40 mm

HOM BIIUSTHUM CKOPOCTH TI€YaTH Ha KaueCTBO TOBEpPX-
HOCTH M 00pa30BaHUE IOP, YTO HAMPSIMYIO OMPEICIseT
KOHEYHBIE CBOWMCTBA MONydaeMbIX u3aenuil. [lunamazon
ckopocteil 10-20 MM/C MOKazan HauWIydllee KaueCTBO
neyaT 0e3 BUIUMBIX JIe(hEKTOB.

C UCIONb30BAaHUEM YKA3aHHBIX IApaMETPOB ObLIH
MOJITOTOBJICHBI  00pa3Ilbl Ui W3MEPEHHUsS JTUIJICKTPH-
YECKHX XapaKTEePUCTUK. Pe3ynbTarsl Mmoka3aid 3HAuu-
TEJbHOE CHIDKCHHE JUAJICKTPUYCCKOW MPOHUIIAEMOCTH
(¢,=7,38) 1m0 CpaBHEHHIO C 00pPa3LOM, KOTOPBIH ObLI
TIOJIyYE€H METOZOM JIUThS IO JaBICHUEM (sr =10). Jdns
BBISIBJICHUS! IIPUYUHBI CHJIBHOTO PACXOXKICHHUS OBLIO MPO-

250 mxm
—
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—
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Puc. 4. Pe3ynbrarsl HCCISIOBAHHS BIUSHUS TAPAMETPOB IIEYATH HA KA4eCTBO 00OPa3IOB U TUIIEKTPHIECKUE CBOMCTBa [54]

a — BIMSHNE CKOPOCTH TI€YaTH Ha KaueCTBO 00PasLioB; 6 U ¢ — BIMAHKME MIUPHHBI OKCTPY3HHU HA PACCTOSIHUE MEKLY TPEKaMH

U AUAJICKTPUYECKHE CBOICTBA; 2 M 0 — BIIMSHUE BBICOTHI CJI0S U KOA(MHIMEHTA 3aM0IHEHHS Ha JUICKTPHYECKUE CBOWCTBA

Fig. 4. Research results on the influence of printing parameters on sample quality and dielectric properties [54]

a — influence of printing speed on sample quality; 6 and ¢ — influence of extrusion width on track spacing and dielectric properties;
2 and 0 — layer height and material infill on dielectric properties
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BEJICHO HCCIIEIOBAHNE TIOBEPXHOCTH 00Pa3IoB ¢ MOMO-
LIbI0 ONTUYECKOT0 MUKPOCKOIIA, B X0JI€ KOTOPOro o0Ha-
PYXKEHBI BO3IIyIITHBIC 3a30Pbl MEXKIy TpeKaMu. PerieHue
3aKJII0YAJIOCh B YMEHBIIEHUH MIUPHUHBI SKCTpy3un ¢ 0,5
1o 0,45 mm (puc. 4, g), 4TO MOCTIOCOOCTBOBAIIO YBETHYe-
HUIO OTHOCUTENIbHON INAJIEKTPUYECKON TPOHUIIAEMOCTH
U YMCHBIICHUIO TaHTeHCa yIna moteps (tand). B cBoio
ouepenb, MCCIEJOBAaHUE BIMAHUS BBICOTHI CJIOS Ha
JURIEKTPUIECKHE XapaKTEPUCTHKHU MTOKa3ajo (puc. 4, 2),
YTO C YBEJIMYEHUEM BBICOTHI CJIOSI BO3PACTAIOT IUAJIEKT-
pudeckre cBoicTBa. Takke yCTaHOBIIEHO, UTO M3MEHe-
HUE Kod(duIMeHTa 3amoIHeHUsT MaTepuaia MO3BOJSET
3¢ GEKTUBHO KOHTPOJIMPOBATHh TUICKTPUUYCCKHE CBOM-
ctBa 3D-newarHbIX CTPYKTYp (puc. 4, 0).

MHorue ucCleIoBaHUs BBIMOIHSIIOTCS C HCIOJb-
30BaHMEM KOMMEPYECKH JOCTYIHBIX HAaCTOJBbHBIX
FDM-npunrepos. Hanpumep, B pabore [45] m3roros-
nenue obOpasuoB u3 nonumepa PETG, HamomHeHHOTo
JacTULIAMU TiO2 (10 m 20 mac. %), BBIIOJIHSIOCH Ha
3D-npuntepe 13 MK3S («PRUSA Research», Yexus),
KOTOPBIA OCHAIEH JTUPEKT-3KcTpyaepoM. st u3ro-
TOBJIEHUS] OOPA3LOB MPUMEHSJIOCH COIUIO JAUaMETPOM
0,4 MM, 9TO TIO3BOJIMJIO OCYIIECTBIISITh ME€YATh C TOJIIIH-
Hot cnost 0,15 mm ipu 100 %-HOM KoddduIeHTE 3amo-
HEHUS ISl TOJTyYeHUS BBICOKOM MJIOTHOCTH M YMEHBIIIE-
HUS KonuuecTBa rnop. O6opyaoBaHue TOU K€ KOMIIAHUH
OBUTO BBIOpPAaHO B McciienoBaHuu [38] At H3TOTOBICHUS
00pa3loB U3 pa3IMYHBIX MaTe€pHUajoB, B TOM YHUCIE U3
PLA ¢ 50 %-nbiM conepkanuem yactuil ZrO,, a TaKKke
noJuoNeuHa ¢ pazIHIHbIM conepykanueM TiO. B atom
ciy4ae ObUIO MCIONIB30BaHO COILIO auameTpom 0,6 M,
a BeICOTA cI1ost cocTapisiia 0,2 MM.

AnHanu3 OmyOJIMKOBAaHHBIX HCCICIOBAaHMH ITOKasal,
YTO COIUIa ¢ OOJBIIUM AUAMETPOM UCIOJIB3YIOTCS Yalle.
DTO CBA3aHO ¢ 0COOCHHOCTBHIO TIEYaTH HAITOJTHCHHBIMH
MOJIMMEpPaMH 1 UX CIIOCOOHOCTHIO K TOCTENIEHHOMY 3aC0-
pennto comna. Hambonee pacmpoctpanennsie B FDM-
TIeYaTH JIATyHHbIE COILIA MTOBEPIKEHBI OBICTPOMY U3HOCY
0]l BO3JEHCTBUEM Kepamuueckux uactull. Vcxoms us
9TOr0, UCCIIEIOBATENHN Yallle BHIOMPAIOT H3HOCOCTOMKHE
comna. Kpome Toro, muamerp coria BIMsSET Ha PaBHO-
MEPHOCTb IO/Iauu Marepuaja, Kak ClIeACTBUE, ero yBe-
JIUYCHUE YMEHBIIAeT PUCKU BO3ZHHUKHOBEHUS N1e(hEKTOB
(IOPBI, TPELIMHBI), KOTOPbIE MOTYT OBITh BHI3BaHBI HEO/I-
HOPOJIHOCTBIO MaTepuala.

MpuMeHeHue

PaGoTe!l B 00771aCTH M3rOTOBIIEHUS W3IEIUHA U3 TTOIH-
Mep-KepaMUYEeCKUX (UIAMEHTOB MOXKHO Pa3[C/IUTh Ha
3 HarpaBJICHHUS:

— UCCIICJIOBAHUE W YIYYIIECHUE JUAICKTPUUICCKUX
CBOICTB;

— U3y4YCHUE BIUSHUS KEPAMUYECKUX HAIOJHHUTEICH
Ha MEXaHWYECKHE CBOMCTBA,

— TIOJIyYCHUE KePaMUYECKHUX M3JCIIH U3 BBICOKOHA-
MIOJTHEHHBIX ITOTUMEP-KEPaMIIECKIX (PHIaMEHTOB.

3HayMTeNbHAS YacTh HAy4HBIX paboOT B 0OOJACTH
paspaborku u wuccrnenoanus [1KK, momydyennoro Ha
FDM-npunrepe, nocBsllleHa HU3y4YEHUIO AUNIEKTpUUE-
CKUX CBOMCTB. DTO CBA3aHO C IPOCTOTON H3rOTOBJIE-
HUS, IAPOKUM CIEKTPOM NPUMECHEHHUS Hare4aTaHHbBIX
W3Nei, a Takke pa3BuTHeM cdepbl 3D-medarHoit
AJIEKTPOHUKHU. M3BECTHO, YTO MOJMMEPHI, MOTYYCHHBIC
MeTonoM 3D-redaTH, MCHONb3YIOTCS B KadecTBE H30-
nsTopoB [55]. [loGaBieHue MpOBOMAIMINX YIIEPORHBIX
BOJIOKOH WJIM METAJUIMYECKUX YaCTHl], HAlPOTHUB, JaeT
BO3MOXHOCTh CO3/1aBaTh (DYHKIIMOHAJILHBIC W3ICIIHS,
TIPOBOJISIIIIAE IEKTPUUECCKUN TOK [56; 57], B TO BpeMs
KaK BBEJICHHUE B IMOJUMEPHYI OCHOBY KEPaMHUYECKOTO
MOPOLIKA YAYYIIAeT €ro JUAJIEKTPUYECKHE CBONCTBA.
Tax, y4eHbIMU [TPOBEICHBI NCCIICIOBAHNS BIUSIHUS TiO2 R
ZrOz, BaSrTiO3 U JIp. Ha IHUPJIEKTPUYECKUE CBOWCTBA
MOJTUMEP-KepaMUIeCKUX 00pa3loB sl JAalbHEHIIETo
WCIOJIb30BaHUS B KOHIEGHCATOPAX, IUAJIEKTPUUYECKUX
AHTCHHAX W JAPYTHMX NPUMEHEHHSIX, KOTOPbIC HCIIONb-
3YIOT JUDJIEKTPUUECKHE KOMIIOHEHTHI.

Kak ynomunanoce panee [45], yuenble u3z Yexun
uccnenoBanu [1IKK ¢ ucnonszoBanuem nonumepa PETG
u kepamuueckoro nopomka TiO,. B paGore onmcanbt
WCHBITAaHUS LMIMHIPUYECKUX 00pa3LoB ¢ Pa3IMUHbIMU
muamerpom (19,1 u 9,5 MmM) u TommuHOH (2,8 1 3,0 MM)
uid  ompexaeneHus udsekrpuueckux cpoictB ITKK.
Jlyumme pesynbrarsl nokasan odpasen ¢ 20 mac. % TiO,.
Juarnexrpudeckas MPOHUIIAEMOCTb NPU 3TOM yBEJH-
ymiiack Ha 50 % no cpaBHenuto ¢ uucteiM PETG, a ee
MaKCUMaJIbHOE 3HaueHue cocTaBwio 4,4. YCTaHOBIIEHO
OTCYTCTBHE BIMSHHUS TEMIIEpaTypbl W 4YacTOThl Ha
JURJIEKTPUUECKYIO IPOHULAEMOCTh U JTUAJIEKTPUUYECKHE
MOTEPH.

Kpome mzyueHust NUAIEKTPUYECKUX CBOICTB Hare-
YaTaHHBIX 00pa3lOB TPOBOIATCS HWCCIEAOBAHHS IO
OLIEHKE BO3MOXXHOCTH HCHOJNb30BaHUS 3D-mevaTHbIX
MOJTUMEP-KePAaMUYECKUX  JUAICKTPUKOB B COCTaBe
UIEKTPOHHOTO M PaJUOTEXHUYECKOTO 000pyZOBaHHUS.
Komanpa y4yenbix u3 BennkoOputanuu nposeia padoTy
o n3yuennto cBoicTB [IKK [41]. Marepuan Ha ocHOBE
ABS u nopomka BaSrTiO, ¢ MacCOBBIM COOTHOLIEHHEM
50/50 moka3zay MakCHMaNbHOE 3HAYCHHE OTHOCHTEIILHON
JMDIIEKTPUYECKOM TIpoHuIIaeMocTH € = 6,05. B pamkax
HCCIIEZ0BAaHM CO3/1aH MMPOTOTHII aTY-aHTEHHBI (pUc. 5),
JUTS KOTOPOTO ObLTa HalleuaTaHa MmoJInMep-KepaMuiecKast
IIICKTPUYECcKas TMH3a norycdepudeckoir popmel. Ee
HCTIONIB30BAaHUE YBEIUUMWIO KOA(PMUIMEHT YyCHICHUS
Ha 3,86 nb, mpakTHYecKH He TOBIHUSAB Ha 3P (HEKTHB-
HOCTh aHTCHHBI.

ITomumo wccnenoBaHUN OUAIEKTPUYECKUX CBOWCTB
MOJINMEP-KEPaMUUYECKUX KOMITIO3UTOB Ha ocHoBe PLA
BEAYTCs PaOOTHI MO0 U3YUCHUIO BIHMSHUS KEPAMUYCCKUX
J00aBOK Ha MEXaHMYECKYI IPOYHOCTh Marepuaa.
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BaSrTiO, + ABS

g g
3D-nevaTHast MpoCcTaBKa
’

Puc. 5. [Iporotun nar4-aHTEHHbI

a — cXeMa IOJTyYeHUS MOIMMEP-KepaMU4eCKOM JANDIEKTPUUECKON JIMH3bI; & — BHELIHUN BUJ] TOTOBOW aHTEHHBI [41]

Fig. 5. Prototype of the patch antenna

a — process diagram for producing epy polymer-ceramic dielectric lens; & — appearance of the finished antenna [41]

B pabore [12] npuBoasaTcs pe3ylnbTaThl MEXaHUYECKUX
WCTIBITAaHUHM 00pa3IoB Ha ocHOBe PLA, apMUpOBaHHOTO
nopowkoM Si;N,. VYeHbIMH NPOBEIEHO CPaBHEHHE
00pa31oB, MOJYYCHHBIX METOIOM JIUThS IIOJ JaBiie-
HUeM, U 00pa3loB, HaneyaraHHblx Ha FDM-npunrepe.
B nepBoM ciryuae ObUTH TOTYYEHBI 3 cepur 00pa3IioB ¢
Pa3IMYHBIM MAacCOBBIM COOTHOIICHUEM MOJIHUMEp/Kepa-
muka (85/15, 90/10, 95/05). o pesynpraram UX Mexa-
HUYECKUX UCHBITAaHUN Ui AaJIbHEHIIUX MCCIIeAOBAaHUMA
Obut0 BBIOpaHO cooTHomenue 95/05. Dtm 0Opasim
obnafanyu aare3ueil ¥ MEHBIIMM KOIUYECTBOM Jedek-
TOB W, KaK CJICJICTBHE, 00Je€ BBICOKUMH 3HAUCHHUSIMH
mpouHocTu. Jlaiee ¢ HCHoOJIb30BaHHWEM BBIOPAHHOTO
COOTHOIIICHUSI CPaBHHUBAIUCh MEXaHHMUYECKHE XapaKTe-
pUCTHKM 00pa3lOB, TOJYYEHHBIX BbIIICYKa3aHHBIMU
MeTonamu. Ha ocHOBe pe3ysasTaToB c/iesiaH BBIBOJ O CHH-
KEHUU TPOYHOCTH HaredaTaHHbIX oOpas3uoB Ha 12,0,
15,5 u 13,5 % mpu nCIBITAHUSIX HA pacTsHKEHHE, H3THO
U YIApHYIO BSI3KOCTb COOTBETCTBEHHO.

OmHUM W3 MaJOW3yYeHHBIX, HO MEPCHEKTHBHBIX
HanpaBienuit paborel ¢ IIKK sBnsercs uccnemoBa-
HUE BIHUSHHUS KEPaMUYECKHX YaCTHIl Ha TPOSIBICHHE
sddexrra namsitu Gopmsl (JI1D). M3BecTHO, UTO MHOTHE
nomumepsl Uit FDM-niewatn 061a1a10T criocoOHOCTBIO
nposiBiATh OI1D, KOTOpHIA, Kak MPaBUIO, CTHUMYJIH-
pyeTrcst IyTeM TeMIlepaTypHOro Bo3zaeicTBus [S58—61].
B pabore [39] paccmorpeno BnusiHue nodaBku SiC
B NOJIMMEpHYI0 ocHOBY PLA Ha XapakTepucTUKH BOC-
craHoBJeHUus GopMbl. Pe3ynbrarhl nokazanu, 4To BpeMs
BOCCTAHOBJICHHSI MOXKET 3aBHCETH OT TEIUIONPOBOIHO-
cTH Marepuaia. VcnplTaHUs NPOBOAMIIMCH HA DKCTPY-
JTUPOBAHHBIX HUTSX (pHC. 6) N HaneYaTaHHBIX 00pa3Iax.
BrisiBieHo, 4TO KOMMO3UTHI ¢ HamonHutenem u3 SiC
BOCCTaHABIIMBAIOTCS OBICTpPEE, YeM MaTepHa H3 YUCTOTO
PLA.

Takum o00pa3om, MOIyYEHHE MOIUMEp-KepaMuyie-
CKMX KOMIIO3UTOB MO TexHonoruu FDM-nedatn sBis-
eTCsl pa3BUBAIOIIMIMCS HATIPABICHAEM U 00J1a1aeT PSIIOM
TpynHocTel u orpaHndeHuid. OCHOBHbBIE METOABI pellie-
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HUSI TAKUX NPOOJIEM, KaK CKIIOHHOCTb K BOSHUKHOBEHHUIO
ne(eKToB (TTOPHI, TPEIINHBI), 3aKTI0YAI0TCS B KOMIUIEKC-
HOU paboTe, a MMEHHO B MOJIYYEHHM HOAXOISIIETO
cocCTaBa TPH MPOU3BOACTBE (PUIAMEHTA W IIPABUIEHOM
noadope napamMeTpoB MeyarTy.

Opnako Ha CETrOMHSIIHUKN JIeHb W3Yy4YeHBl HE BCE
BONPOCHl  KacaTellbHO OOeCleueHHus OJHOPOJHOCTU
MOJTy4aeMOro MaTepHuaja M BO3HHKHOBEHHUS Ae(eKToB
B IIpoliecce nedyary. Takue acreKTsl, KaK BIUSIHUE TEPMO-
00paboOTKM M MEXaHWYECKUX HaNpsDKeHUH, BO3ZHHKAIO-
LIMX BO BpeMs [IEYaTH, Ha KaUeCTBO U KOHEUHbIE CBOUCTBA

0 0,5¢ 1,0c I,5¢

20c 25¢

YucTeiid
PLA

PLA
+ 10 mac.
SiC

PLA
+20 mac.
SiC

PLA
+ 30 mac.
SiC

PLA
+40 mac.
SiC

Puc. 6. 1300paxenus, MOIy4YeHHbIE ISl KePaMOHAINOIHEHHBIX
(hnumaMeHTOoB, MMOKA3BIBAIOIINE BOCCTAHOBICHHE POPMBI [39]

Fig. 6. Images of ceramic-filled filaments showing
shape recovery [39]
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W3JICNTNH, OCTAIOTCSI HEOCTATOUHO W3YYEHHBIMU M TpE-
OyIOT HanbHEHIINX uccienoBaHuid. [1omo0HbIE BOIIPOCH
CO3/1aI0T HAYYHBIH MHTEPEC IS TATbHEHIIIETO U3y YCHHS
I[MIKK u BO3MOXXHOCTH BHEAPEHUS B padOTy Oymymux
H3JICIINH.

3akslouyeHue

[IpencraBnen moapoOHBINA aHATH3 MOTYIEHHS MOJH-
Mep-KepaMU4eCKUX KOMI03uToB MeToioM FDM-neuatu.
PaccMoTpenbl OCHOBHBIE TEXHOJIIOTMYECKHE 3TaIlbl — OT
BBIOOpA CHIPbsI 10 W3TOTOBJICHUS KOHEUHBIX H3ICIHUIL.
[IpoBeneH aHaM3 HaAyYHBIX IYOJNUKAIMHA, BBIIEICHBI
Hanbosee pacpOCTPAHEHHBIC KepaMUYeCKHE NOOABKH:
SiC, ZrO,, BaTiO, u np. Micnonp3oBanue Takux Haros-
HUTeNEeH ymydliaeT NoKa3aTeln AUNIEKTPUYECKON Ipo-
HUIIAEMOCTH, MEXaHMYECKOM MPOYHOCTH U OKa3bIBaeT
BIIMSIHUC HA BPeMsI aKTHBAIMH dQdeKTa mamMsTa HOpPMEI.
DTO TMO3BOJISET HWCIONB30BaTh KepaMuveckue Quia-
MEHTBI Ul CO3AaHUS TUDIEKTPUUYECKHX KOMIIOHEHTOB
ANEKTPOHHBIX U PAJAMOTEXHUYECKUX CHUCTEM, CEHCOPOB,
KOHCTPYKLHMOHHBIX 371€MEHTOB U u3nenuit ¢ D11D.

[IpoBeneHHBIN 0030p CIYKUT OCHOBOH ISt Jalib-
HEHIHUX MCCIICIOBAHUI B 00JaCcTH pa3paboOTKH U U3yde-
Hus 3D-neuarneix IIKK. Ilnanupyercsa mnomyueHue
3D-nevatnbix 00beMubIX m3nenuit u3 [1IKK ¢ mopbImen-
HOM MANEKTPUYECKON MPOHUIIAEMOCTBIO.
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