ADITIVNE PROIZVODNE
TEHNOLOGIJE

PRINCIPI APT

6. PRINCIPI ADITIVNE PROIZVODNJE SLOJ PO SLOJ

* Upotrebom postupaka APT proizvod nastaje dodavanjem materijala sloj po sloj.

* Ovakav princip suprotan je od primera klasicnim postupcima odvajanja materijala (subtraktivno) koji
pripadaju metodama obrade rezanjem (struganje, goldanje, brusenje i sl.)

Sihil Frctavg Sadillivive

a) odvajanje materijala, b) dodavanje materijala, c) oblikovanje materijala




6. PRINCIPI ADITIVNE PROIZVODNJE SLOJ PO SLOJ

* Osnovna klasifikacija tehnologija - prosirena

a) odvajanje materijala, b) dodavanje materijala, c) kombinovano d) oblikovanje materijala

Princip tehnologije slojeva, na primeru slagalice HASBRO




lako se postupcima APT formiraju vrlo komplikovani geometrijski 3D oblici proizvoda, u principu je re¢ 0 2.5D
postupcima pri kojima se 2D slojevi slazu jedan na drugi i tako se dolazi do trece dimenzije proizvoda.

Kao rezultat ovakvog nacina izrade dobijaju se trodimenzionalni proizvodi velike tacnosti u ravni X-Y, dok tacnost u
smeru ose z zavisi od debljine slojeva — sto su slojevi tanji, veca je tacnost proizvoda.

Slaganje 2D slojeva u 3D proizvod: a) kompjuterski 3D model
izratka, b) slaganje 2D slojeva, c) izradak dobijen sloj po sloj
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Formiranje 3D modela

*  Modeliranjem (klasi¢cno 3D modeliranje pomoc¢u CAD programa)
* Reverzno inZenjerstvo

* |z oblaka tacaka.
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AINTUBHE MPOWM3BOHE
TEXHO/IOTMIE
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Subtractive Additive The combined Formative

Mopena TexHonoruja

= i
*  MeTOAe yknawakba Matepujana (pesatse, E % % L—I——l

HeKOHBeHLMoHanHe obpagae) (Subtractive) <2
» MeTome obnukoBara matepujana (nnacTuyHo OcHoBHa KnacuduKaLwja TexHosormja
nedopmucamne) (Formative)
* MeTofe foaaBaka MaTepujana - AQUTUBHE
TexHonoruje (AT) (TMBEHE, CUHTEPOBAHLE, ...)
(Additive)

*  KkombuHoBaHe/xubpuaHe meTone CNC tehnologije HIBR“LNI PRLCESI Aditivne tehnologije

OBRADE +

Ponoviijivost Manje otpada

Preciznost S Slozena geometrija

e
+
+  Kvaliteta povrsine H + Raspon materijala
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Produktivnost | ‘ ‘ = Dugo vrijeme obrade

— Odvojena ¢estica — Losa kvaliteta nastale povrsine




7. Nopena ANT

[pema npumMeHn agnUTUBHNX TEXHOMOIMja:

rapid prototyping (nponsBogha KoHUenTyanHux mogena
1 OYHKLMOHAMHMX NPOTOTMMNOBA),

rapid tooling (npon3soaha anarta n ymetaka),
rapid manufacturing (npon3soara rotoBux genosa)

MaTtepwujanu npounssoaa:

MNpema meToam popmupara nspartka:

MonumepHn matepujanu
doTo-ouBpwhaBateM,
eKkcTpyanpamem,
[pyrn matepujanu (kepamuka, KOMMO3WT) 3amMp3aBaHeM,
3aBapuBaHeM,
enekTponnaTMpamem,
pacnpckaBameMm,
CVHTEpOBaHEM,
LiTamnamem,
TONIbeHEM,
ceyerem,
nenrbewem unm
nMBEH:EM. 3

MeTtanHu matepujanu

Crane noYeTHor marepuvjana:

Te4YHO (TeYHM MOHOMEPM KOju Ce CTBpAH-aBajy Croj Mo Croj y YBpcTe nonmmepe), YBpCTo (y 0b6nmky
nvcTosa/numoBa unu ounameHTn), Ha 6a3n npaxa (Npax/npalKacTn matepujanm Koju ce cjegumyje n
Be3yje Croj no croj) U racoBUTH.

I
Kuua Mpax donunja MacTa | TeyHoct || Aepocon [ lac
Ton/berbe u Ouspuhasarse Pesare u nonumepmsal, nonmmepwsat, Xemujcka
HOMOT‘IV . . TaZloXKewe .
ouspwhasarbe nensbere vja vja peakuuja
Be3nBa
PesaH,e .
Ton/bere U TONNNOTa
nonnmepwusady,
ouspwhasatrbe .
.
cBeTnocCT

cBeTn0CT 2
dpekseHuuje

nacep

xonorpaduja 4




Oblik pelaznog materijala Nacin gradenja fizitckog | Metoda Proizvoda¢ Moguca
objekta primena u
industriji
pncumatika
‘Otvriéavnje pomoéu Solid Ground Cubital Inc. KP, MP, FP,
svetla kroz masku Curing (SGC) MA, KPA
‘Otvri¢avanje UV Stereolithography | 3D Systems KP, MP, FP,
TECNOST = laserom (SLA) MA, KPA
(FOTOOCVRSCAVAJUCA ) [Kombinacija INKJET | Objet 3D-printer | Object KP, MP, FP,
teh. i ofvri¢avanja UV Geometries Ltd. | MA, KPA
lampom
Selective Laser DTM PA
Sinterovanje sa Sintering (SLS) Corporation
laserskim zagrevanjem [Dyirect Metal EOS PA
Laser Sintering
(DMLS)
Laser Engineered | Optomec / PA
Net Shaping fart\’dn(a National
Topljenje sa laserskim ab. (now-
FRASAK zagrevanjem (CENS) DMDS Direct
Mat. Deposition
System)
Lasform AeroMet PA
Vezivanje praska 3D-Printing Z Corporation KP, MP,
lepkom (baziran na KPA
MIT-ovoj 3D printing
teh.)
Ektruzija plastike Fused Deposition | Stratasys KP, MP, FP,
Modeling (FDM) MA, KPA
Multi Jet 3D Sysytems KP, MP,
CVRSTI MATERIJALI Modeling (MJM) KPA
INKJET tehnika 3D Plotting Solidscape Inc | KP, MP,
(ex. Sanders KPA
Prototype Inc.)
Laminacija sa 1 i Object | Helisys Inc KP, MP, FP,
LISTOVI predhodnim lepljenjem Manufacturing MA, KPA
2 (LOM)
(Sefenje materijala
laserom)

Tabela 1. Podela komercijalnih RP tehnologija i moguénost njihove primene za izradu_pojedinih vrsta

Karteropuje npoueca

1. ®otononumepusaumja y kagu (Vat photopolymerization) /

npoLec agMTMBHE Nponssoae (All) TOKOM Koje TeYHU doTonoanmep y Kafim cenekTueHo ouspwhasa
noaMMepm3aLLmMjom Koja je aktuempaHa ceetnowhy.

2. [upekTtHa 3D wramna / Bpusrawe matepujana (Material jetting) /

npouec Al TOKOM Kojer ce KansbuLe rpafvMBHOr maTepujana (botonoanmep Mam BocaK) CENEKTUBHO TaloKe.

3. BeausHa 3D wramna / Bpusrawe Be3uBa (Binder jetting)

npouec Al TOKOM Kojer ce Te4YHO BE3MBHO CPELCTBO CE/IEKTUBHO HAHOCK Pajum Crajarba npaLKactor
maTtepwujana.




KaTeropuje npolieca - HacTaBak

4. ®y3nja HaHeTor npaxa (Powder bed fusion) —

npouec Al TOKOM Kojer TONJ1I0THa eHepruja CeNIeKTMBHO TOMMU U CMaja HAaHETU NpaLLKacTh
martepujanm

5. EkcTtpyaupawe matepujana (Material extrusion)/

npouec Al TOKOM Kojer ce MaTepujan CeNeKTUBHO L03MpPa KPO3 MIA3HULLY UAKN OTBOP

6. Cnajawe ycmepaBaheM eHepruje /| Tanoxewe noa AMPeKTHUM AejcTBom eHepruje (Directed
energy deposition)

npouec Al ToKoMm Kojer ce poKycupaHa TennoTHa eHepruja (nacep, CHON eNeKTPoHa, NAasMUH NyK)
KOPUCTM TaKo A4a TOM/bEHEM CMOjU MaTepujan AOK Ce TaNoXM.

7. NamwuHauwmja chonuja / nuctoBa (Sheet lamination) /

npouec Al TOKom Kojer ce ponunje maTepujana cnajajy Kako 6u dopmupane geo.

FmaBHe rpyne npoueca (3a npepaay
meTana)

*Fused Deposition Modeling (FDM) ,
eLaser Powder Bed Fusion (LPBF) / Selective &
Laser Melting (SLM)

*Electron Beam Melting (EBM) / Powder Bed
Fusion with Electron Beam

*Metal Binder Jetting

*Wire Arc Additive Manufacturing (WAAM)
*Directed Energy Deposition with laser (DED)
*Directed Energy Deposition with electron
beam (DED eBeam)

*Metal Lithography

*Cold Spray !
*Micro 3D Printing ' Y'r "1

Metal 3D printed parts span industries and applications: MX3D's 3D printed
steel bridge in Amsterdam, Cobra's 3D printed putter, Lufthansa's 3D printed
de-icing gear component, RamLab's 3D printed ship propeéler




maBHe rpyne npoueca (3a npepaay nonvmepa)

MocTynum ekcTpyampara/Tanoxena/genoHosawa (FDM — Fused Deposition modelling) —
YBPCTO/OTOMIBLEHO

Crepeonutorpadcku noctynum (SL — Stereolithography) — TeuHo (y dpopmu nacTtn)
Moctynum wramnawa matepujana (MJ — Material Jetting) — TeuHo

Moctynum wrtamnawa y3 Beanea (BJ — Binder jetting) — npax/Be3nso

MocTynum nacepckor cuHTepoBama (SLS — Selective Laser Sintering) — npax

Moctynum nammHupama (LOM — Laminated Object Manufacturing) — num — doonuje/Be3neo

Moctynum Tanoxewa aepocon (M3D — Aerosol deposition) — aerosol

OcTane nogene:

npema pagHoj 3anpemuHu,

kBanuteTy obpage (npema nebrsuHu cnoja),
Op3nHu,

obpapaa ca suwwe matepujana...

8a. PoTononnmepusauuja y kagm (Vat photopolymerization)
1 2

[OeduHnumja npema ctaHgapay 1SO 17296-1:

Mpouec aguTmeHe nponssoame (All) TOKOM Koje TeuHun
doTononumep y Kaam cenekTusHo ousphasa
noMmepusaLMjomM Koja je akTMBupaHa ceetiowhy.

Mocyaa (Kaguua) ca TeHHOM $pOTOOCET/BMBOMCMOIOM
MexaHn3am 3a npecs/iayerbe U NopaBHaBakbe NMoBpLINHE

1. W3BOp cBETNOCHE eHepruje (nacepckm N3Bop CBETIOCTH)
2. 3akpeHyTo ornenano ca Gokycom

3. Mnatdopma 3a rpasky M ynpas/bakbe KOPAKOM

4. TMotnopa

5. lMpowussog,

6.

9.

6

CxemaTCKM NpuKas NpuHumMna dotononnmepusaumje y
Kagu - nacepcku ussop ceerioctn 0




86. ®doTtononnmepusaunja y kaam (Vat photopolymerization)

-

1. W3Bop cBeTnoCHe eHepruje 4’
(KOHTpO/IMCaHa NoBpLL CHOMa CBETI0CTH)

3. TMnatdopma 3a rpastby 1 ynpas/batbe KOPaKoOM
4. Motnopa
5. Mpowussog
6. Tocypa ca Te4HOM HOTOOCET/BUBOMCMOIOM
7. TMpo3unpHe nnaove
8. ®oTo macka
1 CxemaTCcku NpuKas aaTepHaTUBHOT
npuHumna ¢oTtonosimmepusauuje
MonasHu matepujan: TeyaH nam y obanky nacre — Y KaA — KOHTpO/IMCaHa nospLl
doTopeaKkTMBHE CMONE . cHona CBeTnoCTH

MexaHn3am Be3uBakba: XeMMjCKa peakumja.
AKTUBaLmja: TUNUYHO 3payerpe s1acepa Uan Namnu.
Noctnpouecupakbe: ynwhere, yknakarbe Notrnope, gabe

OjayaBame UV namnama. 11
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Figure 3.8 Polymerization and stereolithography process, overview in continuation of Fig 2,38
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