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Additive manufacturing, particularly Fused Deposition Modeling (FDM), is
widely used for rapid prototyping, but ensuring dimensional accuracy and
geometric stability remains a challenge. A major cause of defects is the thermal
shrinkage of polymer materials, which generates residual stresses leading to
warping, delamination, and poor adhesion to the build platform. This study
analyzes the mechanisms of thermal deformation during FDM printing and
compares the shrinkage behavior of ABS and PLA polymers. Methods for
minimizing shrinkage through temperature control and optimization of printing
parameters are also systematized.

AIUTUBHE BUPOOHHUIITBO, 30KpEMa TEXHOJIOTIA MOIIAPOBOTO HAIUIABICHHS
(Fused Deposition Modeling, FDM), € ogni€eto 3 HalO1IbII MOMUPEHUX TEXHO-
JIOT1# MBUAKOTO TpoToTunyBaHHs [1, 2]. He3Baxkatouu Ha 11 THYYKICTh Ta J1OC-
TYHHICTh, JOCSITHEHHSI BHCOKOI TOYHOCTI PO3MIpIB Ta CTAOUIBHOCTI reoMeTpii
BUPOOIB 3aJUIIAETHCS AKTyaJIbHOK HAYyKOBO-TEXHIYHOIO 3anayero. KirouoBum
oOMeXyro4YuM (pakTOpoM € TepMiUHA ycaJiKa MOoJIMEpHUX MaTepiaiiB, sKa Mpu3-
BOJUTH 10 BUHUKHCHHS 3HAYHUX 3JIUIITKOBUX HAMPYXKEHb Y CTPYKTYPi BUPOOY
[2]. LI mHanpyXeHHS € TEPIIONPUYNHOI0 TaKUX AEe(PEKTiB, SK KOPOOICHHS
(warping), BigpuB MO Bif MIaTGOPMH Ta MIKIIIAPOBE PO3IIApyBaHHS (Z1ema-
MiHAIlis1), 0 CYTTEBO 3HIXKYE SIKICTh Ta (DYHKIIOHAJIBbHICTD KIHIIEBOTO MPOIYK-
Ty.

Mertoro nanoi poOOTH € aHaIi3 MPUYHH TEPMIUHOT Aedopmallii, MOPiBHIHHS
BiactuBocteit nojimepiB ABS 1 PLA B KOHTEKCTI iX CXMJIBHOCTI 10 YCaJKu Ta
CHUCTEeMAaTH3alIlisl HAYKOBO OOIPYHTOBAaHUX METO/IB ii MiHIMI3allii.

[Tporiec FDM xapaktepu3yeThCsi MUKIIYHUM HarpiBaHHSIM Marepiainy 10
CTaHy IJIMHHOCTI Ta WOTO MOJAJIBbIIMM IIBUJIKUM OXOJIOMKeHHsIM. EkcTpynoBa-
HUHN 11ap MoJiMepy, KOHTAaKTYIOUM 3 TOMEpPEeIHIM, XOJOJHIIIUM I11apoM, CTBO-
PIO€ 3HAYHMM TpajlieHT Temiieparyp. HepiBHOMIpHUI pO3IIOIia TEMIIEpATYPH 10
00’eMy JeTalli MPU3BOJUTH 10 AUGEPEHIIOBAHOIO TEPMIYHOTO CTHCHEHHS.
[Tapu, mo 0XO0JOMKYIOTHCS, MPArHyTh 3MEHIIUTUCS B 00'€Mi, OJTHAK IXHbOMY
PYXY TIePEIIKO/DKAIOTE BiKE 3aTBepALIl HIXKHI mapu. Lle mpoTHCTOsHHS reHepye
BHyTleIHl 3aJTUIITKOBI HaNpYKEHHS. Komnu i HanpyxeHHs MEPEBHIILYIOTH a1Ire-
31iHY MIIHICTB 3B'SA3KY MIXK mapamu a00 MIXX MEePIIUM MIAapOM 1 poOOUOr0 TIIAT-
¢dhopMoI0, BHHUKAIOTH BUANMI JeopMarii.

219



Ha BenuuunHy ycajku BILTUBA€ MOJIEKYJISIPHA CTPYKTYpa MOJIMeEpy:

- ABS (AxpuioHITpHIOYTaII€EHCTUPOI) — aMOp(DHUI TepMoIIacT 13
BUCOKHM KOe(illieHTOM TeILIOBOro po3IIHPeHHs. Foro ycaaka € 3Ha4HOIO i BU-
Mara€ peTejIbHOro KOHTPOJII0 TEMIEPATypPHOTO PEXHMY B MPOIEC APYKY IS
3ano0iranHs AedopMallisim;

- PLA (ITonimaktua) — HamiBKpHCTAmiuHuil momimep. Moro ycaaka
3yMOBJICHA HE JIMIIE TEIUIOBUM CTHCHEHHSAM, a i mpouecoM kpucramizaii. Ilo-
IpHU 1€, 3arajbHa BEITUYMHA HOTO YCAJKU € CYTTEBO HIXKYOI0, HK y ABS, mio
CIIPOIILY€ TIPOIIEC APYKY [2].

Bubip matepiany € Bu3HauaiabHUM (hakTopoM y 60poTh0i 3 ycaakoro. ABS
ta PLA, X041 1 € Hallmomy sIpHIIIUME (DiTaMEHTaMH, IEMOHCTPYIOTh MPOTUIIEK-
Hl XapaKTEePUCTUKHU.

ABS xapakTepusyeTbcsi BUCOKOIO YIApHOIO B'S3KICTIO Ta TEPMOCTIHKICTIO
(Temniepatypa ckiryBa"Hsi ~105 °C), mo poobuts Horo npuaaTHUM i GyHKIIIO-
HaJIbHUX KOMIIOHEHTIB. OnHak Bucokuit koediuieHt ycaaku (0.4-0.8%) Ta not-
peba y Bucokiil Temnepatypi ekctpysii (220-250 °C) cTBOPIOIOTH 3HAaYHI TEXHO-
Joriyndi TpyaHout [1]. Moro 3aCTOCOBYIOTh B aBTOMOOUIBHIN MPOMHUCIOBOCTI
(merani inTep ’€epy), koprycu st PEA, dyHKIlOHAIBHI POTOTUIIN, KOMITOHEH-
TH, IO TPAIIOIOTh B YMOBaXx IiJIBUIIICHUX TEMIIEpATyp Ta MEXaHIYHUX HaBaH-
Ta)XEHb.

PLA € GiocymicHuM Ta 010pO3KJIaAHUM MaTepiajioM, [0 MAa€ HU3bKUN KO-
ediuient yeamku (0.2—-0.4%) i He BHALILE TOKCHYHMX BUIAPIB mpH apywi. Moro
HU3bKa Temmeparypa ckiyBaHHs (~60 °C) oOMexye 3aCTOCYBaHHA B YMOBax
HarpiBy, IpOTE 3HAYHO CIPOIIYE MPOIEC APYKY, OCKUIBKU PU3HK KOPOOJICHHS
MiHIMalibHUM [2]. Temnepatypuuii gianazon iioro 00podku (190-220 °C) € Hu-
KYMM, 0 3HIKYE eHepreTudHi BuTpaTH. PLA 3acTOCOBYIOTH y HIBHIKOMY
NPOTOTUIYBaHHI, KOHUENTYAJIbHUX Ta OCBITHIX MOJENSX, JEKOPATUBHUX 00'€K-
TaX, MaKyBaJIbHUX MaTepiajaxX, TAMYaCOBUX MEIUYHUX IMIUIaHTaX.

Ta6nuug 1. [lopiBHaHHS KitodoBuX BiacTuBocTerd ABS ta PLA.

. ABS .
BnactusicTh P —— PLA (ITomimakTum)
Temneparypa cki1yBaHHS ~105 °C ~60 °C
(Te)
Temneparypa exctpy3ii 220-250 °C 190-220 °C
KoedimienT ycamku Bucoxkuii (0.4-0.8%) Huzbkwuit (0.2—-0.4%)
3aIHMIIKOBI HANIPYKEHHS Bucoxki Huspki
Bumoru o OO00B’s13K0Ba 3aKpHUTa Kamepa [TixirpiB cTosy 6a’kaHui,
TEPMOKOHTPOJIIO Ta MiJIrpiB CTOILY 3aKpUTa KaMepa He
000B’s13K0Ba
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JIst KepyBaHHS yCAJIKOIO Ta HANPYKEHHSMH 3aCTOCOBYIOTh KOMIUICKCHUH
X171, 1110 TTOEAHYE armapaTHi Ta mporpamMui metoau [ 1, 2].
AmnapatHi MeToau (KOHTPOJIb TeMIEepaTypH):

1. [TixirpiB mnatdopmu (heated bed) — 3meniye TemnepaTypHuii rpa-
JIEHT MK MOJEJUTIO Ta MJIaT(GOpMOI0, MOKPAIIYIOUH are3ii0 Ta 3HWKYIOUN Ha-
IPY>KEHHS.

2. TepmocrabinizoBana kamepa (enclosed chamber) — miaTpumye Bu-

COKYy TEeMIIepaTypy CEpeJOBHINa, IO 3a0e3nedye MOBLIbHE, PIBHOMIPHE OXOJIO-
JUKEHHS 1 3HAYHO 3MEHIITY€ 3aJIMIITKOB1 HAMPY>KCHHS.

[Iporpamui MeToau (onTUMI3aIlis TAPAMETPIB):

l. 30UTbIIIeHHS a/ire3ii — BUKOPUCTAHHS TOTIOMKHHUX CTPYKTYP, SK-OT
brim (o0asimiBKa) Ta raft (TIiT), AJI9 Kpamoro 34eryieHHs 3 maTdhopMoro.

2. KepyBanHs 0X0J0/15KeHHSIM — ISl abs 001yB BUMUKAEThLCSA, TOJII SIK
TSl pla 1HTEHCUBHE OXOJIOMKEHHS € HEOOX1THUM JJ1sl cTa01Ti3al11ii TeoMeTpii.

3. Bubip 3anoBHEHHS — KOHLEHTPUYHI a00 CTUIBHUKOBI TUIIM 3aI0B-
HeHHs (infill) epexTrBHIIIE 3HMKYIOTh BHYTPILIHI HAMTPY>KEHHS, HIXK JIIHIIAHI.

[TopiBHsIBEHUE aHaN3 TEpMIUHOI ycaaku noaiMepiB ABS ta PLA noxkasas,
1o xapaktep jaedopmaiiiii 0e3mocepeHbO 3aJeKUTh BiJ MOJEKYISIPHOI CTPYK-
Typu Martepiaidy Ta YMOB TEPMOKOHTPOIIIO Mmija yac nporecy FDM-npyky. Amo-
pbuuit ABS nemoHcTpye BUIU piBEHBb 3aJUIIKOBUX HAMPYKEHb 1 CXWIBHICTh
70 KOpOOJIeHHs, TOl K HamiBKpuctamiyHuii PLA xapakTepu3yeTbcsi HUKIUM
Koe(DIIIEHTOM YCaJIKi Ta CTaOUIBHIIIOW TeoMeTpiero BUpoOiB. Pazom 13 Tum
ABS nepeBaxkae 3a TOKa3HUKaMHU YAApHOI B’SI3KOCTI Ta TEPMOCTIHKOCTI, 110 BU-
3Ha4a€ MOro 3acToCyBaHHS Y (DYHKIIIOHAJIBHUX 1 HABAHTAKEHUX JETASIX, TOI1
sk PLA € onTtuManbHUM [JI1 IPOTOTUITYBAHHS, HABYAIBHUX 1 JEKOPATUBHUX
mozeneil. Bubip momiMepy mMae rpyHTyBaTHUCS Ha MOE€THAHHI BUMOT 10 MEXaHi4-
HUX BIIACTUBOCTEW, TOUYHOCTI BHUTOTOBJIEHHS Ta CTaOLIBHOCTI MPOLECY IPYKY,
10 JT03BOJISIE MIHIMI3yBaTH TepMiuH1 AedopMallii i 3a0e3MeUnT BUCOKY SIKICTh
KIHIICBOTO BHUPOOY.
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