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The local deposition process from copper sulfate electrolyte was investigated
depending on nozzle moving speed in the electrolyte. A 2x2 cm square model
was created and sliced in Ultimaker Cura software, uploaded in a 3D printer,
and printed from the copper electrolyte on the stainless-steel surface. Nozzle
movement speed was found to influence the deposition area and the thickness of
the metal. The lowest tested nozzle movement speed of 5 s /voxel increased the
deposition area by nearly 40 % in horizontal direction compared to 2,5 s /voxel.
Further increase of nozzle movement speed to 1,6 s /voxel does not change the
deposition area. The thickness in the corners increases by 2,5 times compared to
the straight section of the square when the nozzle movement speed increases
from 5 to 1,6 s / voxel. The non-uniform thickness of the deposited metal is
caused by a considerable reduction of nozzle movement speed when it moves
through the corner. The results obtained in this work can be further used to
develop electrochemical 3D printing technology.
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AJUTHBHE BUPOOHUIITBO METAJIEBUX JETajeil € HOBOIO TEXHOJIOTIED, IO
IIBUKO PO3BUBAETHCS, sIKa 0a3yeThCs Ha OCAKCHHI METaly Iap 3a IIapoM
[1,2]. EnexkrpoximiuHe aAWTHBHE BHPOOHUIITBO, KOJIUM METalEBl [eTall
(bOpMYIOTECS LUISIXOM OCAPKEHHS METally 3 10HIB Yy PO3UMHI €JIEKTPOJITY, He
BUMAara€e BEJIMKHX BUTpAaT €HEprii Ta MONepeaHbOi IMiJrOTOBKH BUTPATHHUX

MatepiaiiB, 3 SKUX BUKOHAETHCS JAPYK.
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MeTtoro 1aHoi poOOTH € JOCTIKEHHSI MIBUAKOCTI pyxy coruia 3D-npuntepa
Ha TUIOILY OCAKEHHS Ta PO3MO/I17 TOBUIMHH HAJPYKOBAHOTO APy MiJi.

[Iporiec 7OKaNBHOTO EJIEKTPOXIMIYHOTO OCAJKEHHS JOCIIKyBaBCsl Ha
KBaJIpaTHI Mojemi. 30BHIMIHINA BUTISA MOJETI B MPOTPaMHOMY 3a0e3redeHH1
UltiMaker Cura nHaBeneHno Ha pucyHKy 1. Po3mip 00’ekta cranoBuB 20x20 mm, a
BrucoTta — 2 MM. OO ekt Hapizanu B G-code 3 TakMMU NapameTpaMu: MIBUIKICTb
pyxy comuta - F1200, koopauHatu HampsMKy pyxy coria - X60.178, Y60.179,
Bucota mapy -Z0.001, mo BignoBimae 1 MM y cnaiicepi. G-code Oys

3aBaHTaxeHUM y 3D-nipuHTep.

Pucynok 1 — 30BHilHIN BUIIIS KBaJpaTHOI MOJIEN, sIka BUKOPUCTOBYEThCs Tipu 3D-
IpyKy B porpamHomy 3abe3nedenni UltiMaker Cura

CkJajy eneKTposiTy HaBeAeHO B TaOiuil 1, yMOBHM OCa/JKEHHS MpPECTaBIICHI
B Tabmuii 2. O0’ektr Oynu HAAPYKOBaHI Mpu 3 PI3HUX MIBHIKOCTIX PyXy

CoIujIa.

Tadoanusa 1- Cxiaj eneKTpoiTiB

Kommonent Bwmicr, r/n
CuSQq, - 5H,0 200
H,SO4 75
KCI 0,3

2 mn/n RUBIN T-200-A
Ho6aska RUBIN T-200* 8 mui/n1 RUBIN T-200-G
2 mu/n RUBIN T-200-E

* Jlo6aBka s BupiBHIOBaHHS Ta ocsitiaenns, KIESOW OBERFLACHENCHEMIE GmbH &

Co. KG
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Tabauus 2 — YMOBH OCa>KE€HHS, SIKI BUKOPUCTOBYIOTHCS TSI
JIOCIIKEHHS JIOKAJILHOTO OCAaKEHHS M1l

[IBuaKicTh :
I'yctuna Tpusamictb
No Pyxy CTpyMy, OCaJI)KEHHS,
aHOLY, Alcm? TOJI
c/voxel
1 5,0 4 6
2 2,5 4 6
3 1,6 4 6

dotorpadii HaApyKOBaHNX 00’ €KTIB HABEACHO HAa PUCYHKY 2. YCi HaJpyKoBaHi

00’€KTH MaIOTh KBaJIpaTHY GopMmy.

Pucynok 2 — ®otorpadii HanpykoBanux Ha 3D-nipuHTepi KBajpaTHUX 00’ €KTiB: Bif 1
710 3 — B1JINOB1/Ial0Th HOMEpaM €KCIIEPUMEHTIB y Talnuii 2

BcranoBieHo, Mo MBUAKICT PyXy COIJIa BIUIMBAE Ha MPOIEC APYKY SK Ha
KyTOBHX, TaK 1 Ha MPSAMUX JIiNsHKaxX. /y’ke Hu3bKa MIBUIKICTH COTIA 301IbIINIIA
IJIONTY HaJpykoBaHoro Mmetany. [lonepeunuii nepepi3 ocaay mokaszye Ha 40 %
OBy TUIONIY OCa/KEHHS. 3O0LIBINCHHS MBHAKOCTI PyXy cormia 3 2,5 10
1,6 c/voxel He MpU3BOAUTH 10 MOJIATIBIIOTO 3MEHIIEHHS! 30HU OCAJIKEHHS.

VY KyTOBiM cekmii afns HalWHMK4YOi MMIBHIAKOCTI 5 c/voxel ocamxyBaBcs
HAWOUIbLI PIBHOMIpHUHM mIap MeTainy. ToBIIMHA HAaJAPYKOBAHOTO MeETaly Yy
KyTOBI# 30HI jumie Ha 15 % Oinmpima, HK Ha pebpi. HactymHa mBHUAKICTH
2,5 c/voxel 301mbIIMIIa TOBIIMHY y KYTOBIi# 30H1 B 1,5 pa3u, a KOJIM MIBUIKICTh
comna gocsria 1,6 c¢/voxel, ToBmMHA y KyTOBii 30H1 Oyna maibke B 2,5 pa3u
O1IBIII010, HIK Peopi.

3MiHa TOBIIMHHM HAJIPyKOBAHOTO METaly B KYTOBOMY Iepepi3i 3yMOBJIEHA
3MEHIIEHHSIM IIBUAKOCTI pyXy coria (puc. 3). [lpu HaliMeHII# MIBHUIKOCTI
5 c/voxel comno pyxaeTbcs 4epe3 KyTOBY AUISHKY MalKe 3 TI€H0 XK MIBUIKICTIO,
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o ¥ 4Yepe3 mpsMy AUITHKY. TaKuM YHUHOM, KUTBKICTh HAHECEHOTO METaly
3aJUIIa€eThCsl He3MiHHOIO. [Ipu 301IbIIeHH mBUAKOCTI 10 2,5-1,6 c/voxel comno
OPOXOJAUTh MPSAMY MUISHKY IIBUAIIE, HDK KyTOBY. BinmoBigHO, TOBIIMHA
HAJPYKOBAHOTO METally Ha NPsMid IUISHII CTa€ MEHINOI, a Ha KyTOBIA —

OLIBIIOO.

Pucynok 3 — CxemaTtnyHe MOSICHEHHsI BIUTMBY IIBUKOCTI PyXy COILIa Ha TOBIIMHY
Ha/IpyKOBAaHOI0 MeTaiy: | - Maja MIBHUAKICTh PyXy COIJIa; 2 - BUCOKA MIBUKICTb PyXy
cora

BucHoBok

[IBuaKiCTh pyXy COIUIA BIUIMBAE HA IUIONIY HAJIPYKOBAHOTO METANy 1 HOTO
ToBIIMHY. HaifHmk4a MBUAKICTE pyxy comia Sc/Voxel 30impmmia 1oty
ocapkeHHs Maibke Ha 40 % mopiBHsHO 3 2,5 c¢/voxel. ITogaiblie 301bIICHHS
IIBUIKOCTI PyXy coruia a0 1,6 ¢/voxel He 3MiHO€ 10111 OCaHKEHHS.

301bIIeHHsT MIBUKOCTI PyXy COIUIAa BIUIMBAE€ HA TOBIIMHY HAAPYKOBAHOTO
MeTally B KyTOBHUX IHepepizax. ToBIIMHAa B KyTax 30UIbLIyeThCS B 2,5 pasu
MOPIBHSHO 3 KpastMH KBaJipaTa MpH 301TbIIICHH] IIBUAKOCTI PyXy COILIa BiJT 5 70
1,6 c/voxel.
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