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AHoTaIisi. MoenoBanHs OyIiBEIbHUX KOHC-
TPYKLil METOIOM MOIIAPOBOIO  HAIUIABJICHHS
(Fused Deposition Modeling — FDM) € oauuM i3
HANMOMyIAPHILINX METOMAIB aJUTHBHOT'O BUPOOHU-
LTBa, SKUH BUKOPHCTOBYE IIPOLEAYpPY HaIIapy-
BaHHSI IJIs1 CTBOPEHHS 3D-Moieneit map 3a mapom.

OCKNBKM TIapH € CKIAJOBHMH TPUBHMIip-HOI
KOHCTPYKLIii, caM NpOLeC Hapi3aHHS IIapiB MOXKe
Oe3rmocepeIHLO BILTMBATH Ha 0OpOOKY ITOBEPXHI Ta
MEXaHiYHiI BJIACTHBOCTI KOHCTPYKIIii, IO € JABOMA
ocHOBHUMH Hepomikamu FDM. V 3Bsi3ky 3 1ium, j10-
CITIDKEHHS PI3HUX allrO-PUTMIB Hapi3KH MOKE TTOT-
TuOUTH po3yMiHHA TpoOiem i mporamuH y FDM,
IO JIONIOMOYKE TIOKPALIUTH SKicTh 3D-npykoBaHux
OyIiBeNbHUX 00’ €KTIB.

ANTOpUTMH HaPi3KH, IO PO3POOIIEHI TSI TEXHO-
norii FDM, nogminsoTbess Ha J1BI OCHOBHI TpyIIH:
IiaHapHi Ta HeraHapHi. HeoOximHo mpoBoxuTh
CKJIaJHI aJrOpUTMIYHI OOYHUCIIEHHS, 100 [aTH
3MOTy TIPHHTEPY PO3TOPHYTH 0araroochOBY ILIO-
LIMHY Ta HEIUIOLIMHY, IO € HEJOJIKOM IIMX Iepe-
JIOBUX METO.IB.

Y cTaTTi po3rasHYTI OCHOBHI IPUHIIHIA Cliaice-
HTY T2 YMOBHO OKPECJICHI MOIIMBI CKJIQJHOIII, 10
BHHUKAIOTh Mij 4yac peainizamnii texnosorii FDMa
TaKOX JNETATBHO OIMCaHa CTpKTypa daitry dop-
mary STL y Ginapuomy Ta ASCII (anri. American
standard code for information interchange) ¢popma-
Tax.

Hocmimxeni Ha copMoBaHi 3arajabHi Xa-pakTe-
pHUCTHKHM Ta oOMexeHHst popmarty ¢aitni STL.

Hasenenunii onuc MeToniB KJIACUYHOTO clialice-
HTY MOJISNI Ta MEXaHi3MH peajizaii OUTBIT CTIeI -
¢iunnx 3amau.llpeacraBieHo akTyalbHI BUKIHKH
Ta Mep-CIeKTUBHI pO3B’A3KH MPOOIEMHU.

©B.YCeB, T. HIKI®OPOBA , 2022
MEHTIB 1 ToTOBUX BYy31iB [1, 2]. TpuBuMipHuit
JIPYK BHUKOPHCTOBY€E MHU(POBI BXiJHI AaHI 3

77

Bitanin r'YCEB
acnipaHT kadeapu 3anisobeToH-
HUX | KAM’AHUX KOHCTPYKLIA

TeTtsina HIKIDOPOBA

m
.i -
t
OekaH byaiBenbHOro akynbTeTy,
A.T.H., npodhecopka

i‘

cJIOBA.,

Kiiouosi
CAIIP, 3D-monemntoBanns, ¢popmar ASCII, meron
MOIIAPOBOTO HATLIABICHHS.

3-D napyk, STL-daitnuy,

BCTVII

TpuBuMipHU# JpyK — 1€ BUCOKOTEXHOJIOT-
YHUNA KPOK y PO3BUTKY IIBHIKOTO MPOTOTHITY-
BaHHsI y OyliBeJIbHIH raiysi.

MonentoBanHsi OyAiBens 1 ciopya, OyziBe-
JHHUX KOHCTPYKIIH Ta BUPOOIB METOJIOM I0-
IIapOBOT'0 HAIUIABJICHHS CKOPOUYYy€E Yac 1 Bap-
TICTh MPOEKTYBAHHS 1 MOJIETIIYE MPSIME TaHE-
npsiMe OyiBeIbHE BUPOOHUIITBO, CTBOPIOIOYU
dakTuyHi OyziBenbHI 00’ €KTH Oe3mocepeHbo
3 IIU(POBOTO BBEJICHHS, 1110 POOUTH MOKIMBUM
JOCTaBKY HANIIMPIIOTO JOCTYIMHOTO acOpPTH-
MEHTY KOHCTPYKTHBHHX €Jie-

TPUBHUMIPHHX JTaHUX 1 CTBOPIOE CYIJIBHI TPH-
BUMIpHI 00’€KTH 3a JIOMIOMOTOIO0 aJMUTHBHOTO



nomapoBoro mnpouecy. [Ipoctuii y Bukopuc-
TaHHI, JOCTYIMHHUHA 3a I[IHOIO Ta KOMIAKTHUN
JUTsl BAPOOHUYOTO pO3TropTanHs, 3-D apyk mm-
POKO BUKOPHUCTOBYETHCSI TU3aHEPAMH, 1HXKe-
HepaMu Il PO3POOKH KOHIEMIINA 1 Ju3aiiHy
MPOJYKTY, IO MPUCKOPIOE MPOIEC MPOEKTY-
BaHHS Ta CKOPOYEHHS 4Yacy CHOPYJIKEHHS
00’exTy OyNIBHHIITBA Ta BBEJICHHS HOTO B EKC-
myararito.OcranHiMu pokamu 3D-apyk 1 3D-
MPUHTEPHU CTaIU (PIHAHCOBO AOCTYIHHUMH IS
MaJjioro Ta CepeHbOro 613Hecy, THM CaMUM BU-
BOJISIYM II€H poLIeC Ha MAaCOBHIA PiBEHb BUPOO-
HUIITBA Ta 3aCTOCYBaHHA y OyIiBEIbHIN IpaK-
tuii. 3D-npuUHTEpPH TaKOX NPONOHYIOTH BEJIH-
YE3HMM TMOTEHIIAN JIJIT BUPOOHUYUX 3aCTOCY-
BaHb. L[ TeXHOJOris 3HAXOMUTh HIMPOKE 3a-
CTOCYBaHHS y peasiizallii Ta BIATBOPEHHI CKJIa-
JTHUX OyIiBEIHbHUX MOJIEJICH Ta KOHCTPYKIIIH.

I[IOCTAHOBKA ITPOBJIEMU TA
AHAJII3 ITOINEPEJHIX JOCIII)KEHD

STL-¢aiin, mo CTBOpPEHI CHCTEMaMu
3D-moentoBaHHs, MICTATh TPUKYTHE MIPEACTA-
BJICHHSI TIOBEPXOHB 1 CTaJlM CTaHIAPTOM ISt
BBEJICHHA JAaHUX B TEXHOJOTISX IIBUIKOTO
MPOTOTHUITYBaHHS.

VY 1ux TexHoJorisX (i3udHi 00’ €KTH CTBO-
PIOIOTHCSI IIap 3a MIAPOM, KOXKEH Iap € IBOBH-
MIpHUM Tepepi3oM TPUBUMIPHOI CITKH y (op-
mati STL.

VY cyuacnux cucremax CAIIP mo3aika nose-
PXHI 4acTO 3aKIHUY€EThCS MMOMUJIKAMU B CTPYK-
Typl JaHUX Yy BUIJISII HPOTAIMH 1 JIpOK, IO
MPHU3BOJNUTH J0 BIAKPUTHX IETENb Y TOMEped-
HUX Tepepi3ax, fAKi He MOXYTbh OyTH BUT'OTOB-
JIeH] SIK IIapH.

OpHak 3 TaKuM IPeJICTaBICHHIM Y BUIJISI
TPUKYTHUX CITOK, BUHUKAIOTh /Bl BEJIUKI MIPO-
Ostemu [5, 6].

OpHa 3 TPYJHOIIIB TOJISTAaE B TOMY, 10 Oa-
raTo Cy4acHUX TBEPIOTUIBHUX MOJETeH He
CTBOPIOIOTH TOIIOJIOTIYHO MPABHIIBHUX MO3AiK.
[Tomunku, Taki SK MPOTaJMHU Ta YMCICHHI
TpaHi, IPU3BOISTH 10 HEMPABMWIIBHUX TIOTIEpEY-
HUX Tepepi3iB, sIKi HE MOXYTh OyTH BUTOTOB-
JIeH1 SIK mapy. 3a OCTaHHE JCCATIITTS 6arato
JOCITITHUIBKUX TPYIl HPAIlOBAIA Haja CHpO-
IIEHHSIM TTOBEPXHI Ta OMyOJIiKyBaiu 6araTo po-
0IT Ha ITI0 TEMY.
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ANTOPUTMHU CIIPOLLIEHHS CITKU 3MEHIIYIOTh
KIJIBKICTh TPUKYTHUKIB Yy JaHii MOAENi, MiHi-
MajJbHO 3MIHIOIOYH 1i TE€OMETpUYHYy (opMmy.
[Hma mpo6nema nossirae y BUCOKiH CKIaHOCTI
TaKuX CiTOK. Moeni 3 MUIbIHOHaMH TPUKYTHHU-
KiB 9acTO BHMAararoTh OUIbIIE HDXK JOCTYITHE
CXOBHUIIE Ta TpuBaiIuii yac oOpoOku. Tomy,
3MEHIIICHHS CKJIaJHOCTI MMOBEPXHEBUX CITOK €
000B’SI3KOBOIO0 BUMOTOIO U1 pOOOTH 3 TAKUMHU
HpeCTaBICHHAMU MOJIeNeil.

[Tin wac Teccemsmii B CITHI AMCKpETH3aLl
MO>KYTh BUHUKHYTH YHCIIEHHI MTPOOJIEMHU 3 BU-
kpuBicHHSIM ¢dopmu [3, 4]. Tomy po3pobOka
JUCKPETHUX aJTOPUTMIB JJIsi TPUKYTHHUX CITOK
3 METOIO 3TJIaJKyBaHHS (DOPMU € 1€ OJHIEI0
HEHTPAJIHHOO MPOOIEMOIO.

Taki anrOpuTMH BUKOPUCTOBYIOTH PE3YJiIb-
TaTH Ta METOAM Iu(depeHIialbHOT TeoMeTpii,
BapialiitHoro qu3aiiHy MOBEPXHI Ta YUCIOBOIO
aHaJlizy Ta 3HaXOAATh 3aCTOCYBaHHS B Oara-
THOX 00JIaCTSIX.

OpHak Jty’xe Majio poOIT CTOCYIOTbCS BHSIB-
JICHHSI Ta BUIPABJICHHS TOIOJIOTIYHUX TTOMH-
JIOK 1 MoOy/10BH BiJNOBITHUX CTPYKTYp JAaHUX
HaJl TPUKYTHOIO CITKOIO, SIK1 TAKOX MICTSITh TO-
HOJIOT1UHY iH(OpMaILito.

BUKIIAJIEHHA OCHOBHOI'O
MATEPIAJTY

STL — e popmar daitny, Skuii IUPOKO BH-
KOPUCTOBYETHCS JIJIsl MPOrpaMHOro 3abesrne-
yenHs1 CAIIP y crepeo mitorpadii, cTBOpeHOTO
kommaniero 3D Systems Inc.

Lle#t popmar dainy miaTpuMyeTbest Oara-
ThMa 1HIIMMU IPOTPAMHUMU NTaKEeTaMH; BiH BU-
KOPHUCTOBYETBCS ISl IIBUAKOTO TPOTOTHITY-
BaHHJ Ta aBTOMAaTH30BAHOTO BHPOOHUIITBA.
@aitnu STL onucyoTh JUIlIe TEOMETPII0 MOBE-
PXHI TpUBUMIpHOro 00’ekTa 0e3 Oylb-SKOro
MPEJCTABICHHS KOJIhOPY, TEKCTYpH YH 1HIITHX
3aranpHUX aTpudyTiB Moaeni CAIIP. ®opmar
STL Busnauae sk ASCII, Tak 1 ABIMKOBE TIPeI-
ctaBneHHs. J[BiiikoBi ¢aiin € OuLIbII MOIIM-
peHi, OCKUJTbKY BOHH OLTBIIT KOMTIAKTHI [7].

@aiin STL onmcye HeCTpYKTypOBaHYy TpiaH-
I'yJIbOBaHY IOBEPXHIO 32 IOIIOMOIOI OJMHNY-
HOi HOpMaii Ta BepIIMH (YNOPSIKOBAHUX 32



MPaBUJIOM TIPaBOi1 PyKU) TPUKYTHHUKIB 13 BUKO-
PUCTAHHSIM TPUBHMIPHOI JAEKAPTOBOI CUCTEMH
KOOp/IMHAT.

@aiin ckiIagaeTbes 3 HAOOPY TPUKYTHUKIB,
SIKI MOKHA alpOKCUMYyBaTH 3 IMEBHOIO TOYHI-
CTIO JUTsl OyIb-siK01 moBepxHi. [ToBepxHs 3a1a-
€ThCS1 HAOOPOM TPUKYTHHUKIB, KOXKEH 3 SIKUX 3a-
JAEThCS TPHOMA BEPIIMHAMHU i BEKTOPOM HOP-
MaJti, 0 OJTHO3HAYHO 33J1a€ IMOJIOKEHHS TPH-
KyTHHMKa B IIPOCTOPI.

UuM MeHIi 3a po3MipoM TPUKYTHUKH, TUM
Kpariie 3 ix JOIOMOTrOr MOKHA allPOKCHUMYBATH
MTOBEPXHIO, BIJIIOBITHO 3POCTA€E KIJIBKICTh TPH-
KyTHHUKIB B Mojeri [8, 9].

Iadopmaris y STL daitmax moxe OyTH 3a-
nucana B ASCII ¢popmati abo B 6iHapHOMY (O-
pMari.

Koxen 3 nux dopmartiB Mae CBOI mepeBaru
ta Henoniku. 3 ¢aiinom popmaty ASCII nermre
MpaIoBaTH, OCKIIbLKH 1HGOpMaIlis B ¢aiiii 30e-
pIraeThCcs y MPUAATHOMY J0 YUTAHHS JIFOAWHI
dhopmari.

B cBoro uepry, Ta x iHpoOpmMauis B OiHap-
HOoMy ¢opMmaTi Oyze 3aiiMaTu 3HAYHO MEHIIE
MiCIlI Ha JTUCKOBOMY IIPOCTOPI, ajie moTpedye
KOHBepTauii 3 O6iHapHOro (opmary Ta 3HaHb
po CTpyKTypy Paiimy [10].

Cdepruna moBepxHs JOCUTh TOYHO 3ajaHa
JIeKIIbKOMa THCAYaMM TPUKYTHHKIB, SIKi Mic-
TATh JIOCTATHBO iH(OpMAIi IS BiATBOPEHHS
300pakeHHs (irypu Ha expani (puc. 1).

Puc. 1 Tpusumipna monens B popmati STL
Fig. 1 Three-dimensional model in .STL format

Crpyxkrypa ¢aiimy STL B dopmati ASCII
Jla€  MOXJIMBICTH po3ibpaTtrca 3 (opmaTom

solid wall

(haiisry He IITyKarouu TIPH 1bOMY JTOJAATKOBOT JIi-
TepaTypHu.

facet normal -1.020000e+000 ©.000000e+000 ©.0000020e+000Q

outer loop

vertex ©.200002e+200 ©.000000e+000 2.000000e+002
vertex ©.000000e+200 1.000000e+002 2.000000e+002
vertex ©.000000e+200 ©.000000e+000 ©.000000e+000

endloop
endfacet

end;éiid
Puc. 2. Ctpyxrypa STL daiiny B popmati ASCII
Fig. 2. The structure of the STL file in ASCII format

KoxeH cTpykTypHuUil eneMeHT mo3Haya-
€TBCS OKPEMHUMH KIIIOUYOBHM CJIOBOM: solid —
moyatok mojeni, facet normal — BekTop outer
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HOpMaJli TPUKYTHHKA (3a/laHuil TpbOMa KOOP-
JTUHATaMH), 100p — MOYATOK MHKIY mepedopy
BEPIINH TPUKYTHUKA, VerteX — BEpIINHA TPUKY-
THHKa (3aJaHa TpbOMa KoopauHaTtamu), end



loop — kiHenp KKy epedOpy BEPIIUH TPHUKY-
THHKa, endfacet — KiHeLb OMKCY OTHOTO TPUKY-
THUKa, endsolid — kiHenp ommcy wMojeni
(puc. 2).

binapamii opmar Mae iHIIY CTPYKTYpY
daiiny (puc. 3). [Tepuri 80 6aliT BiABOAATHCS HA
30epiranHs Ha3BU Mojeni. [lotiM Bka3yeThCs
KUTBKICTh TPUKYTHUKIB MoJeni (4 Oaiitu). [aii
OTHMCY€ETHCSI MACUB TPUKYTHHUKIB 110 50 OalT Ha

UINTE[BO]
UINT3Z

for each triangle
REAL3Z2[3]
REAL3Z2[3]

REAL3Z2[3]

REAL3Z[3]
UINT16

end

TpUKyTHUK (12 OaiiT Ha HOpMaJb, 1Mo 12 GalT
Ha KOXKHY BEpUIMHY Ta 2 O6alTH Ha 30epiranHs
KOJIBOPY).

KoxeH TPUKYTHHK ONHCY€ETHCS IBaHA[IIs-
ThMa 32-pO3pSATHUMH YUCIIaMU 3 TUIABAIOYOI0
KOMOIO: TP JJIsi HOPMaJIi, a HOTIM TPH JJIs KO-
opauHatu X/Y/Z K0>XHOI BEPIIUHU — SIK 1y Be-
pcii ASCII STL [11].

Header
Number of triangles

Puc. 3 Crpykrypa .STL daiiny y 6inapHomy ¢opmari
Fig. 3 The structure of the .STL file in ASCII format

[licng nBaHaAUATOrO YHciaa 3 IUIABAIOYOIO
TOYKOIO #Jie TBOOAWTOBE «KOPOTKE» IIJIe Y-
c10 0e3 3HaKy, sSIKE € «IIiJIpaxyHKoM OaHTiB at-
pubyTtay — y crapaapTHoMmy ¢opMmaTi e Mae
OyTH HyJb, OCKUIbKHM OLIBIIICTH MPOTPaM He
pPO3yMi€ HIYOTO THIIIOTO.

Hopmains dacety mae OyTH OJUHUYHUM Be-
KTOPOM, CIIPSIMOBAHUM Ha30BHI BiJl CYI[UIBHOTO
o0’exrta 1 B ASCII dopmari, 1 B 1BIHKOBIH Bep-
cisix STL ¢opmary. V OinpmiocTi mporpam e
Moxke Oytu BcranoneHo Ha (0,0,0), i mporpa-
MHE 3a0e3NeueHHs] aBTOMAaTHYHO OOYHCIHTH
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Normal wector
Vertex 1
Vertex 2
Vertex 3

Attribute byte

count

HOpPMaJlb Ha OCHOBI MOPSAKY BEPLIMH TPUKYT-
HHUKa 32 JIOTIOMOTOI0 «IIPaBHJIA MPABOi PYKI»
[12, 13].

Takox, cmig 3a0e3neyuTH K HOpPMallbHY
IpaHb, TakK 1 BIAMOBIIHUN MOPSAIOK BEPIIMH —
HaBITh SKIIO II€, 3/1a€ThCA 3alBUM. Jleski TIpo-
rpaMi BUKOPUCTOBYIOTh HOpMaJIb Uil €(heKTiB
3aTIHEHHS, TOMY «HOpMai», NepeidyeHi Yy
¢ailni, He € HOPMAJIIMU CIIPAaBXKHIX T'paHEei.
Crig noTpuMyBaTHCS MpaBuIiia BiJl BEPIIMHU 10
BepLIMHHU (puc. 4).

Puc. 4 IlpaBuio BiJ BEepIIMHN A0 BEPUINHA
Fig. 4 The vertex-to-vertex rule



Ko)xeH TpuKyTHHK NTOBUHEH MaTH 1Bl Bep-
IIMHU 3 KOXHHUM 13 CYCiIHIX TPUKYTHHKIB. [H-
LIMMHU CJIOBaMHM, BEPILIMHA OJHOIO TPUKYTHHKA
HE MO>KE JIeKaTH Ha CTOPOHI 1HILIOTO.

Heo0x1HO 3aBX /11 JOTPUMYBATUCS 3arajb-
HUX XapaKTEpUCTHK Ta BpPaxoBYBaTH oOMe-
eHHs ¢popmary ¢aitnis STL [15, 16].

Hns 3D-npunHTEpiB, SIKi MOXYTh CTBOPUTH
Oynb-sKy 00’eMHy (popMy y BUTIISAII cepii 3pi-
3iB, MOTpiOHA cepist 3aMKHYTHX JIBOBUMIPHHUX
KOHTYPIB, SIK1 3aII0BHIOIOTHCS TBEPAUM MaTepi-
aJIOM, OCKUIBKH IIapH 3JTUBAIOTHCS PA30M.

[Tpuponuum QopmartoM (aitnmy nnas Takoi
MaluHu OyJe cepist 3aMKHYTHX 0araToKyTHH-
KiB, IO BIAMOBIAAIOTH PI3HUM Z-3HAYEHHSM.
OnHak, OCKIIBKM MOYKHA 3MIHIOBATH TOBILIUHY
uiapy AJis WIBUAIIOI, ajle MEHII TOYHOI mo0y-
JIOBH, 3HAYHO MPOCTIIIE BU3HAYUTH MOJIENb,
Ky MOTpPiIOHO 1MOOYAyBaTH, SIK 3aMKHYTUH Oa-
raTOrpaHHUK, IKUH MOXKHA PO3pi3aTH HAa HEOO-
X1IHUX TOPU30HTAIbHUX PIBHSIX.

MoxHa cTBepKyBaTH, 10 (Gopmat daitny
STL, 3maTHuil BU3HAUUTU OaraTorpaHHUK 13
Oyab-KOI0 0araTOKyTHOIO TpaHHIO aje Ha
MPAaKTUI[l BIH BHUKOPUCTOBYETHCS JIMLIE ISt
TPUKYTHHKIB, IIe O3Ha4ae, 10 3HaYHa YaCTHHA
CUHTaKcucCy Qailny € 3aiiBoro. Kpim Toro, 3Ha-
YEeHHsT HOpMasi He MOoTpiOHe, OCKUIbKU Lie €
npsiMe OOYMCIICHHS KOOPAMHAT TPUKYTHHKA 3
OpIEHTAIIIEIO 1110 KOHTPOJIOETHCS 32 MIPABUIIOM
IIpaBoi pyKH.

@aiimn STL marooTe OyTH 3aMKHYTHMH Ta
3’€JHAHUMH K KOMOIHAaTOpHa MOBEpPXHs, Je
KO>KHE peOpo TPUKYTHA € peOpOM JIBOX CyMiXk-
HUX TPUKYTHHUKIB. OCKUJIbKM CUHTAKCHC HE Tie-
penbayvae 3acTOCYBaHHS Ili€l BJIACTMBOCTI, ii
MOJKHa ITHOPYBaTH Ui Tporpam, Je Oiu3b-
KicTh He Mae 3HaueHHs [14].

Bau3pKicTh Ma€ 3HAYCHHS JIUIIE B TOMY BH-
NaJIKy, KOJIM porpaMHe 3a0e3MeUeHHs, IKe po-
3pi3a€e TPUKYTHUKH, BUMAarae, Mmoo BOHO TapaH-
TYBaJIO 3aMKHYTICTh JIBOBUMIPHUX MOJITOHIB.
[Hoxi, Take mporpamHe 3a0e3neueHHs] MOXKHA
HaNKCATH JUIs YCYHEHHS HEBEJIIMKUX PO301KHO-
CTe IIIAXOM MEpPEeMIIIeHHs KiHIEBUX TOYOK
pebep, SKi 3HAXOASAThCS OJIM3BKO OJHA J0 O-
HOi, o0 BOHHM 30irammcs. PesynbTaTé Here-
penbadyBaHi, ajie 4acTo I[LOTO JOCTATHBO, 100
OTpPUMATH LIyKaHWUN pe3yJbTarT.
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OueBnaHO, € 0arato MOKJIUBOCTEH s
«BIIOCKOHAJIEHHS» 1bOTO (hopmaty aiimy,
KWW y HOTO HUHINTHBOMY BUTJISIII € HIYUM 1H-
MM, SIK TIepesikoM Tpyl i3 9 (abo 12) yucen 3
IIaBAI040I0 KOMOIO, BOY/I0BaHUX Y SIKUICH HE-
notpiOHMi cuHTakcuc. OCKIJIBKM KOXHA Bep-
[IMHA B CEpeIHbOMY OyJieé BUKOPHCTOBYBATHUCS
B IIECTH Pi3HUX TPUKYTHUKAX, 3HAYHY €KOHO-
Mil0 TIam’STi MOKHa OTpHUMATH, MepepaxyBa-
BIIM BCl TOUKU B TAOJUII Ha 1MOYaTKy Qaiiiy, i
3aKIHYMBIIIN CITUCKOM BU3HAUYEHb TPUKYTHHKIB,
IO CKJIAJAETHCS 3 TPUIUIETIB IUIUX YUCEI. Kl
NOCUJIAIOThCSA Ha 1110 Tabnuiro. OaHak i re-
Hepalii 0IHOr0 KOHTYPHOTO 3pi3y 3a JI0IOMO-
TOI0 JyXe JIeTKOTO TpOrpaMHOro 3abe3re-
YEeHHS Ha KOMIT IOTepl 3 HEBEJIUKUM 00 €MOM
nam’sATi e Gopmar € igeaNbHUM, OCKUIBKH
fioro MoxHa oOpoOUTH 3a OJUH MPOXiJ, He3a-
JIXKHO BiJ po3mipy daiiy [17].

Knacuunuii migxin 10 clallCuHTy Momeni
HOJISATa€ B MOUIYKY JIIHIM NEPETUHY MIXK PIKYy-
YOI0 IUIOIIMHOIO Ta IUIOMIMHAMHU HAa0Opy TpH-
KyTHHKIB Mojieni. [Tnonmna o6paHoro TpukyT-
HHUKa MOJKE€ MEPETUHATUCSA 3 PLKYUOIO IJIOIH-
HOIO OJIHUM 3 5 cmoco0iB: pikyda IUIOIIMHA
nepeTHHae pedpo 1 IPOXOIUTh Yepe3 BEPIINHY,
MPOXOAUTH TIO0 pedpy, MPOXOAUTH Yepe3 OIHY
BEpIINHY, MEpeTUHAE /Ba pedpa TPUKYTHUKA
a00 TPUKYTHUK JIEKHUTH Ha IUJIOIIKHI IEPETUHY
[18].

Pixxyua muonyHa miiiiMaeThCsi Bropy 3 piB-
HUM KPOKOM JOKHU HE TOCATHE HAUBUIIIO1 TOUKH
mozem. Ilicimst koXHOT iTeparlii OTpUMy€eEMO
onuH abo0 NeKibKa 3aMKHYTHUX KOHTYpIB, IIIO
dbopMy10ThCS 3 HA0OPY OTPUMAHUX JIiHIN Hepe-
TUHY.

st 361pIIeHHST TOYHOCTI (h13UYHOT MOJIEI
3aIOBHIOEMO ITyCTOTH B CEPEAMHI MOJIeNi o0pa-
HuUM natepHoM (puc. 5). CiTka matepHy 3amoB-
HIOE BCE TOJIe JJIs APYyKY, a Mexki 00paHoi Mo-
nieni oOpi3aroTh MaTepH, 3aJUIIAI0YH JIUIIE Ya-
CTHHY CITKH, 1[0 3HAXOJUThCA BCEPEIUHI MO-
nedi.

HactynHuM KpOKOM € TeHepalis LUIIXy
pyXy eKCTpyaepa i APyKy MOJAEINl maTepia-
JIOM JIJIS1 IPYKY.
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Puc. 5 Habip cTanmapTHUX MaTepHiB 3aIlI0BHEHHS
Fig. 5 A set of standard fill patterns
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Puc. 6. IlepeTH pixky4oi IIOMUHY 3 TPUKYTHUKaMH MO/IENI
Fig. 6. Intersection of the cutting plane with the triangles of the model

Ha puc. 6 myHKTHpPOM 300pakeHO PiXYYl
IUTOIIMHY, @ YePBOHUM [T03HAUYEHO TOYKH Tepe-
TUHY IUX TUIONIMH 3 TPUKYTHUMH TPAHIMHU MO-
Jedi.

[TyHkTHpHI TiHIT MK Y€PBOHUMH TOYKAMH 1
€ JHISIMM KOHTYPIB JUIS MOJAJIBIIOTO iX 3a10B-
HEHHSL.

B nocnimkeHHi BIUIMBY OOpaHOTrO MaTepHY
Ha MEXaHIYHI BJIACTHBOCTI HAJPYKOBAHHUX €Jie-
MEHTIB OyJI0 BUSABIIEHO, III0 0OpaHMii MaTepH Ta
BIZICOTOK 3aIlOBHEHHS BIUIMBA€ Ha MeEXaHIYHI
BiactuBocTi ¢irypu. Te, gk miHil naTepHy me-
PETHUHAIOTHCS OJIMH 3 OJHUM 1 3a0€3medye Mill-
HICTb.

CnouaTky JApyKyIOTbCS KOHTYpH (irypw,
MOTIM BIKE 3alIOBHIOETHCS TIOPOKHUHU MIXK CTi-
Hkamu (irypu [19]. TlaTepH, mo OXHOTHUITHO
MMOBTOPIOETHCSL MPOCTO OOPI3a€ThCS CTIHKAMU
Mojnem. TakuM YWHOM, OTPUMYEMO 3aIlOB-
HEHHs JIuiIe BcepeanHi Mmoaeni. Takuii crocid
reHeparlii 3aroBHEHHSI € pPEHTa0eIbHUM IpPHU
Jpyli TJIAaCTUKOM 1 3a0e3nedye MOXKIUBICTh
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BUKOPHUCTAHHS OJIHOTHUITHUX TIATEPHIB Ha Pi3-
HUX Mozensax. JlocuTs mupokuii HaGip martep-
HIB JIa€ MOXJIMBICTh BHOpaTH TOTPIOHWN Ta-
TEPH B 3QJIEKHOCTI BiJl 3a7a4.

IcHye TakoX MBUAIIMIA anTOPUTM Hapi-
3aHHg Memry (MemI-o0'ektu Blender — e Tpu-
BUMIPHI T€OMETPUYHI MPUMITHBH, Ha OCHOBI
SKHX CTBOPIOIOTH OLIBIN CKJIa/H1 300paskeHHs)
Ha Iapu.

CyTh MOKpAIEHOTO aJIrOPUTMy HapizaHHS
MoJIsirae B TOMY, IO TEPiOj] Hapi3aHHS 3alie-
SKUTH BiJ IIBUIKOCTI 3MIHA MOJIETI.

ToOTOo, AKIIO MOJEIb HE 3MIHIOETHCS BBU-
COTYy, TO BUKOPHCTOBYEMO JIaHi TIONIEPEIHBOTO
mapy, a sSKIo 3MIHIOEThCS 1HTEHCHBHO, TO Ha-
pizaemo mozens yacrimie [20, 21]. Takwuii mig-
X7l TO3BOJISIE TOYHINIE BIATBOPUTH (DIrypy,
sk11o 3D mpuHTEp A03BOJISIE HAAPYKYBATH LIap
MOTPiIOHUM po3MipoM. TakuM YMHOM OTPHUMY-
€MO OUIBIITY TOYHICTh TaM, € MOJICTb IHTEHCHU-
BHO 3MIHIOETECS. AJle, SAKIIO MOJENh 3MIHIO-
€THCS TNIABHO, TO HAKOMYYETHCSI HE3HAYHE BiJI-
XHWJICHHS BiJl peaJIbHUX PO3MIpiB MOJENI.



[cHyIOTH TakoXX METOAM CIAWCHHTY MJid
O cienmgiyaux 3agad. Hanpuknan, icHye
MeTo ] CHEePUIHOTO CIIAUCHHTY, SIKMH 11€aJTbHO
MIIXOAUTh JUIsl CHANCHHTY CcQepornoaioHmx
00’ekTiB. Meton mepenbavae, 10 Hapi3zaHHS
MoJieni BiOyBa€eTbCs COHEPUYHUMH  TLUIOLIH-
HaMH PI3HOTO pajilyCy MOYMHAIOYH BiJl IICHTPA
Mojeni. BingrBoputu 3reHepoBaHuil Habip iH-
CTPYKIIIH 3MOXe JIUIIE IPUHTEP Ha OCHOBI PO-
060Ta-MaHIMyJIATOpA.

BUCHOBKMU I ITEPCITEKTNBU
[MOAAJIBIINX JOCIIIKEHD

Ha panwmit wac icHye HEOOXiTHICTH HOCIHI-
JOKEHHSI ~ JeTaJbHOr0  OIJISiAYy  METOJIB
JUCKPETHOT'O MOJICJIIOBaHHS MMOBEPXHI, K1 HE-
00X1J1H1 JUIsl IIBUAKOT'O CTBOPEHHSI IPOTOTHIIIB,
Takux sIK KepyBaHHs ¢aitinamu STL, anani3
TPUKYTHOI ciTku y ¢opmari STL nnst BusB-
JICHHSI Ta YCYHEHHS TOIOJIOTIYHUX AE(EKTiB,
noOyA0Ba BIAMNOBIAHUX CTPYKTYp HaHUX IS
onucy GopMHu 1 3r71aJ)KyBaHHs CITOK.

Ha cboroani BUKOHaHUH aHaii3 JiTepaTyp-
HUX JDKEpes, sIKI 30CepelKeHl Ha reomerpii
UX Ipo0ieM, 1 sIKi MpeCTaBIAI0Th MaTeMaTH-
YH1 IHCTpyMEHTH. [|J1s1 MogabIInX JOCIiIKEHb
HEOOXITHO JOCHIAUTH HAa NMPAKTUYHOMY PiBHI
MPUIOMHU KepyBaHHsS TPUKYTHUMH CiTKamMH. Y
nporeci Tpanchopmanii moxeni STL moxe
OyTu Oarato MOMWJIOK JaHHX, TaKUX SIK OTBIp,
TPILIMHA, BIACYTHS IMO3MIIisl, 3BOPOTHUNA HOP-
MaJIbHUW BEKTOP, HAIMIPHICTh TOIIIO, IO MOSIC-
HIOETLCS HASABHICTIO MMOMMWJIKM ONII JaHUX 1
MO>KJTUBICTIO BIJICyTHOCTI TPUKYTHHKA.

Ie Moke COpUYMHUTH BIIXUJICHHS y HACTY-
MTHOMY IIBUAKOMY TNPOTOTHUITYBaHHI Ta BILIH-
HYTH Ha 3acTtocyBaHHs Mozeneit STL.

Heo0xigHo oTpumaru Ha NMPaKTUYHOMY J0-
CJIIJI BiTHOLIEHHS TOYOK, pedep 1 MOBEPXOHb
IUITXOM CTBOPEHHSI TOIOJIOTIT It MOJIeNi
STL, a Takox MaTeMaTHYHO OMMCATH CTPYK-
TYpy JaHuX Tpada, SKHi MpencTaBisie pedpa B
OJTHOMY TPUKYTHHUKY Ta Ha OCHOBI pi3HUX Xapa-
KTepiB MOMUJIOK PO3POOUTH aJITOPUTMH iX yCy-
HEHHSL.

[ToMunku OTBOPIB MOKHA BUIIPABUTH ILLIS-
XOM JI0JIaBaHHS TPUKYTHHKIB, $IKi CTBOpIO-
I0ThCSI TOUKaMH, 3alIMCAHUMHU B QJITOPUTM Iie-
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PEeBIpKH OTBOPIB Ha OCHOB1 MIPUHITUITY MiHIMa-
JBHOTO KyTa, TPIIIMHU MO>KHA BUIIPaBUTH, 3Mi-
HUBIIIM KOOPAWHATY TOYKH. 3a TOMIOMOTOIO pi-
3HHUX JIO/IaTKIB HA OCHOBI MOBH IPOTPaMyBaHHS
C++ (ax mpukiaza, Microsoft Visual C++) po3-
poOHUTH CHCTEMY MEPEBIPKU TTOMHIIOK.

JITEPATYPA

1. 3d Printing Trends in Building and Construction
Industry / P. Mehar et al. International Journal
of Scientific Research in Science and
Technology. 2020. P. 314-3109.

2. A critical review of 3D printing and digital
manufacturing in construction engineering / M.
H. Ali et al. Rapid Prototyping Journal. 2022.

3. El-Sayegh S., Romdhane L., Manjikian S. A
critical review of 3D printing in construction:
benefits, challenges, and risks. Archives of Civil
and Mechanical Engineering. 2020. Vol. 20, no.
2.

4. Galantucci L. M., Percoco G., Dal Maso U. A
volumetric approach for STL generation from
3D scanned products. Journal of Materials
Processing Technology. 2008. Vol. 204, no. 1-3.
P.403-411.

5. Huang L. L., Zhang X. W. Automatic Identifi-
cation of Features from CAD Models Based on
STL Files. Applied Mechanics and Materials.
2012. Vol. 220-223. P. 2524-2527.

6. Huang S. H., Zhang L. C., Han M. An Effective
Error-Tolerance Slicing Algorithm for STL
Files. The International Journal of Advanced
Manufacturing Technology. 2002. Vol. 20, no. 5.
P. 363-367.

7. Koc B., Ma Y., Lee Y. Smoothing STL files by
Max-Fit biarc curves for rapid prototyping.
Rapid Prototyping Journal. 2000. Vol. 6, no. 3.
P. 186-205.

8. Kumar A. V. A review paper on 3d-printing and
various processes used in the 3d-printing. In-
terantional journal of scientific research in en-
gineering and management. 2022. Vol. 06, no.
05.

9. Leong K. F., Chua C. K., Ng Y. M. A study of
stereolithography file errors and repair. Part 1.
Generic solution. The International Journal of
Advanced Manufacturing Technology. 1996.
Vol. 12, no. 6. P. 407-414.

10. Leong K. F., Chua C. K., Ng Y. M. A study of
stereolithography file errors and repair. Part 2.
Special cases. The International Journal of
Advanced Manufacturing Technology. 1996.
Vol. 12, no. 6. P. 415-422.



11. Life cycle assessment of a concrete 3D printing
process / C. Roux et al. The International Jour-
nal of Life Cycle Assessment. 2022.

12. Nayyeri P., Zareinia K., Bougherara H. Pla-
nar and nonplanar slicing algorithms for fused
deposition modeling technology: a critical re-
view. The International Journal of Advanced
Manufacturing Technology. 2022. Vol. 119, no.
5-6. P. 2785-2810.

13. Nebrida J. A. Automated Onsite Construction:
3D Printing Technology. Journal of Engineering
Research and Reports. 2022. P. 47-55.

14. Robotics technologies aided for 3D printing in
construction: a review / Z. Xu et al. The
International Journal of Advanced
Manufacturing Technology. 2021. Vol. 118, no.
11-12. P. 3559-3574.

15. STL file generation from measured point data
by segmentation and Delaunay triangulation/S.-
H. Lee et al. Computer-Aided Design. 2002. Vol.
34, no. 10. P. 691-704.

16. Szilvsi-Nagy M., Matyasi G. Analysis of STL

files. Mathematical and Computer Modelling.

2003. Vol. 38, no. 7-9. P. 945-960.

Taufik M., Jain P. K. On the achieving
uniform finishing allowance through identifying
shape deviation for additive manufacturing.
Australian Journal of Mechanical Engineering.
2021. P. 1-19.

18. Umaras E., Tsuzuki M. S. G. Additive Manu-
facturing - Considerations on Geometric Accu-
racy and Factors of Influence. IFAC-Paper-
sOnLine. 2017. Vol. 50, no. 1. P. 14940-14945.

19. Yu W, Nie Z., Lin Y. Research on the slicing
method with equal thickness and low
redundancy based on STL files. Journal of the
Chinese Institute of Engineers. 2021. Vol. 44, no.
5. P. 469-477.

20. Zhang Z., Joshi S. An improved slicing
algorithm with efficient contour construction
using STL files. The international journal of
advanced manufacturing technology. 2015. Vol.
80, no. 5-8. P. 1347-1362.

21. T'yces B. O., Hixigoposa T. . JocmimkeHHs
eTalliB [IepeTBOPEHHS 00'eMHOI MOzE1 BUPOOY B
Kepyrounii kox it 3D-npuHTEepa B KOHTEKCTI
aBTOMATHU30BaHOTO OyIIBHUIITBA TeXHOMOTIi 3D
— IpyKy. Vkpaincokuii scypnan 6yoienuymea ma
apximexmypu. — 2022, — Ned— C. 38-45.
DOI:10.30838/J.BPSACEA.2312.250822.38.87
6

17.

REFERENSES

1. 3d Printing Trends in Building and

84

Construction Industry / P. Mehar et al.
International Journal of Scientific Research in
Science and Technology. 2020. P. 314-3109.

2. A critical review of 3D printing and digital
manufacturing in construction engineering / M.
H. Ali et al. Rapid Prototyping Journal. 2022.

3. El-Sayegh S., Romdhane L., Manjikian S. A
critical review of 3D printing in construction:
benefits, challenges, and risks. Archives of Civil
and Mechanical Engineering. 2020. Vol. 20, no.
2.

4, Galantucci L. M., Percoco G., Dal Maso U. A
volumetric approach for STL generation from
3D scanned products. Journal of Materials
Processing Technology. 2008. Vol. 204, no. 1-3.
P. 403-411.

5. Huang L. L., Zhang X. W. Automatic Identifi-
cation of Features from CAD Models Based on
STL Files. Applied Mechanics and Materials.
2012. Vol. 220-223. P. 2524-2527.

6. Huang S. H., Zhang L. C.,, Han M. An
Effective Error-Tolerance Slicing Algorithm for
STL Files. The International Journal of
Advanced Manufacturing Technology. 2002.
Vol. 20, no. 5. P. 363-367.

7. KocB.,MaY., Lee Y. Smoothing STL files by
Max-Fit biarc curves for rapid prototyping.
Rapid Prototyping Journal. 2000. Vol. 6, no. 3.
P. 186-205.

8. Kumar A. V. A review paper on 3d-printing and
various processes used in the 3d-printing. In-
terantional journal of scientific research in en-
gineering and management. 2022. Vol. 06, no.
05.

9. Leong K. F.,Chua C. K., Ng Y. M. A study of
stereolithography file errors and repair. Part 1.
Generic solution. The International Journal of
Advanced Manufacturing Technology. 1996.
Vol. 12, no. 6. P. 407-414.

10.Leong K. F., Chua C. K., Ng Y. M. A study of
stereolithography file errors and repair. Part 2.
Special cases. The International Journal of
Advanced Manufacturing Technology. 1996.
Vol. 12, no. 6. P. 415-422,

11.Life cycle assessment of a concrete 3D printing
process / C. Roux et al. The International Jour-
nal of Life Cycle Assessment. 2022.

12. Nayyeri P., Zareinia K., Bougherara H. Planar
and nonplanar slicing algorithms for fused dep-
osition modeling technology: a critical review.
The International Journal of Advanced Manu-
facturing Technology. 2022. Vol. 119, no. 5-6. P.
2785-2810.

13. Nebrida J. A. Automated Onsite Construction:
3D Printing Technology. Journal of Engineering



Research and Reports. 2022. P. 47-55.

14.Robotics technologies aided for 3D printing in
construction: a review / Z. Xu et al. The
International Journal of Advanced
Manufacturing Technology. 2021. Vol. 118, no.
11-12. P. 3559-3574.

15. STL file generation from measured point data
by segmentation and Delaunay triangulation/S.-
H. Lee et al. Computer-Aided Design. 2002. Vol.
34, no. 10. P. 691-704.

16. Szilvs$i-Nagy M., Matyasi G. Analysis of STL
files. Mathematical and Computer Modelling.
2003. Vol. 38, no. 7-9. P. 945-960.

17. Taufik M., Jain P. K. On the achieving
uniform finishing allowance through identifying
shape deviation for additive manufacturing.
Australian Journal of Mechanical Engineering.
2021. P. 1-19.

18. Umaras E., Tsuzuki M. S. G. Additive Manu-
facturing - Considerations on Geometric Accu-
racy and Factors of Influence. IFAC-Paper-
sOnLine. 2017. Vol. 50, no. 1. P. 14940-14945.

19. Yu W, Nie Z., Lin Y. Research on the slicing
method with equal thickness and low
redundancy based on STL files. Journal of the
Chinese Institute of Engineers. 2021. Vol. 44, no.
5. P. 469-477.

20.Zhang Z., Joshi S. An improved slicing
algorithm with efficient contour construction
using STL files. The international journal of
advanced manufacturing technology. 2015. Vol.
80, no. 5-8. P. 1347-1362.

21. Husiev V. O., Nikiforova T. D. Doslidzhennia
etapiv peretvorennia obiemnoi modeli vyrobu v
ke-ruiuchyi kod dlia 3D-pryntera v konteksti
avtoma-tyzovanoho budivnytstva tekhnolohii
3D — druku. Ukrainskyi zhurnal budivnytstva ta
arkhitektury. — 2022, — Ne4.— S. 38-45.

DOI:10.30838/J.BPSACEA.2312.250822.38.876

Cmammasa naditiuna 0o peoakuii 12.11.2022 p.

85

ANALYSIS OF STL FILES AS INPUT
DATA FOR RAPID PROTOTYPING
SYSTEMS

Vitalii HUSIEV
Tetiana NIKIFOROVA

Summary. Since layers are components of a
three-dimensional structure, the very process of cut-
ting layers can directly affect the surface finish and
mechanical properties of the structure, which are the
two main disadvantages of FDM.

In this regard, the study of different slicing algo-
rithms can deepen the understanding of problems
and gaps in FDM, which will help improve the qual-
ity of 3D printed building objects.

Cutting algorithms developed for FDM technol-
ogy are divided into two main groups: planar and
non-planar. Complex algorithmic calculations are
required to enable the printer to deploy multi-axis
plane and non-plane, which is a drawback of these
advanced methods.

The article discusses the basic principles of slic-
ing and conditionally outlines the possible difficul-
ties that arise during the implementation of FDM
technology, and also describes in detail the structure
of the STL format file in binary and ASCII (English
American standard code for information inter-
change) formats.

The general characteristics and limitations of the
STL file format were studied.

The description of methods of classic slicing of
the model and the mechanisms of implementation
of more specific tasks are given.

Current challenges and promising solutions to
the problem are presented.

Keywords. Building objects, 3D printing, STL
files, CAD, 3D modeling, ASCII format, fused dep-
osition modeling



