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Cost optimization of additive
manufacturing in wood industry

Software packages for 3D design and additive manufacturing (AM)
technologies, initially known as rapid prototyping (RP) have emerged
during the last years, as a cutting edge solutions for custom prototyping.
These new tools and technologies lower the design costs, but also allow
rapid creation of fully functional components. This paper describes the
FDM and 3DP rapid prototyping technologies that were used to create
elements and tools in the wood industry field. Total costs of manufacturing
related to the fabrication of sample elements and tools are analysed. One
of the main recognised issues of wider application of rapid prototyping
technologies is their still very high costs related to all production aspects,
starting with a lack of available materials, material cost, up to high cost of
available commercial equipment, usually focused only on specific solutions
and limited range of materials. Generally, AM costs can be divided into the
group of fixed costs and variable ones. This paper deals with the
optimization of the production costs of fabricated elements in case of
small-scale production, and optimization of variable costs (processing and
post-processing, costs of enforcement, and material costs).
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1. INTRODUCTION

Additive manufacturing involves a series of procedures
that enable rapid fabrication of prototypes based on a
3D CAD model. The great advantage of this process is
the timely detection of defects or quick correction of the
errors during the processing of parts. Additive
technologies (until recently referred to as RP
technology) include forming parts layer by layer. The
process that is analyzed in this paper is based on fused
deposition modeling (FDM) technology (part of additive
technology) [1-4].

2. REVIEW OF TECHNOLOGIES USED FOR RAPID
PROTOTYPING

FDM technology belongs to additive technologies also
uses printing layer by layer. FDM printer uses plastics
in the form of a thin wire led to a specially designed
head, upon which it melts and is applied to the desktop
where parts are printed [5]. The Center for Information
technology (CIT) at the Faculty of Engineering,
University of Kragujevac uses two printers based on
FDM technology, as given in Figures 1 and 2:

e RapManv3.1(www.cubify.com/en/products/rap

man) and

e  Up Plus 2 (www.pp3dp.com)

The increasing use of 3D printing has found its
place in the wood industry, and it needs the
development of new materials that will have properties
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compatible to those of the wood and will be able to
replace conventional ABS plastic used [6-9].

hitp:/ fwww.pp3dp.com

Figure 2: RapMan v3.1.
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3. FDM TECHNOLOGY COSTS

The term "cost" here comprises the monetary value of

all the inputs used in the production process for the

whole production time. Determination of the cost is of
great importance for every economic decision-making.

This paper analyzes the total cost required for the

printing of element given in Figure 1. The term “total

costs” includes all the cash flows necessary to produce
such a part. It can be divided into two sections:

e Fixed costs — independent of the increase or
decrease in volume of production and they are
stable within certain limits.

e Variable costs — all costs that vary with the volume
of productio. Increase of production volume, results
in the increase of these costs also. Xu, Wong and
Loh (2000) suggested one cost analysis model for
rapid prototyping [10]. This model is based on a
prototype where the cost of production has been
classified into three sub-processes:

1. File processing in CAD software 2. Printing of
a part and
2. Post processing

a. Fixed costs

The most significant fixed cost for the FDM technology
is the cost of equipment and 3D modeling software, as
well as the depreciation cost, especially high for the
equipment.

3.1.1. Cost of processing (Cp)

In equation (1) the formula is given for the cost of
processing (Cp):

0.2xc 0.2xc
C, =[—"C+ @ + PCoxPh+= sL\xT, (1)

at at

where:C,,-PC price (RSD); Cys - the cost of software
licenses (RSD); @), -designer price per hour (RSD/
hour); W,- PC availability times per year (hours); PC.-
PC energy consumption rate per hour (kWh/hour); Pyy-
average local price of energy (RSD/kWh); T;- Design
time (hours).

3.1.2. Cost of execution (C)

Xu, Wong and Loh (2000) have suggested the timing
model for calculation of costs of execution. However, in
our case it is not necessary to use it, because these costs
are the sum of the running costs of the machine and
therefore it comprises both the cost of the function
execution time and material resources, respectively.
equation (2) represents calculated budget costs:

Co=T,xry 2)

where: 7, - is the price of the machine that is obtained
based on the equation (3):

0.2xP,
rf=[(Peka,7)+ W’"P+w0+(M'"jx12] 3)
at

at
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Where: 1f ‘- is the price of the machine per hour;
ayy - operator costs per hour with benefits (RSD/hour);

P, - the machine's energy consumption rate per hour
(kWh/hour); Py, - average local price of energy (RSD
/kWh); M,, - monthly costs of machine maintenance
(RSD); P, - price of machine (RSD); W, - annual
availability of the machine (hours) — (8 hours per day,
22 days per month, 12 months per year);

The warranty on the machine is 3 years, and this
data can be used to calculate the monthly maintenance
fee expresed in equation (4) and respectively
amortization, when the price is divided by the number
of months of guarantee:

Pm

p

M, =" 4)
3

This machine does not require additional maintenance

costs.

3.1.3. Cost of Material (Cr)

Material costs are related to the total material used
during the printing. For the UP Plus 2 printer, material
costs are calculated as described in equation (5):

C, =V, P, (5)

Where: V,, - quantity of recovered materials (cm ) and
P, - price per unit volume of material.

3.1.4. Cost of post-Iprocessing (Cpp)

The cost of basic post-processing is reduced to the cost
of the operator based on equation (6):

Cpp = @y xt (6)
where: @, - operator cost (per hour) and t- the time

required for post-processing part.

In our case, post-processing refers to the separation
of the main part from the raft (substrate), cleaning of the
part and the removal of the supports, if necessary (in
case of the example showed here, it is not necessary to
remove the supports).

In order to fabricate the element which could be
commercially used, it is necessary to perform additional
post-processing, in a form of bonding, surface treatment
(improving the quality of the surface layer - polishing,
lacquering), etc. These operations further increase the
quality of the product (different characteristics, strength
and visual appearance), and accordingly it is necessary
to include the additional costs:

1. Lacquering - using these types of additional
processing of part, it is possible to get a part
visually quite similar to the real part (part of which
is usually done in large scale production and that
fits into the environment depending on the
purpose). Most commonly used for these purposes
are "Golden matte acrylics" and "Liquitex glossies -
acrylic enamel" which cost about 1700 RSD per
bottle.

2. Surface Treatment - this type of additional
treatment involves a process that will lead to
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improved quality of the surface layer and it usually
comprises polishing. Processing can be carried out
in a vibratory or centrifugal barrel. These machines
cost around $ 40,000.

3. Bonding - bonding is suitable for elements which
exceeds the physical size of the printer production
size. The most commonly used is two-part epoxy
paint. Bonding process takes around 20-70 minutes,
and the solidification of 1-5 days. The solvent can
also be used, which chemically melt the plastic on
the surfaces to be bonded.

4. Galvanizing plastic - This process is suitable when
a thin metal layer is applied on the surface. The
coating may be decorative and functional,
providing strength, abrasion resistance and the
commonly used materials are chrome, nickel,
copper and other metals [11].

Depending on the needs, it is possible to use some of
the additional techniques of post-processing, and those
would contribute to increase of the cost of the finished
product. For the purposes of this work, calculation of
basic postprocessing (C,,) has been made.

3.2 Variable costs

Variable costs that most affect the total cost, are the
following ones:

e  Material

e  Human operator cost and

e The price of electricity

It is now possible to perform division and variable

cost including:

e Costs of processing

e The costs of enforcement

e  Material costs

e  Costs of postprocessing

3.3 Calculation of the cost by using FDM technology

The following formula was made for the calculation of
the cost depending on the phases of the product
fabricatioNo. As compared to the original formulation
set by Xu, Wong and Loh (2000), made some
modifications, and they are more related to the part for
post-processing, because in this paper focus is given to
the total cost of developing one complete functional
part, who can replace product created in a factory, i.e.
the production line which produces a large number of
parts per day.

4. THE APPLICATION OF FORMULATION FOR THE
CALCULATION OF COSTS

Based on the previously given formulations, calculation
of the printing costs in case of using the printer UP Plus
2 and RapMan v3.1 is performed using input calculation
data given in Table 1.

All calculations were peformet in order to
undersand which will be the final price of the choosen
part after printing. Shown in Figure 3 is the final part
after printing, that represent the junction for the
furniture elements [12].
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4.1 Processing costs — UP Plus 2 printer

Table 1: Input calculation data

Printer UPPLUS 2
Printer price 240000 din
The time required for printing work 55 min-0.92h
The quantitity of materials needed for 8.5¢g
printing (software calculated) )
. Plastics with 40%

Material

recycled wood
Material price per kilogram 240000 RSD

Figure 3: Final printed T carrier

4.1.1 Processing Cost

We used the first equation at this stage. To calculate the
price of computers per hour (Cy it is necessary to know
the price of a computer. The computer that is used as the
hardware support for the printing costs around 35.000
RSD, and the rate of maintenance per year is 20% and
the annual availability - about 2.020 hours. As far as the
electricity consumption, the average power is about
600W or 0.6 kW/h. The local price of electricity on
average is 10 RSD/kWh.

The price of the software license is 0 RSD because
we used free software for modeling, Google SketchUp
and this provided significant savings if the price of
CATIA software license is considered to be around 1
million RSD.

Price of designers per hour is 140 RSD. This price
applies to the operator, a total of 280 dinars/h. The
availability of machines and computers is about 2.020
hours annually. Creation of 3D model in Figure 1 takes
around 1 hour.

Finally, by using Equation 1, the price of the
processing can be calculated as C, =150 RSD.

4.1.2 The calculation of executive costs

The calculation of executive costs is done based on the
equation 2. First, we used Equation 3 where the current
consumption of the machine is calculated.

To calculate the price operators, the assumption is
taken that the timetable is the same as for the designers.

Electricity consumed by machines for making the
element directly depends on the strength of machines
and time needed to finish work.

In case of UP Plus 2 printer and based on
information by the manufacturer the forces are of order
250 W or 0.25 kWh per hour, to be multiplied by the
average local specific costs (Py,) as 10 din/h. Monthly
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maintenance fee (M) is calculated by using Equation 4
and the machine cost given in Table 1, producing the
monthly maintenance fee amount of 6670 RSD. When
these values are entered into Equation 3, the total price
of the machine per hour is r; =205 RSD.

The production time for the element shown in Figure
3 is 0.92h, and accordingly, the cost price of the
machine per hour, results in the total cost Ce and
amount of 188.6 RSD.

4.1.3 Calculation of material costs

For these calculations we used the equation 5. The
material used for printing is shown in the Figure 4. The
material resembles the PLA plastic, and consists of 40%
recycled wood and the polymer bonding.

Figure 4: Plastic with 40% recycled wood [www.lulzbot.com]

The price per kilogram of the material is given in
Table 1 and it is 2400 RSD/kg. For printing of this
element, the printer software calculated 8 grams of
material, and accordingly, the total material costs is C,,
=20.4 RSD.

4.1.3 Post-processing costs

Post-processing costs are reduced to the cost price of the
operator and the time it takes for the machine to
cleaning and part processing (removing of supports,
removing of the raft). The time needed for the post-
processing was 30 minutes and according to the
Equation 6, the result is C,,,.5*140 = 70 RSD.

For painting of the ABS and PLA plastics the most
commonly used is “Golden matte acrylics” spray. The
price per piece is about 1600 RSD.

It can be concluded that the overall cost for
production of the part is 7,=C,+C,,+C,+C,, =429RSD.

4.2 Processing costs for V3.1 RapMan 3D printer

The costs given here do not differ in the structure of
costs for printing using the UP Plus 2 printer. The
equations are the same, but the focus was on the
different element fabricated and its processing which
has effects on the total cost. Table 2 presents the input
parameters that are fixed for this part.
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Table 2 Input parameters for printing in case of RapMan
v3.1 3D printer

Printer RapMan v3.1
Printer price 120000 din
The time required for printing work 1 h and min
The quantitity of materials needed for
L. 85¢g
printing (software calculated)
. Plastics with 40%
Material
recycled wood
Material price per kilogram 2400 RSD

4.2.1 The cost of post-processing

The costs of this processing are the same as in section
4.1.1 because it is the same price designer and operator
per hour, the same software for 3D modeling and same
computers. These results in C, 150 RSD.

4.2.2 The calculation of executive costs

This part is different from the part 4.1.2. The time
required for printing is different. Fabrication of the
same element but using RapMan v3.1 printer will
allocate 1h and 15miNo. Which is about 20 minutes
longer time for printing as compared to the UP plus 2
printer.

Electricity consumed by the device for making this
part (if one takes into account that the machine power
60 W or 0.06 kWh per hour) also depends on the
specified strength and the time needed to obtain work:
12:06 kWh/h is multiplied by the local specific costs 10
RSD/h.

Monthly maintenance fee (M) are calculated on the
basis of the Equation 4. Price of this printer is 120.000
RSD, and from the equation 4, it can be concludes that
M; is 3333 RSD.

When all of these value are input in the equation 3,
the total is the price of the machine per hour r/ = 171.5
RS. If we consider that the work needed to produce it is
1.25h, we get that the total costs is C,.=171,75 x 1,25 =
215 RSD.

4.2.3 Calculation of material costs

The calculation of the material costs for printing by
RapMan v3.1 printer is taken from Table 2 and the
difference in the quantity of material required for
printing, or 10 grams, which is 1.5 g more. The material
is the same as for UP Plus 2 printer, so the price is the
same. When these data are input in the amount of C,, =
24 RSD is obtained.

4.2.4 Cost of the post-processing

The process of post-processing and cleaning the printer
is the same as in the first case and in the application of
UP Plus 2 printers. Therefore, it is necessary to plan 30
minutes for postprocessing process to afford to C,, =
0.5*%140 =70 RSD.

The conclusion is that the total cost of developing
the works wusing the RapMan v3.1 T,=C,+
C+C.+C,,=459RSD.
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4.3 Comparison and analysis of results prototyping
printer UP Plus 2 and RapMan v3.1

Table 3 presents the comparative results obtained using
the proposed formulation, as well as the basic input
unchangeable parameters used for the calculatioNo.

It can be concluded that the costs for printing of
such part is lower for the printer UP Plus 2 for 30
dinars. Costs are maximally optimized in both cases
because it uses free software for 3D modeling, and the
operator of the machine is also the designer. Slippage of
the press is only reflected in the time it takes for the
printing, because the UP Plus 2 significantly faster
compared to RapMan v3.1. However, if we look at other
aspects, there is a big difference in accuracy and quality
printing, so in that case that the advantage has UP Plus 2
3D printer.

Small advantage of RapMan v3.1 compared to UP
Plus 2 is "open-hardware" solutioNo. Most of the parts
of the printer can print, optimize, add, correct, and the
like, which also gives great freedom in the optimization
and improvement of the quality of printing. The only
major backlog is the time of printing (about 20% slower
printing).

Table 3: Comparing costs of printing part

Description Parameters UP Plus 2 RapMan
v31
Basic Printer price 24000 RSD | 120000 RSD
information Time required 092h 1.15h
for printing part
Processing Computer price | 35000 RSD | 35000 RSD
costs Annual 2020 h 2020 h
availabilty
Electricity prices | 10 RSD/kWh | 10 RSD/kWh
The price of 0 0
software license
Designer price 140 RSD/h 140 RSD/h
TOTAL C, 150 RSD 150 RSD
Executive Operator price 140 RSD/h | 140 RSD/h
expenses Machine power 250W 60W
Maintenance 6670 RSD 3330 RSD
costs /month /month
The price of the 205 RSD 171.75 RSD
Machine per hour
TOTAL C. 188.6 RSD 215 RSD
Material Material price 2400 2400 RSD/kg
costs RSD/kg
Consumption 85¢g 10g
of materials
TOTAL C, 20.4 RSD 24 RSD
Postprocessing Time 0.5h 0.5h
costs TOTAL C,, 70 RSD 70 RSD
TOTAL Co+CotCpt+Cpy 429 RSD 459 RSD

4.4 Lower cost of prototyping using FDM technology
in comparison to traditional production

From this analysis, and a detailed presentation of Table
3, it can be concluded that the design time of functional
prototypes using FDM technology is low. 3D printers
on this scale using FDM technology are intended
exclusively for the production of small series, or when
production of tools for other companies (for the purpose
of prototyping) is not cost-effective. In industrial
production (series), there are many factors that influence
the price of the product. First of all it is important to
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take into account that the products are as many parts,
and is therefore the technological elaboration in mass
production quite detailed, and thus brings additional
costs. Another limitation for serial production is that
any delay in their production affects the cost of
production, and consequently the price of the final
product. For small batch production, when production
of tools was not profitable, suitable use of additive
technology, and 3D printing.

4.4.1 Making wood part on the CNC machine

A specific example of profitability is reflected if you
take an example of making this part (as in Figure 3) on
the CNC machine. Framework analysis was performed
in S.Z.R. Ruzic of Bor in Serbia. As already mentioned,
it is not suitable to do a part on machines that are
designed for mass production, because the price is a lot
higher (when the number of parts increases, the price of
a decline). To create a model for CNC machine one
needs a dry wood. Time of wood drying depends on the
thickness and ranges from 15-30 days. Then the dry
wood should be laminated (affix) in the press. Only
after this process the final processing mills on the CNC
machine can be done. Compared to models with the
image on the CNC machine cannot get the interior
angles below 90 degrees because of the cutter round.
Approximate evaluation of the costs in case of model
prototyping using CNC machine, with the added
processing (varnishing, sanding, etc.) would be around
4700 RSD. However, an additional problem in this type
of preparation is that part of these small dimensions
would not have a good load-bearing characteristics, so it
is very likely that part would not satisfy even the basic
needs.

4.4.2 Production of the plastic part using casting
technology

Plastic Injection is one of the most advanced and the
most common method of making plastic parts and
plastic parts processing. When casting, plastics are also
purchased as a raw material is in the form of granules.
This plastic is then put into an injection molding
machine and heated to the melting temperature. Under
the pressure a plastic flows into the tool, where it is
cooled and then molded. This technology is also not
suitable for prototyping, since the price of tools is
extremely high for such a purpose. Tools for plastics are
made of steel, in order to be durable. Endurance is an
essential tool parameter, because the whole process is
repeated several tens of thousands of times. The price of
the complete tool for the production of the element
given in Figure 3 would cost about 400.000 RSD (price
information was gathered from the tool shop "Eroterm",
Gornji Milanovac) while Figure 5 represent complessive
budget for 3d printing and classic production of part
obtained by casting plastic (observed as the total price
of 3D printing in relation to only the cost of tools for
plastic injection) [9,13,14].

From the previous two examples of the traditional
production of parts, it can be concluded that FDM
technology for prototyping is cost efficient and can
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make large savings. In case of large serial production,
the FDM technology can be observed at the border of
profitability. This primarily refers to the number of
required parts (the higher the number, the greater the
profitability of mass production). Table 4 illustrates the
relationship between development of elements by using
3D printer (with an average price of 440 RSD) and by
casting.

2000

1500

Price

1000

500 Pe—

0
200 500 700 800 900 1000

==#==3D printing (price per piece) Plastic injection (price per piece)

Figure 5: Budget 3D printing

From Table 4, it is noted that the price per piece
using 3D printing does not depend on the number of
printed parts, while the casting decreases with
increasing the number of parts. Of course, the analysis
of prices for plastic injection refers only to the tooling
costs, excluding other expenses (cost of the machine,
cost of labor, electricity, depreciation of equipment and
many other costs) [15-17].

Table 4: Comparison of complete 3D printing costs and prices

of plastic parts from molds where it is taken into account only
the price of tools

Number of pieces 3D printing Plastic injection
(price per piece) | (price per piece)
1 440 400000

200 440 2000

500 440 800

700 440 570

800 440 500

900 440 440

1000 440 400

5. CONCLUSION

A review of all analyses indicates that the FDM
technology is definitely the most cost effective way of
making prototypes. The paper analyzes two types of
printers available at the Center for Information
Technology at the Faculty of Engineering, University of
Kragujevac. It was concluded that the UP Plus 2 3D
printer has slightly lower price of fabrication compared
to RapMan v3.1. When one takes the average cost of
fabrication with both the printer and traditional
technologies for fabrication of plastic elements, 3D
printing exhibit great advantages, especially for
prototyping. However, additional analysis costs for
large scale production shows that up to some point 3D
printing is cost-effective. Traditional technologies need
extremely expensive tools and for production of small
number of parts, 3D printing is a good choice.

In the future a significant decrease of the prices of
printers can be expected leading to significant increase
of FDM technology application in different areas.

FME Transactions

ACKNOWLEDGEMENT

The results presented in this paper are processed in the
framework of the IPA ADRIA HUB (Bridge technical
differences and social suspicions contributing to
transform the Adriatic area and hub for stable and
sustainable technological development - ADRIA HUB,
code: 2°0Ord. / 01270) [18].

REFERENCES

[1] Despeisse M., Ford S., The Role of Additive
Manufacturing in Improving Resource Efficiency
and Sustainability, Institute for Manufacturing,
University of Cambridge, UK, ISSN 2058-8887,
No.3, June 2015.

[2] Wohlers Report 2014, 3D Printing and Additive
Manufacturing State of the Industry Annual
Worldwide Progress Report, Wohlesrs Associates,
INC. Colorado 80525 USA

[3] Gibson I., Rosen D.W., and Stucker B., Additive
Manufacturing Technologies, DOI 10.1007/978-1-
4419-1120-9_2, Springer Science Business Media,
LLC 2010.

[4] Sljivic M., Pavlovic A., Stanojevic M. and Fragassa
C., Combining additive manufacturing and vacuum
casting for an efficient manufacturing of safety
glasses, FME Transactions, Vol. 44, No 4, 2016.

[5] Grujovié, NO., Brza izrada prototipova — rapid
prototyping, WUS Austria CDP+ 141/2004,
Masinski fakultet, Kragujevac, 2005.

[6] Wahab M. S., Wagiman A. and Zuku NO.M.,
Rapid prototyping Of Wood-Based Material,
Malaysian Technical Universities Conference on
Engineering and Technology, June 20-22, 2009,
MS Garden, Kuantan, Pahang, Malaysia.

[7] Grujovic NO., Borota J., Sljivic M., Divac D. and
Rankovic V., Art and Design Optimized 3D
Printing, 34"  International ~ Conference on
Production Engineering, Nis, 28-30 September, pp.
319-322, 2011.

[8] Grenda E., Printing the future, the 3d printing and
rapid prototyping source book, Third Edition,
Castle Island Co Arlington, ma 02474 USA
http://home.att.net/~castleisland/.

[9] Bassoli E., Gatto A, Iuliano L. and Violante M.G,
3D printing technique applied to rapid casting,
Rapid Prototyping Journal, Vol. 13 Iss: 3, pp.148-
155, 2007.

[10]Xu F., Wong, Y.S. and Loh H.T., Toward generic
models for comparative evaluation and process
selection in rapid prototyping and manufacturing.
Journal of Manufacturing Systems, Vol.19, NO.55,
283-296, 2000.

[11]Stratsys website, www.stratsys.com; accessed
10.04.2016.

[12]Radovanovic A., Mladenovic M., Bojovic M.,
Jovanovi¢ NO., Grujovi¢c NO., Zivkovic M. and
Zivic F., Moguénost primene tehnologija brze
izrade prototipova u drvnoj industriji, XX7
konferencija YU INFO, Kopaonik, Srbija,2015.

VOL. 44, No 4, 2016 = 391



[13]Chhabra M. and Singh R., Rapid casting solutions:
a review, Rapid Prototyping Journal, Vol. 17, NO.
5,2011.

[14] Singh R., Mathematical modelling of dimensional
accuracy in vacuum assisted casting, Virtual and
Physical Prototyping, Vol.7, NO. 2, pp: 1291-35,
2012.

[15]Pham D. and Dimov S., Rapid manufacturing: the
technologies and applications of rapid prototyping
and rapid tooling. Springer Science & Business
Media, 2012.

[16] Dippenaar D.J. and Schreve K., 3D printed tooling
for vacuum- assisted resin transfer moulding, The
International Journal of Advanced Manufacturing
Technology, Vol.64, N5-8, pp: 755-767, 2012.

[17]Kai C.C, et al, Integrating rapid prototyping and
tooling with vacuum casting for connectors, The
International Journal of Advanced Manufacturing
Technology, Vol. 14, NO. 9, pp: 617-623, 1998

[18]Savoia M, Stefanovic M, Fragassa C.: Merging
Technical Competences and Human Resources with
the Aim at Contributing to Transform the Adriatic
Area in Stable Hub for a Sustainable Technological
Development, International Journal of Quality
Research, Vol.10, No.1, pp: 1-16, 2016

OINITUMU3ALNIA TPOIIKOBA AAIMUTUBHE
INPOU3BOJALE Y JIPBHOJ UHAYCTPUIA
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H. I'pyjoBuh, A. ITaBaoBuh, M. lIli.buBuh,
1. ZKuBuh

Codreepcku nakeru 3a 3/ mpojeKToBame U aIUTHBHY
MIPOU3BOAHY TEXHOJOTH]Y, Y TIOYETKY MO3HATY Kao Op3a
U3pajia MPOTOTHIIOBA Cy CE MOjaBUII TOKOM ITOCIEABHX
TOOMHA, Kao WHOBAaTHBHA pelIema 3a yoOnwdajeHe
npotoTunoBe. OBH HOBHU aJlaTH M TEXHOJIOTHjE CMambYjy
TPOIIKOBE AM3ajHa, ald ¥ oMoryhasajy Op30 cTBapame
HOTIYHO (PyHKIIMOHATHUX KOMITIOHEHTA.

OBaj pax omucyje ®JIM u 3/I1 TexHomormjy Op3e
u3pajie NPOTOTHUIIOBA KOje Cy KopuIiheHe 3a Kpenpame
eJeMeHaTa M anara y o0JacTH JApBHE HHAYCTpH]je.
VYKyIIHH TPOIIKOBH ITPOM3BOAIE KOjU CE€ OIHOCE Ha
u3paay y30opKa elieMeHaTa M ajara Cy aHaJIH3HpaHH.
JenHo o TaBHMX MUTama IIUPE NPUMEHE TEXHOJIOTHje
Op3e HM3paze MPOTOTHIIOBA je HUXOBAa M Jajbe BeoMa
BHCOKa IIEHa KOja ce OOHOCH Ha CBE MPOU3BOAHE
aclieKTe, IMOYeBIIM O  HEJOCTaTka  JIOCTYNHHX
MaTepHjajia, MaTepHjaTHIX TPOIIKOBA, O BUCOKE IICHE
pacroyioKUBE  KOMEpLHUjaJHE  OmpeMe,  OOWYHO
ycMepeHe camo Ha crenu@uyHa peniea U OrpaHuyueH
oricer MaTepHjaa.

I'enepanHo, AM TPOIIKOBH CE€ MOTY MOACIUTH Y TPYITy
(PMKCHUX W IPOMEHJBUBUX TpouikoBa. OBaj pax ce OaBu
ONTHMHU3AIMjOM  TPOIIKOBA IPOM3BOAKE T'OTOBUX
elieMeHaTa y  CIydYajy MHHH  TPOM3BOIKE |
ONTHMH3AIMje MPOMEHJPMBUX TPOILKOBa (Ipepana H
moct o0paga, TPOIIKOBH HU3BPIIEHa, M MaTepHjaTHU
TPOILUKOBH).
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