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Recently, there is market need to develop technologies focused on manufacturing custom and unique parts.
Additive Manufacturing technologies create geometrical parts layer by layer and satisfy this necessity. In this
article we try to establish a set of rules to be followed in FDM - Fused Deposition Modeling 3D printing
process using ABS (Acrilonitril-Butadien-Styren) type plastic materials. The objects have been printed on a
3D “Ultimaker –2” printer. ABS (Acrilonitril-Butadien-Styren) filament was used to print the objects. The
article also refers to printing constraints generated by the machine work load limitations and the extruded
material.
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The technological process of a part created using
additive manufacturing combines only the actual
manufacturing process for the parts and assembly of the
final product, successfully eliminating auxiliary operations
like part transport between different operations, execution
of the SDVs, etc.
The technological process of addition is directly linked
to the free form modification, dimensions and physical
properties of the resulting part. When the shape and
dimensions of finished parts are obtained by adding
material, a process is performed by processing of materials
by addition.
Additive manufacturing technological process is briefly
described in figure 1.

Fig. 1. Additive
manufacturing
technological process.

Regardless of the complexity of an assembly, the
individual parts can be broken into basic geometric shapes.
These simple shapes completely define the
corresponding part (fig. 2).

Fig. 2. 3D modelling
used for printing

The additive manufacturing technology are influenced
by the following facts:
- production characteristics, which is usually, unique;
- parts construction;
- material used.
Finished parts are manufactured without machining
allowances. In this way you get minimum material

consumption but you have a longer execution time and a
more expensive and complex process.
Specific consumption is defined as the amount of
material needed to make a part.
In case of an ideal additive manufacturing process,
specific consumption is the same as net consumption,
and technological losses are virtually null.
In this case, the coefficient of material use, which is
defined by the ratio of the part’s net weight to material net
weight, tends to be unitary.
Therefore, when talking about using this technology,
parameters related to material consumption are generally
disregarded. But, in terms of geometrical – constructive
characteristics of a part, a series of design constraints may
lead to increase in specific consumption.
Experimental part
Materials and methods
The experimental part of this article followed the Additive
Manufacturing Process described in figure 1, for
independent parts with basic geometric shapes. The shapes
were chosen so that a series of geometrical and
constructive parameters are to be determined and later
implemented in a set of design rules.
Printing filaments used to be limited to ABS, but today
there is a wide range of different materials on the market
[1]. ABS (Acrilonitril Butadien Styren) filament was used
to build the objects in experimental part of this article.
Before printing, it is vital that the material is dry. The
general printing conditions require heating the plastic
material in the extruder to a temperature range of 215260o C and the printing baseplate to a range of 90 -115o C
[2].
Extrusion temperature in the experimental parts was
260o C, no rafts were used, while the extrusion speed was
kept at 50 mm/s.
The technical characteristics of the printing filaments
used in the experimental research are: filament diameter
2.85 mm and filament diameter after extrusion 0.3 mm.
Because this type of printing process requires a heated
base, printing baseplate temperature was set to 115°C.
Other parameters can be found in table 1.
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Tabel 1
PARAMETERS OF
EXTRUSION-BASED
SYSTEMS

Attachment of the part to the printing baseplate was
done using a substance that contains: acetone, butyl
acetate, alcohol, paraffinum licquidum and Acrilonitril
Butadien Styren.
The extrusion method functions under the following
principle: the extrusion material (filament input) is brought
into a semi-solid state and forced through a nozzle to form
a filament with a narrower diameter than the diameter of
the input filament that will rapidly solidify after the
extrusion [3] (fig. 3).

b° and surfaces in the vicinity of the apparent contour
generatrix which forms an angle with the horizontal
decreasing values, complementary angle for angle c°;
width of this zone is directly proportional to the radius of
the revolution body; thus taking into account these aspects
it was established that: for an inclination of the axis with a°
> 30° the workpiece is in corresponding parameters, for
an inclination of the axis with a° > 30°-15° the workpiece
can be considered recoverable rebut which needs a
finishing operation and for an inclination of the axis with a°
<15° the workpiece can be considered rebut
(complementary angle layers no longer be built without
support structures) (figs. 4 and 5); if the angle is less than
15° is necessary to use support structures.
Preferably the support structures are as few as possible.

Fig. 4. Determining of the
inclination angle of the
axis of revolution

Fig. 3. Schematic of Extrusion-Based Systems [3]

If the speed of the nozzle on the baseplate as well as
the pressure on the melted material are both constant,
than the extruded material will have a uniform cross section
diameter.
Current standards for this technology only define the
terminology for additive manufacturing processes [4, 5].
The .stl or .obj file types were converted to .gcode using
Cura software provided by Ultimaker [6-8].
The geometric shapes were created using a 3D software
supplied by Autodesk [9-11].
Results and discussions
The designer starts to define a part of perfect form with
shape and dimensions that fit the functions – the nominal
model [12].
The following rules are required in order to achieve shape
and dimensional precision:
- placement of the future part on the baseplate must be
done in such a way (if possible) that functional areas to be
positioned perpendicular or parallel to the Z axis;
- using an average nozzle speed (the average is given by
the maximum and minimum printing speed of the plastic
material, in our case, ABS);
- designing a part through this method must eliminate,
from the early stages of modeling, any defects due to the
“scale effect”; the scale effect does not apply to linear
lengths perpendicular or parallel to the Z axis.
To be noted that this defect occurs also in case of any
supporting structures, these being manufactured in the
same manner.
There are two types of surfaces for revolution bodies:
surfaces in the vicinity of the apparent contour generatrix
which forms an angle with the horizontal growth values 142

Fig. 5 Type of sample determined according to the inclination of
the axis of revolution bodies

Plane surfaces shall worship to the following values 0 <
b° = 90° and 0 < c° > 150° (figs. 6 and 7);
Fig. 6. Determining of the
inclination angle of the
plane surfaces

Fig. 7. Type of sample determined according to the inclination of
the plane surfaces

The contact area size between the manufactured part
and the printing baseplate is determined based on the
thickness of the deposited layer and the printing speed,
parameters that influence the contraction area at the base
of the part. The cooling is also very likely to be nonlinear
[8]. If this nonlinear effect is significant, then it is possible
the resulting part will distort upon cooling [8]. In these
tests, the minimum print area was determined to be A=328
mm2 regardless of the part’s base perimeter shape. Figure
8 shows a few test samples. For base areas A<328mm2,
there are signs of base contraction. If base area A<16mm2,
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Fig. 10. The rounding
radius construction
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Fig. 8. Areas of concentration of the workpiece

contraction is total (within the mass of the part) (fig. 9). In
figure 8 we denote by L [mm] the base side printing.
- The min size of a gap depends on the wall thickness of
the part;
- Rounding radiuses of the part are to be positioned for
manufacturing as concave surfaces relative to the direction
of the construction (fig. 10);
- Due to the manufacturing process of adding layer over
layer, the parts are more resistant to compression that
tension. For an optimum use of materials, parts have to be
designed so that they are subject only to (as far as possible)
compression forces;
- Sudden shifts in cross sections are allowed;
- It is allowed to have complex shapes with plane
surfaces and variable rounding radius (big rounding radiuses
do not increase the cost of the part); there are no restrictions
to transitions from plane surfaces to cylindrical ones (it
can be tangential but not only);
- Inaccessible recesses and corners are not to be
avoided, but they need to be positioned on the printing
baseplate in such a way that they can be physically
manufactured.
Conclusions
The proposed rules should serve as a basis to revise and
update the existing standards given by the manufacturers,
according to a unitary and systematic approach, to offer a
clear geometric modelling.
This should be used and understood by the people
involved in the part design, manufacturing and control using
this technology.
The study of the basic geometric shapes to be printed
has a major impact in defining and understanding any
modelling restrictions.
For example, knowing the values of the “scale effect”
prevents aby rebuts if applied in the first modelling stages.
Also, knowing different possibilities to manufacture
recesses has an impact in designing the cooling channels
of the plastic injection molds, which are manufactured
using additive technologies [13].
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Fig. 9. Total contraction of
the workpiece

References
1. ABELLA, J., CHU, E., GRIFFIN, M., Ultimaker, available at: http://
ultimaker.com.
2. BELLINI, A., GUCERI, S., BERTOLDI M., Liquefier dynamics in
fused deposition, J. Manuf. Sci. Eng. 126, pub. By ASME, 2004, p.237–
246
3. ARION, A., DOBRESCU, T.G., PASCU, N.E., 3D surface modelling
aspects for 3D printing, Proceedings in Manufacturing Systems, Volume
9, Issue 4, www.icmas.eu, Editura Academiei Române, Bucureºti,
2014, p. 199-204
4. POPESCU, D., Fabricaþia aditivã – apariþia primelor standard în
domeniu (Additive Manufacturing –setting up the first standards in
the field), available at: http://www.ttonline.ro.
5. JURENS, K., Standards for the rapid prototyping industry, Rapid
Prototyping Journal, no.4, 1990, p.169-173.
6. ***Make Ultimate Guide to 3D Printing, available at: http://
web.makezine.com.
7. ***Available at: http://web.stratasys.com.
8. GIBSON, I., ROSEN, D. W., STUCKER, B., Additive Manufacturing
Technologies - Rapid Prototyping to Direct Digital Manufacturing,
Publisher: Springer, New York, 2010, p. 149
9. available at: http://web.autodesk.com.
10. PASCU, N.E., DOBRESCU, T., OPRAN C., ENCIU, G., Realistic scenes
in cad application, Journal Procedia Engineering, Vol. 69, Published
by Elsevier Ltd., 2014, p. 304 - 309
11. PASCU, N.E., DOBRESCU, T. G., Modeling, texturing and lighting in
cad applications, Advanced Materials Research, Vol. 423, Trans Tech
Publications, Switzerland, 2012, p. 116 - 127
12. SIMION, I., Models for geometric product specification, U.P.B. Sci.
Bull., Series D, Vol. 70, No.2, 2008, p. 65-76
13. TEODORESCU-DRAGHICESCU, F., OPRAN, C. G., PASCU, N. E.,
Temperature adaptive control using the additive manufacturing for
injection molding polymeric products, Publisher: Transilvania
University Press of Braºov, Series/Report no.: I, appears in Collections
COMAT, 2014, p.104 – 109
Manuscript received: 28.05.2014

http://www.revmaterialeplastice.ro

143

