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Optimization of 3D Printing Process Parameters for PLA based on Orthogonal Experiment
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Abstract : Combining objective factors such as print head diameter, physical size, material properties, etc., the effects of wall

thickness, sealing surface thickness, filling rate, printing speed and print head temperature on the mechanical properties of polylactic

acid (PLA) parts were studied. The five-factor and three-level design of orthogonal experiments was used to optimize the 3D printing

process parameters, and the experimental results were analyzed by the orthogonal experiment range, and the comprehensive mechan-

ical properties of PLA parts were studied through the method of comprehensive evaluation of variance analysis. Finally, the optimal

parameter settings for wall thickness 0.8 mm, closed surface thickness 0.6 mm, filling rate 60%, print head temperature 200°C , and

printing speed 60 mm /s are proposed to effectively improve the mechanical properties of the parts.

Keywords : 3D printing ; fused deposition modeling process ; mechanical property ; process parameters ; orthogonal experi-
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1 EWHE
1.1 JRAH
PLA : Z2IRFEHF, A% 1.75 mm, LR EFR
HARAF,

1.2 MBERERE

ST ] L T 7 BB IR HL . WDW-10 B 3% /g
BRI PR F 5

R XT-550 7Y RIS IS LA FR 54T
NCIF

3D FTERHL: Z300 74, b 5T I TR g Bk 47 45 BR 24
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1.3 3D 1% TEABER B AL H &

FIIFH = 4 g B R 2 i 2% B SR RS 2
GB /T 1040.1-2006 F1 GB / T1843-2008 15, ¥t
FESBIAI DL STL A& A0S 11, il ] Modellight 4t
AT ECE R R U) A TER S0 &, [f 3D
FTEpMLEATHIRE 1Y, BEPEREIR (U FEIE )(A)
PITHREE (B) JFEA (O) FTEN KR (D) FIHTEIHE
B (E) 5 N T ESBHWE MR NE Bt 5 K 3K
Y IE AR T A TR SR A R AR LR
1.

®1 BEHRKFER
SES

7 N

S A/mm B/mm C/% D/TC E/(mm-+s™")
1 0.4 0.4 40 190 40
2 0.8 0.6 50 200 50
3 1.2 0.8 60 210 60

1.4 Mgl

TR ) S P fE F2 BR GB /T 1040.1-2006
&, PrfdE 2 50 mm / min ;
FER i PEREFZ IR GB /T 1843-2008 iz .

2 HR5H®
2.1 EZRBER
% 2 JEIESE IR SRR,
®2 EXHBEAR

1 1 1 1 1 1 5.219 2.961
2 12 2 2 2 4.867 3.534
3 13 3 3 3 9.880 3.417
4 2 1 r 2 2 6.188 3.101
5 2 2 2 3 3 7.675 3.836
6 2 3 3 1 1 10.000 3.624
7 31 2 1 3 8.170 3.533
8 32 3 2 1 9.260 4.349
9 33 13 2 9.866 3.257
10 1 1 33 2 7.457 3.552
11 12 1 3 6.524 3.094
12 I3 2 2 1 7.904 2.744
13 2 1 2 .3 1 6.468 3.298
14 2 42 3 l. 2 8.747 4.349
15 2 43 12 3 9.181 3.846
16 3 =3 2 {3 9.415 3.481
17 3 2.1 3 1 7.292 3.249
18 33 02, 1 2 11.068 2.834

2.2\ ESHT

R B 22 1 S /IN BT LA ) 7 FRT 1 5 e B A
22T WL 3. A 2,38 3 WAL, ST (A A
SR B AR 45 R A3B3C3DIES, I BEJEL (34
ZEe0E ) b 1.2 mm B PFEEE R 0.8 mm AR
K 60% AT B[ 3k 3 B2 2 190 °C 4T EN 3424 60 mm
/s 3 NFFHA e R 0 wh e s R AR IR A R
A2B2C3D2E3, BN EEJE (i1 %% 55 ) 4 0.8 mm, &
TS BE R 0.6 mm L3N 60% 4T B SL IR 2
200°C ATERH N 60 mm /s,

®3I WMESWER

PERE WiH A B C D E
kl 6975 7.153  7.378 8.288 7.691
ERL] k2 8.043 7394  7.692 7.803 8.032
R k3 9179 9.650  9.127 8.106 8.474
Rl 2203 2497  1.748 0.486 0.784
k1 3217 3321  3.251 3.399 3.371
stwhih k2 3.676 0 3735 3.297 3.509 3.438
R k3 3451 3287  3.795 3.435 3.535
R2 0459 0448  0.544 0.110 0.164

kL, k2, k3 03K 1,2,3 AKFAERR S TIIME, R %,
X ER AR sR R U, 2 2R 4, B, C, D Fll
E WM 223510 2.203,2.497,1.748,0.486 F11 0.784.,
JI LA 5 A PR 2R oz i B2 5 ) p i 380 554 R
VARG J 3 REJEE SR8 T B[Rl A TER LR A, H
B>A>C=>E=>D;XTHtHpdam R, 2
R Z 4, B, C, D fl E (=510 0.459,0.448,
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HIsER , 23 BRI G , AR R RE TR .

(5) FTERHE B XA Ty 2= B A 2

1B B 2 4 S T A% i U A ) A T
JEBE 0.6 mm FTEIR A 200°C JEFEH 60% 1T A
J& 0.8 mm B9 Z5F T, T BB == Pk Ry
M S s B LS o] LUE R, 2R B
JE At 1 ot o R b T B ) 2 e T 0 L 7E
FTENHE N 60 mm /s, il 14 19 1 2 P BRI 31 e K
He XULHA THTENEE BEFE 60 mm /s B, 5 H 1Y 22
M REA R RS2 5 R Z A RS, 4 okl
e, WTTHE R 1A e . ST e B i PR, 2%
Gy IR L2 A 8 RSB 22 W1 DL, B0 4 g 4k

RE NS HIAR

8.6 1360

s 8.4+ 355 =
S 82 i 2
. ~

280t i
g — 345 =
= 78¢ 15
& 340 E
761 - A0 =

7.4 ‘ ‘ ‘ 335 B

FTENEE / (mm - s71)
Bl 5 FTENEE XA REERE A2 i)

2.4 LZAMERET Z 04T

TR R F 285 VP 1 5 3 XA s 2 sl 1
bR B PN TR AR HEA T INEUb B, 5 e R R A
TR FEATER RS AR (4 ) R ik
o o R B SR A, DR o (e 58 B AR BE N
0.4, ik F1 iy 58 B2 A ACECEE O 0.6 (AT AR i il 47 ]
IRV R ) 5 REE R 5 A R X [R] 5 i
1 o 5 B 1 5 X B R — B, R[], O B
B AT AL B, T P bR PR TR A PR
B — A RS PR T I 3, 2R BTN .

il £ 25 A PR BB P 1E 38 158 7 22 20 B B di Ak
PR A — A BRZE R 4 Fngk 5. Hihzs 3]
1 F1zs 51 2 FoR K 2Z (8138 BAE R ™= A 52 (1€
STEASIRIG VEAT Ir 220 i, WAt i BEALIR 22 , 1M
Bl AL R 2 230 ) IE 22 R P Zs SIS 2 Y, th 23 9115 3]
MRS TR M BAE g iR s, B—Fh
TR ) o P23 B S5 B A TR BN 1] 2200 ) i
B, N R iR ZE RN B, 2R 4 RN S T, LA
RS AR T. 2 4511k A2B2C3D2E3, BIVEE S (3 %%
FoE ) 0.8 mm B AR K 0.6 mm JHFTHEN
60% . $7 E[ 3k 15 Sl 200 °C L T B 3 A 60 mm /
so M 2503 (3R 6) Al A1, F, FoR X5 il

PERERZ AN B3 . I H K 4, B, C, D E 1)
F %51k 5.385375,2.510922,8.730 039,0.008 079
F10.920010, Ptk 5 AR Z oot 2545 PR BE Y 52 i
H 5 B SR DO TR (C) BEJE (4) B P I JE
(B) FTENHE (E) ATEI LW (D), Bl € >4 > B
>FE>D,

£4 AT
i N .
hrfhampgE B hds L
g ABCDEN I g mponn i
I 1 1 1 1 1 1 1 005765 0135202 0.103828
2 1 2 2 2 2 2 1 0 0.492212 0.295327
3 13333 3 1 0808418 0419315 0.574956
4 2 11 2 2 3 1 0213030 0.222430 0.218670
5 22 2 3 3 1 1 0452830 0.680374 0.589356
6 233 1 1 2 1 087770 0548287  0.660080
7 312 1 3 2 2 053265 0491589 0508016
8§ 3 2 3 2 1 3 2 0.708434 1 0.883374
9 3 3 1 3 2 1 2 0.806160 0.319626 0.514 240
10 1 1 3 3.2 2.72 0417675 0503427  0.469126
1 1.2-1 12373 2 70267215 0218069 0.237727
12 132 2 1 .1 2 .0.489760 0 0.195904
3.2 1 2 3 1.3 30258184 0.345171 0.310376
14 2 2 371 27073 0625706 | 0.850282
1502°3 1°2 3 2 3 0695694 0.686604  0.690240
16 .31 3 2 3 1 3 0.733430 0.459190 0.568 886
17 3 21 3 1 2 3 0.391066 0.314642 0.345211
18 33212 3 3 1 0.056075  0.433645
£5 P—mRLELERE
Ié: B c D E =HL A2

K, 1.876867 2.178902 2.109916 2.793 577 2.498 773 2.822496 2.442217
K, 3.319005 3.201278 2.332624 2.852401 2.781290 2.968 000 2.808 386
K, 3.253371 3.069 065 4.006704 2.803266 3.169 181 2.658 748 3.198 641
K,2 3.522636 4.747612 4.451 746 7.804074 6.243 865 7.966 483 5.964 423
[(22 11.01579610.248 180 5.441 136 8.136192 7.735574 8.809 026 7.887 032
K32 10.584 426 9.419 158 16.053 674 7.858 300 10.043 711 7.068 941 10.231 306
SSg 0.221 046 0.103062 0.358330 0.000332 0.037762 0.007979 0.047 698

Forb: SS, RN EFH M. KKy RN EF KT
FEPREAN; K P~KS KPR A

F6 HEHTHR
2E AU Ss df MS Fy Fy,
A 0.221046 2 0.110523 5385375  5.46
B 0.103 062 2 0.051531 2510922 5.46
c 0.358330 2 0.179165 8.730039"  5.46
D 0.000332 2 0.000 166  0.008078  5.46
E 0.037762 2 0.018881 0.920010  5.46
2511 0.007979 2 0.0039895 0.194393  5.46
2512 0.047698 2 0.023849  1.162063  5.46
e(i%%)  0.061568 3 0.020523
SRZE 0.837778 17

TF: SS N B 2205 Fils df D4 [ ER 85 MS 38 7 F R4 4
[ FAL P B 7 (0 AR 5 * R R0 S 4 SRR B 5k 35 7K
- R T] 20 o

280 243 3 R 22 T A B 1 J7 22 73 A AN E FL 5K
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FATARN S P S et S A ol N NS o S
WREMAT A I, I 20 IR IE. BFIEER
TR WL 7, Hrp, F, R0 Ailm FHE, B
Foos F Fygy B2 B X i 44 25 6 BB 5 i
RERE Y F G RTET F RETREE, F,
KFET Foo SREF WG 25 F oy /INT Fops, M
REFBARE. mFETAUEHR, S ANRE RN
ZEAPERR A SZ A H R B SR O A REJRL 354
TR ATEDH R FTEPLIRE M C>4>B>E
> D, ISR G IERT 7 20 i e —3, i
RN L5 A R BB A 5 i 8 B A 1 25, BE TR (il &%
BEIE ) X5 P RE 0 52 ) 1K 1 8 3R ZE A
& HE RS2 A T RE A I A TR Bt 2
KFs

x®T1 BEAENTE
2R SS df MS Fy Foos  Fon

A 0221046 2 0.110523 6.598672" 4.74 9.55
B 0.103062 2 0.051531 3.076619 4.74 9.55
C 0358330 2 0.179165 10.696871” 4.74 9.55
D 0.000332 2 0.000166 0.009898 4.74  9.55
E 0.037762 2 0.018881 1.127284 4.74 9.55
GRS 0117245 7 0.016749
w2 0837778 17

TE: 1) R T X SRR 45 R AL I IR B E K F 5 2) Ras AT
XSRS A A AR IS B 7K

3 #ig

(1) IE ARG 45 40 AT el $ir i e
T MR (GHZSERE ) o 1.2 mm AR
77 0.8 mm JLIEHN 60% FTEILIRE K 190°C
FTEDHE J 60 mm /s 5 St 1 ohli i B fefE ) T2
SAFRREERE (GHZIEEE ) 2 0.8 mm P R
0.6 mm JEIEZHN 60% FTEIK IR Hy 200°C  FTED
M 60 mm/s ;

(2) 38 38 X 1E A 0 45 R A 22 4 T A 31 5 A
PR 25 v e {1 5 3 52 i) 0 28] 554K vk g B A v T
i REJRL (hZR S0 ) TR AT DR AT ED kL I
JE 5 5 AN PR 3R Xt e 1 e R R R ) el e 3 55 4K VK
IAFER REJE (ML TE R ) B TR T ED
& ATE LR,

(3) B FEFA LA HERE AR A (B 3, BE R
(RS ) Wl AHERER R I B3, e N &R
Xt il 27 A M RE RS2 I 4 AR 21t 25 7K

(4) 38 1 25 A VR 7 22 50 BT 1 5 i PLA il
PRRIZES T2 RE AT TIF5E 58I T 2240
BEJR 0.8 mm B AR 0.6 mm JEFEH 60% T

EISK IR 200°C FTERHEUE 60 mm /s, 5 PR
XFERE PERERYFEIE H SR B S5 U I e A BEJRE
PRI JSEJRE (AT EGELRE FTENSKIRLEE .
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