55 46 45,41 8 U] T # 3 B N Vol.46, No.8

46 2018 4% 8 H ENGINEERING PLASTICS APPLICATION Aug. 2018

doi:10.3969/j.issn.1001-3539.2018.08.009

TEZREMNKNE L FDM FTERES XA

ME— R L B R B L BRI M L
(1. TN AEE ML TR e, W RN 325035 5 2. Wi Lt RHR AT R /], Wiv LIl 325000)

WE: A TARIERTARA (FDM) 3D ATEP AR89 TERBZEMR] (F B %2 TR ERAF R E5F ) S R
EAATH ARG 0, 32 % FDM 6947 8P Ok 4% A Z FOR R 89 T 2 84+ (QidiPrint, FlashPrint 2 Simplify3D) #f =%
FEARHATILR , iBid AT Z BN B 69 T VM09 T LRI Sk e dr i AR R F P T X R A KRR,
193 KA FAH ey X, B b B B Ao fs 5 A K B ed e B m kAL, st e Mag sk AT R E M E £
Moy 18] 35 B AT 09 3R AT ARG A AT Ep 0GR T, TR e B AT R KR B ST R R R, A TS
PRty E B LR E B AT AR P e A R AR AR G AR At 2 IR, F B ATER B R A A R E

KB e RE AR T FrRRE; L

RESEE:TP391  XERIAE: A XE4S: 1001-3539(2018)08-0046-06

Influences of Process Path Planning Algorithm on FDM Printing Quality and Efficiency
Ye Zongyi', Xue Digiang®, Xue Diliang®, Xue Wei', Cao Menghui®, Zhang Cai’, Cao Yu'
(1. College of Mechno-Electronic, Wenzhou University, Wenzhou 325035, China ;
2. Zhejiang Qidi Technology Co., Ltd., Wenzhou 325000, China)

Abstract : In order to study the influences of process path planning’(extrusion path, printing speed and extrusion amount, etc.)
of fused deposition moldeling (FDM)_3D printing-technology on printing quality and printing efficiency, and improve the printing
effect of FDM, three different process software (QidiPrint, FlashPrint and Simplify3D) were used to plan the process path. By ana-
lyzing the processes of three different process.software path planning algorithm and print the entity model, it is found that although
three extrusion ways are different, but they all-adopt the way of compound extrusion, it will maximize the advantages of offset extru-
sion and reciprocating linear extrusion,-and the outside-in extrusion mode’ surface quality is better. The design of interlayer coherent
trajectory can increase the consistency of printing and make the product more holistic. By reasonably arranging path can improve
the quality of the mode’ s surface, reduce the empty path in the process of printing, reduce the “step effect” and the phenomenon of
drawing, save printing time and dosage of consumables.

Keywords : fused deposition moldeling ; surface quality ; extrusion path ; wire drawing
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