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Influence of Acetone Soaking Treatment on Surface Quality and Gloss of 3D Printed ABS Molded Parts
Wang Chen, Jiang Minhan
(College of Home and Industrial, Nanjing Forestry University, Nanjing 210037, China)

Abstract : Acrylonitrile-butadiene-styrene plastic (ABS) molded parts were made by fused deposition 3D printer, and acetone
solutions of different concentrations were prepared for surface immersion treatment of ABS molded parts. The surface quality and
gloss of the molded parts were tested and analyzed. The results show that the acetone solution with medium and low concentrations
(concentration < 60%) has almost no reaction with the soaked surface of ABS molded parts, and is not suitable for surface treat-
ment of ABS molded parts. When acetone solution with medium and high concentrations (60% < concentration << 90%) is used for
surface treatment of ABS molded parts, the overall reaction process is controllable, and the surface treatment effect becomes obvious
with the increase of time, which is a suitable concentration range for soaking treatment. High concentration (concentration = 90%)
acetone solution is used for ABS molded parts surface treatment, the surface treatment effect is obvious, but the overall reaction pro-
cess is uncontrollable, and the soaking time needs to be controlled, usually soaking for 5-20 s. High-concentration acetone solution
is more suitable for surface treatment of ABS molded parts by brushing.

Keywords : acetone soaking ; acrylonitrile-butadiene-styrene plastic molded part ; surface quality ; gloss
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