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Abstract

This research aims to determine optimal parameters for the Fused Deposition Modeling--FDM process
to reduce the dimensional tolerance of ABS parts within the specified tolerance range. The parameters
considered include layer thickness, print speed, and wall thickness. The experimental design was then
performed using the Central Composite Design method, with response values collected by measuring
the dimensions of the study parts using a Vernier caliper. The results from setting the printing process
parameters are a layer thickness of 0.3485 mm, a printing speed of 20 mm/s, and a wall thickness
of 2.4949 mm. After completing the print, the printer should be rested for at least 10 minutes. This

results in the dimensions of the case study parts falling within the specified tolerance.

Keywords: additive manufacturing, layer thickness, printing speed, wall thickness, central composite

design
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FudUNSARNYINNRUNAIUAT Default AUz nlUsnwnsy MakerBot (0.2 mm): ABS

LH = 0.2 mm PS = 55 mm/s TW =1 mm
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_ +0.021 L. =50"""mn D = @26mn L =4mn
D1 _¢20 +o0od 1N ! 0 2 ¢ ?
20.008 20.021 50.000 50.100
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2 20.106 50.275 26.164 4.296

3 20.101 50.266 26.115 4.226
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5 20.116 50.293 26.117
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(Central Composite Design--CCD)
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uu AUMUITY (LH) A5 TUNISANN (SP)  AMunUINIS (WT)
1 0.10 20 1
2 0.40 20 1
3 0.10 60 1
4 0.40 60 1
5 0.10 20 3
6 0.40 20 3
7 0.10 60 3
8 0.40 60 3
0.10 a0 2
10 0.40 40 2
11 0.25 20 2
12 0.25 60 2
13 0.25 40 1
14 0.25 40 3
15 0.25 40 2
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(Diameter--D) vastudaunstifinm wuansluguuuy
YosauMIANALY Mianns7l 1 uazsefunmmIzay
vosteyaiiléyundo A R-squared agfl 96.70%

D=19.113 + 5.349 (LH)+0.00486 (SP) (1)
+0.045 (WT)—7.86(LH x LH)+

0.000082(SPx SP)—0.0077 (WT x WT)+
0.00253 (LH x SP)+0.019 (LH x WT)—
0.00143 (SP x WT)

FILANIATTI 6 NAANSNITILATIZIAIY
wUsUsIu (ANOVA) Taermunlssutioddne
0.05 WU wisfwesiititedfyseanuaainndeu
PRLEURUAUINAaT (D) Ao VIS (LH) Anamiun
Fuidsaes (LH2) fiesaniidn P-value doonin
0.05 dun1sfwmesfidel P-value 111 0.05 Ao
wsfwesiliivedfy wiefiduddydosun

NAITN 6 NAANSNTIATIZRANLUTUTIU
(ANOVA) Tneivualiszfutioddayegit 0.05 wu
31 mdwesiifitudfuseninunainaiouun
Wukugusnans (D) Ao ALY (LH) Asmn
Fuidsaes (LH2) 1fleaniian P-value dound
0.05 drunsfmesaida P-value 11nn1 0.05 Ao

1 v v o v v

wisflwesnlifideddy vielidvdrAgytounn
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NN 6 UNUINLILA (Parato Chart) Y89ANLAIA
\AARUYBIW LR UAUENANS (D) MvualilduUse

v

WUIUDUALANTITEAU 2.57 wansdeanusitudfgy

NEDRNTEAUAMUTDAY 0.05 NINNISITLADTLAY

v '
o o a
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W131nosNLAMUEAYNINTGR Ao AIUNUIVES
Fu (LH) 599890178 AUNUITDITUAIRIE04 (LH2)
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wisflwesnilnudAy oy

HAAWEN1TIATIZYATINLYTUTIU (ANOVA) ¥89A214AAINAGOUYIVUINLURIUAUENAI

L REREITOH DF Adj SS F-Value P-Value
mwwm%u 1 0.370049 112.61 0.000
AnaSalunsius 1 0.012461 3.79 0.109
ﬂ’J’WﬂJMu’]Nﬁ\‘l%u 1 0.001886 0.57 0.483
AUV X ALY 1 0.080341 24.45 0.004
AnuSalunsfiud x anudalunisius 1 0.002785 0.85 0.400
mmwmwﬁ&%gu X mmwmwﬁﬁy’u 1 0.000154 0.05 0.837
Mgy x Aanudalunnsiu 1 0.000460 0.14 0.724
mmwm%’u X ATUNUINT 1 0.000064 0.02 0.894
AMUEIlUN TR X AURUINTS 1 0.006536 1.99 0.218
Error 5 0.016431 - -
Total 14 0.497362 - -

Pareto Chart of the Standardized Effects
(response is D, a = 0.05)

Factor Name

A LH
B SP
C W

0 2 4 6
Standardized Effect

A 6 uruNiinsle (Parato Chart) Y8eANUAINALAGBUYRIVWIALEUELALENANY (Diameter--D)
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Main Effects Plot for D
Fitted Means

LH
20.0

SP ™

19.9 \—/
et

19.8

Mean of D

19.7
19.6

19.5

0.15 0.25 0.35 20

AN 7 HANSENUYRINISITAeSAY) (main effects) 7

NN 7 NAANTVBINANTENUVDINITTNDT
Wi (main effects) fidanananaunainndouaun
ukugunas (DF) nud1 Sudaudulngiivun
dnnnawedirnue (@ WIALEUHIUAENA19=20 131.)
Toouunldfuwennumurdu (LH) mmmwﬂmmm
uruAugnane Wlnduunadisvun (@20) 1nndu
Aoufivranandnios lunaziientuamudalunis
fudl (SP) wazAUmUNTs (WT) Bafiududsnals
yuntududlndvundisuniisudnteewintu

NS UNAANSVDINANTENUVBINS LMD ST
(interaction) Tidsnas oAU ABIALAREUILIALEUNIL
AugNan (D) 31NAITN 6 Wud1 MsUTumsiiieed
suiulddwaniodmatiosunnsonisiudsunlases
YUIALFURIUAUGNAN

2. NAAWSNISIATICHRANTLNUVBINITINLNDSNE S
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Anw (Length--L)

NAEWENS AT IETHANTE YUY NS TAD $7idls
NARDAIAAAIALARDUYBIVLINAINET (Length--L)
vostudunsdiinu azuandlusUuuuvosaunis
annoy faunsn 2 uazsrAuANumINEaLTesTeya
fl#sunie A1 R-squared ogil 87.52%

qmamamwmamLﬂaamawmﬂLaumuﬂuaﬂma

L=49.744 + 0.310 (LH)+0.00828 (SP)+  (2)
0.098 (WT)+0.21 (LH x LH)—
0.000002 (SP x SP)+0.0156 WT x WT) —
0.01172 (LH x SP)-0.0917 (LH x WT)-
0.002587 (SP x WT)

PNATN 7 HAGNENTIATIEANULUTUTIY
(ANOVA) Imamwuﬂmmuuamﬂmaw 0.05 Wu31
Wﬁﬂmmaimuamﬂmmamwmmmmaawﬂmmau
H1uaugnans (D) e ATUTUNG (LH) Ammunmids
(WT) 4aganuSun1sius x Aununids (SPXWT)
\fieandlan P-value foendn 0.05 drwmisfiwes
fiflen P-value 11nn1 0.05 Aowrsfiwmesitlfiie
dAty IedtvdAgytosnin

NN 8 uHuinusle (Parato Chart)
YDIAUARIALAROUVBIVUIAAIINEND (L) WUF
wTmesitiuddyanndign fe MsUfuamd
TunSRLA x AMURUINTS (SPXWT) N3aUiU 5098911
Ao AT (LH) wasAmsiuaids (WT) pugnsu
drunnfwesiifiseiuiesninnadt fenisdwes
fifinnuddytosuin

NNIN 9 waawamaawaﬂsmwaawwmmai
W (main effects) fidiwanannunaInAiouves
uAALeN (L) nuin sunavesdudiudlvgd
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UIANINATIVUIATITINUA (AN19=50 Lat.) Tag
wunldfuvesrnumundy (LH) Bannvildvunnaiy
gradlndauiaiitivun Tunsedufunununes
Seanassdadlnduunafidivunuiniy urniuga
Tumsfiust (SP) fimsidsuwdaniiondniies dau
NARNGVBINANTENUVDINTT MBI IIM (interaction)

FIULEAININ 10 NEINAFaAIUARIALATDUTBITUIAN

f1319 7

AeT7 (L) wudn wunldufifauddy fie A
Tun1sRN x AMURWINTS (SPXWT) Tawualdules
wansliviuInsUSuaeamslwesniouiulaenis
YSulianumnunaeds wazanusianas denalivuin
Wlnduunaiiiuaunniy @aumnsilne vty
dftosunn fe Anuvundu x Avandaluntsfiu
(LHXSP) Wa¥AILMUNTY X AILMUELTS (LHXWT)

HASNENITIATIZYAIINUUTUTIU (ANOVA) Y89AI11AAINIAGDUYDIYUIALT UK 1UANEINA 1

L REREIGOH DF Adj SS F-Value P-Value
ﬂ’J’]SJMu’]%’u 1 0.012532 7.54 0.041
Anudalunsfiu 1 0.000004 0.00 0.963
AN 1 0.011857 7.13 0.044
ALY X ALY 1 0.000059 0.04 0.858
AuSlunsiud x Aaslunisiuw 1 0.000001 0.00 0.978
mmwmwﬁfa%u X mmwmwﬁfa%u 1 0.000627 0.38 0.566
Aty x enagalunnsfiu 1 0.009894 5.95 0.059
AT X ALl 1 0.001512 0.91 0.384
ASalun s x anuvuNile 1 0.021424 12.89 0.016
Error 5 0.008312 - -
Total 14 0.066585 - -
Pareto Chart of the Standardized Effects
(response is L, a = 0.05)
Term 257
BC ;actor ?:me
: 2 =
c
AB |
cc
" |
a
BB
0 i 2 S 4

Standardized Effect

A 8 wnuinusle (Parato Chart) ¥89AINARIALAREUYRITUINAIINLTD (Length--L)
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Main Effects Plot for L
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3. NAANSNITUIAINNUITANVDINISINLADS
ASTUIUNITNUN

nadnsn1sm AT mes s aud s
nIgvILUMIRLREUL Avualigasjane fe vl
sundudunsdfinudvuineglurisninunain
wioufitnua Ineldluswnsu Minitab Tuns3insne
Fanadnsuanssanin 11

MM 11 WU Awsfiesiansa
Fuuzihlaenanisinsieiainlusunsy Minitab fie
A LMUTURET 0.3394 mm Armialunisfusiegd
20 mm/s Lmzmmuuwﬁq%uasujﬁ 24732 mm 1AgNaans
Anevauasiilétu fe VAU UALINAN9=20.0132
mm KagAI1812=50.0928 mm @IUNAENSAIAIL
anala (composite desirability) Ingsamv99an1g

Mnunzauduegn 0.8187 FadaulndlAssiu 1
weANdn Toyalanuudugilunisinsig

Optimal
D:0.8187

Composite
Desirability
D: 0.8187

LH SP
High 0.40 60.0
Cur [0.3394] [20.0]
Low 0.10 200

4. N1505298UUsEANSAMMVRIATNITNUEU Y
A1SIATIEANIEDA

msnsaeuUsEavsnmueisnsiiviausly
MTAATIZANNEDR ABNIINTINAOUNAANSNITIAVUINA
YOI UAILUNTEANN AR AN Tne STz a
prunanTiased Wruiavestudiueglureun
ALAIAAABUTITUARILEAIA1519 8

INM5N 8 WAGWEINAISIATUAIUNSHl
AneiRu e AINISITme S TN T AURAIUNANIS
Anszinuiitududnlvgfuuenannieustlu
FrvpUATiFIMUn snuTudud 4 Aflvuianiny
g AuveUATiTrunEnes

™w
3.0

[2.4732)
10

I3
Targ: 50.050
y = 50.0928
d = 0.67041

D
Targ: 20.0130
y = 20.0132
d = 0.99982

AN 11 NAANSNSNLAAIAINISI TR DS AU L ey
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f1519 8
HABNEN 1T INYUIAYDNTUAIUN TR INNUNA 1ENWI TV DS TNUILAUN IUKANITIATIZN

FudrunsUANEIANUNAENISIRNDSNAUITFUAIUNANITIATIZA

LH = 0.3485 mm PS = 20 mm/s TW = 24747 mm
ﬂ%”\‘i‘ﬁ ?Ju']ﬂ%u@i'JUﬂiﬂjﬁﬂ‘H']
Dy =20 mn L,=50""mn D, = P26rn L, = 4mn
20.008 20.021 50.000  50.100

1 20.009 50.079 26.106 4.009
2 20.014 50.068 26.136 4.055
3 20.017 50.046 26.153 4.048
4 20.018 50.124 26.123 4.026
5 20.009 50.079 26.168 4.010
6 20.014 50.091 26.064 3.976
7 20.011 50.085 26.119 4.016
8 20.019 50.092 26.102 4.021
9 20.015 50.089 26.068 4.052
10 20.018 50.081 26.032 4.020

dsunan1madaunazn1sanlneg NAGWSTLANNNTSTATUAIN WU TUAIUNTIANEN

NATUNEaTDNIITeNUI Mslnesiidwie VAR 10 YU AWBS 1 FUNUIUINALTIINUY

! 4 1 dl dl o o 5 dl ¥ a I
ﬂ’ﬂllﬂﬁ'mLﬂfﬁBUGIJQQ?JUW@%Uﬁ’JUﬂiﬂjﬁﬂUMﬂﬂﬁfjﬂ Ao YOUNAUAAALARBUNAAUA Aetialrn1SAUN

A (LH) Senadudugudnes uasemem  Sudaunsdinuiinnnegluveuniifmua e

2 ' o PN o J L 41' a 3 Aad b
Y89FUdINDY TR TneinSUSUAMUUUNTY (LH) TornuAURLAToINNNaNNATITIUN1INAa IR BY

a 3

LUl UE NSV UIAAUTIA AUA  NNLASRIRUNEE19HeY 10 U UAIINRUNTUIY

o

1N FansuFumnunudutesas vlidwaw  w@daynass desenagluedesiiuifinauiouazau

Fulun1sPuguiianndu uagvibiiinausouavasly
\edan dawalidudiuianimadlauinainuaain
“ 2w . .
LAABUVBIVUIATUAIULA dIuAINUTUINTS (WT) d9
NALAYASIADAIUENIVDIVUFIU B9USUAUNUINLS

ANAIYINLAVUIAUNENAVUINAUNAUANUINTY

IINAFUNANITUIA AU NUIZAUVDY
W5N8s WU ArruTaNYeINISTnesT
Tesuann1siasigilulusunsy Minitab fie Au
munduogd 03394 mm arudilunisfissiegi 20

mm/s LarANUNUINTaTuegn 2.4732 mm lag

moly ovdsnanevuinvestudunsaidnuild way
msthenflgsuannisiwsedluldnuassdunisaan
\SesiuriaudAfnzay fe Anumutui 0.339
mm AUEluNSRLRT 20 mm/s wagaumu
ails?t 2,473 mm iesanlunsiaAnfuidesiu
anufifanansasmunldifiomaton 3 dumdasiaty
aguldn msvsumiwesfungautaeldudiu
nsdiAnurivuinegluveunninunainiadeuves
FUIATANIALA LATENINTANIT AU MALUT UG

wnsgilugarannssuld dslueuannuideiianunse
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