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Abstract

3D printing has advantages in making customized products, such as leg
prosthetics. One of the required properties of 3D-printed leg prosthetics
is their resistance to bending stress. Based on the literature review, the
influence of the interaction among layer height, infill density, and shell
thickness on the bending strength and printing time has not yet been
investigated or optimized. This study aims to investigate the effect and
optimize the layer height, infill density, and shell thickness to achieve
the maximum bending strength and minimum printing time of a
Polylactic Acid 3D printed part. This research studies three independent
variables: layer height, infill density, and shell thickness. The
independent variables of this research are bending strength and printing
time. The bending test is conducted according to the 1ISO 178 standard.
The printed specimen is tested using the bending testing machine Tarno
Grocki to measure the maximum bending load the specimen can hold.
The printing time is measured by using a stopwatch. The Response
Surface Method is used as an optimization method to find the value of
the maximum bending strength and minimum printing time of the 3D
printed part. The optimum responses are achieved using 40 % infill
density, 0.3 mm layer height, and 1.6 mm shell thickness. The
maximum bending strength is 118. 5129 MPa and the minimum
printing time is 11.1867 minutes.
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1. Introduction

In 3D printing, thermoplastic materials are extruded from the
nozzle and fused layer by layer to build a 3D object. One of the
advantages of 3D printing is its ability to manufacture complex 3D
objects without needing specific and expensive molds [1]. For that
reason, 3D printing has advantages in manufacturing customized
products. It can be used to manufacture various dimensions of leg
prosthetics for different users at low prices [2]. In addition, it can be used
for users who are still in their infancy and require more than one size of
leg prosthetic as they grow every year.

One of the required properties of 3D-printed leg prosthetics is their
resistance to bending stress. The bending strength of the 3D printed parts
is influenced by several 3D printing parameters, including infill pattern,
layer height, infill angle, infill density, shell thickness, nozzle diameter,
bed temperature, extruder temperature, infill rate, and build orientation
[1][3]24]. In addition, 3D printing must consider the time to manufacture

the leg prosthetics. The printing time is affected by infill pattern, layer
height, infill angle, infill density, shell thickness, nozzle diameter, infill
rate, and build orientation.

According to previous research by Atakok, the higher the value of
infill density, the higher the bending strength of the 3D-printed part [6].
An increase in infill density reduces the porosity and increases the
strength of the printed part [15]. According to Chalgam et al., a higher
layer height value creates a 3D-printed part with higher bending strength
[4]. However, another study shows that the bending strength of the 3D-
printed part increases when the layer height is reduced [16]. It is
presumed that the effect of the layer height on the bending strength is not
linear as on the tensile strength [17]. The higher the thickness of the
shell, the higher the bending strength of the 3D-printed part [7].

Based on the literature review, the influence of the interaction
among layer height, infill density, and shell thickness on the bending
strength and printing time has not yet been investigated. It is important to
understand the effect of the interaction of the parameters and then
optimize them to achieve a particular value of bending strength and
reduce the manufacturing time of the 3D-printed leg prosthetics. This
study aims to investigate the effect and optimize the layer height, infill
density, and shell thickness to achieve the maximum bending strength
and minimum printing time of the 3D printed part. The Taguchi and
Response Surface are two methodologies that are commonly used to
conduct this type of investigation [5] [6][10][12][18][19].

2. Materials and Methods

The material used in this study is Polylactic Acid (PLA), which is a
commonly used material in 3D printing processes. The first advantage of
PLA is that it is biodegradable or easily decomposed in nature as it is
made of organic materials. In addition, PLA has a low melting
temperature and cost compared to other filaments. However, the
mechanical strength of PLA is lower compared to other materials. The
PLA is bought in the form of filament as a material for the 3D
printer-type Fused Filament Fabrication.

This research investigates three independent variables: layer
height, infill density, and shell thickness. Each variable consists of
three levels. The value of each level is shown in Table 1. The
investigated value of the infill density is determined based on the
median value of the possible infill density. The infill density
determined the infill percentages or the amount of material used
inside the printed object. The medium value, equal to 50 %, is
used as the medium-level value. Then, the low and high-level
values are determined by adding 10% to the medium-level value.

Table 1. The values of each independent variable level

Level Value Low Medium High
Infill Density (%) 40 50 60
Layer Height (mm) 0.2 0.25 0.3
Shell Thickness (mm) 0.8 1.2 1.6

The layer height is the thickness of each extruded layer of
material. Based on the works by Atakok et al. and Chalgam et al.,
higher layer height increases the bending strength of the printed
part [4], [6]. According to their research, the highest bending
strength is achieved when using 0.3 mm layer height. Meanwhile,
the standard guidelines determine that the layer height equals half
of the nozzle diameter. As this research used a 3D printer with a
0.4 mm nozzle diameter, the suggested layer height is 0.2 mm.
Therefore, this research used 0.2 mm, 0.25 mm, and 0.3 mm as the
low, medium, and high-level values of layer height in this
experiment.

The value of the shell thickness level is determined based on
the nozzle diameter. The value of the shell thickness is the
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multiplication of the nozzle diameter. The minimum value of shell
thickness equals two times the nozzle diameter. The width of the
bending test specimen constrains the maximum value of the shell
thickness. This research uses 0.8 mm and 1.6 mm as the minimum
and maximum shell thickness, respectively. For the medium level
of shell thickness, the value is 1.2 mm. The shell thickness of a
3D-printed part is measured based on how many times the nozzle
deposits the filament raster to form the perimeter of the 3D-printed
part. The shell thickness setting is executed before the infill density
because the perimeter is printed before the inner structure of the 3D-
printed part.

Table 2. The values of the printing parameter

Parameter Value
Nozzle Diameter (mm) 0.4

Infill Pattern Triangular
Extruder Temperature (°C) 210

Bed Temperature (°C) 60

Infill Rate (mm/s) 90

Infill Angle (°) 0

The value of other 3D printing parameters used in this
research is constant and shown in Table 2. Nozzle diameter refers
to the diameter of the nozzle that deposits the filament layer. The
diameter of the nozzle is equal to the layer width. The infill
pattern is the shape of the inner structure of the 3D-printed part.
The temperature to heat the filament before it is extruded is called
extruded temperature. Meanwhile, the bed temperature is a
temperature set for the bed to avoid the warping of the 3D-printed
part. The speed of the nozzle in printing the 3D-printed part is called
the infill rate. The infill angle is the angle between the motion
direction of the extruder and the X-axis of the 3D printer. The
value of the printing parameters is determined based on the printer
maker's recommendation and the results of the previous research.
In this research, the infill pattern is selected based on research by
Chada et al. [8]. The result of this research shows that the
triangular infill pattern creates higher tensile and flexural strength
3D-printed parts compared to other infill patterns.

This research's independent variable or response is bending
strength and printing time. The Response Surface Method is used
as an optimization method to find the value of the maximum
bending strength and minimum printing time of the 3D printed part. Box
Behnken with two replications is used as the Response Surface
Method design because it can reduce the number of experiments.
According to Montgomery, desirability functions can be used as
an approach method in optimizing multiple responses that have
more than two control variables [20]. This method converts each
response parameter (y;) into a desirability function (d;). The range
of the desirability function value is from zero to one. The value of
d; varies depending on the target of the desired response variable.
If the response variable is to be maximized, then the formula used
is shown in Eq. 1.

0, y<L
— AT
d; = (y_) <y<
i T—1L ) L_y_T
1, y>T

@)

Eqg. 2 is used to calculate the desirability function if the response
variable is to be minimized.

1, y<T
U-w"
d =
i (U—T), T<y<U
0, y>U (2)

The variable y is the value of the response variable. The variable L
is the lower limit. Variable T is the target to be achieved. Variable
U is the upper limit, and r is the weight. The values in each
response are then combined to calculate the composite desirability
using Eq. 3.

1
D=(d Xd, X ..xdy)m 3)
Variable m is the number of responses. D values also range from
zero to one. The closer the D value is to one, the closer the optimal
control parameter value is to the targeted response value.

This research conducts the bending test according to the ISO
178 standard [21]. Therefore, the 3D printer is used to print
bending test specimens with a length equal to 80 + 2 mm, width
equal to 10 + 0.2 mm, and thickness or height equal to 4 = 0.2
mm, as shown in Fig. 1. The ISO 178 standard determines the
dimension tolerance.

10

80 4

Fig. 1. Dimension of bending test specimen

Before the printing process begins, the 3D model of the
bending test specimen is created using Creo 3.0 software. Then,
the file is saved in STL format. The specimens are printed using
the Anycubic Cobra 3D printing machine. The printing parameters
are set using the Ultimaker Cura 5.1 software. The software is also
used to slice the 3D model and generate the G code to move the
nozzle. In total, thirty bending test specimens are printed. The
printing time of each specimen is measured using a stopwatch.

Fig. 2 shows the printed specimen before the bending test is
conducted. After printing, the 3D-printed part is cooled at the
ambient temperature to make sure no wall deformation occurs.
However, the cooling process is not investigated in this research.
After that, the walls of the 3D-printed part are checked for the part
shape visually. Then, the dimension of the printed specimen is
measured using a caliper to ensure that the dimensions follow the
standard. Then, the printed specimen is tested using the bending
testing machine Tarno Grocki to measure the maximum bending
load the specimen can hold. After the bending test, the fracture of
the specimen is observed visually to check whether there is a large
hollow that indicates the flow interruption. Finally, layer height,
infill density, and shell thickness are optimized using response
optimizer software to find the maximum value of bending strength
and minimum value of printing time.
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Fig. 2. Printed bending test specimen

3. Results and Discussion

The bending strength and the printing time of each 3D-
printed specimen can be seen in Table 3. The result data that has
been obtained is then analyzed and used to calculate the composite
desirability to optimize the bending strength and the printing time
using Minitab data analysis software.

Fig. 3 shows the main effect plot for bending strength. The
experiment result is also analyzed by using ANOVA. Based on the
analysis of variance for bending strength shown in Fig. 4, the shell
thickness has the most significant influence on bending strength.
Meanwhile, the infill density and layer height do not significantly
affect bending strength.

As shown in Fig. 3, the increase of infill density from 40 %
to 50 % increases the bending strength from 102.772 MPa to
112.260 MPa. However, the 50 % to 60 % increase in infill
density does not significantly affect the bending strength. As the
specimen has a thin thickness, the infill density has no significant
effect on the moment inertia of the printed specimen. In contrast,
decreasing the layer height increases the bending strength of the
printed specimen. The decrease in the layer height creates a
smaller void between the layers or between the raster. As a result,
it has a higher moment of inertia that increases the moment of
resistance. Finally, the shell thickness has a significant effect on
the bending strength. The increase in the shell thickness from 0.8
mm to 1.2 mm significantly increases the printed specimen's
bending strength from 89.2804 MPa to 127.251 MPa. It happens
due to the increase in the moment of inertia of the 3D printed part
as the shell thickness value increases. The highest bending
strength is achieved using the highest shell thickness in the
investigated range.

Table 3. The experiment results

40 0.25 1.6 148.88 13.3927
60 0.25 1.6 143.66 15.2138
50 0.2 0.8 91.10 18.1768
50 0.3 0.8 66.97 12.0678
50 0.2 1.6 123.66 18.3383
50 0.3 1.6 120.13 12.1705
50 0.25 1.2 138.98 14.3885
50 0.25 1.2 133.66 14.3453
50 0.25 1.2 103.94 14.4217
40 0.2 1.2 115.35 16.7602
60 0.2 1.2 111.79 18.4525
40 0.3 1.2 106.68 10.9815
60 0.3 1.2 101.31 12.4428
40 0.25 0.8 63.43 13.8190
60 0.25 0.8 110.37 16.4003
40 0.25 1.6 115.41 13.4473
60 0.25 1.6 111.95 15.0497
50 0.2 0.8 126.35 18.2120
50 0.3 0.8 85.84 12.0732
50 0.2 1.6 122.43 18.3312
50 0.3 1.6 131.89 11.7490
50 0.25 1.2 112.39 14.4658
50 0.25 1.2 112.01 14.4195
50 0.25 1.2 102.30 14.4563
50 0.2 1.6 122.43 16.7405

Infill Layer Shell Bending Printing
Density Height Thickness Strength Time
(MPa) (Min)
40 0.2 1.2 106.60 16.7405
60 0.2 1.2 108.43 18.4425
40 0.3 1.2 99.25 11.2048
60 0.3 1.2 105.70 12.8250
40 0.25 0.8 66.57 13.8053
60 0.25 0.8 103.60 16.4313

The main effect plot for printing time is shown in Fig. 5. As
shown in Fig. 5, the increase in infill density from 40% to 60 %
increases the required time to print the specimen from 13.7689
minutes to 15.6572 minutes. It is obvious because the 3D printer
requires more time to print a denser specimen. Higher density also
requires the longest required filament and increases the cost of the
3D-printed part. The increase in the layer height from 0.2 mm to
0.3 mm decreases the printing time significantly from 17.9318
minutes to 11.9393 minutes because more layers must be printed
when a smaller layer height is used. Finally, shell thickness has a
less significant effect on the printing time than other independent
parameters. Increasing the shell thickness from 0.8 mm to 1.2 mm
decreases the printing time. However, the increase from 1.2 mm to
1.6 mm increases the required printing time. Higher shell
thickness generally causes longer printing time as the nozzle must
move for an additional path. However, higher shell thickness
reduces the infill area for a particular shell thickness and infill
density. As a result, the required time to print the infill area is
shortened.
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Fig. 3. Main effect plot for bending strength

Analysis of Variance

Source DF Adj SS Adj M5 F-Value P-Value
Model 3 6598.7 2199.6 9.65 8.008
Linear 3 6598.7 2199.6 9.65 @.e00
Infill Density 1 348.2 348.2 1.53 @.228
Layer Height 1 483.3 483.3 2.12 8.157
Shell Thickness 1 5767.2 ©5767.2 25.3@ 8.008
Error 26 £925.9 227.9
Lack-of-Fit ] 2691.8 299.1 1.57 8.202
Pure Error 17 3234.1 1%0.2
Total 29 12524.6
Fig. 4. ANOVA for bending strength
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Fig. 5. Main effect plot for printing time

Fig. 6 shows the analysis of variance for printing time. The
result also indicates that all three independent variables
significantly influence the printing time.

The response optimizer generated by Minitab software shows
that the maximum bending strength and the minimum printing
time are achieved using 40 % infill density, 0.3 mm layer height,
and 1.6 mm shell thickness, as depicted in Fig. 7. The maximum
bending strength is 118.5129 MPa and the minimum printing time
is 11.1867 minutes.

Analysis of Variance

Source D
Model
Linear

F Adj ss Adj Ms F-Value P-Value
& 160.846 26.808 392.71 0.e09
3 158.577 52,859 774.35 e.e88
Infill Density 1 14.263 14.263 2@8.95 0.e09
Layer Height 1 143.636 143.636 21e4.17 e.e88
Shell Thickness 1 9.678 9.678 9.93 0.004
Square 2 1.871 9.936 13.71 e.e88
Layer Height*Layer Height 1 l.1e1 1.1e1 16.13 @.e0l1

1

1

1

3

Shell Thickness*Shell Thickness 8.9e3 9.903 13.23 8.e81

2-Way Interaction 9.398 9.398 5.83 9.024
Infill Density*Shell Thickness 8.398 ©.398 5.83 8.e24
Error 2 1.57e 9.068
Lack-of-Fit 6 1.357 9.226 18.e4 e.e88
Pure Error 17 9.213 9.013
Total 29 162.416

Fig. 6. ANOVA for printing time

Initial Infill D Layer He Shell Th
. ligh 60.0 0.30 1.60
D:0-7918 oy [40.0] [0.30] [1.60]

Low 40.0 0.20 0.80
Composite /
Desirability

D: 0.7918
Printing
Minimumm
y=11.1867
d= 097254
Bending
Maximum
y = 118.5129
d = 0.564461

Fig. 7. Main effect plot for printing time

4. Conclusions

The bending strength increases when the infill density
increases from 40 % to 50 %. Then, the bending strength value is
relatively steady because more increase in the infill density has no
significant effect on the moment inertia of the printed specimen.
ExpMeanwhile, the influence of infill density on the printing time
is linear. The increase in infill density increases the required time
to print the specimen. Increasing the layer height decreases the
bending strength of the printed specimen. The increase in the layer
height also decreases the printing time. Finally, increasing the
shell thickness increases the bending strength of the printed
specimen. However, the influence of shell thickness on the
printing time is not linear. Increasing the shell thickness from 0.8
mm to 1.2 mm decreases the printing time. The increase from 1.2
mm to 1.6 mm increases the required printing time. The optimum
responses are achieved using 40 % infill density, 0.3 mm layer
height, and 1.6 mm shell thickness. The maximum bending
strength is 118.5129 MPa and the minimum printing time is
11.1867 minutes.

References

[1] C. Abeykoon, P. Sri-Amphorn, and A. Fernando,
“Optimization of fused deposition modeling parameters
for improved PLA and ABS 3D printed structures,” Int. J.
Light. Mater. Manuf., vol. 3, no. 3, pp. 284-297, 2020,
doi: 10.1016/j.ijlmm.2020.03.003.

[2] J. Yap, “Low-cost 3D-printable prosthetic foot,” in 3rd
European Conference on Design4Health, 2015, no. July.

[3] S. R. Rajpurohit and H. K. Dave, “Flexural strength of
fused filament fabricated (FFF) PLA parts on an open-
source 3D printer,” Adv. Manuf., vol. 6, no. 4, pp. 430-
441, 2018, doi: 10.1007/s40436-018-0237-6.

Disseminating Information on the Research of Mechanical Engineering - Jurnal Polimesin Volume 21, No. 5, October 2023 480



[4]

(5]

(6]

[7]

(8]

(9]

[10]

[11]

[12]

[13]

[14]

[15]

[16]

[17]

A. Chalgham and A. Ehrmann, “Mechanical Properties of
FDM Printed PLA Parts before and after Thermal
Treatment,” Polymers (Basel)., vol. 13, no. 8, 2021, doi:
10.3390/polym13081239.

M. Darsin, R. L. Amir, H. Sutjahjono, M. E. Ramadhan,
and Y. Hermawan, “The Effect of Nozzle Temperature ,
Layer Height, and Infill Pattern on Dimensional Accuracy
and Flexural Strength of 3D Printed Cu-PLA Filaments,”
Adv. Eng. Sci., vol. 54, no. 3, pp. 1437-1449, 2022.

G. Atakok, M. Kam, and H. B. Koc, “Tensile, three-point
bending and impact strength of 3D printed parts using
PLA and recycled PLA filaments: A statistical
investigation,” J. Mater. Res. Technol., vol. 18, pp. 1542—
1554, 2022, doi: 10.1016/j.jmrt.2022.03.013.

C. Lubombo and M. A. Huneault, “Effect of infill patterns
on the mechanical performance of lightweight 3D-printed
cellular PLA parts,” Mater. Today Commun., vol. 17, pp.
214-228, 2018, doi: 10.1016/j.mtcomm.2018.09.017.

A. Chadha, M. I. Ul Haqg, A. Raina, R. R. Singh, N. B.
Penumarti, and M. S. Bishnoi, “Effect of fused deposition
modelling process parameters on mechanical properties of
3D printed parts,” World J. Eng., vol. 16, no. 4, pp. 550-
559, 2019, doi: 10.1108/WJE-09-2018-0329.

W. Kolodziej, A., Zur, P., & Borek, “Influence of 3D-
printing Parameters on Mechanical Properties of PLA
defined in the Static Bending Test,” Eur. J. Eng. Sci.
Technol., 2019, doi: 10.33422/ejest.2019.01.52.

M. D. Zandi, R. Jerez-Mesa, J. LIuma-Fuentes, J. J. Roa,
and J. A. Travieso-Rodriguez, “Experimental analysis of
manufacturing parameters’ effect on the flexural
properties of wood-PLA composite parts built through
FFF,” Int. J. Adv. Manuf. Technol., vol. 106, no. 9-10, pp.
3985-3998, 2020, doi: 10.1007/s00170-019-04907-4.

S. Kesavarma, C. K. Kong, M. Samykano, K. Kadirgama,
and A. K. Pandey, “Bending properties of 3D printed
coconut wood-PLA composite,” IOP Conf. Ser. Mater.
Sci. Eng., vol. 736, no. 5, 2020, doi: 10.1088/1757-
899X/736/5/052031.

H. Chokshi, D. B. Shah, K. M. Patel, and S. J. Joshi,
“Experimental investigations of process parameters On
mechanical properties for PLA during processing in
FDM,” Adv. Mater. Process. Technol., vol. 8, no. sup2,
pp. 696-709, 2022, doi:
10.1080/2374068X.2021.1946756.

K. Balamurugan, M. Venkata Pavan, S. K. Ahamad Ali,
and G. Kalusuraman, “Compression and flexural study on
PLA-Cu composite filament using FDM,” Mater. Today
Proc., wvol. 44, pp. 1687-1691, 2021, doi:
10.1016/j.matpr.2020.11.858.

D. Koske and A. Ehrmann, “Infill Designs for 3D-Printed
Shape-Memory Objects,” Technologies, vol. 9, no. 2,
2021, doi: 10.3390/technologies9020029.

B. Aloyaydi, S. Sivasankaran, and A. Mustafa,
“Investigation of infill-patterns on mechanical response of
3D printed poly-lactic-acid,” Polym. Test., vol. 87, no.
April, p. 106557, 2020, doi:
10.1016/j.polymertesting.2020.106557.

N. Ayrilmis, M. Kariz, J. H. Kwon, and M. Kitek
Kuzman, “Effect of printing layer thickness on water
absorption and mechanical properties of 3D-printed
wood/PLA composite materials,” Int. J. Adv. Manuf.
Technol., vol. 102, no. 5-8, pp. 2195-2200, 2019, doi:
10.1007/s00170-019-03299-9.

T. J. Suteja and A. Soesanti, “Mechanical Properties of 3D
Printed Polylactic Acid Product for Various Infill Design
Parameters: A Review,” J. Phys. Conf. Ser., vol. 1569, no.

[18]

[19]

[20]

[21]

4, 2020, doi: 10.1088/1742-6596/1569/4/042010.

T. AE, R. L, E. RV, and B. D.K, “Optimization of 3D-
Printer Process Parameters for Improving Quality of
Polylactic Acid Printed Part,” Int. J. Eng. Technol., vol. 9,
no. 2, pp. 589-600, 2017, doi:
10.21817/ijet/2017/v9i2/170902044.

N. H. Tho, T. C. Minh, and N. P. Tai, “The effect of infill
pattern, infill density, printing speed and temperature on
the additive manufacturing process based on the FDM
technology for the hook-shaped components,” J.
Polimesin, vol. 18, no. 1, pp. 1-6, 2020.

D. C. Montgomery, Design And Analysis Of Experiments.
2001.

I. Standard, “Plastics—Determination of
properties,” ISO Geneva, Switz., 2019.

flexural

Disseminating Information on the Research of Mechanical Engineering - Jurnal Polimesin Volume 21, No. 5, October 2023 481



