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Abstract— The purpose of this paper is to examine the 
effect of process parameters on ABS/GP parts made by fused 
deposition modeling (FDM). Several parameters of the FDM 
process affect the parts produced, such as part build 
orientation, layer height, raster width, infill percentage, and 
infill pattern. To achieve these objectives, it is necessary to gain 
a better understanding of the process parameters of FDM to 
reduce the building time, increase mechanical strength, and 
enhance part quality. The effect of process parameters on the 
specimen's tensile strength and modulus of elasticity is 
investigated using Taguchi's design of experiment (DOE) and 
analysis of variance (ANOVA). Analyzing experimental data 
led to the identification of optimal parameters.  

Keywords— Fused deposition modelling, ABS/GP 
(Acrylonitrile Butadiene Styrene/General Parts), Print 
Orientation, Layer Thickness, Infill Pattern, Infill Density, etc.; 

I. INTRODUCTION  
Three-dimensional virtual models that can be produced 

using computer-aided design software are used in the 3D 
printing process to create things. It is appropriate for the 
creation of specific things with intricate geometries. A 
thermoplastic material is extruded from a nozzle and utilised 
in the fused deposition modelling (FDM) process to build the 
part layer by layer. The material for the feedstock is provided 
as a solid polymer filament. The polymer material is heated 
in the nozzle's resistive heater so that it flows easily out of 
the nozzle and forms the layer. The FDM technique has 
many benefits, including the elimination of expensive tools, 
flexibility, and the capacity to create exceedingly complex 
parts and forms. The quality of the pieces manufactured is 
where FDM has its drawbacks. Understanding how parts 
from the FDM process behave when processing conditions 
vary is crucial to ensuring their dependability for various 
applications. FDM has many uses in the medical field, 
including bone and dental implants [1]. 

II. LITERATURE SURVEY 
One of the most popular and flexible modern 

manufacturing processes is additive manufacturing (AM), 
sometimes referred to as 3D printing. It is currently widely 
used in a variety of industries, such as those involving 
architecture, medicine, dentistry, aerospace, cars, furniture, 
machining, and jewellery [2, 3]. The seven primary types of 
additive manufacturing techniques are: vat polymerization, 
binder jetting, material jetting, material extrusion, powder 
bed fusion, sheet lamination, and directed energy deposition. 

These procedures are divided into groups based on the 
materials and power sources they use [4].  

One of the most well-liked and affordable additive 
manufacturing technologies is fused deposition modelling 
(FDM). A polymer in the form of a filament is utilised as a 
feedstock material in FDM. To create a raster, it is extruded 
through a heated nozzle. Such adjacent rasters combined 
create a layer. Also, the entire portion is printed by piling 
each layer on top of the one before it. Together with 
prototypes, FDM's goods have begun to enter the consumer 
market as functional parts. Some researchers have recently 
carried out experimental studies in the area of fused 
deposition modelling.  

Ahn et al. [5] studied the influence of model temperature, 
air gap, bead width, and Infill Pattern on the compressive and 
tensile strengths of 3D printed specimens. A number of build 
rules for designing FDM parts were developed based on 
experimental findings. Bellini and Güçeri [6] observed 
utilizing an analytical and experimental approach, they 
determined the effects of Infill Pattern and construct 
orientation on tensile and flexural strength. Chin Ang et al. [7] 
experimentally investigated the impact of the following 
factors on the porosity and mechanical characteristics 
(compressive strength and compressive modulus) of ABS 
scaffold structures: raster width, air gap, build layer, build 
orientation, and build profile. The most important criteria, 
according to the researchers, are the air gap and raster width.  

Sun et al. [8] studied the impact of liquefier temperature, 
envelope temperature, and deposition technique (longitudinal 
or lateral) on the mesostructure, cooling properties, flexural 
strength, and total bond strength between layers. Bakar et al. 
[9] experimentally investigated the impact of surface polish 
and dimensional correctness on internal raster width, layer 
height, and contour width of the components. Also, they 
employed a 3D printed component as the mold's master 
design for silicon rubber. Chang and Huang [10] observed 
the impact of extruding aperture and specimen profile error 
on contour depth, contour width, raster angle, and raster 
width. Sood et al. [11] explained the impact of the specimen's 
compressive characteristics on the component construction 
orientation, layer thickness, raster width, raster angle, and air 
gap. Also, using quantum-behaved particle swarm 
optimization, they created a prediction equation that has been 
statistically confirmed (QPSO).  

Croccolo et al. [12] observed the impact of construction 
orientation and contour count on the tensile characteristics of 
ABS-M30 parts. They used raster patterns to anticipate the 
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mechanical behaviour of the 3D printed pieces. Magalhães et 
al. [13] suggested that the final strength or stiffness of pieces 
of a construction with a sandwich-like form can be 
significantly increased by carefully choosing the raster 
angles. Carniero et al. [14] investigated the impact of layer 
thickness, orientation, and infill level on the mechanical 
characteristics of polypropylene parts reinforced and 
unreinforced with glass fibre. They discovered that 3D 
printed components can be utilised as working goods as well 
as prototypes. 

Chockalingam et al. [15] studied employing a non-
dominated sorting evolutionary algorithm, the dependence of 
raster angle, orientation, air gap, and Orientation on tensile 
strength and density (NSGA-II). Cantrell et al. [16] 
performed experiments to ascertain the directional qualities 
of the materials. Experiments were conducted by altering the 
Infill Pattern and build orientations. Arif et al. [17] 
experimentally investigated the impact of the construction 
orientation and Infill Pattern on the components' flexural, 
tensile, and fracture toughness. Because of the interfacial 
voids, specimens that were vertically assembled showed 
stick-slip fracture and a lower Poisson's ratio.

Gebisa and Lemu [18] examined how the flexural 
properties of the ULTEM 9085 material affected the air gap, 
raster width, raster angle, contour number, and raster width. 
Rajpurohit and Dave [19] examined how the tensile 
properties of PLA specimens were affected by the raster 
angle, raster width, and layer thickness. They found that 
raster angle and layer thickness are the most crucial factors. 

Srinivasan et al. [20] used reaction surface techniques to 
comprehend the impact of layer thickness, infill density, and 
infill pattern on the tensile strength and hardness of 3D 
printed ABS specimens. They discovered that the two most 
important variables are layer thickness and infill density. 
Chikshe et. al. [22] evaluated PVC material with a 100% 
meshing density, and the compressive test for PLA material 
at three various meshing densities (80%, 90%, and 100%) is
plotted. With mesh densities of 80%, 90%, and 100% and a 
material density that is about the same, PLA is used in the 
comparative analysis of compressive strength.

According to the literature review, much of the study has 
focused on analyzing how build orientation, raster angle, and 
layer thickness affect the mechanical characteristics of the 
most widely used thermoplastics, such as PLA. Very less 
amount of work has been reported, which investigates the 
influence of process parameters on tensile properties of  
Acrylonitrile Butadiene Styrene/General Parts (ABS/GP) 
(ABS/GP-modified) parts. 

Taguchi’s orthogonal array L27 has been used for 
experimentation. The measured value of mechanical 
properties is further studied by ANOVA. The optimum 
parameter settings have been suggested for obtaining the 
maximum tensile strength of ABS/GP parts as per ASTM 
standard i.e. ASTM D638 Type 1 as shown in Fig. 1. This 
design is used for testing the tensile properties of rigid 
plastics like UTM Tensile strength, Yield Point, Strain & 
elongation at break and elastic modulus.

Fig. 1. 2D CAD model of specimen (ASTM D638 Type 1)

III. MATERIALS & METHODOLOGY

In the present work, specimens are produced by a fused 
deposition modelling process. The Zortrax M200 Plus FDM 
machine has been used for printing the parts, as shown in Fig. 
2. The machine has a build volume of 200X200X250 mm. It 
can print the parts of various materials such as ABS, PLA, 
HIPS, and Nylon. The maximum extrusion temperature and 
maximum bed temperature that can be achieved are 300 °C 
and 120 °C, respectively. The extruder of the machine is 
equipped with a nozzle of 0.4 mm diameter.

ABS/GP feedstock material is used for printing the 
specimen. The CAD model is created in AutoCAD 2020 
software. The dimensions of the specimen are decided 
according to ASTM D638 Type 1. The 2D CAD model of the 
specimen is shown in Fig. 1. The 3D CAD model is 
converted into stl file. The Z-Suite software slices the STL
file into a number of layers.

Fig. 2. FDM Machine Setup

The software exports a G-code file, which is fed to the 
FDM machine using SD card. ABS/GP is used as a feedstock 
material. The following table 1 gives an idea about the 
constant process parameters used during printing.

Their values are stated in Table 1. In order to get more 
accurate results, the maximum number of experiments to get 
the mean value of the outcome, Taguchi’s orthogonal array 
L27 is used for experimental design.
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TABLE I.  CONSTANT PROCESS PARAMETERS OF FDM 

Parameters Value 

Extrusion Temperature 2350C 

Platform Temperature 800C 

Nozzle Diameter 0.4 mm 

Raster Angle 00 

First Layer Gap 0.44 mm 

Support Angle 450 

 
In the present study, four process parameters are selected 

for experimentation such as Layer Thickness, Orientation, 
Infill Pattern, and Infill Density. The process parameters and 
their corresponding levels are listed in Table 2. The literature 
review and machine setup range are used to determine the 
level and range of these parameters. 

TABLE II.  PROCESS PARAMETERS AND THEIR LEVEL 

Parameters Level 1 Level 2 Level 3 

Layer Thickness (LT) mm 0.19 0.29 0.39 

Orientation (O) Flat On Long Edge On Short Edge 

Infill Pattern (IP) Linear Grid Honeycomb 

Infill Density (ID) % 50 70 90 

 
Tensile testing of ABS/GP material parts printed using 

Fused Deposition Modeling (FDM) was conducted in 
accordance with ASTM D638 Type 1 standards at Dutech 
Lab, a renowned testing facility located at Nanded City 
MIDC Road, Pune. The lab is equipped with state-of-the-art 
testing equipment, ensuring accurate and reliable results. The 
test evaluated the tensile properties of the ABS material, 
including tensile strength, yield point, strain, and 
elongation at break. 

In a tensometer, the specimens are clamped, and they are 
permitted to elongate until they break. The non-stationary 
mandible moved at a 5 mm/min speed. The apparatus could 
bear a load of 20 kN. At the conclusion of each tensile test, 
the load-displacement graph is obtained. It is then further 
processed with Microsoft Excel to obtain the mean Ultimate 
tensile strength numbers. Thus, 27 samples were fabricated 
with varying process parameters, as outlined in Table 3. For 
each combination, three samples were printed, and the mean 
Ultimate Tensile Strength (UTS) in MPa was calculated, 
resulting in a set of tensile mean values. 

TABLE III.  EXPERIMENTAL DESIGN AND RESULTS 

Sr. 
No. 

Layer 
Thickness 

Orientation Infill Pattern 
Infill 

Density 

Tensile 
Mean 
UTS 

(MPa) 
1 0.19 Flat Linear 50 28.48 

2 0.19 Flat Linear 50 28.48 

3 0.19 Flat Linear 50 28.48 

4 0.19 On Long Edge Grid 70 36.76 

5 0.19 On Long Edge Grid 70 36.76 

6 0.19 On Long Edge Grid 70 36.76 

7 0.19 On Short Edge Honeycomb 90 11.97 

8 0.19 On Short Edge Honeycomb 90 11.97 

9 0.19 On Short Edge Honeycomb 90 11.97 

10 0.29 Flat Grid 90 30.02 

11 0.29 Flat Grid 90 30.02 

12 0.29 Flat Grid 90 30.02 

13 0.29 On Long Edge Honeycomb 50 34.14 

14 0.29 On Long Edge Honeycomb 50 34.14 

15 0.29 On Long Edge Honeycomb 50 34.14 

16 0.29 On Short Edge Linear 70 11.01 

17 0.29 On Short Edge Linear 70 11.01 

18 0.29 On Short Edge Linear 70 11.01 

19 0.39 Flat Honeycomb 70 18.35 

20 0.39 Flat Honeycomb 70 18.35 

21 0.39 Flat Honeycomb 70 18.35 

22 0.39 On Long Edge Linear 90 35.98 

23 0.39 On Long Edge Linear 90 35.98 

24 0.39 On Long Edge Linear 90 35.98 

25 0.39 On Short Edge Grid 50 13.16 

26 0.39 On Short Edge Grid 50 13.16 

27 0.39 On Short Edge Grid 50 13.16 

IV. RESULTS & DISCUSSIONS 
The tensile strength values for each experiment are 

presented in Table 3. The tested specimens under tensile 
loading are visually represented in Figure 3. Notably, some 
samples exhibited brittle behavior and fractured outside 
the gauge length.  

Fig. 3. Tested 27 specimens (L27) 

A. ANOVA Analysis 
This could occur as a result of stress concentration and 

voids in the printed specimen's layers.  To determine the 
statistical significance of process parameters on the part's 
mechanical properties, analysis of variance (ANOVA) is 
used. Tables 4 show ANOVA with F-ratio and p-values for 
the tensile properties of printed samples. The results of the 
tested specimens showed that almost all ABS/GP specimens 
exhibit identical brittle behaviour under tensile loading. 
Maximum tensile strength and modulus are 36.76 MPa. The 
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mechanical characteristics are lower than those of injection-
molded items due to anisotropy and tiny voids.

TABLE IV. ANOVA FOR TENSILE STRENGTH

Source DF Adj MS F-value P-value Comment

Layer Thickness (LT) 1 60.61 24.56 0.001 Significance

Orientation (O) 1 47.23 17.72 0.014 Significance

Infill Pattern (IP) 1 2.39 0.63 0.567

Infill Density (ID) 1 128.65 49.90 0.000 Significance

Error 8 3.69

Total 12

Further, the influence of each parameter on response 
characteristics is briefly discussed below. In which p-values 
below 0.05 show a 95% confidence level and significance of 
that parameter over the response factor or outcome factor.

B. Effect of Process Parameters on Tensile Strength
1) Effect of Layer Thickness (LT)

According to the ANOVA table, it is observed that the 
influence of layer thickness on tensile strength is significant 
(Table 4). The layer thickness is the height of each layer that 
is extruded from the nozzle and deposited in FDM. An 
increase in the layer thickness causes a decrease in the tensile 
strength, as shown in Fig. 04. Maximum tensile strength is 
attained at the minimum layer thickness.

Fig. 4. Layer thickness w.r.t. Smoother Surface, finer Details & Print Time 
v/s Tensile Strength & Material Usage

The total number of layers required to print the entire part 
rises as layer thickness decreases. Durgashyam et al. [21] 
noted that better layer diffusion is encouraged by the 
increased warming of earlier layers. Similar outcomes were 
noted.

A greater SN ratio denotes better performance (because 
"larger is better"), and the Main Effects Plot (Fig. 5) for SN 
ratios illustrates the impact of each factor (LT, O, IP, and ID) 
on the signal-to-noise ratio. Given that orientation (O) 
exhibits the steepest slope and the greatest variance, it is 
clear from the figure that it has the greatest impact on the SN 
ratio. While Layer thickness (LT) has a negligible impact, 
infill pattern (IP) and infill density (ID) also have discernible 
effects, albeit less so. Overall, this analysis indicates that 

layer thickness has less of an impact on tensile strength 
performance and consistency than orientation, with careful 
infill pattern and density selection allowing for further 
improvements.

Fig. 5. Main effect plot of S/N ratio for Tensile Strength

2) Effect of Orientation (O)
From the ANOVA table, it is found that the influence of 

the Orientation of tensile strength is significant (Table 4). 
The orientation refers to how the specimen is printed along 
any axis on the bead. In this study, we have taken three 
different orientations, viz., flat, on long edge, and on short 
edge, from the Z suit software arrangement for placing 
objects on a machine bed as shown in the Figure. 6. 

Fig. 6. Part Orientation A. Flat (F), B. On Long Edge (OLE), C. On Short 
Edge (OSE)

According to the main effect plot of S/N ratio, it is 
observed that on the long edge in the Orientation shows 
maximum tensile strength among flat & on short edge 
orientation, as shown in Fig. 6b. As Orientation changes, the 
heat transfer rate of the layer increases. It gives more time to 
the layer for diffusion with previous layers. With further 
change of orientation on the short edge, the tensile strength is 
minimum where whereas in flat orientation, tensile strength 
is considerably higher, with the value nearby to the 
maximum tensile strength. It may happen due to less time for 
diffusion with the previous layers.
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The tensile strength is substantially impacted by the 
combined impacts of layer thickness (LT), orientation (O), 
infill pattern (IP), and infill density (ID), rather than by any 
one of these factors alone, as the interaction plot for tensile 
mean UTS (MPa) makes evident in fig. 7. Significant 
interactions, especially between LT and O, which seem to be 
the most important elements influencing UTS, are indicated 
by the non-parallel and crossing lines. Although they also 
have an impact, IP and ID are heavily reliant on LT and O 
levels. This implies that since no one factor alone can ensure 
the maximum UTS, improving tensile strength necessitates 
carefully choosing the ideal mix of all four criteria. 

 
Fig. 7. Interaction plots for Tensile Strength 

3) Effect of Infill Pattern (IP) 
As ANOVA table suggests, the influence of Infill Pattern 

(IP) on tensile strength is not significant, as the value of p is 
more than 0.05 (Table 4). The method used to define the 
boundaries between the inner layers is known as the infill 
pattern. All that is being printed in the interior structure are 
geometrical patterns. 

 

Fig. 8. Different infill patterns with varying infill density 

From Fig. 5, it is found that the specimen printed as a 
grid pattern has the maximum tensile strength. As the Infill 
Pattern changes, the tensile strength varies as per the pattern. 

Because an infill pattern pertains to a 3D printed part's 
internal structure, it implies that the specimen's structural 
strength varies. the tensile load is applied along the infill 
pattern for each layer. It results in better tensile strength as 
compared to the load applied in the direction of normal to the 
pattern structure. Further, it is observed that higher strength 
is achieved in the grid pattern as compared to linear and 
honeycomb patterns.  

The results of earlier studies are in conflict with this one. 
Additionally, the interaction effect of parameters may help to 
better explain this behavior. A limitation of Taguchi’s 
experimental design is that it does not explain the interaction 
effect of process parameters on response characteristics. 

4) Effect of Infill Density (ID) 
From the ANOVA table, it is seen that the p-value for the 

Infill density is less than 0.05, which shows that its effect is 
significant for tensile strength (Table 4 ). From Fig.8, it has 
been discovered that examples with an infill density of 90% 
have the highest tensile strength. The mechanical strength of 
the part is increased as infill density rises because of inter-
layer bonding between succeeding layers. Reduced infill 
density speeds up construction and reduces the quantity of 
material needed. However, it is discovered in the current 
study that an infill density of 50% & 70% provides roughly 
the same tensile strength when combined with other 
parameters, which contradicts the fundamental rule that a 
higher infill corresponds to a higher strength. 

V. CONCLUSIONS 
In the present study, efforts are applied to optimize the 

tensile strength of printed specimens. A set of optimum 
parameters is defined based on the average S/N ratio for each 
parameter. It provides a methodical way to enhance these 
composites' mechanical properties, which can be desirable 
for a range of industrial uses, like to test prototypes of bigger 
parts in a sugar factory, an automobile child part or assembly, 
sanitary product testing, etc. For tensile strength, the 
optimum combination of parameters is 0.19mm layer 
thickness, print orientation on the long edge with a grid 
pattern, and  90% infill density. 

An experimental investigation has been carried out to 
study the influence of process parameters on the mechanical 
properties of ABS/GP parts printed by FDM. From the 
analysis of experimental results, the following observations 
are made: 

1. Infill Pattern, Print Orientation and layer thickness are 
the most significant process parameters that influence 
the tensile strength of the specimen. 

2. Tensile strength increases with a decrease in layer 
thickness, on long edge orientation, with a grid pattern, 
and an increase in infill density. 

3. The highest UTS values were obtained by combining 
0.19mm layer thickness, Grid Pattern (G), On long 
edge orientation (OLE), and 70% infill with a 
remarkable mean UTS of 36.76 MPa. This 
configuration is the best option for situations when a 
high tensile strength is critical. 

4. According to the study, a 0.19mm layer height in 
conjunction with a long edge orientation is ideal for 
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increasing resistance to cyclic loading and tensile 
failure.  

5. It was discovered that the best S/N ratio for the highest 
is better mean UTM tensile strength was 0.19mm layer 
thickness, on long edge orientation (OLE), and Grid 
Pattern fused with 50% infill.  

6. The intended ultimate mean tensile strength is provided 
for applications that call for resistance to tensile 
deformation and tensile strength. 
 

The findings of the experiments have been used to 
determine a set of ideal parameters. The results of the current 
paper can be applied to further research to comprehend how 
the interaction of process parameters affects the mechanical 
characteristics of 3D printed ABS/GP specimens. 

Significantly, the study's confirmation tests confirmed 
that the experimental results were reliable. The outcomes 
continuously outperformed the expected values, 
demonstrating the efficiency and resilience of the Taguchi 
method-derived optimum settings. This validation 
demonstrates the accuracy and usefulness of the Taguchi 
technique in fine-tuning 3D printing parameters for 
improved material performance and attributes. 

REFERENCES 
[1] Bikas H, Stavropoulos P, Chryssolouris G (2016), “Additive 

manufacturing methods and modelling approaches: a critical review”, 
Int J Adv Manu Technol 83(1–4):389–405. 

[2] Korpela J, Kokkari A, Korhonen H, Malin M, Närhi T, Seppälä J 
(2012), “Biodegradable and bioactive porous scaffold structures 
prepared using fused deposition modeling”, J Biomed Mater Res B 
Appl Biomater 101B:610–619. 

[3] Duda T, Raghavan L (2018), “3D metal printing technology: the need 
to re-invent design practice”, AI Soc 33:241–252. 

[4] Li H, Wang T, Sun J (2018) Yu Z (2018), “ The effect of process 
parameters in fused deposition modelling on bonding degree and 
mechanical properties”, Rapid Prototyping J 24:80–92. 

[5] Ahn S, Montero M, Odell D, Roundy S, Wright P (2002), 
“Anisotropic material properties of fused deposition modeling ABS”, 
Rapid Prototyping J 8:248–257. 

[6] Bellini A, Güçeri S (2003), “Mechanical characterization of parts 
fabricated using fused deposition modeling”, Rapid Prototyping J 
9:252–264. 

[7] Chin Ang K, Fai Leong K, Kai Chua C, Chandrasekaran M (2006), 
“Investigation of the mechanical properties and porosity relationships 

in fused deposition modelling-fabricated porous structures”, Rapid 
Prototyping J 12:100–105. 

[8] Sun Q, Rizvi G, Bellehumeur C, Gu P (2008), “Effect of processing 
conditions on the bonding quality of FDM polymer filaments”, Rapid 
Prototyping J 14:72–80. 

[9] Bakar N, Alkahari M, Boejang H (2010), “Analysis on fused 
deposition modelling performance”, J Zhejiang Univ-Sci A 11:972–
977. 

[10] Chang D, Huang B (2010), “Studies on profile error and extruding 
aperture for the RP parts using the fused deposition modeling 
process”, Int J Adv Manu Tech 53:1027–1037. 

[11] Sood A, Ohdar R, Mahapatra S (2012), “Experimental investigation 
and empirical modelling of FDM process for compressive strength 
improvement”, J Adv Res 3:81–90. 

[12] Croccolo D, De Agostinis M, Olmi G (2013), “Experimental 
characterization and analytical modelling of the mechanical behaviour 
of fused deposition processed parts made of ABS-M30”, Comput 
Mater Sci 79:506–518. 

[13] Magalhães L, Volpato N, Luersen M (2013),  “Evaluation of stiffness 
and strength in fused deposition sandwich specimens”, J Brazilian 
Soc Mech Sci Eng 36:449–459. 

[14] Carneiro O, Silva A, Gomes R (2015), “Fused deposition modeling 
with polypropylene”, Mater Des 83:768–776. 

[15] Chockalingam K, Jawahar N, Praveen J (2015), “Enhancement of 
anisotropic strength of fused deposited ABS parts by genetic 
algorithm”, Mater Manuf Processes 31:2001–2010. 

[16] Cantrell J, Rohde S, Damiani D, Gurnani R, DiSandro L, Anton J, 
Young A, Jerez A, Steinbach D, Kroese C, Ifju P (2017), 
“Experimental characterization of the mechanical properties of 3D-
printed ABS and polycarbonate parts”, Rapid Prototyping J 23:811–
824. 

[17] Arif M, Kumar S, Varadarajan K, Cantwell W (2018), “Performance 
of biocompatible PEEK processed by fused deposition additive 
manufacturing”, Mater Des 146:249–259. 

[18] Gebisa A, Lemu H (2018), “Investigating effects of fused-deposition 
modeling (FDM) processing parameters on flexural properties of 
ULTEM 9085 using designed experiment”, Materials 11:500. 

[19] Rajpurohit S, Dave H (2018), “Analysis of tensile strength of a fused 
filament fabricated PLA part using an open-source 3D printer”, Int J 
Adv Manu Tech 101:1525–1536. 

[20] Srinivasan R, Pridhar T, Ramprasath L, Charan N, Ruban W (2020), 
“Prediction of tensile strength in FDM printed ABS parts using 
response surface methodology (RSM)”, Material Today Proceedings. 

[21] Durgashyam K, Indra Reddy M, Balakrishna A, Satyanarayana K 
(2019), “Experimental investigation on mechanical properties of ABS 
material processed by fused deposition modeling method”, Mater 
Today Proceeding 18:2052–2059. 

[22] Sanket S. Chikshe, Shubham U. Joshi, Ajit P. Gorte, Nitesh S. 
Tambore, Vaibhav G. Narkhede (2019), “Comparative analysis on 
compressive strength of PVC coupling with 3D printed PLA 
coupling”, IJIERT-ISSN No: 2394-3696, 172-17.

 

Asian Journal of Convergence in Technology 
ISSN NO: 2350-1146 I.F-5.11

Volume XI and Issue I 

45



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Gray Gamma 2.2)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (U.S. Web Coated \050SWOP\051 v2)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.6
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /LeaveColorUnchanged
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams true
  /MaxSubsetPct 100
  /Optimize true
  /OPM 0
  /ParseDSCComments false
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo false
  /PreserveFlatness true
  /PreserveHalftoneInfo true
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts true
  /TransferFunctionInfo /Remove
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 200
  /ColorImageMinResolutionPolicy /OK
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 300
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages false
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.76
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /ColorImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 15
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 15
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 200
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 300
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages false
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.76
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 15
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 15
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 400
  /MonoImageMinResolutionPolicy /OK
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 1200
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /CreateJDFFile false
  /Description <<
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e55464e1a65876863768467e5770b548c62535370300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc666e901a554652d965874ef6768467e5770b548c52175370300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /DAN <>
    /DEU <>
    /ESP <>
    /FRA <>
    /ITA (Utilizzare queste impostazioni per creare documenti Adobe PDF adatti per visualizzare e stampare documenti aziendali in modo affidabile. I documenti PDF creati possono essere aperti con Acrobat e Adobe Reader 5.0 e versioni successive.)
    /JPN <>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020be44c988b2c8c2a40020bb38c11cb97c0020c548c815c801c73cb85c0020bcf4ace00020c778c1c4d558b2940020b3700020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken waarmee zakelijke documenten betrouwbaar kunnen worden weergegeven en afgedrukt. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /PTB <>
    /SUO <>
    /SVE <>
    /ENU (Use these settings to create PDFs that match the "Suggested"  settings for PDF Specification 4.0)
  >>
>> setdistillerparams
<<
  /HWResolution [600 600]
  /PageSize [612.000 792.000]
>> setpagedevice


