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Imfluence of Surface roughness on Rapid prototyping by FDM
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ABSTRACT

Competitive power is rapidly manufacture product required consumers. Thereforc, modem industry
have changed from small item many production to many item small production. rapid production is
necessary thing at the product development. Thus. rapid prototyping is appeared. If the graphic model
was made by CAD, the production can be made in short term.

That provide what the part was directly tested by the worker. It provide believable data.

This study is Imfluence of Surface roughness on Rapid prototyping by FDM(Fused deposition
madeling).
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Table 1 ABS(PA00) Material Specification

Material Specification Value
Tensile Strength(psi) 5,000
Elongation(%) 50,00
Softening Point(R&B)F) 220
Specific Gravity (GMS/CM®) 105
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Table 2 Result data of experiment

Angle(?) Ra(m) Rm ax(m)
0 21.12 96.6
1.5 23.9 117.37
3 30.27 169.25

39.2 212.32

N R &1 b

|
Table 3 Result data of experiment

Di(aHTrﬁger Ra(zm) Rm ax{m)
25 19.33 82.2
30 19.72 83.5
35 17.8 78.6
40 18.45 78.35
45 19.03 78.25
50 17 09 75.2
55 18.7 75.6
60 17.61 725
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