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wagiiluTugudenssuiunsdntugunataininjection molding) wasimalulagnisfiss 3
/(3D printing) WUU Fused Deposition Modeling (FDM) a1nn1svageuauianiinuiou
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59402203 : Major (POLYMER SCIENCE AND ENGINEERING)
Keyword : 3d-printing technology, polylactic acid, temporary dental crowns

MR. NATHAWAT KANCHANAWALEEKUN : BIOMATERIAL FOR DENTISTRY
APPLICATIONS THESIS ADVISOR : ASSISTANT PROFESSOR PAJEARA PATANATABUTR,
Ph.D.

This research is a study of alternative materials for temporary dental
crowns made from biodegradable polymer, which are molded using 3D printing.
Polylactic acid was reinforced with aluminum oxide powder treated surface by APS-
silane to improve mechanical and surface properties. Thermal , mechanical , and
physical properties of the PLA composites were investigated. The PLA composites
were obtained by mixing polylactic acid with 5, 10, 15 and 20% by weight of
aluminum oxide powder using a co-rotating twin-screw extruder. The PLA composites
were printed using 3D printing and compared to injected specimens molded by
injection molding. The DSC results indicated that glass transition temperature (T,) and
melting temperature (T,,) of the composites obtained from 3D printing were similar
to injection molding. However, the crystallinity (X.) of 3D printed specimens was
higher than that of the injection molded specimens. Rheological study revealed that
all aluminum oxide/PLA composites showed shear-thinning flow behavior, indicating
that the composites could be molded using 3D printing technology. Considering the
overall mechanical properties such as tensile modulus, flexural modulus, and
compressive modulus, the PLA composite with 15% by weight of aluminum oxide
showed the best mechanical properties. In-addition, morphological structure of the
PLA composites showed good distribution of aluminum oxide powder at 5-15% by
weight, but aggregation occurred at 20% by weight of aluminum oxide powder which

related to the poorer mechanical properties.
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duAsiziunannnsatanin (lactic aicd) lnilunedioaimesanslense (Alilhatic polyester)

a & a o N 3 A A P I3 s
nInuanfniuNdnannszuunMsrdnutiotmaniwndulsvitetnadussdlszneu
U 41a78 91lne Judruznds 998 uasweduaninuedailunedimesuszinmimesiuan
a@n (Thermoplastic) lnsuanilaseasievesnaduaninuedalugun 2.2 noduaniniedn
annsadusUlannnszuiunsianiily 1w n138nTusU (njection molding) N15AugUMe
ANSoU (Thermoforming) N158M3A (Extrusion) ﬂ’]ﬁéﬁ%ugﬂ (Compression molding) &

ﬂﬁLﬂﬂ%ﬂg‘U (Blow molding) [9, 10]
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i CH3_n

5UN 2.2 Tassasavesnetiuanfinuedn [9]

nsdunTeineduaninuednziinduufisenaisuwuy Ae Uisemsnediues
Isteduuuueuuiy (Condensation polymerization) UfAgermsmuutiukuvezdlelnsdn
(Azeotropic dehydrative condensation) #agUfA381n15015dLATIENIUNTAALAALNA
(Lactide formation) &3n138aLAs1vineananinwednlaeniuni1siliana (Ring-opening
polymerization) wasuarlndnoduaninuodn asilildiminlianags wnnd 100,000
mafy) uagneduaniauedadnlngldmulutagtudusnniduneduaninelouea 1oy

P9UUA LTUNIN NOALDA-LAARNLETA (PLLA) [9]

2.1.2 Faq31dn

IINAINITARUNANAIBUUULYY WUIRNRIAYTENBUNEN oMU LN M
Brstuguhdusdu lnglumwiunnssueenidu 3 naudeil [11]

2.1.2.1 wsdnaudd (conventional, traditional #5a feldspaticceramic)

Tnelunquil iursdinnanusnAdiunldlunisiunnssuiiosd sz noundnde
wanauns (feldspar) wagesnusgnoudulain Atend (quartz) Lindlany (metallic
pigment) Falusanladvaslansarsqarsiiliiinanuiiuuas (opacifier) wWuAynaisen
wUs391n1n2(glass modifier) @13vinl9LAnN19117ua@(fluorescence) LU FLSuuUD BN
laga(cerium oxide)waza13¥18Tun150u3U(modeling) laun ualadiu(kaolin) Liayn

I & Y] o = P L] N

99AUTENOUINUALLKITIMAULAZUALE azlBuanuindiuresmiond udnisiudsundag
druvee wanauis (feldspar) tinnisaaneallaldunaraiuning (glass matrix) Lay
= & A O o ' =% o 8§ v a 3 v
Wasnaseuflulansindeuiemiintuilasdanzegaigluivilminaudivias wWude
iasesnuaeny lunsdaseuilugmi lagitu PafswesiUielusauannn Al
fnrsiaesiinlidanuud s windu Weaunsoaseaseuilunlifilasdanyusen

i
v

= i a d'
LS8NINATOUN WY TIUNTIG



2.1.2.2 nan&@313in (Glass-ceramics)

Fuwninfidnstauvdanuudusminty lnedunsuiuamesigniaudn
(crystalline) fguuIuNIATeNINTBUToU(Ceraming) Fefuruaunsmueunsiinndn
(controlledcrystallization) f18A11158U (heattreatment) saufunsldansas1etindos
(nucleating agent) s inlidugaiFuduvesuiunisifondn (crystallization) lagiile

wngsinilunaeufioamgiivassvezafiivuaagyhliiandnndsusenaunduduie

Y

Lhenfu(homogeneity) LLazﬁﬂ%mmmﬁﬂﬁi’nu'aumﬂmzmaagiu%u w57din USunaesndnd
dingurilienuudausmensniinfunniutuiudafiomerhianldaseuiiuesiniid

2.1.2.3 aanlyAlgsniin (Oxide Ceramic)

osdUsznaundn vesesfinUssamilifusenleflavgdeianuuiusannud it
Aeefdvnguuasiiuuay Sdlfleninsnnidindulasaesin wagiidesduuendas
wsfinviasadia I@EJL%ﬂﬁﬂﬂﬁjmﬁﬂizﬂauﬁw@@ﬂ%ﬂamﬂ’%mmmmLLazﬁaqﬁUizﬂawm
Fanegdunutesfiulsiiniusy fustuluudmeasdmuld uagliaunsadiuany
gvszuuiuiadilunsidnsmio

a

w3 inifiegfiundudnuusynaundn (alumina based ceramic) eafiundusanlus

Y

vosegiitlndantd ALdwsunnannsoneanisiinsas3alcrack stopper) dmsuigsniin
aa a =1 1 [ 1 [~4 a a v 1
NuogUUNIUAINYIZNOURANAILITALUIDBNLUUADY YTELANAMNYUSUIUVDI0gHUY Toun
wsndiniasuauleusenisagiug (Aluminous reinforced ceramiclagtinyusunaegiiun
Tuwsiinaufusosay 17.0 1Wudesas 40.0-50.0 Iastnutinlugsinivinlianuundaussves

WwsAnRLTULAANLTUT IEY Yadwsinanatednauindsinunldidulasaesiiin
1A 51ANENTNA8N7 (Glass-infiltrated ceramic core)vila9a1nsIANNLaI Y

[ a = a a = v 901 %3 a a
ANNKTLTINIERREWT HUTuegliuiiesSouay 40-50 lavtmin Tnawdnegiuiasiuly
TupauNsHanRaETinkayliansadinaciy lannndrdudidsiunisiiausinaeaiiunli

Y ° AdA =~ & o a a Va2 & %

wndursvilagsauialunuveseslinvilell laeldisTusUasstu noulunisasialass

wslnAeTunauaauLAaRAI(slip casting) LAINNMEBTUNDUNITUNTNAIBLATUIATILYIIN

(glass-infiltration)
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2.1.2.4 msiegiilisueanlenunldlusuniiuanssa [11]
Tumaiusnssunisaseufiuagldiandmaniesinlunisaseuiiu lunswiuanssy
wiinisendnduslane Inelassasreeiunsdniidiunausenineandauiulansvseansia

Tavziduunediu lnedrunndnidu ledeuNa) waai@eu(Ca) wunili@ou(Me) Fanau(s)

'
15

WoanesaP) Wlasiflen(Zr) wag Wy wdau(T) wshnluni1eiunnssunlydiuag19wnsrane

[y a

Tutiigiude egfiun(ALO,) Faduasuszneusenludfiudsiagnuianiledisdn wniindidy
ﬁ’]@ﬁjﬁmﬁmﬁ?ummﬂ wsnduwsfiniiddyrianidaiuianssmmanuiigalaslilu
nssinLAdeUly
TneitalussAusznouvesansedunidvesilufewsnin-lensondesnilndadiy
wsndin wu lensendegnilnd(hydroxyapatite) Taanalnlusi(wollastonite) gnléidudan
dwsunisugnaitensean nastdsinlasunmsadvayudilianudridulanisginim
(biocompatibility) Aa1uE78373(aesthetics) AUNUmL(durability) wazn1susuussiide
(customization) ANXTALURIEIHINATOUTILAS dANNEUTAlUNISEYULUUTUSTSNYA
& uilusanasuazaundais wiladinuasiiaeluiideuwaznudenisdnuse s
Fuunszianveenfatunaiuanssy dudullilfdenininsufuuwesdusznoy

110178 Taen19199 2.1 dudsenaunaldvaasinnlumsiuans sy

A15199 2.1 drulsenauimiUvaues I antunIeviumngsy [12]

Materials wt%
Silica ~62
Alumina ~18
Boric Oxide ~7
Potash (K,0O) ~7
Soda (Na,0) ~04
Other oxides ~2

A a s . . a1 3 1% a s
paiiiflsunasgiau(Aluminous porcelain) fidunamduwinazegiilloneanlysd
p819toY 35% lneusuns naduesdnuannfeuldiunlulasiituunsguesunaiiu e
WeuAuwstinatu knuiidulansasdanuudalsiniInessiay ANULTILTIRaNISAnLA

(flexural strength) vetegiiviloneanlydmduwny ag# 700 MPa slndiAssiuwnuain
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s
a a a

In-Ceram Zirconia unuegiliflenuIans ninlaguIen Techceram Ltd. lngagudn die huu

q

Mawmielila unuegliuifinnunuIkiy 80-90% wavgniilgamgll 1170 aerlgaded

Y
dielildmnuudsussnazaulusauasagn n1sld Aluminous crowns WiinTueEg1auIN
Tugenasy 1960 USEM Nobel Biocare (Sweden) lathszuunisnaegiiviieteanlenasuy
wulane lngn1snenjunsanaguadanwnlagegiuildveriunulasiaiagsiiin

f‘fm%'w@ﬂs’lﬂﬂuLﬁau(CeraOne@ LaTANSUNATaUTUSISUA(Procera®) [13]

2.1.3 laviznay
2.1.3.1 lviniley [14]
Inilenfaudfiiviuinsefueenduuluenia iadudusenladindouiviinn
A1 helestunsiinnsounnanseiivudeiulesdouinaueglundnndldadu(Stainless
steel) Tneduponlesiintuasduduuisg alruuluswasBauduiuusnaiuiovls

Tnnilleufianuduniudeanisnanseuas andaanatasmenmuesninieuuaslaenay

1%
= | v

Tmndarsiinnuunnaniulivegdiuisunnsigiie iluesidsznou

Y

AMuENsiuMsianulatulieB e (Biocompatibility) tiiosanlanswanlnimidey

ad s al = = I = v a
Qzuﬂju%aﬂaaﬂi%ﬂV}MUW‘U’i%uﬁm 5-10 u’ﬂ;oumi "?Nllﬂ']']mLL?JQLLiQIUﬂ']iﬁJ@Lﬂ']gﬂUN']GUEN

aaa !

Tmniflon wazidueenlyniliResnsU]ATendes @mnsanuseu inde an MR

[
a  vow

melusranelalagliiinnisaanasa dnvstusenignvadtnmdeudiwaulrvaanan Tshu

& A < & A 1 | ¥ = k4 1 a
bUDLUBDLLUILLASLUDLY DB UML) L‘U’]MW?J@Lﬂ’]BbL@@EJ’]\TLLUUﬂUVI

2.1.3.2 msinisuun T lumeaiunnssuasaunu [14, 15]

2.3 siniluieunyianlanglnmden [16]

=p

U

CaNl
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Tngmlulanenlgluauiunnssuasauily waziulasusiafnwiualsiaud g

a o

AU A3y Sanudnduldduiliadelugesuin lidansianseunazanunsodafiaiu
NOSULAU MUTTNINNTUADUNISLHIND VAU N b ANV anza u1sawnsanluTule
NOSULAN VI INALSITANIALTL UanaNTlepauvastane Aaalivinlminn1siasudves

¢ = v ~ I Ao wa a ~ ° Y]
pasutau wiulanlnmndsudulane AdauTRnwunsaunazinu L uiunnssuasauiy

'
a v 1

WesandandAnisasretusanleausinauiilasg1isiasa vinlrdumusenisiansoulan

o (%
Y o Y

Snitadianumuntuianunsaiitusudsidminuldd uazdanuudiusge woedy
anledaunsanganaziinnisdadndunessauld sinliiwldlunisideudelansiu
wosuauld Suildlnmdendudnmadennilsilinaunlavenausiafuiy luguil 2.3
wanssnfluidieniviannlanglnmden Tngsniluiondunnisndeuiviaianias
I douvieiesiindifldnvazadeansldadilulunnsslng neldsniluioudundnge
Asauity aznuily wiefluvaounonldsuinifionaunuiiufigydell Tngldinarlunis
SnuanunUszana 3-6 Weu Tnsszeziaiuazsuuadilunisniunsdnuniututiade
vangUsynng LU USinaasaunnueanszgnungsing srnuiluiidosnisvheniluion
[16]

INIUIUDN Sutheera Mongkhontreerat tiazage [17] Wums@nwiravesunly
#3071 (Nano-silica) fiknunsusuanmiufaearsleaudoautfandhidanauasiaiosnm
Yo IdvIND AN ALUNIATLAN (PMMA) TAaTn3a1nA121ALNIATF 14 National Bureau of
standards(NBS) flsansdnuaiznisilasuuiasesdannaain lnermualian NBS Miadosd
98381319 0.0-1.5 A1 NBS @1ansaduanilaaind AEX0.92 :nnsfinenudn nMsusulse
anmituivesunluddndeanslsaudsmaliaaudinuiuni un1sdaldaFlexural
modulus) fAgetulun1aadd uazddraudnuniunisialdsgaan (Flexural strength)

a X v a o a' i N =
LNNUUNIY LLa%ﬂWiL‘UaﬁJULLUaQLQ@ﬂ@QLLﬁﬂﬂiumqﬁqﬂﬂ 2.2 LEAIAIN1SIURULUAURAFUDIND

[
T~ a I

AURAUNIATEN PMMANTNISUSUAINNURIAIEETIELAaY WUINOBUALUNIASLAN
(PMMA) #ifinsuanuiluddniwazUsulgsanninuiamelaauy 1% dadosnmuesduinian

Tngfnanenumsgiu National Bureau of standards(NBS) #ilaiifiu 1.5
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A1519% 2.2 hanan1siuasunlatneansdiuianiasan (PMMA) AHN15USUNINAURIAE

aslaau [17]

Nano- Clear Polymethyl Methacrylate Tooth-colored Polymethyl Methacrylate
silica AE NBS Unit AE NBS Unit
Mean (SD) | Mean (SD) | Color Stability | Mean (SD) | Mean (SD) | Color Stability
1% 418 (1.09) | 3.85(1.01) 1.21(0.45) | 1.12(0.41) |
3% 9.55(0.77) | 8.79(0.71) 1.52(0.37) | 1.40(0.34) v
5% 9.07 (0.87) | 8.34(0.80) 1.86 (0.20) | 1.72(0.18)

A1N9UAT8UD9 Saad Omar Alsharif wazAnz[18] 1WuUN1SAN¥IUSUIUNITIRLRNS

eafivilneanleandwnaseaudfdinavesianiaiuesduseneunaniunnssu (Dental resin

composites, DRCs) n15ta3ey DRC 9z ldnegiifonoonlydnauiy Bis-GMA My

wauawes WneUTuuianmwituiivesegiiileusanledmeansieuyseauluay APS nay

naegfiileneanlydluuTua 40% 50% uag 60% Inenn INTUNAFEUAILLIITIAY

mewAtla Vickers hardness waninalugu 2.4 wudnileysurunsegililloteanleniiuyy

dawalvien Vickers hardness iin@u Ingounipvetegiiieusenledtuudumaziuszunnnid

\ovosTanasuesrUsznounIwiunnss (DRCs) fuiudadumafiviliian Vickers hardness

S &
bWHUU

271
241

Vickers hardness (Kg/mm?)

3 -

214
181
15 1
124-
94-
64

Filler loading (wt%)

5UN 2.4 Vickers hardness ¥a33anLaTuatAUsENauiuanssu (DRCs) NiinsHauHseaiiiioy

ponlgausuume [18]
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JUN 2.5 Lananlaa1nn1sNAaeIAIUAIUNIUNITAALAY WUd1A1 Flexural
modulus gegndia 5.7 MPa WuresTanasuaddusznaun1aiuanssu(DRCs) NTNITHALNS

oatiifloneanlaen 60% lasuinndn N1siNTUVeIAT Flexural modulus tunaunaInnig

Y

a

WinTuvestegiiilleneenled uazilunauiainnisnszareimvesegiifleneanlydedi
ataneluluning dewalvarunsadumnuiadoaigadule lusuil 2.6 uanse Flexural

strength Wm’]Lmaﬂimmmaamusuaaﬂ% ALY AzaamaliAl Flexural strength fian

= L2 a L= |

amneay Ifﬂﬁluﬂﬂa@ﬁﬂLaﬂUEJEJLiJ’EJLWEJUﬂULQJ‘VﬁﬂSﬁ ﬂ’]ﬁLaNNQ@QﬁLﬂSM@@ﬂlﬁiﬁ LH999INANT

WinTuvesnsegiifleueanlys dyUustanldainaue Fdidavinenmsunsnszagvessessn

Y

1 a [ a a A g 2/
Wuiennunsiinasinuansiluduly

7

e S 7

Flexural modulus (GPa)
s
\\§ _

O&Q. z
M\
AN

40 50 60
Filler loading (wt%)

g‘lJ # 2.5 Flexural modulus ¥943a0La3UoIAYTENBUTUANTTU (DRCS) fflnsnanng

aqilifluneanlynuuimmie 18]

100
90
801~
70
60
50
40
30
20
10

0

845 832

Flexural sirength (MPa)

Filler loading (wt%)

U 2.6 Flexural strength vasianLasuaAUsznaUiunnssu (DRCs) Nn1snauHagilides

ponlenuinumig [18]
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991380 Lamouri Samir uay Anz[19] eafiunduniluiagusdniteyld
AUeg19UINTUNIINITHNNE LWUNIT Aanssunszgnuaznisugnane ilesanilaud@nig

a

nmennuazaadmiaula inelilaegiunliauvuiidumuisesnis desldnsaiuny

NSHARTIALYIAILUY ASANITAUATIEING lauflan1sien Gibbsite A(OH); Wag Boehmite

(ALO(OH) (Juansweduifldannitgalumainos alpha-ALO;

Iugﬂﬁ 2.7 wansmsiUasunases gibbsite AUOH); Tuidu alpha-A1,05lusg114
nsUdneieAuTe(heat treatment) agiliileslansanlays %LU?{auLfJanﬁuﬂu%umé’w
ﬁauﬁ%w?{au%’juqmﬁﬁmﬁu alpha-ALO; iewadesn mminneslulauiiin Boehmite
(ALO(OH)) 2z 1ABuLTu gamma-Al203 aeligamgiilszan 500-550 °C lngn310717
gananlAsadne n1siUAed gamma-ALO, lulumddinald = 3.56 ¢ cm®) Tl alpha-
ALO; Lenwglnueala (d = 3.98 ¢ cm ™) aziin1sanatuedu3unnsty 10% vinliinnng
Lﬁw‘?gjjummmmwwumﬁu miLU?{EJu theta-AlL,Os iy alpha-Al,0Os; azLﬁmﬁ‘ﬁuiuﬁd’sq
gaumnnil 1050-1200 °C maidsuasiAniunalonsnansivlavesiuadea uag 1nsu
1nglasUdNENaNAMYSUANEDENUIY VUNAVBILNTY BIAUTLNDUNIWALT LALBRNIINITIA
AuSou NMsiUAsuNEDIn theta-ALO; — alpha-ALO; ﬁmmﬁﬂﬁzgaEiﬂq‘éqﬁm%’mmm
wﬁﬂLﬁammuimaa%’wmwamﬂ 4n112N13L(sintering) N19M0AU84 alpha-ALO; 3%
AeliAnlassainsaniauuuAbeudssa Adswsuuwalve deinuntulussniteninudeu
W alpha-ALO, uonantnsAnuInsasuuasalisiuguinldenn Weseniunou

a gj = 1 a ! = I Y @ ! %
ﬂ'ﬁL‘UaEJ‘ULWﬂuu&lF"l'J']lllllLﬁﬂﬂiLLﬁBﬂ’J’]ﬂJ’J@ﬂl’]Q\‘i ANIANTININE) wanslALANINNITARLYY

) aa

Mmenawungdnsnadonisvasunasin egillenesnledluilu alpha-ALO; Miadies

Y

[y

Bt mnﬂ?iamﬂaﬁu%uaﬁ Ugaumail Wazvuineuna Msanwundiuagldinaia Xrays
diffraction Anw1sErinanisiUasuina Gibbsite Al(OH); kag Boehmite (ALOOH) fudsu
wlalu alpha-ALO; NUVWIAKEN alpha-ALO; ﬁﬁgﬂi’ﬂﬂLﬂuwiqﬂamumﬁﬂiﬁmmﬂms
\Waswiwaa1n Boehmite LLazmqﬂammuwmiwiglé’aJWﬂaﬂﬂﬂWiLﬂﬁauLWamaa Gibbsite feifu
NRULaYNSUARITsTiaud R yegBidmiunssuunsREnnatasauLL nallaviaie

1 v A o @ 1 <3 a 1 a
219N I NOUSUUTINTEUINTYULTULU L1AR alpha-ALO; waraNsIANUAITasagHun
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500 700 Q00 1100 °C
T T 1 T T T 1 I T T T I
Gibbsite ——-— Chi —_— Kappa ! Alpha
STaT A |
L\
l Boehmite | | — Gamma ! Delta ' Theta ! Alpha
‘ -
|
~
Gel. ¢
Boehmite —l_';.... Eta —— Theta | Alpha
|
Bayerite
erte ==
L - RHO
Diaspore —_—— Alpha
1 | 1 | | | 1 | | | | 1
400 600 800 1000 1200 1400 K

31]1'7; 2.7 mawAsunaves gibbsite A(OH); lUidu alpha-A1,05[19]

NUITLV0e Hayder Abbas tay [20] lavinmisnadegiiloseanlynuas uaaidey

ponlonaslunfileSHaNTEINENONTFLSTULas NeFalne s s UlWSRI1EU 4:96 (EPA%
96%UPE) d41A31e9lne8N13 Sol-gel uagAnwruinvesounaiinadoautfidena lne

Ienan1snaaauwsefs (Tensile test) Wnansnagounssiaduiinunrnuudusswosian

[
=2

30

Tensile strength/MPa
*
T

0 . 1 L

4zt

Tensile strength/MPa

38 L

i L i

0.5 1.0
witka

{a) 550°C

1.5

20

0.5

Lo

L5 20
witl

{b) 850°C

UM 2.8 Tensile strength 283naANasNaNTIATNUIIAEauN1ARgTloueanleiuas

1
= a

wea@aeonlaaninunIsnnanuni (a) 550 °C uaz (b) 850 °C [20]

INFUN 2.8(@) UAAIHANIAIINITNARDUAIHUATUVNULIIAIUDINDTIUD TNANTENTS

= SN a = s a o ! 9 1 a | oAl
@W@ﬂ%ﬁ‘ﬁu%aSW@aL@ﬁL@]E]iLﬁGUUIUSGﬁ']ﬁ'JU 4:96 mﬁ@HQWQUWIUQaﬁJTWﬁ@LLﬁgf}\l']‘Uﬂ'ﬁ'Ull‘V]

a

PN

[

550 °C NANITIFYNUNANMNAUNUTTENINS Tensile strength LazUSuraun1sIiNTy

yosounaludndiulaensaiu muienuIeyn AU U RUTUEINA IAUA U UL IR

a1 oa = =
UANNUYUY U

¥

MMuRveIRYNIAN U gL ANaINNTaluN SEela UL TITEN NN
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wodlwesnauLazaun1AUIluAUINGn JUN 2.8(b) LAAINANORANITUNITATUNIULIIAIYDS

a

wodlue fnaNTzN B NeN s NeALoAneTIstUluSMI@ I 4:96 HunsULTigUMYd
850 °C wuilen Tensile strength SlAnuivdudiousunamns duduudldmitosninnisusi
gaungil 550 °C n1sUSuussantmdanatinainnisanuaiunsalunisnssaemiiagainy
uwdausslunisdafavesiaguiluneulndslunediwesiunyn3ndaie nsanaseasdl Tensile
strength fuanslugy 2.8(a) fUTa0 2% wazgu 2.8(b) MUFNIA1.5-2% 1HusasnnANL
uANFinaTBIeYMAKaNIT TN uTDsIyMA Wi dougaTmmmATen Fadunng

sunguivvateuMailmiansanasuedauUadena

G0

90
80 ___r_‘__,,_—r-——ﬂ—"” 80 e
2 70 — E 70 —_—
E 60 [ 60
= 50 w50
D 40 § 40
B 30 E W
= 20 T 20
10 10
U L L i i {1 I_ L 1 1
0.5 1.0 1.5 2.0 0.5 1.0 L5 2.0
wi% Wi
(a) 3507 (b) 850°C

JUM 2.9 Hardness shore D ¥esnadiuainauiliasuusismigouninegiilons onlydiay

ueaeneenladiunisuniieamgil () 550 °C (b) uag 850 °C [20]

< t:l'd’lj a < dy o w A [l [ 5 a wa a

N1519a0UA VLTI NURNTuN U UE 1Ay N ldlunisseydn Jaguuglaudan
wingauiuinguszasalunisiiluldaunseld laagun 2.9(a) uaz 2.9(b) uanamilaain
NINAADUAIULINRIVDINDALL DS NALS NI DN BNTSTULAE Wa AP AWM eSS TUlWd MI1dIU

a

4:96 Uniigaumail 550 °C uag 850 °C namTidenuinilosunauilupaulndniiudu Tidd
AIULTITIANAL AU wansIauIAUluABUINERTIANUAIUNIUGIRBNITAY I Lanad
Anuanusatunsiiifulivesnedwesnatuazeuniauilunaulnds n15anaveInig

@ [ LY a Y o2 ef a X va a v o d'
waninvwnananeluaneeulndauandimautnisiuduresautflnandanalalugui

2.8 AinANULANANLENTBEUBINSIRNTUIDIA Tensile strength
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Gl

40

20

Flexural stremgth/MPa

]

1.0 1.5
with

Flexural strength/MPa

T
T
b3
s
64
G2
Gl
53
56
54

18

wita

(@) 550°C by B50°C

UM 2.10 Flexural strength Yasnadiuesnauiiasuusewigouninegiilonesnleduas

a

unaLdenoonladuluaeyIndniiiunisiafigumgd (a) 550 °C waz(b) 850 °C [20]

Y

ANAINTALUNITAIUNIUNITFALAF OUTUIUAMLUTILT 1R TanNiausa Fuld
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replacement crown

tooth reshaped to fit
replacement crown
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V4 / | - parotid gland
\ . Il - palatine glands
\ Il - submandibular gland
a \ IV - sublingual glands
> 1 S 1 1 - otic ganglion

- submandibular ganglion

glossopharyngeal nerve
- facial nerve

superior cervical ganglion
- spinal nerve
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salivatory nuclei - oV
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H1 4
TH?‘ i T
SYMPATHETIC NERVOUS SYSTEM - inhibits salivation

PARASYMPATHETIC NERVOUS SYSTEM - stimulates salivation
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PMNUMINTAUIUNUITEUR Douglas Hsiao wagame [30] lalAsIzvinaues DSC 989

[
[

woduanrnuadalunslvinuseu 3 asa lunislianudounsan 1 Usingaamgi Tg 55.35
°C AonsiUaeuaniue glassy 1uaniug rubbery wana Nl uaznuiingaruFauntaIun
56-60 °C. @aulun1slianudeuasen 2 uay 3 dunaiuiia Tg anasundl 52.91 C uay
51.88 C auansu Tudiuvesn1sinanudauns 2 ass nuiniia endothermic wglulu Tg
wiUsINAANAraLMAal 2 WA N1SANKANYBY PLA Huautidanlunislianudounss
) < & a A Y A & Py
usn dunaiuegegavesnudunauianduan nveounUidlerduilanuud PLA 1asu
anuseu Lunaunnnsgadundsumaniou ninveneduanfinuedaiinnsinisen
Insduagyihivsunadniaduy Tunanduiu wuanasantunisaeaiusousyi 111.81 °C
Juwannannmsanednuuuangrnuieuasweduanfnuedainduiin T, uazqaviasuvan
aegneg 146.21 °C lunslynnusauasan 2 uag 3 asdunngaumiinasuival 2 30 lag
I3 I = a ' ) a a
wanWdU T,y waY T WUNENINNANWUIVBINEN lamellae NupnanenuUeInedLanmn
wadn 1A T,y LNNANANTUEBNNANTILANAINASEUIUATT Cold crystallization (T,) Tuvauy
A T, Wunaunannsuesunanlunseuiunishianuseu waznuinieiinislianusdeudn

A ¥ ¥ gj ‘dl g.ll AQ. 1 1
ADNSIANUSDUASIN 2 Uag 3 TUILNUANULANATIIENIN Tt 88 Thp

a - st
- + 2nd
+ 3rd

ﬁ—/\l_\/ oo

+ 3rd

Heat flow (Wig)
Heat Flow (Wig
=

Temperature (°C) Temperature (‘C)

b Te (°C) T (°C) Tm(°C) Tm2 (°C)
1* heating 55.35 111.39 146.21

2™ heating 52.91 114.66 146.58 151.91
3 heating 51.88 111.43 145.02 152.19

SUT 2.19 wa DSC v04 PLA (a) DSC thermogram wasnisliaruasadt 12 uag 3 (b) uang

A1 Tg, TC, Tri, Tmz V89NN PLA [30]


https://www.sciencedirect.com/science/article/pii/S0929664619303390#!
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NNUWITHVDS Lamouri wag Samir [31] wuanlulawenyinnaia(Bioactive glasses)

'
1Y =

Jutagifianudrdy Aldauldnainnarenisienssuilodouassiuanssy Ineludu

'
A

AenssuLilaienaiunnssutuy lassaiaunlumsasdaudinuiaulone diuibiaauassnguy

Y

[ (%
A a av

Fngaufuiiui Wneluemdded linsasadulelulewaniinnsw (Bioactive slasses
fiber) Fuu19n G801 2 ¥ila fe wiin 4555 uaz 13-93 lagldinedadidnlnsaluis
(Electrospinning) Tunstuguiduleluleuaninnainl antuinisduudluansazansthane
Jevaeswiaifosduszneumaaiiunnsreiu Tagvinsguutnas iaUSinumsasuulas
Y0959 luTIIaAeY namsiTewuisiuialulewendivl 4555 wag 13-93 uanswninsy
madsuuasesuisngdlumsaransthaneifiouis 2 48a Taglumsns 2.3 uansdiuna

10’ = q' a o 1 <@ [y 1 (9 = 6 1
Y99Ua8WsuN bl uITe ag1elsianusnsIn1snaflvadlensendaznilng (HA) wuin

= (% a ¥ 13 901 al I Y = [
Tuagfiuriinvauikarasnuseneuvestialeiied nsnesiveslansendesnilng (HA)
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UNBEIULNULANLTY Aragonite Lazuaalas

A15197 2.3 drunauvesasiadimin g duihatefieunugnsues SAGF medium(AS-1)

ez Carter-Brugirard Saliva(AS-2) [31]

Substances Concentration (g/1)

SAGF medium (AS-1) Carter-Brugirard Saliva (AS-2)

NaCl 0.1256 0.70
KCl 0.9639 1.20
CaCl,-2H,0 0.2278 7

KH.PO, 0.6545 0.20
Urea 0.2000 0.13
NH,Cl 0.1780 -

NaHCO; 0.6308 1.50
KSCN 0.1892 0.33
Na,S0410H,0  0.7632 -

Na,HPO, - 0.26

1N9UITEVDY Jame Jin Wu Lee way Anuz[32] Wun1sanewwlSeuiisuansiaasuy

unsmvesnywd lngldinalia Nanoindentation iteldvinteyaludiu uegaaninudaneu

(%
A a

(Elastic modulus) way AMNLIsUUNURI(Hardness,H) Tudiustegaesansindeuiiuuay

Wi Inen13197 2.4 wansruegdadaveguuasAuwdaiiuilun sy vouyEe (Homo

o £

sapiens) nNa3aa(Gorilla) FuuUud(Pam troglodytes) war 83t@Rs(Pongo pygmaeus) lag

]
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uailaandanadlonnsds duuyudlissyme 91nHan1sMageunudn AuegdaaIy

ganeu(Elastic modulus) ¥osasiadeuiulungufiogns vouywdiaA1fNgn Auu1ae

[ Y

ne3aan g3vads uay JuuUud

%

A15197 2.4 AuegdaruinnguiasauLlainuivesasndeuiiy

Elastic modulus, E (GPa) Hardness, H (mm)
Gorilla gorilla 93.0+3.2 440+0.20
Pongo pygmaeus 1003 +29 483+0.23
Pan troglodytes 104.0+2.8 480+0.20

Homo sapiens 906 £4.6 401037
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N5PUsUTUNUALUUTULEY asasfiun 3 TRlildSeslmiualiuse Thuuiundt 30 Yuad

Qe

a IS

walulagnisiiud 3 Sandunndundeudnasy insiziianunetenulun1swmuIeAso IRun 3

aa 1

flndngildluseiuasuseuniniu uenaintu Iemanslunalegaiv Anere1ulunis
Uszgnaldnannisvesnisiun 3 Talugnsidulussiundudeutuions wieaiun 3 16

Y

v
6 a U

Y i = a a = « & a aa ] &
Maﬂf\]qﬂWLmﬂIUIaﬂﬂquMW 3 AWM UIYUNILIBYE) NUENAUATITNITYUYD UIUUN

wiondulunane s @189 WU N1T9RNALUY IAINTIN N1TLNNE Juiin1siunasIneIns

2301¢ BNV mATALARTULINLNELNE ML NZ NN UTUIN ULA SRRV AT AR N ADINITTUS

9 Y

magnvaunalanldlunistugurusu [33]

2.3.1.1 Stereo lithography (SLA)

Computer
--4  control
I— system
Optical :
transmission :
VY
Vat with D

gﬂﬁ 2.20 WAlANISALN 3 JALUU Stereo lithography (SLA) [33]

<

wpdla SLA feindumalulad rapid prototype wuULIATIARALTULN Iugﬂ‘ﬁ 2.20
wanamaluladnisiud 3 SAdeiaies LD Tneidunistuguiuaudensbaawesluuy
vaanan e lrvesnarlunrarfuudesh TngYagildasidu liquid photopolymer (resin)
Tnetuauillfasdanuandoauaruiugigs uisnanaiasdnsuaznisaldinelunisgua

Snwifigannuluing daegrensldmalulad SLA Tunisvimanngnldiaanyiviedu 2 alus



32

2.3.1.2 Fused Deposition Modeling (FDM)

U 2.21 eadlamsfius 3 TAuuv Fused Deposition Modeling (FDM) [33]

wada FOM 1y wmadefiunsnaneiga iszldTanduduiianuudvselansing
Dudhu Wneluguit 221 wanstunpunisiun 3 7 faewnsod FOM lnaiduilauudazgn
deiuludaiine lneipgasnasuirianatainliiaeumaineutnu fuiasuuwiuig
A a LY a < o 1 < s:l' a 3 =y !
aNa1aAneaan MNINENA1EANILUTIRIBEN9530L53 TaeLaTeeliuias L ueanung
b O @ aa =~
azdu unsenaduduanulies 3 Jinugunsandedns [34]

2.3.1.3 3D jet printer systems

Jetting scan direction
i i Curing
Controller Colorant  Build material .
print heads Pript head unit (?) ﬁamage
LlLL |

\ '\ Build plate

[ |

l Build height

JU# 2.22 mallansian 3 Tfwuu 3D jet printer systems [33]
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6

SUT 2.22 uansBumaunisfinst 3 fidaeiadosuin 30 jet printer aldmdnn1sves
Ink Jet printer utdumsusluguuuy 3 43 lasmsviufagiidu mosluwaradn 1wy Ind
watnef Ml dulunmugunssidesns Tneduisildnudie wazaiauuudiaods
peaTIni5) Bildnruogfianunsndendseg

2.3.1.4 Selective Laser Sintering (SLS)

Galvanometer
controlled mirrors
Sintering
scans

Laser

Section outline

Target surface with powder

U 2.23 waflannsfani 3 IRV Selective Laser Sintering (SLS) [33]

aa v

lugu 2.23 wanstunounsius 3 dfeieiasesin SLS Inensiuwdningaunly

9

1% s Y W a v v (N % Y A a <@ |
faugnalyes LaglonannasueieInuiy SLA LLGWHIWE’I']%JW?OIW)&G’]VIZJWNNLLEUQLLiﬂiJ']ﬂﬂ’N

a 4

11U Thermoplastic Nylon, Polyamide Waz Polystyrene Inginaduiliavagluuna 1oy
lave wanadin wwitlinuazuia lnsiesesagltawesnsUuuuininstusasiunavaiasiy
) & e aa 6 o
vaauazanensyNInaeduBu-uadsillugaamnssuiniu
2.3.1.5 Powder bed fusion (PBF)

Irradiation by Lowering of build

Powder depositions
i laser/electron beam platform

A A N

- d | 1

JUT 2.24 wallan a3 dfkuy Powder bed fusion (PBF) [35]
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3

JUN 2.24 uanunallansium 3 fRkuy Powder bed fusion (PBF) lnewnailaifiey
THlutanuszianlane lnawmadialazyinisaawesuseauaidianasouasluuutuvadns

langfiavinlilanenaoauirial lngduyaandlansazgnaasswasAndaanainluswnsy CAD

Y

[
v A a

PnUUAwe ST oA LA aNATauLBslUTuRIvesnslangilavhnsvaeuwamslans LU

AztUY LAZUUITUSE ANV UTIDBNLUY e lilanandud 3 38 lnamatdailannsaiii

Q‘ =) 23 s

Ipluanmedeniidu fglulasiauudgvswsefinwensneusiniu [36]

2.3.1.6 Direct energy deposition (DED)

Nozzles for powder flow and inert gas

Electron
beam unit

Laser
beam

Electron

Wire feeder beam

-
° o0
.

.;'. Wire feed

Deposited 2 Inert gas Deposited 1

o <«
material \ .°:'.. and powder material \

Substrate Substrate
(A) (B)

g‘ll‘ﬁ 2.25 1.AllANISIUN 3 ARLUY Direct energy deposition (DED) [35]

A ¢ aa Y

JUT 2.25 wanawmalian s 3 41/ Aae35n13 Direct energy deposition (DED) lag

Bn13 DED {WwismsiaTan lundeudunastianusou leenaslienuseuasdunisliuuy
§ o a & = .Y ) A [ 1% a a

a3 duasdiannseu nienataul dagiilundanenioatnigyinlilsednsanlunis

gj s o P = (% =] 1 a A a ] a 1
dranvesdulalgasamatilaisuiualnlansiiiosegnanen Lu@ﬁ‘mﬂuU’Nﬁ’Ju%lﬂJQﬂ

[

naoumal lneauasdiannseudesnisanmemiuanainimieldliiindayninng

q

DONTLATURDITLUULALYDS
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2.3.2 Taqnieulglumalulagnisiun 3 If

2.3.2.1 Yanlavsuazdaasy (Metal and Alloys) [37]

aa o

Tnealulumalulagnisius 3 §f Yagussanlangazgnldiduasiuunaieldly

(%
[ a LY

weundintudugelugpamnssudunistunazeinia wenanidldlugnamnssuniu

nsunng waznisdesiusiuetueud Tunoun1siun 3 TavesTagussinnlansas

o

Usgnaumedunaunisnasulang (an3eadn) lasldundandsauidu wwweivsedn
didnayeu Tanlavefivasumarzgniiunieenundu due Wead1etunu namaiiaildiv
wnfgadmsunisinilansfie powder bed fusion (PBF) uas Direct energy deposition

(DED)

o/ a

2.3.2.1. qdags1dn(ceramics materials) [38]

q

o

andmnsiinuayaeunIalidimneaudmiunsiu 3 47 wszdnvausidung
voswsiindulslanunsovaanrniulilnsnslianudou mgnnasumai(heating point)
witunenseiudalanguasnediwe fanunsanaeusnulalaenisiinnuiouauda Glass
transition temperature(Te) 3o gaungiviasimaTm) eiisuifisuiunediwesuas
Tavzudnesiingamasuimaaigann uniddunwhmeogisnnlumsmasifuusen
Tlunszurumannagnavngsy Jagtumaiia AM amsandesunuesidinldlagliises

uan vise nsuvualglagnisiiuUszansanvesnsivesnszuIuns AM uaglaiesn

'
va a a v [y Y

NPT ANURTINANAA1BNUTUAIUTS AN UUAWAN WaNANNTLIAIUITONANTUAIUTSIANT

Usmangnyuladnsielaeldinaiia Colloidal processing techniques %5e JumaunIsLiy

[ ' '
= (Y] o w A a

ANUVUILUUITR U FIRINNTEUIUNIT AM AedIAYADARLTLIINTEUIUNITN D DY
WNeatesnualstunsuianumuizaunindulunisnanesifinvidnn19glusmuey

AT2UIUNNT AM TAgRSI99LN8989NUTUAD LALLM AUNINTUNNSHARTUAIUDS A

v
[y

Tuadudu

| I @GNY o w A Y v & w a v
ﬁﬁqﬁliﬂmqﬂ\lﬂig‘UQUﬂqﬁ AM ﬂllﬂ]@ﬂ']ﬂﬂﬂ@ﬂ'ﬂ']llwiaNIUﬂqﬁlsﬁQWULquaﬂLiﬂmu

[ a A

dMSUNINENTIQAU LTloNBUALDIAIUYIINIEUBINISNAALIINNTUNTZUIUNT AM Eckel
wazAMe aLEuawuINI dlunIsHANTUdLSIINAINANSAUN 3 17 Ineaslduausiuas
wnanugsnneu Ineld UV Wi photo-nitiaton dauanslugui 2.26 laseaieniisuuuui

£ 4 = 1 <@ 4 (% .éf a a |
dudounazisngy wu manlvyn(corkscrew) wazlassai1eafeisnanunsauseivglalaediy
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Tngldip3osfinrinuy stereolithography apparatus (SLA) 3D printer Fuduifud 3 36 3

ANUERYINIANUTIUgMEINITIHIAENTEUIUNTS InlslsBanaamall 1000 °C waylid

e Jagslawariduiiaulavessyuutesiumnudoududeueusgunsaliussg

AngididnnsetndszuuluiiesesnalwiaTeudsuluuiisnguy

A
‘E'?'l'}} UV Laser Scannlng mirror
Postcure
| H Resin
| | SI-O UVIthermal
R, H

UV curable monomers  Stereolithography or self-propagating
& UV photo initiator photo-polymerization

Polymer-derived ceramic

Examples: E

5%

-1

5UN 2.26 1as9a393nsunfusainnszuauntsivud 3 JA(38]

2.3.3.2 76@A%3n1N(Bio material) [38]

[ [

nMsmudgn Sanddnduldniadanmaimsoldldnsfuitugy 3 fddmiu

& A daaa Y et P P o ' Y
lo\BenliTinNd Feannsaustandltlaiuen tilereuauasnnadndulunsugndreeioas
Tngvlunsfinndugy 3 dRvesiantinniitedninetiawn wedwessssuviiuasnodwes
duangvnedininidu lnudenlanedwes(diblock copolymers) lethgunoadtun(sodium

. a 5 alg v a 1 & (Y [ :.’1 Ao o PN
alginate) lalaguuaswodinesiildosaiian uinisidondan ludunoundAgiigalunis

[
% ] [y a 3

Wy Fugy 3 46 wildluarudiimied ﬁmagmmumswmw%u UTan@InIn Aoni1saing
lassasrswaduuu 3 98 Alelaseaieianysal Kang kazany 31897U1@150a519

Tassasailodevesuuedlanassunseiduasliansidananias LLﬁ@\ﬂ‘lﬁU‘Vl 2.27
9 Y
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Main
G i

3-axis stage Pressure
controller controller

| Multi-
—© cartridge
o . module

3D printed
construct

¢ 8D
o printed
. construct
- PCL (gray)
R ARG A: cell A (red)
™S Closed chamber  B: cell B (green)
S: sacrificial material

Cc
Medical imaging Visualized motion o 3D bioprinted
(CT. MRI) 3D CAD model program 3D printing process tissue product
\ J
) ) L
DICOM format STL format Text-based

command list

g‘ll‘ﬁ 2.27 52UU Integrated tissue—organ printer (ITOP) [38]

o/ a 4

23.2.3 ﬁqwaaLuastLazﬂaquﬁﬂ(Polymer and Composite materials) [37]

a s & W Ng Ve @ a & aa A =~
anneduasheludagnldiunililugnainnssunisiun 3 fAliesaniininy

a

patnuatswazngnaniIsialUlRuNssUUNISALA 3 ARNWANF19NUY NaAWasaInsUNS
a I3 aa a o [~ Y A '3 1 [ a '3 6 a
WUN 3 1A zHanwaustUULdUNaILLUR muimymﬂuwaaLmaiﬂismwmaﬂmwmam
ANNANNTOLUNITITIUNITRLN 3 SRveIneamestazAaulndntuil nsAunuuLduan
vaned lunsldnulugeamnssusing o Wunstukazeinia andnenssu N1suanveuau
§ Y a a a v a I3 aa A [y 1
LAENITHNNE TDAVDINITHARABLINARLABTYNISAUN 3 TR ABAINUAINITOLUNITUSUWLAS
a d‘d 1 o n&l dyu % 1 Vo v I aa
sUnsusvIAdinffianuwiuggs wenaintinsyuiunisildssendaaildinglauinninisnis

o  sd o

Ao UUALANDY 1UNTTUURAENTEnTNIUA M UNGR SN I muaes Tunenduriy
nanNainodimesnadlaoasosinun 3 SAdnlHuTunuiuwuu(prototypes) tissanuin
ANLLBILNSIwazANuaNIsolunsldauusege Inglugui 2.26 wansdusu Scaffold 7

1A7nA1TAUN 3 TRIINNOALAPRNLITALALANSANAINNATA SEM [37]
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sUT 2.28 Tassais Scaffold vos PLA filsarnnisiiasi 3 G [37)

91N9UIBVS M. Heidari-Raran kazamy [39] lavinnnsneaeslaenisuinedua
ARnuadanauiuiduledeliiomevelumanaiin (CRFT) waginutugudomalulad i
A1 3 iR drewades fused deposition modeling (FDM) #137991 2.5 uansAnUieuiiou
auURINaveInadLaninLadn(PLALAz TanLasuBInUsEnouNeaLanfnuadanaudule
woslunanain(CCFR-PLA) snnnsvindeunyinanda@nainuninisi doundas fn
Tensile modulus wag Ultimate tensile strength 983 CCFR-PLA Wiowfiaufu PLA fian
WinTuUssana 208% wag 36% PINERU ATKASEATE CCFRPLA anasusyan 62%

L‘ﬁl@ﬂﬁﬂ NN1SLETULTS CCFR-PLA

M1319% 2.5 Wisuilguantildananeduaninieda(PLA LA TanLds oAU synouneiug

ARNLOTANAULFULNDSIUNAIFRN(CCFR-PLA)

Mechanical Properties Pure PLA CCFR-PLA Difference, %
Tensile modulus (GPa) 2.69+0.18 8.28 +0.56 207.8
Ultimate tensile strength (MPa) 44.86+ 1.8 61.4+2.1 36.8

Failure strain (%) 2.134+0.12 0.81 +0.06 —61.9
Bending modulus (GPa) 2.87 £0.07 13.42+0.31 367.6

Max. bending strength (MPa) 72.76 £ 1.6 152.1+2.29 109

a A

1N9UIIBUDI Antonio Arnesano LazAy [40] MnsEnwlagn1snanoaiiiien

Y

sonlwradhudulovewmesiunaradin lag Al Aoiduleveaneslunarafniinauniogiifiey
ponteA50%Lagunin wag A2 Aaiduleveameslunaiainiinauntegiilvneanlens57%

Tngumiin vn1stusuiluduiianuudaniuiiluiuinam 3 Gamewsoswin FOM waz

nsfnwantisesast Inglanawanddusun 2.27 wansanunilavesduleveunasly
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wanaRnnauregiioneanlad AL(50%) A2(57%) wazPLA WelUSeuiiguiusenineniny

nilaves PLA drvidndegilifiossanlys 50%(A1) uigeninegiileusenlens7%(A2) lng

[ o
I =2

Anlaeglugnnldlumsiuiam 3 47 arumviiafiasduves A2 dunnandsunuegiidey

Y

anlANALNINTY

2000

Viscosity [Pa-s]
’

200

100 300 500 700 900

Shear rate [s%]

Ul 2.29 WisuifsungAnssunnuminduloveaneslumanaininaunsegidovesnlys
A1(50%) A2(57%) Wag PLA [40]

NUITBUDY Zhaobing Liu tazatg [41] i sansanviltenavasnadianin
waBnuay JanasuatAUsenaununng19nY Ao Wkl wslin newas ogliviley uaziduly
s wva = A B [ 1% 1% [
AsuaU lngvnaeuaudinisfedn(Tensile) was n13anlAsFlexural) Inglanan1svaasans
wandlupngen 2.6 wag 2. amdnu wunsuaudasasuesrussnavadlutugigliinnig

a a

NTuLazanaIvadr modulus veeian tnglugnsninisnay winiln nouas avegiliiley
& a a X ! . A a A & A
WUUNTNNYUVBIAT Tensile modulus way Flexural modulus kaEEAINLANLLIIUNUULAN
Tensile modulus kag Flexural modulus gan lneilAl 1056.31 MPa uay 4621.37 MPa
muadiu luvazfian Tensile strength way Flexural strength 1Uuve3gnsAfinisnay
VoA tnedlen 58.28 MPa Wag 118.67 MPa anuanau dugnsinay wduleansveu wayly
a0 . 4‘ = (% a a a
NUINUAT Tensile modulus kag Flexural modulus aAAY LIBLNYUNUNDALAAANLD TN

uIgns



M19197 2.6 audFn1sAsEnvasnedLaninuadauwag JanasueRUsEnaUilamnieg

a0

Mechanical properties of Printing orientations Layer deposition Materials
tensile tests
PLA PLA+wood PLA+ceramic PLA+copper PLA+aluminum PLA+carbon fiber
Tensile modulus, Flat /90 707.1 656.8 10425 10026 8384 596.4
MPa +45°/—45 7122 696.7 10563 1016.9 7795 670.0
On-edge 0°/90 901.0 808.1 962.4 883.2 649.7 745.7
+45°/—45 800.5 784.1 907.2 836.2 7609 717.4
Upright 0:/90 696.2 645.0 - - - 2271
+45°/—45 7387 673.0 - - - 584.3
Tensile strength, Flat 0:/90 424 295 432 403 402 32.8
MPa +45°/-45 47.0 334 163 493 4238 316
On-edge 0°/90 634 359 465 537 468 38.2
+45°/—45 67.6 387 5.0 58.3 511 413
Upright 0:/90 30.5 19.1 - - 16.8
+45°/—45 27.8 191 - - - 200
Elongation at break, Flat /90 6% 5% 5% 8% 5% 8%
% +45°/—45 5% 5% 5% 5% 7% 6%
On-edge 0°/90 % 5% 6% 6% 7% 6%
+45°/—45 8% 6% 7% % 7% 6%
Upright 0:/90 % % - - - 5%
+45°/—45 % 3% - - 1%

M13197 2.7 audhn1sanlAweIneduaninuedn Tanasussausenousingiee

Mechanical properties of Printing orientations Layer deposition Materials
flexural tests
PLA PLA+wood PLA+ceramic PLA+copper PLA+aluminum PLA+carbon fiber
Flexural modulus, Flat 02/90 2075.2 1696.8 3022.3 2174.0 24921 17384
MPa +45'/-45 2446.4 1749.8 31283 2227.0 24709 17297
On-edge 02/90 2286.8 2704.3 4503.0 31189 32075 28443
+45'/-45 25384 2651.3 16214 3845.1 32758 29392
Upright 0°/90 2605.9 1992.8 - - - 13257
+45°/-45 24783 1653.0 - - - 12726
Flexural strength, Flat 0°/90 697 104 578 55.5 62.8 50.3
MPa +45'/-45 795 521 70.1 66.3 64.7 476
On-edge 0°/90 1045 70.4 97.2 107.6 915 74.3
+45'/-45 109.5 710 100.1 187 97.8 756
Upright 02/90 519 37.9 - - - 309
+45'/-45 424 271 - - - 59
Deflection at break, Flat 0°/90 % 2% 2% % 4% 4%
% +45'/-45 4% % % % 5% 5%
On-edge 02/90 a% % % 3% 6% 5%
+45°/-45 3% 4% % 3% 7% 5%
Upright 0°/90 2% 3% - - - %
+45°/-45 2% 2% - - - 3%

91n798999 Nadir Ayrilmis [12] ¥11A1g
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fiud 3 46 IneTaniilddu PLA neunsliuasarauguiluduianuud Jeldian
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JUN 2.31 ANUVEIUTDINURINAIRINAUTANIVRINTALN 3 TA[12]
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MTUAITNITANAEWY AIMINUNEIURINVUIANUNURIPITI ULAZAIINAUIBTNITAUN

° o

LLamﬂugﬂﬁ 2.28 way 2.29 MU AAINUviEULRaEs aaislan 2.92 wuludueuiid
U1 0.05 Hagwns Iummzﬁmmmmmma?{aqqqmﬁmwh 7.86L wulugunuisinaumn
gaansfiad 3.0 fadlns wanFIsenuiannisiusiiinasennuneUrestuY
NadaUaElledIfy Lﬂumammﬂmsﬂmﬁmwﬁtﬂu%uq ATILANAINTEIINLATIATIN
sadinsznindlainaainlusunsy CAD ezt uneun1sRL A maIniAIes FOM A9y
wingrlunsfinitunuiianas sdfiseramenuyesiuia way lunenduiudionnumun

0TUANAY ANULILRETUNTURNTANTULALAAANNEIVVOINURY Weliataatlunis

AuUNLazAINalUTEANSMNanas

MNUITYVDS Shadi Hassanajil wazany [42] Anwinisidmalulagn1siun 3 46
- [ & [ ! a a a a
iemulasansggnidunsnauiusening weduaniiniedn nedalusuaalauuaslansen
Fornilng (PLAPCL/HA) Inenauluansavanewazyiinistugusmenisiiun 3 18 viliing

Y aa . a a

NIWNETS freeze drying UaEN13¥EOUNA INHANTNAFOUTNTY TUFUN 2.32 wanauTunm
snuiannauneduaninLedn nedalusuantnuuazlansendesniva(PLA/PCL/HA) Tnesy
#1 2.32a wudniledinswanlansondoznilnd(HA) MUTH0 35% wuddluSunugniuedd
68-77% wazlugy 2.32b wavlansondaznlna(HA) AUH 30-40% WuIUTUIINTY

anauleusinanaylansendosnilnd(HA)EITY UN 2.33 uanee Compressive Modulus

vodanuauneduaninuedn wedalusuanlauuaslansendesnilnd(PLA/PCL/HA) Tusy
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2.33b nundleUsunalansendermlnd(HA) gadudenalian Compressive Modulus @49y
wag 5U 2.33d LeUSuuneduaniiniedageudialvia1 Compressive Modulus getiuugl

VT IUFNTUNLNTLAAY
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JUN 2.32 YSinaugnsuiaanauneduaninuade wedailusuanlnuuazlansend GFATY
Ind(PLA/PCL/HA) [42]
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JUN 2.33 A Compressive Modulus 9asiauaunaduaninuadn wedalusianlauuazle

asanParnnA(PLA/PCL/HA) [42]
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undi 3
F/ANLUNUIINY

3.1 Jaquazansiaiinlluauise

3.1.1 noduaninuada(PLA) Taidunediuesiuning 1nsa Ingeo biopolymer 4043D
LOT : EA-2828B133 wanlagu3um NatureWorks Useinaansgeiasn,

3.1.2 weegililonaanlen (ALO;) 1NTA 19443 YUIA 150 mesh nanlagUTEY
Sigma-Aldrich

3.1.3 asideuusvauleiau 3-Aminopropyl triethoxysilane (APS) naalaguIEm
Sigma-Aldrich

3.1.4 arsdmsuldlumsnatiianedion (Artificial sativa)

-lgnsulalasiauaisueiun (Sodium hydrogen carbonate, NaHCOs) Lnsa
Analytical Reagents 1alutana 84.01 n5u ninlagUIEN Ajax Finechem

-lofsunaslsn (Sodium chloride, NaCl) 4n3m Analytical Reagents 1aluana
58.44 nSu WAMLABUTEN Labscan asia

-Tnuva@eoulnlelseiun (Potassium thiocyanate, KSCN) tnsa Analytical
Reagents 1akilana 97.18 nSu WaAlAeUIYN Ajax Finechem

lesulalalasiausalnwodaina (Sodium dihydrogen orthophosphate,
NaH,P04.2H,0) 4159 Analytical Reagents 13alutana 156.01 n¥u ndnlagusen Ajax
Finechem

-Tnuna@ounaslss (Potassium chloride, KCU) 1nsa Analytical Reagents 178
Liana 74.56 nSu KANlAEUIEN Ajax Finechem

- 9438 (Urea , KH,CONH,) tn3A Analytical Reagents 11aluiana 60.06 N3y W&n
1ngUTEN Ajax Finechem

- Tnunadoulalalasiausolnwoans (Potassium dihydrogen orthophosphate,
NaH,P04.2H,0) tn5@ Analytical Reagents uaalutana 136.09 NSy NAALlABUTEN Ajax

Finechem
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3.2 Lﬂ'%laaﬁaﬁiﬁi’flumswauLLazﬁugﬂﬁumu

3.2.1 \n3esdninnatadnuiiaindedvueug (Co-rotating Twin screw extruder) §u
SHJ-25 91nUT¥N Yougteng Useinadu

3.2.2 1AR0sEANANERN (Injection molding machine) Ju BA 250 CDC wanlapu3em
Batterfeld Useinmaoainse

3.2.3 \A30sfiunt 3 T/ (3D-Printer) $u 557E1 wAnlaguIen NTT Pro llD Printer
Uszmnalne

3.2.3 m%laaé’w?gjlugﬂ (Compression molding machine) 3MnUT®W Labtech Engin-
eering Company Uszinelng
3.3 ia3esiiofildlunm s

3.2.1 1A304 Fourier-transform infrared spectroscopy (FTIR) 34 VERTEX70 W&#
IneUTEM BRUKER Useimeigasiiu

3.2.2 1394 Melt flow index (MFI) §u D7053 naalagu3v Kayeness inc. Uszine
ANSFOLUIN

3.2.3 A3 04 Differential scanning calorimeter (DSC) i;u DSC 1 Auto sample
Robot nanlagu3em Mettler Toledo Usgineansgowisn

3.2.4 Dynamic mechanical thermal analysis (DMA) 314 EPLEXOR 100 N nanlng
UIWN GABO Instrument Usginelgasiu

3.2.5 4394 Parallel plate rheometer JU ARES-G2 wdnlagus¥m TA Instruments
UseinAansgeLdsn

3.2.6 \A384 Universal testing machine (UTM) 34 5959 NANlABUTEN Instron
Engineering Corporation Uizmﬂawiﬁam%m

3.2.7 @304 Abrasion tester §u QC-617N wAnlABUTEM AVENO Useineiu

3.2.8 1A309 Color reader 31 CR-10 91nUS¥M Konica Minolta Sensing Konica
Minolta Sensing

329 1A304 Scanning electron microscope (SEM) §u Tabletop Microscope

TM3030 wanlaeuIEm HITACH! Useimediu
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3.4 /NIANUUIUINY

3.4.1 NINEN mi"ﬁugﬂLLazmsﬂgaﬁané’nwaﬁwaﬁuaﬂanLLEJG'?mLLa:"'J'aqLa'%u
aeAUsENaUNRRLARRNuaTANaNNRaNteNanlyd uazn1sigatiandnualalewmaiia
FTIR

3.4.1.1 YFudseiuiiavensegiilleueenlydmsaisiieudssatulaay 3-
aminopropyl triethoxysilane (APS) lng nsegiitioneanladuiluaisazans APS Tu dndu:

evuea fisnsnaan 30:700VA) Tngldansazaneluay 1 dnsdosgiileusanlun(Al,0;) 250

o o

n3u 3n pH Weg# Yszuna 6-7 vinisudnsegiifioveanlediluian 3 43lus anuuting

a

sgilifleneanleduilinnudowduna 3 Falus fioamgll 80 °C vinn1sniunasniiaisie

Y

Magnetic bar LJusreziial 3 92lus #aeaInt g Tasa1euINTewngRIuIUNaELden

¥
A a a

waztmiegiiilloneanleniiiumsuTulsanuingeuludeuiigaumail 120 °C sveziian 1
Tu e lidiuazienueaTsmgeonanmegiiiilvueenlyd wagin1sinsisvivyflatueie
wAlA Fourier transformation infrared spectroscopy (FTIR) Lﬁ@ﬁﬁmiﬂqaﬁwﬂﬁ'ﬂwaﬂmﬂ
Tnssasaiionvyileidu SiF0-Si NiiinTunasvy -OH fanasiioilunisBuduiinisusuuss
& a a = s v = a & yw o
Huiivesegiiillousenlednivaisivendsearulgian APS ansaiiadula lagding
agiliflonoanludumauiu KBr Tudnsrdin 1:9 lneuminuazdnmiuunuieniodalalag
an Mnuhumegeuaigluun TR-FTIR

M135197 3.1 BARIBRIIAIURANTIVIINBAkARANLETA TuNtegdillueanlyAinIunIT

UFulgaiiuimeanstdeuyssaulmaunlalunisy

A0 DRI IULNAUA

Wmtnweduaainuedn | Uminwiegiiieveanlen

(g) (e)

PLA 100 -
5A PLA 95 5
10A PLA 90 10
15A PLA 85 15

20A PLA 80 20
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¥
A a

3.4.1.2 Mswauneduaniniedafuntegiiillonsanleniniun1susuussnuime

answenlszaulvauuansdnsnadiuniunisned 3.1 lnedudaneduaninuedalusitniseu

a

laauiufigaumad 60 °C Wuszeriaan 24 $2lus wagiinswaudeiaiosdaiananadn
yiaundemuaug (Co-rotating Twin screw extruder) figumgiilunistusuduusdutou
Walvaufisianefe 150 160 180 uay 200 °C Tngliaaniiseunsmyuvesangagi 40
rpm wazsnsInsTunsAaduPuller speed) 7110 rpm Wisllédu Extrudate fiflaunn
Gushugudnans 1.5-1.7 Sedumsdmiumsiusudaemaluladmsfiu 3 57

34.1.3 G?TugﬂwaaLuai‘éf’;mﬂ%aa@wmaﬁﬂ (Injection molding) kil olilaBusu
dusuldlumanasovautfdang Ingldgangilunstugufusdmdeudaluaudeime
79 150 160 180 waw 200 °C Wneugthliu 3 slantunveaeuldud autisumusionis
fadia (Tensile test) audAAuUNIUABNITAALAY (Flexural test) wazauUfnuniusianisna
99 (Compressive test)

3.4.1.4 JuguneRuaideiniesfaninn 3 75 Ingldiduflanuuditusuliann
N3N IBAIANATERN (Extrusion) ATkdusuAugnataUsyanm 1.5-1.7 Tadmsiitelild
FuudmsuldlunisvnaouautAniumurenisnase (Compressive test) AULINTFIU
ASTM D695 Tagiauan AI1UN319 13 Aadiuns A314e13 13 Ladiuns wagadugs 26
fioduns lngldiedesiant 3 Tuda FOM fmsimesililunstugusuandunissd 3.2

-3

M19199 3.2 wanernsiwesulglumstugliasesiiu 3 16

WELn3 Andldianu

Infill density (%) 90
Infill type Line
Layer thickness (mm) 0.2
Nozzle diameter (mm) 0.4
Printing speed (mm/s) 50
Raster orientation direction (°) +05°
Nozzle temperature (°C) 180 °C
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3.4.2 Fnwidviinnslna faoiaTea Melt flow indexer (MFI) m131A551U ASTM
D1238 veenoduaniniedauazJagasueinusznauneduanfinuadanauniegiiiloy
ponled frunstugueiniesdainnanain Tneundawaradnlueuduiignmgd 80 °C
sgppian 24 Falus Mndudshluhnisveaevantinisiva lagldvanuun 2.16 Alansu

wagldaaumgilunisnaaey 190 °C uazAuenlaeenunlumie ndu/10u1i

4

3.4.2 N1SANEANUANIIAMUSDU AUURALBINARAZANUANIINIZNTNYBITUIIUNDA
uanAnLadALAzIanEINaIAUTENUNRALAARLTANaUN R gililuaanluaNTUIUAY
NSTUIUNITRANAERAN

3.4.2.1 AnwaudAniepnuseumIsia3es Differential scanning calorimeter (DSC)

[

TnglduminvendaneduanfinuodauaziagaiuesiusznounsdnanfinioTanauny

a

saliiloueanlenusvunas 6-8 fiadnsu naasululvua heat-cool-heat Anwigauniivag

Y

30-180 °C Tams1n15lianusau 3°C/min maldaussennialulasiau wagAuluUsunu
NANANUANNNST 3.1 [43]

AH-AH

%X = /IS x100 (@un15% 3.1)
Wppa x Hy

gl AH_ | fo Enthalpy. of melting (J/g)

m

AH_ 9 Enthalpy of cold crystallization (J/g)

Wy, Ao dndamlpetwiinueomeduaafnuadaluian

H°  fo Enthalpy of melting ¥esneauaRRNKTANIUSINMNEN 100% (93)/g)
3.4.2.2 FnwautRidsesladieedomaaouantinisvavesmediwesidofuss

ousnsvviretua Inemaseuautinisivadieeios Rotational rheometer Ju ARES

G2 nanlABUTEM TA ukuguuIu(Parallel plate) #ld¥ina1nmdnnduasnadu (Stainless

steel) 19580V Forced convection oven (FCO) Tunistianuseu laeldangnimaasu

LUUUSUAUALTIYY (Angular frequency sweep) ASHA 1-100 Lstigu/Aund aaungiilsly

9 Y

e

n1snaaey 180 °C lag lngldyuauilaainnisfuguaiginsosdadugunanadn

Y

a a

(Compression molding) YuATHANUIEUNIUALGNATE 25 Tadwns ALY 2 Tadluns

Felun1snaaesluldszegnisdnveu (Trim gap) 1ANNEe 1.9 Hadiuns lnganugatiaeyinl
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Funilnaldifuuiudguuuiifouaduinugud 25 faduns wdwhnmedeuiisses Gap
49 1.8 faduuns

3.4.2.3 AnwantiniemnusouvesTandenawuulauiiing (Dynamic mechanical
thermal analysis) Tei’famazmﬁmaa*uLLUUU%’quMQﬁ (Temperature sweep) Tnepaud
wazamAsealunsnaaeuasi wazliussluluundaseuuy 3 9a (Three-point bending

a

mode) Anuanldlunisnagaey 1 18509 wazaumgiinaaaunius 30-130 °C AaednsINITIA

d
anufeu 5°C/min I4iumlunmsnageuantunudmiunadevausiiunusonisdalds
ndadeia3s laser cut Infidnwazduuisdmdafuiidaueenunie 1 wufiuns
817 4-4.5 LBURLLIAT

3.4.2.4 AnwrauUmruniuseanisnagn (Tensile test) AUNIRNTFIU ASTM D638 U8
PuuiitugUfenszurunsanatain (njection molding) Mlvanwaduua 5 Alafiasy
uazlismsnsiedn 5 Tadwasroud meluviesiinruaugamnii 25 °C lngyhnsveadey
AN EIUNIURON1TAIE AR B IA 7 Young’s modulus A1 Tensile strength @ o
%Elongation at break yinn1snedaugnsay 8 Fugm iflovaedsuard sy
UINTFIU

va ¥V

3.4.2.5 AnwiauuAniunIusiensanlas (Flexural test) MuN195§1U ASTM D790

meluresiinuangangif 25 °C vesiuauiitusdaenszuaunisdanataiin (injection
molding) I4lnanwadauin 5 Aladhsu wazuaaeUfenIEmeiinATuIuYAY 3.5
fiadwnssound Ingldszey Support span i1y 80 JaALIAT NAIUNTLIIES 5% strain
Tnglusdlulnundnsaiuu 3 9a (Three-point bending mode) ¥1n1snagauLilenal
Flexural modulus A1 Flexural strength ¥nsnaaaugnsas 8 usu iiomAnadsuas
dudsavunnsgu

3.4.2.6 AnwrauURfn1un1usiean1snagn (Compressive test) MUUIATFIU ASTM
D695 anelutiasiieuaugunadil 25 °C vesTuaufiduzudlenszuaunisdnnatadin
(Injection molding) wagwnaluladn1siius 3 4& (3D Printing) Ineldluansasauin 50 Ala
11U tazlddninnisne 1.3 Taduassoundl lnenaaaunial Compressive modulus ¥1

NINARBUEATAY 6 JuU emALadsLavdudoLuuIInggIY
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3.0.2.7 Anwaruudsiuia (Shore hardness test) ANUNINIZIU ASTM D2240 v99
Funuiituzusenssuunsdawaradin (injection molding) Ingldiadas Durometer #an
¥fin Shore D dwiunaaaunanain Inglilnanisadouin 5 Aladafu insnaluvuiiuia
Y93TUL 119 5 Tuu ilemanedsuardudonuunesgiu

3.4.2.8 AnwrandAniuniusean1sing (Abrasion resistance) AMUN1NTZIU ASTM
D1630 ileinrnuamuresiagiiofinindend lethiunuiitusuanmaveasunisnada
undinseLA3eq laser cut Tdvuin nf1e 255 Tadmng 812 25.5 adwns uaziinmusmn
6.35 Hadwns lagvinnnsdngaieiaies Abrasion Tester 3u QC-617N l¥nszanunaneiues
#40 durugudnasdetn 150 fadiuns ASITOUNIIMYY 45 rpm Manwwin 5 Uaud
Tnemeuusnvinduiielidusuifufaldad iugensutsvana 5 seu aniudiusseenista
Tvinfu 2.50 Tadiuns uasvintstelifinrramuitununiely 2.5¢ faduwns Muasgu
NBS Tumsemuansnsalunsvuvusenisdndelaeiignsduinmuaunisd 3.2 Ingvinns
Tnturududwau 5 dens

‘\TWU”JN?E]Uﬂ'ﬁ?T@%IUQ']UWWﬁBU

NBS = X 100 (@un157 3.2)

UIUTBUNTUADINBE1UINTFIU

' v
I A =

SIUTEUNSTAYEIR LAY AeATiinTuassaniaeg NS naey
SunuseunstaTesiieRsTIU Ao mintuanmstnsegtmadeuasg Iy

N15NAEBUANAINURBNISANNS oM IR LA T TUIIURI N STAUUN ST AN T8
NTUYINS AR UBIBUI LA UK INITNARDU LAY MTNTUIIUNSINTNAdDULAE
WlumnmEunsT 3.3 [44]

mi'mf

W, o= — (afumi‘ﬁ 3.3)
L

Wa  m. A9 UNNUNUDITUINUS LAY

v v
A o L% a

me  f9 WmtnvetUNUNaINMIAaaY

L fio AuENvBITLIUMAAEY

3.4.2.9 Anwilassadedaguineileglindesanssaudianasousuudensin
(Scanning electron microscope) YBITUNUTIRIUNTIAdEUNSHALAS (Flexural test) lng

YIBUNULIFAFILNLAUDINMIELATDIFALALDS Ya991NUULNULARDUNURISIULANAEN Y
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2

wazuwandtumewmaia Sputtering iiedeasiunisavanvestseylihvagyinimeasu

SEM lagldmasuenegagn 2000 v Ausnedng (Acceleration voltage) 5.0 kV

3.4.3 N1SANEIANUANIIANNSIU AUUALTING WAZANURANIINIEAIN VIITUITUND
AuaminuadauazianiaiuasnUsznaunafuanfuaBanaunegiliionaanlynnvuguaqe
wAlulagn1sAun 3 4

3.4.3.1 FnwranUAvnnnudousieiades Differential scanning calorimeter (DSC)
Imasl%’ﬁmﬁﬂmauﬁmwaaLLaﬂaﬂLL@%@LLazﬁ’aam%uaaﬁﬂizﬂauwaaLLaﬂamLa%mmaum
ogfidousenleduszana 6-8 Tadnfuannia 2 Juau aaoululuun heat-cool-heat Anw
figaumniiang 30-180 °C Tidamnsliauseu 3°C/min meldussernmalulasiau

3.4.3.2 AnwrauUAnuniusianisnnda (Compressive test) MUHIATFIU ASTM
D695 neluvipsfiauauguvnifl 25 °C vesturuiituzUsemeluladnisfius 3 47 (30
Printing) Ineltlnanwaduuin 50 Aladifdu wagltonsinisna 1.3 Jadunsaoui lag
nAdaUNIAT Compressive modulus ¥1N15NAHBUENITAY 6 Fueu lemAnadsuazdiy
Desuumsgu

3.4.3.3 N1SNAADUMINIUTIMAN (Total porosity) vstuauiituzusemalulad
s 388 Tapddusulvevlarmudiuiignngd 80 °ciflusyasingn 1 fuandui
Fuauludaimdauis snduidunultslnihndudussesie 1 Yo sasdensy
Svuanalidesusuliuiadmludaimn WazALINMIAIFNIULUA (Open porosity)
PAANANTT 3.4[45)

(msat‘mdry )/pvvater

Total porosity(%) = Y x100 (aunn37l 3.4)

e A9 UINUBIFUNUNSIYUINAU

My,  AD WIMLINUBITUNIUNAINTOU

3

p A9 ANURUILUUVDIUN
water

V Ao USUINSVDITUIUNAADU
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v
A a

3.4.3.4 finwAmuulsiiuiiy (Shore hardness test) MuL1M3FIU ASTM D2240 U89

FuUNTUFUMeNszUIUNITAANAIEFAN (Injection molding) waginalulagnisiu 3 I
(3D Printing) Tng/lda3ea Durometer sanasila Shore D dwSunagdaunaiain tngldlnan
wadaun 5 Aladafu vhnsnaluvuiiuAavestuaiy S 1w 5 Jueu iiemaAnadsuay
dnudeauuinnsgiu

3.4.3.5 Anwlassadndugiuinelasldndesganssaudianasouluudensia

(Scanning electron microscope) UBIFUIUNNIUNITNAADUNNTANLAY (Flexural test) 1

I |

PIPUNULIFAFIUTLNUBINIILLAT DR ALEKEDS 1a991NUULNIULARD UNURITIELANAIEND Y
wazuwanatumewmaia Sputtering tiadesiunisasanvesiseylihvagyinimeasy
SEM Ingldmasuenegean 2000 v AIwAeANE (Acceleration voltage) 5.0 kV

3.4.4 n1sAnwraudAadnanazaudaninisanvssiuauneduaninuedn
LLax*‘s’aﬂLa’%uaaﬁﬂsznauwaﬁu,aﬂaLtaﬁﬂwaumagﬁLﬁ&maanlwﬁwé’achuﬂﬁajumi%umu
Tugnsazargunanefien (Artificial saliva test) suaqﬁumuﬁﬁugﬂmnnszmumiﬁﬂ
nandfnuazinalulagnisnun 3 46

3.4.4.1 ¥iIIN15ULITUIIUAIRE NG M TUNIINAAB VAN TRAIUNIUABNITNADA

| Y 1
=

(Compressive test) A111I95F U ASTM D695 A89FUNUNTUFUAI8NTEUIUATAATUTY

Y

waafn (Injection molding) uag wiAluladnsius 3 06 leelvarsazarsiraefiouiivin

N1INANTULDINNGATVDY Carter-Brugirard Saliva laeildunansanslunisnen 3.3 lng

a

azangluihnauuiansusirainlessu (Deionized water) t¥ustuau 1.5 8ns wazindi pH

q

MELA3ad pH Meter leiusganas 6.8 vinisguutmeldusunanhateyioy 150 faddns U9

(%
=

asludninesuazinvuauniguud Tagly 1 dninesasluusenavlumetuiiu 2 nau A
FUNUIINNTFUIUNTAATUTUNGERAN 10U 5 gas wazBunuanmaluladnisiiud 3 86
o < =y ] s [ < o v 1

31U 5 anssiuilu 10 Juauly 1 dnines lnevitnasvmaasadudiuiu 5 30819
Wiguiilguiunsquutluiinauusansusimanlessu (Deionized water) Ingvinn1sussy

FUNUALDUNU
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M990 3.3 WEAYEIUNANVRIESHAT IUNaNesuN Y luuIde [31]

ansadl AN (NSU/E09)
Sodium chloride (NaCl) 0.70
Potassium chloride (KCl) 1.20
Potassium dihydrogen orthophosphate (KH,PO,) 0.20
Urea (KH,CONH,) 0.13
Sodium hydrogen carbonate (NaHCO-) 1.50
Potassium thiocyanate (KSCN) 0.33
Sodium dihydrogen orthophosphate (Na,HPO,) 0.26

(% 1
o

3.4.4.2 AnwraudAnisgaduin (Water absorption) wagn1siuudluianeiisy

(Artificial saliva test) YesnaAUaARNKEBALAE TARLASHBIAUTENOUNDAUAARNUOTANALKNY

a a ¢ v & a e v a a . . .
padillueanlys AITUNUNTUTUAIUNTZUIUNITEANAERAN (Injection molding) wax
wAlulagn1siun 3 16 (3D Printing) Iaeh@uinunduudluthaeifisswasdinauuseain

lovau(Deionized water) luusiagUntnasuvimsdadmiln antuldnseaviivyduusiim

v v '
A a a 4

fuvesdunuliwiwazyiinisdsnaeniesds vian sdsdmdnng 3 u Wuszezioan 30

Tu Tngvinstaninduaulunndninesinaasy antdudiurmuwamidesidudmadn

a X =
LNHYUAINEUNITN 3.5

Wo-Wy

%Weight= X100 (aun159 3.5)

Wy
g w; A UIMUALTUOITUNIUADUA AU
= H o & o~ o A
w, A UminTuenulen U Iedeu
3.4.4.3 Fnwin1sildsunladandvasneduanfiniadnuas Janiasuoinusenauned
waafnLedanaunsegiiotoanled vesuMUIUTUMENTEUIUNMITEANAIERN (Injection
molding) kazinaluladn sy 3 6 (3D Printing) Aoukazndsguusluiiangiguale
1304 Color reader nevinsintuglnuaglduasiuy daylight 3ne1 L a wag b a1nuutily

Aandua AE nuaunisn 3.6 wWefiansannisasuwlaanilnevinisindluyn

A0 19NYINNSNAADU
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2 2 2 ,
AE= [(L,-L,) +@,-a,) +(b,-b;) (@un13N 3.6)

'
1A

lng Ly, a; wag by Huaialdanfiununeunimedeu
[ I Ao 1% qy [ (%
Ly, a, Waz b, L UAMIAlAINTUMUNEINTAEa UNEY
3.4.4.4 AnwraudAniun1usen1snagn (Compressive test) AMUUINTFIUASTM
D695 AeluiesfinIuANuUM N 25 °C ¥FUNUNTUTUAIUNTEUIUNITAANAEAN
(Injection molding) wazwnaluladnisiiu 3 4@ (3D Printing) Inaldluanwaaauin 50 Ala
1du uazlddninnisne 1.3 ledunsreunil lnevadeunial Compressive modulus Lag
A1 Compressive strength ¥11N157AARUEATAY 5 TuaU WA RfswardIudewuY

1551

¥
A a

3.4.4.5 AnwANUULIINURY (shore hardness test) AIUNINTIIU ASTM D2240 U89
=Y P4 1% = a . n . ~ P aa
FUNUNTUFUMILNTTUINNITAANATERAN (Injection molding) uazinalulagnisitu 3 4
(3D Printing) IngldiA3a9 Durometer anawila Shore D dmsunaasunanadn neldlvan
Wwadaun 5 Aladadu ¥n1Ina lUULNURIT9ITUNL 911U 5 FUU LilonAadsnas
drudeauunnsgu

3.4.4.6 Anvnlassasedugruinelagldndosganssaudiannsouluudeinsa
(Scanning electron microscope) UDTUITUTNNTUNI1INAADUN1IAALAS (Flexural test) 1y

Y ! PN

YIBUNULIFAFILTLN LB INILLAT AP ALALDS Ma9aInUULN lUIAR D UNURISOELANAEND Y

[ a

wazwnanfAtumIewAlla Sputtering LiteUaanunisazauvaslszaliinvasinnimaaey

SEM Tagldfindavenegagn 2000 i1 ANHA19ANE (Acceleration voltage) 5.0 kV
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una 4

NANSVIAABILAZIATUNANMTNARDS

o s

MATeIT g UszasAiiiefnwinazmiagaunudmsulid ulagaseuilunisiun

nN33193A313 (Temporary dental crown) Inglutagiuiiaseuiiugansidiuuinyiiunain

[
o [

TanUsenvnediuesinninesasan \wu PMMA Fegapaanglusssuvdlaenn muideiidag
LWIARM I NauNUdmMIuNAsaUTlutInTINNR AR i Na N1 TadoaanglalusTTuY A

LazaNLIIUUSUMIBNTTUIUNTRNAA W 3 15 1Tpsniiaseuiiutiasiludnisldnuie

I a

2 damiintunewagyinmsldiulasuiinly lneTanngideaulathindnyife neduanin

q

o
v v a

a = a a a < a sal 1 av v a
uwedin Janeduaninuednidunadiweifiamisagesaniglusssunals dnvsdadenldluns
lTugUTRnUsuLu (Prototype) masmalulagnisiud 3 45 warlunuidellaviaiuus

a a a v a a ¢ A vy Yo Y} a ~ va a Y
W@aLLaﬂmﬂLL@%@@USNQ@QNLUUN@@ﬂI%@LW@IVT@JamﬂaLﬂfNﬂU‘Wuf\ﬁQLLagiJallUmL%\‘iﬂ’ﬂlﬁau

[ (7 (%
v Y £ Y

wazauURgananfgedy sadulunuideliagngivesiunmsianuasiinsevaudiigana
auURInNTou LazdudAnianienImveInediaafnkedauasianasioiAUsenouned
waARnuadanauiunsogiiiivuaanlan NUSHIM 5% 10% 15% wag 20% laeunin lng
1 t:’f( ¥ = ‘é’ a = = a 6 aa 1

HIUNSAUFUMeNsEUINNITanTUsUNaaRnvIawmAlulagnI siiuN 3 16 laguuin1svnaaes

[

pandu 3 Tunousl

poufl 1 ANHAY msgﬁugﬂLLazmsﬁqﬁ]ﬁLaﬂé’ﬂwzﬁﬁuaqwaﬁLLaﬂaﬂLLa%mLazi’a@La‘%u
asRUsTNeUNeiuanAnLolnnaLksagiileyaanly

poufl 2 MsdnwiandiiBena audinienniou wazautinisnisnmues
woduanfnuednuaz aniaiuesdusznouneduaninuedanannsegiiiousanludiiuium
Fenvestunuiituzusonssuunsdananain

poufl 3 MsfnwautAidana audAiniannuieu wazauUinianisamyssmodua

ARNLednLay anLasueIAUTENoUNaALARARNLETANaNNtRg i HuNaRN lANUTIN A ves

[
=

ey = v = A & aa
Fuaunvuguagmalulagnisiud 3 16

noul 4 Anwrandmmena audinianienin weduanfnwednuazianiasy

asAUsENRUNadLanfnkaTnNaNegiiilutoanlea Ui a NI JuLITuuly
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ansazanguaneisy (Artificial saliva test) ¥eIUNUNTUIUMENTEUIUNTAANAERNTTE

walulagnsiun 3 98

LY a vy

TaeluuAT8dl ARSI LARAAIENITAIUIUNINEDRA8AT IATIEUANULUTUIIU

M4FiE7 (One-way ANOVA) #eiiSvas RA. Fisher fiannandasiu 95%

4.1 ASHANUATNTSTUFUYBINBRUAARANLITALAL TEA AT NBIAUTENBUNDALAARNLITA
naNagiieuaanlyn
4.1.1 nsigadiendnealvansagiitonaanleandwinunisuTudgeanininuig

fneansanUssauluau APS alewailla FTIR

Transmittance (%)

044  — Untreated ALO,
1 APS treated AL O,
0.3 -—— 71—
4000 3500 3000 2500 2000 1500 1000 500

Wavenumber (cm™)

sU#l 4.1 IR Spectrum vesnsogiideusenledilaisiiunsuuugefiuiiaUntreated ALO,)

wazruNsUSUUauiMeanswenUszauleiau (APS treated ALO,)

1% (% '

nsUSuUgsuivemsegiilleneanlentuiediglvnuiivesegiiieysenleniiun
Aaumevylansenda(-OH) tuliuTunaianadaziinanudiiulatunediwes nuiuway

1% A a a a =< o & ¥ = = o aaa [
AIYABNBDALLAAFINLLD YA ‘\]\‘150’]L‘Uu@]aﬂ‘ﬂ?ﬂﬁﬁL%BﬂJﬂi%ﬁ’]U‘L%Lﬁu APS VIﬁ'W%J']ﬁi‘I‘V]"I'UQﬂiEﬁﬂ‘U

v v a

nyjlansanda(-OH) vewsegiivlvneenled uasiiiuiuneduanfinuedn lusnidedldy 3-

Aminopropy! triethoxysilane (APS) lun1susuussnuiiivesnsegiitilousanlyn lag APS
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anunsadvuRzeuuiiuinveseglifisusonledld [46] Snisansndondsraleiau APS
fvajiodiu (-NH,) ‘Luimaa%ﬁqs’?’fammiaﬁwé’umﬁ%mﬁ’wyj hydroxyl (-OH) fivanwanelgves
wednandnuodainduiusylalnsiaut-bonds) 1¢ Inelusuil 4.1 uanwan1siigasl
enanwalveregiifisueenlydmeinailn FTIR laglugns Untreated ALO; Aoriagiliiley
aaﬂiﬁﬁﬁﬁé’ﬂajchuﬂﬁﬂ%’wqqamwﬁuﬁu @3U APS Treated ALO; ﬁamaqﬁtﬁamaﬂiﬁéﬁ
riunsUfuUgsanmiuRafsansifendszaruluiau APS lugns Untreated ALO;
Muman13dud 3100-3600 e 1uveamy hydroxyl (-OH) Auagsumtsnsduil 500-700
et Wuveany Si-O-Al fidu APS Treated ALO, WURIWILINTSEY 3100-3400 e 1y
¥9any hydroxyl (-0H) Tngnuiniaaiuiduvesfiafiosningms Untreated ALO,
Lﬁmmmﬂmﬂ' hydroxyl(-OH) Uuﬁuﬁ’mmmaqﬁﬁamaaﬂlsdﬁﬁ?ulﬁtfé’hﬁ’]ﬂﬁﬁ%mﬁ’uam%am
Uszanuloiau APS iiaidumy Si-O-Al a'ﬂmaiﬁmmL%’mmﬁﬂﬁﬁmmwmmg hydroxyl(-
OH) fiAinanas uazny Si-O-Al ﬁLﬁmsﬁumﬂmaﬁwﬁﬁ%mﬁuﬂamgﬁwwmﬁuﬁ 500-700 cm'™
afuvesny Si-0-Al Stretching wudriinrnduiituduegiaiiuléddnlugns APS Treated

ALO; wananasweNUsraulaay APS enunsavihuifse vuiiuivesegiileueenledla

4.1.2 Han1snagdauAInsin1siia (Melt flow indexer) YaINaALAARNLBTALAY

o/

TaquasaasAUEnaunaaLanfinuaBanaNagiiiiunaanlyn

1
12 i
—~ 104
= —
=
=
W 8
=
g =
E 64
=
[=]
=
=
5 47
=
2 4
0 - —
PLA SA PLA 10A PLA 15A PLA 20A PLA
ANOVA A B C C D

gﬂﬁ 4.2 {an1SNAFRUATUNIS La(MFI) V8T NTUIUIINNTLUIUNNTOATANGERN

9



57

nsnageussiinisinaniswmaia Melt flow index (MFI) laaldlnanauin 2.16
AlanSuwazldaaumiilunismaaey 190 aeAgalduanIuu1nsgIu ASTM D1238 lanass
wandluguil 4.2 Avdviinislvavesvesmoduaninuedauas fagaduesAuszneuneauanin
LLa%maumaqﬁLﬁ&maaﬂlﬁzjﬁﬁm"mﬂﬁﬁfugﬂmﬂﬂizmumﬁ%m%mwmaaﬂ lagwoduansn
wedadiasudnisluna(MF)easwindy 6.84 n$u/10und naduanRnueTANaNNIeg ity
sonlasusunas 5 10 15 way 20% Inevuein fedeiinisiwaMF)aswWndy 7.87 n$4/10
W7 8.73 n$u/10u7 9.42 n$1/10UNTH waz 12.44 n$1/10unT mmEsy Wievihnnsiasies
ANULUSUTILMNGAET (One-way ANOVA) $ae/3Zues RA. Fisher fianuidasiu 95% wuin
TanaSuasrUsznouneduanfiniedanauniegiionsanleniinnuuansiaiuveseidyingg
va smL”iuwaﬁuaﬂaﬂLLa%mﬁﬁmiwaumaqﬁLﬁamaaﬂHﬁﬂ%mm 10% wae 15% Taetmiin
Tldfianuunnsnsesegaiinislua me’j%ﬁaLﬁuﬂ%mmmaqﬁLﬁamaaﬂlf?jﬁiumimam
it Arsinnslveiiuun i fituny Tnordinaslafifiuiumeienumiaves

¢ al

wedAwesnaeumaifianas WeRvnsandnyizeuntrvemteaiiiovesnledniidn vy

a

nyanay et weaiifleueanlununaniunediuesdsdanaliiensdiueslasugamg
uiavaaLaIsIANTINaNYetaglideusanledazluinsnsenivanglyvesned
¢l P & W a B . DXy
wesnvasuwanaileunateiluiiananuduaniunelulinternal lubricant) Wiiuszuune
a 13 a ! v a o sl 1 Y a ¢ a
AulonaNasihuuse denalvirnegiilonsenleafinauasiuaziglinediuesvasuivanin

sivaladnededu
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4.2 mamsAnwausAimanudeu sudidang wazaudAivnanienn vastuunes ua
ARNULaTALAzTaIESNRIAUTENOUNDALAA aﬂLLae?mwaumagﬁﬁauaan%ﬁﬁﬁugﬂé"a&J
NIZUIUNITRANANERN

421 wan1sAnyrauUANIIA2TN5oUR9MATiA Differential scanning
calorimeter (DSC)

wada Differential scanning calorimeter (DSC) tJumafiafidanwinisiudsuutas

naAuseuvesnediwesingluanidedfnwinoungiidne 30-180 °C 1¥dnsnslviaig

Fou 3°C¢/min neldussenialulasiau naaeuludaniiiiun1sdusumenszuiunisin

GRGGR
PLA
5A_PLA A~ ’\/—
=
@]
>
: VA
15A PLA
_ ___/\ ,\/,_
I T T T T T I T I T I T T T

40 60 80 100 120 140 160 180
Temperature ("C)

5U#1 4.3 DSC Thermogram Y@sfuauneiuanfiniadauay Janasuesnusznaunedianin

wedanaunsagiiiiuneanlynnTuUmensyuiunsaanaiain

a a

5UN 43 uanans1w DSC Thermogram ¥osneduaafiniadauaziagiasy
aeRUsznaunedLanfnuedanaunsogiiioteanlunretuunvusUfmenseuIun1Tan
wana@n (Injection molding) Wudﬁqmmﬁﬂa”ﬂmlﬁa (Glass transition temperature, T,) Taid]

mswWasuudadaei T, agluge 58-60 °C uansinisiunsegiivileneanlydlidmason
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Free volume v8iania3uasAUsEnoUNoduanfinuednnaunsogiiflonsenledvea iilo
#sUgUNInaRIMaT (Melting temperature, T, wuldidniswasuulasegramiule
in laeida1aglugae 153-155 °C uar 167-169 °C lagluauideves Douglas Hsiao [30]
asunelinnisiniia o eamglivaeuan (Melting temperature, T,) 2 90 lnguanudu
AN Ty BB T HuwannannnslianudeusifuneduananuodnanalifnanuLnneig
imdnqqmmﬁmaummmmsﬁu \Junafuinanumuifiuansaiuveandn (amellae
thickness) Tagian Ty WiRRINNNSRERLASARAlUNSEUINNNT Cold crystallization Tunauedi
T, Juraunanmsvasunanlunssuaunisldanudeu dsn15iia T,, tudswaliiAaia
Cold crystallization temperature(T,) ﬁﬁmagjﬁ 99-101 °C %aﬂuqmwgﬁﬁwaauaﬂaﬂ
LodalAnndng seninansyuaungliauson wdpeNeFuaARNLaTALaE TAALETY
osdUsenauneduaninuodnnaunegiidsseenledduliannsonnudnldodrsanysalluy
3zmwﬂ”’umaummdaLﬁu(CooUng) PINNTELINNTIAwaNaRn(njection molding) ied91n
woduanRnuedatuilaTRnsInraNideud18195991n9 1 Sues Daniele Battegazzor
LaeAy [47]

=] = wa % % a ) by % &
A9 4.1 NAN1TANYIFNUNNIIAMUTDUAIELNAUA DSC IUTUWQUﬂqiTW?\IT]NiEJUV‘ﬁiQLLiﬂ

o/

YDWUNUNBAUAARNLETALAL TAMESUDIAUTE N UNBRLaARNWOTAHALN g TN lYs

q
[

fugUsensyUIUMsaawaaan
Arede | Ty Tec Trns Tz | Hee | Hot | Hmz | %X
°Q) (°Q) (O CO | U/ (W) | /) | (%)

NeatPLA | 58.43 | 100.11 | 154.37 | 168.72 | 24.47 | 2.20 | -34.54 | 8.46

5A PLA 58.64 | 99.11 155.03 | 169.31 | 25.87 | 2.29 | -35.90 | 8.76

10A_PLA | 59.46 | 98.63 155.12 | 169.70 | 23.66 | 2.65 | -36.57 | 12.26

15A_PLA | 58.64 | 96.36 154.37 | 169.63 | 17.59 | 2.84 | -30.56 | 12.81

20A_PLA | 60.14 | 99.33 153.62 | 167.90 | 17.73 | 244 | -30.55 | 13.95

A9 4.1 wansA1gungIAR18UAT (Glass transition temperature, T,)

gaungiviaeuwiad (Melting temperature, T,,) wazUSunandniidwinliainaunisi 3.1

Y

wudthugns PLA $USunaundn 8.46% nediuaninuednniinnaunsegiiloueanledusunm


https://www.sciencedirect.com/science/article/pii/S0929664619303390#!
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510 15 uwag 20% lagu1undn JUSUIUNEN(X) 8.76% 12.26% 12.81% waz 13.95%
MINEIRU NNANITVIARBINUINTRUT IRt ienean ALY UTinunEnduuwiliug
WiNgeuny Leannasegiiiileneenlyavimiihiieulaiou nucleating agent Yagwten

v v =

laneldnediwesiuduindundnliinadeUsunamteglileneonlediuiulsuamndn

FNNUTUSL [48]

4.2.2 uan13Aneaulagsslalagvematuaninuadauas JaniasuasAusenauna

Auaminuadanaunsagiliiouaanlunniein3ase Rotational rheometer

4000

—=—PLA
—e—5A PLA
—4— 10A_PLA
—v— 15A PLA
~—420A PLA

2000

Complex viscosiy (Pa.s)

1000

—T—TTT T T ——T—TTT
1 10 100

Angular frequency (rad/s)

sUN 4.4 nsvanuduiuseninininunilafedau (Complex viscosity) AuadIud #
QauMinAaeY 180 °C YDINBAUAARNLETALAL TaAIESHBIAUTENOUNDTLAARNLOTANALKS

a a L3
el lleyeonlyn

nsAnuautidesleladeneinies Rotational rheometer wuuldiriulanzguuin
(Parallel plate) LLUU%J%’UmmSL%maJ (Angular frequency sweep) nsanulugieanud
(Frequency) 1 < @ < 100 Hz Tnslugu#l 4.4 uananswlanuduiussenitennunia
Fedfau (Complex viscosity) fuarail wodlaninuedauay faniaiuesdusznouneduanin
nedanaunsngiidensenled Taolurrsmnudlummaaeuil 1-10 ifsuseIud wuimed
wanfnuedanauntogiidousanlenuTunn 0% 5% uay 20% Tngrmiin wuirdinunie

a v d' v o Y] ) a a a a s S v & oA
L%Q%aumiﬂalﬂﬂﬂﬂu ﬁ'Ju‘W@aLLaﬂmﬂLL@%ﬂNﬂﬂJNﬂaq&lLuaﬂaaﬂleﬁﬂ 10% IWEJU'TV]‘Uﬂ UUUAIU
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nilngegadumszineafianudiiuldsswinmeduanfnuedauaznsegiideneanleduin

'
=

g Tnansynidunananginssunistnaiuy Newtonian Wunginssunisluaiiiedns)

q q

W@ouliuduag ldvinliaanuniladedou (Complex viscosity) iasunlas waglugisanud

lun1snaaeui 10-100 istAgusaduil nudnsmnnidusansmgAnssunislvaiuy Shear

[
a v

thinning WungAnssunisivafiliednsideuiintudinaliauniiafsdou (Complex

[ ' '
L= a & aa A

viscosity) veenadiuetanas laglusuideinistusumeiaiasiiun 3 4@ MldiaTesvin

o
d o

Fused Deposition Modeling (FDM) Ingiasossfintiagyinnisiasinweonunduduiaiues
lnedlidurugudnatsiameegn 0.4 Taduns AN 2 Tadiuns USuarnnusilunis
AunNAe 50 TadunsrAIUT F9a1u1sanIAdnsInisivalVolume flow rate, Q) wWazAONI

\dou (Shear rate, ¥) laanaunisi 4.1 uay 4.2 auaau

Q = mR*v aunsfl 4.1
) = 20 Aun3A 4.2

= — un"s7 4.
14 7R3

= A o oA Y N < P
LD R ADTALYDININNGY LAy v ﬂ@ﬂﬁ’]uﬁ'ﬂuﬂqiwmw

nAAslunsRuN (Printing speed) Tildlusuideiife 50 fadwnsaoiudi
A1UN50AUIUNIADAIINT IraLTaUS RS (Volume flow rate,Q) A1y 6.28 mm?/s
v} =Y a0 ] U a -4 d" 4{' o al U = a v
wagemsdeu dA1AY 1000 185ed FudiniluiisuiunsinauniafisdeuComplex
. . N | 1 PN a a a Y a I3 a a
viscosity) lugul 4.4 agwuinegludnnnedianfinuodniasianlasuaidusenaunaduann
woTanaunsagiillvnaenlen waningAnssun1sinakuy Shear thinning ¥199un L&A
2 a & L. i av & a & & a v
ANLSINITNUN (Printing speed) Nlglun153dvtinedanesiinnunilalfiagou(complex

viscosity) Nisndnalinedilasuaniialaisnsaluasenainimdn(Nozzle) lndireau
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4.2.3 Han1sAnNEILazN1sAATITRENTANNIANNSaudsnauuUlaundnduaswedua
aRnue@auazagLaiussdusznaunsduaninuedansunsagiionsanlud faeinTas
Dynamic mechanical thermal analysis (DMTA)

nAnwauTinisaueudinanuulaunfindsieinies Dynamic Mechanical
Analysis(DMA) Tagldlulnauanisinseuuy 3 9a (Three-point bending) AN aTun1
nadou 1 185m qmmﬁﬁmaau 30 919 130 °C yinn1sAnw1luda9uee Linear viscoelastic
PednTINsiaNseu 5 °C/min laglunisvageuaglansManudunusseningdn Loss

modulus Ky Storage modulus ﬁ’uqmmﬁﬁmaau

500

1 —=—PLA
4309 e 5A PLA
400 ] 4 —4— 10A_PLA

] H‘: v 15A PLA
350 - 1 +—20A_PLA

S 300—. v"";é

2 250 o

ch # |

o |

£ 200+ i

,_o] 150 < i \

100 E )
] i‘ “
50 4 : 4

0 P' i M 'I A ul it
30 40 50 60 70 80 90 100 110 120 130

Temperature ("C)

sUN 4.5 n3mANUdURUSTENINeAT Loss modulus ugmgil anudlunisnaaey 1

L] 9

[

8394 veaneduaninLedauayianasuasrusenouneduanfiniedanaunsegiiiloueonlen

1 | '

n3U7 4.5 Wunsmanuduiiusseninedn Loss modulus Augaumgivesnaduan

Anwadauazianasuosnusenaunadianinuedanaunsogiiiousanles lnua Loss

9

=

modulus 1JuAfnanifisnruaiuisanisuandassndsuvesianiolusawinsgiee
szuulavenavggdeluluglvesaiuiou A1 Loss modulus LuAkansdisaudmidena
YosTantuduilungAnssuialaalviscous behavior) Inglugasusnvesnismageuiigaumai

30 °C A1 Loss modulus diAtesiilasainimediuesegluaniuzaaisuni(Glassy state)
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\Weandalifmamalindneuia(Tvemedwesimbilaswasaneludasesiiuegiaiy
seilou dawnalviden Free volume NisanglanadiuesTsdulnilaginnisgaydendanuis

Woe walllawingamagiilusesaulndfgamgindiauna (T,) veanadues nuinen Loss

'
=

a1 a X 1 I3 PN a o)
modulus ummmqwuamas’mimﬁzquqqamwammﬂumamaauﬂizmm 65 “"C n1%

9 9 Y
¥

NTUBE939ALTIVBIAT Loss modulus ieeunangamgiilugasliingsauaategnewin
Weananvgyinlvangldveanadwesiinnisauln dunuieanuIttutslinediuesiinig

gadendenuegrunndlieinislienuiouunnediues

4500

b

L =1 = PLA
4000 3 "“ o 5A PLA
] * A 10A PLA
3500 - Y . 1A PLA
- *
= 3000 “‘"l-—l-’_i_ 20A PLA
=" ‘l..
= *
7 2500 A;
= } esesee,, v
2 2000 H %o “?
& !
2 |
g 1500 1 ";}\
“ !
1000 - |
.

500 —

k| &
0+ W
T T T T T T T T T
30 40 50 60 70 80 90 100 110 120 130

Temperature ("C)

5UM 4.6 n5maNuduRuSIENINAN Storage modulus AUaumll Audlun1VAdaU 1

[

8304 veaneduaninLedauayianiasuesrusEnouneduaniniedanaunsegiiiloueonlen

v 6 ! 1

NN3UN 4.6 Wunsmlanuduiussendngsn Storage modulus fugaumgiiveanad
waafnuwedakayianasusinusenauneduaniniedanaunsegilloneanlen A1 Storage

modulus wansdennuaunsalunisiunasnuetivesiandelasunsinseyininaieuen

oA

wuulaundnduazAunasnunduuiegsanysalidaniusinsgyineenainssuy suduai
wansivautmganavesagludruiilungfnssudanafn(Elastic behavior) 103340 Lile
NITUNUNNTTUAUVBINITNAABUT 30 °C WA Storage modulus VesNadLaAFn

Y

wednanauntogiieunanlanuiuin 15% way 20% lneunin dagegailindifusiu lned
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A1 Storage modulus gegnaguseu 4,300 MPa weduanfnuedauaznoduaninuode

waurdegilileneanlynuIunm 5% lagumiln 461 Storage modulus 58RI LaTNBELA

a

ARnLedaNaNnsaaiiiluteanlydUTuw 10% lagumtindiaAn Storage modulus Anfign g

[y

lugrusnvesmmaaeungamiidelitiveaumgiiadiewia (T,) vamediwesiinlulasaasng

meludniseesiuegraudussidauilen Free volume fignvinlnanelaweaiuasiinnisdulug

ISP A

laenuazanunsanniiundssulilaunnan Storage modulus vesnediuasIadiAgs ueLil

Y

a1

Wngaumiiliiinlndeumgiadewna (T,) wuind1 Storage modulus Yoane e sian
' 1 < A = a [ ¥ a a o) =
ADETaNaY uaranatad TN nlefgungiadneuia (T,) Naungiusvua 65 °C 39
gonndesiunanisnaaau DSC Tudanu wanadinedwesiinnsagyidenduegasinga

Wesonanglaiianisduluals
WaNAITUINAIINNITIATISHAIUTDUTINauUULAUI TN (DMTA) wuanlugas
gamadl 25 4 40 °C Fudugasnsldnuvesianaseuiiuiaasmuazasiiluldnielu vsnw

FoaUn Ineiilusianienyudagiiaungiunii 37 °C [49] wuinen Storage modulus ¥es

Y

o

aﬁg‘waaL:u@%‘waaLLaﬂaﬂLL@%@LLaz’J’aQLa‘iumﬁﬂizﬂauwaauaﬂaﬂLLa%mwammaqﬁLﬁw
¢ o d wa v oA v | y = ~ < & .
ponlun TULARIDANURAIY Elastic MATTANTT Viscous Fahandaannuiasnse (Stiffness)
vaadanlngdlan Storage modulus 8g3¥1i19.2,300 £4 4,300 MPa anadntunisidaruned
wesazlifansidesuillesaingumngiildanuiiamini gaumgiiadeui (T,) veanediues

woduanRnuadauayJanasNasRUTENBUNALARRNLeTANaNN IR TeNanlYn
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4.2.4 Nan1sANEaNURN1I5AEn (Tensile testing) YoIYUUNDALAARNLDTALAS
TagusuasAUsznaunadLanfnuaBaNaNHsgiiuseanluANTusUAENTZUIUN1TAR
N13ANIANTANITAUNIUADNITAITAUL NAFBUAINNINTFIU ASTM D638 83

5%

Fununuumenseuunsdanatadin IWvaaaduwn 5 Alailwu uaglidnsinisisia
5 fadwnssowdl annismegeuliazuansliiiufangfinssuvesiagluszninansliusfs
Inglamuagdanisisga(Tensile modulus) A1ANUAUMNURBLSIRA(Tensile strength) wag
1 f < ol % . a a a o a
AUBSLTUNTER o 9ALANYN (%Elongation at break) Yasnaduaninuadniay Janiasy

aeRUsEnaUNedwanfnLetnnaunsegillleueanlaludnsidiusiigeg

3000

55 -
2500 - HR I
o
|
2000 \ ete!
% \\ ///
Z N 4{,
= 1500 N
9 o2e?
5] Se0ess
9 20
U N RN 5%
8 P
= N 55
RN S
soo4 | 5%0%
tote
N et
0 - T T
PLA 5A_PLA 10_PLA I5A_PLA 20A_PLA
ANOVA A A A B C

sUN 4.7 Awegdan1saedn (Tensile modulus) Y0aTusTUNBFLAARNLOTALA L THALATY

L] U

asrUsTnauNeiuanfinLednnauregiileueonlen NvugUMenseuIuNIan

Y

sUl 4.9 uansAuegdanisisdn(Tensile modulus) vesweduanfinuedauas Jan
iSuasAUsENaUNeALaARnLeIaNaLKIealilutaanlyd nuimeduaninwadn (PLA) e
wanaan13A9gA(Tensile modulus) 2129.32 MPa uazneduanfnuadanaunagiiiy
oonlasuTunm 5% 10% 15% way 20% Ineviuin fawegdanisfdn (Tensile modulus
2146.20 MPa 2172.94 MPa 2654.49 MPa uay 2544.35 MPa snugndiu Wevinisiasie
Pe5n15N19806 lagldn193AT18RANLUTUTIUNILAYY (One-way ANOVA) A1e75999

RA. Fisher AU 0034 95% WUINNDAKAARNLETA(PLANUNDALAARNLOTANALHNS
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saliifleueenleduiuim 5% war 10% lagumidn linuauwand19v03egaan155eEn

(Tensile modulus) kaneiNsnauxsegiltileusanlynusununinit 10% lagumtdnlivae

' [
A a =2 !

Tneduandnuedailiuegdanisisda(Tensile modulus) sty uwineauanfnuednmas
nsogiiiounanloduiuta 15% uay 20% lastmiin wuirdiuegdanisisdin(Tensile
modulus) ﬁﬂ"]Lﬁuqqsﬁuumﬂm"m]'1ﬂwaaLLaﬂaﬂLLa%mmammaqﬁﬂamaam%ﬁﬂ%mm 5% Wz
10% Tnginiin uansindlenaunsegiiflousenladfiuimaminni 10% agdelinodua
ARnuonliAuendan1sisdn(Tensile modulus) figetu iosannsdelounsadioldsuuss
nsgvanmeuenléiBetu wideuumnsegiideveenledifuiiuie 20% dAmegdanis
fsda(Tensile modulus) anaudnieeiiieiisuiugasisinisnaunsogiilonoonledsl 15%
TnoanasUsvana 4.2% Lsuiugnsiiinisnaunsegiidonoonlodil 15% o19asdumsei
USinaurseaiivilsusonleaduiniiulusuianissiunquiuvesnegiiiloteenlyn dawali

Andugasauanudu (Stress concentration) 1t

60

[ ET
50 - NN S
N Z>§ : T
s =
%
= 404
(=T
=
S
k)
& 30
g
w
2
'z 20
o
H
10
0 I I l/ I
PLA SA_PLA 10 PLA I5A_PLA 20A_PLA
ANOVA A A A A B

(%
a a [y

JUT 4.8 A1AUATUMUABN1TANER (Tensile strength) Y09TUMUNBTLAARNLDTAUAL T2

idSuesRUsTneuNeiuanintedanaursegiilousonlen NTuUmenseuIuNIan

Y

31nN3UN 4.7 wangAIAUAIUNIURBN1TASEAFIgA(Tensile strength) YBIN
wanRnuadaLayianasueAusznaunadLaninLedanauntegiiuteanlen wuhdiany

A1UNTUABNITASEAZIgn(Tensile strength) YpswodLanfRnuada A1 52.57 MPa
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woduanfnLaTanauHtagililvneanlynuIun 5% 10% 15% waz 20% Taeivein i
ANUATUNIUABNISASEAFIgA(Tensile strength) 52.73 MPa 53.87 MPa 51.97 MPa Ua
47.94 MPa mudsu Wlevnisimszieneitnsvneadd Tngldnsiesesianuudsusi
V4Re7 (One-way ANOVA) #8733v83 RA. Fisher finanuidiosiu 95% wuituusaininy

=

§ngadn(Tensile strength) Wu 2 ngude nau A launnsduaniinuada

Y 9

AUNIUADNTA
(PLA) uaznoduanfnuedanaunsagililvusanlenusunn 5% 10% way 15% Tngtimin
naw B léun weuarfnueBanannsegiiilousonlusuTunm 20% tasthwin WoRiarsaly
ngy A nudldidauuand19r89AIAILAIUNIURBN1IAIEAE9gA(Tensile strength)
mneauihnanaunsegiideuoonlsdfuneduaafinuedaluyiinm 5-15% laetwiin Tl
danalvirnudnngu(Elastioniommauudansa(Stifiness) vesiananas uinoduanfnuedn
navnsegiidonnonleduunnl 20% lnenimidn nduwuhiidaaudumusenisisdngsgn
(Tensile strength) WANA19RINNGN A TAETAIANUAIUNIUADN1TAIEAGGA(Tensile
strength) anas 8.8% gy funaAuanAnuedn(PLA) osunanilonsegiidonsonlediin
mssaunguiudugasiuenudu (Stress concentration) yinlianausuM U137 eEn

asan(Tensile strength) anas

6 -
< I
R I}
5
s 41
= -
.g T E
< X
) Taded
= X,
2
ML 24
0 T T = . T
PLA SA_PLA 10 PLA 15A_PLA 20A PLA
ANOVA A B B (¢ &

¥
a a

JUN 4.9 Adesigunistniigauaniin (Elongation at break) vesduiunadnanfinuednuway

TaoasuesiusznauneduanfinuedanaunsegiileusanledNTusumenssuun1sin

Y
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a

JUN 4.8 wansAasidunisBaiigaunniin(Elongation at break) Yoaneduanfn

9

wednuay JanasesAUTznounadLaninuadaraLKtealiiluteanlys 1NN1TNAGRUNUI
wodlanfnuedadandedidunsdniigaunniin(Elongation at break) 5.08% uazneoduandin
woBanannsagiifisuoonlafuiina 5% 10% 15% way 20% lngtwiin Sedesidunisin
figauAnvn(Elongation at break) 6.68% 6.93% 3.11% Az 3.52% AWa1fy Wlevin1g
AATIZAEIDNITNEDR Laeldn153LATIE9RNULYTUTIUNIAAEY (One-way ANOVA) g
Ao RA. Fisher innuidiosiu 95% nuiilanuefidunisdnfigaunniin Elongation at
break) wisseanidu 3 nqude nqu A ldwaneduaniinueda(PLA) nqu B wedlanfnuedaney

regiiiloneanlanuIuna 5% wag 10% neniln wag nay C B WodkanRNLeBANALKY

a

saillleneanlynusuna 15% wag 20% taguvin 21AN1TIATIEANNETANUIY NSHHLNS

=

safiileneanlydu3uia 5-10% neumdn dulifinnuuansisvesrivasidunisgaiye

9

uantin(Elongation at break) wiiilatiyusunaniogiitlensanlanusuu 15-20% duins
anasvesAnlasifunisinfigaunniin(Elonsation at break) ag19uin lnganaduszuio
40% wiguiu PLA anusilesunainnissiunquivvesssegiiflenesnlemindugasiu

AMULAU (Stress concentration) WadwsIu1nsEyinanngusnyibiniswasulnivesansls

=3

Jululsendainnisuaniinlddis iefasanaudfianidiuniusanisasnlae saunun

a a a Ao s A T w g Ao a
WaaLLaﬂmﬂLL@%@NGMNQBQNLUHNBBﬂ‘l%@‘Uimqm 15% I@EJU']VHJﬂ LUU%@iVIﬂW?j@I@HWqumq

a

| £ 1 < A = 1 ¢ @ A Y]
mﬂmmmmumumamsmaﬂqmﬂﬁensde strength) ANUBILTUNITIANYALANIAN

q

(Elongation at break) kageandanisnsdn (Tensile modulus) Mivsnga
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4.2.5 nan1sANEauURAMUAIUNIUABNNSARLAY (Flexural testing) YB9YUITUND
Auaninuadauazianiaiuasdusenounaduaninuadanaunsagiilionaanled NYugy
A2ENTZUIUNTIAN

nsAnwaudRfiunIusanI1IAALAILANYIAINNIATEIY ASTM D790 Tngllsalu

IuAfRIBLUY 3 90 (Three-point bending mode) Y0FUNUNTUFUAIENTEUIUNTAN

NatERn telNanwadvuIn 5 Alatifu kazlionsinisna 3.5 NaalumasAauld 31001

a

naaeuiazuansliiufangfnssuvesianluszninanisgnanliainusanieuen Taglimn
waeAUFNTUSANNAUNIURBN1TARLA(Flexural strength) ANLlUaIALLASEA B 70
WANWN(%Strain at break) vawaduanfnwednuLayianasuerUsEnoUNDALAARNLTNEAY

waegilileusanlunludnsndiusmneg

100

90 -

.
80 1
704
[ SN
n_‘ 4 ‘\\ "
= 60+
= NN
2 504 NN
7] ) N
= 407 N
g 1
5 304
[y 4
20
10 \
U \ - ] a A
PLA SA PLA 10 PLA I5A PLA 20A PLA
ANOVA A B B B B

JUT 4.10 Armnusumunisaalas(Flexural strength) Ya33uinunedivanfinuedauay o

%

ieSueIRUsENRUNRALAnRnLedaNaNntealilutean leANTuUMENTEUIUNIEA

SUT 4.10 uanarAuFuMuNSFnlAe (Flexural strength) vaameauaninuedn
LAz TanasussnUsenouneduanfniedanaunsagiillouaanled wulweduanfinuedn
(PLA) §A1ANNAUNIUNNSARLAS(Flexural strength) 48 MPa warWoauaARnLoTANENK
oafilounanlafuiunn 5% 10% 15% uay 20% lastnin deranudiuniunisdalds

(Flexural strength) 83.94 MPa 83.95 MPa 80.38 MPa @z 80.10 MPa mudidiu wieviinis
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AATIEAMEIBNITNIEDR Lagldn15IATIEAANLUTUTIUNLAET (One-way ANOVA) A3
Fwos RA. Fisher finvunidesiu 95% wuiwngasitinswaunsegiifonoonledadlusinn
WANANVDIAIANATUNIUNITAN LAY (Flexural strength) I7iguiuneduwanfnikoda(PLALAY
anasInan 11.4% luneduanfinuedanauntegililoteenlunuTuia 20% Tnetiwidn An
WgUuPLA LwiLﬁamanmaqﬁLﬁamaaﬂiﬁﬁéﬂ%mmﬁLﬁuﬁuﬂé’uhiwum’mumm&i’mmaa@hmm
AUNIUNNTANLAY (Flexural strength) vaneanudtksegiideuaanlenaunsadiulanu
wodwesiunindaanalinunngu(Elastic) nseAAuLLn3a(Stiffness) vaaiananad

\eadintoeiudenadesiunansaaeuAIAUAUNIURDNNSAIEngaaa(Tensile strength)

VBNIER)
5
4+ I T
é %
= 31
g
O
E
g
£ 24 =2
5]
B
14
0
PLA 5A_PLA 10_PLA 15A_PLA 20A_PLA
ANOVA A A A B B

=1

JUN 4.11 AasiguauaIen o 3ARANAN (%Strain at break) ¥03uIUNOTUAARN

wednuayianasueiUseneuneduaniniedkauniegiidueanlyn uugUaiensyuIN1g

=
P19

gﬂﬁ 4.11 uaneAnUasiiunuATEn o 9ALANIN (%Strain at break) Yasnadug
ARNLedALayTanLaTuIAUsENaUNDRLaRRNwaTANALKIBgiillausanlen nudmeduansn
wadn(PLA) dAnUssiduaunien a 9aunnin (%Strain at break) 3.97% wazwoaduandn
wodnnaunsagiiioueanleduinia 5% 10% 15% uay 20% lagtmiin fendesidu

ANNLATEN B AUANTAN (%Strain at break) 3.75% 3.77% 1.98% Uag 2.43% ANERU
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dlovnsieseiiiedsnisnieadd Tneldnisinseinnuulsusiuniaiies (One-way
ANOVA) #eii5uaa RA. Fisher fiennuidiasiu 95% nuinAesifunnuiedon a qaunnsin
(%Strain at break) wusoenidunagu A laud weduanfnueTauaznoduanfinuoTanauns
ogfiflsunanlsdusuta 5% waz 10% tngtmin ngu B ldud neduanfinuedanauns
ogfifisueanlefuiuin 15% wag 20% Tastwidn Taglundy A wuinisfunsegiiden
panladil 5% U 10% TAnUssidunuiaien u 9auANTN (%Strain at break) anas
ntien usilalldumnsinedulumeadd Faunnsnsanngy B Asinsidunsegiiionoenluii
15-20% Wu3ndn1sanasvesauasifuainunien a 9auanin (%Strain at break) aes
FarauuazuAn9INNgL A LansinaiyTameegidloueenlusd 15-20% Tngruiin

ziinn1ssINnquinve e giiflonoenlydladenalviiingasiuainuiAu (Stress

concentration)
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4.2.6 HaN1SANWIENURAAMUAIUNIURBNISANDA (Compressive testing) VD9

FusuneduaninuadauazdaaleuasAusznaunaduanfnuadanauntagiiieuaanlyn

= b4 =
‘uugﬂmanizmumsaﬂ

=2

N15ANYIENTRAIUNIUNITNATAUUNINITNAGOUAINUINTFIUASTM D695 V0

4

5%

WNUTVUFUMENTTUIUMSEAnatainiagnszuIuMIRuiam 3 45 Ingfuguauaulnd

2D

YUIARTINHULINTFIUAANUNTIN AU WagAINEIRD 13x13x26 Tadiuns Tdlvaniwad
yum 50 Aladhadiu Snsnsnedn 1.3 fadwnsdewil lnenmadluil 50% vosanugasusiu
A 13 Tafunsuagyiinisvganaaay mnmsmaauﬁazLLamﬂﬁLﬁuﬁawqaﬂﬁsmaﬁaﬂu
sEMi19n3gnnadanusInteuen tneliafuansnuduiusdnegdanisnada
(Compressive modulus) vaaneduanARnkednway TaniasuesrUsenaunaiwanfinied aray

waegilileusanlunludnsndiuse

3000

2300 + T =

2000 - SN

15004 oo

1000

Compressive modulus (MPa)

5004 oo

% e

i R :
PLA SA PLA 10A PLA 15A PLA 20A PLA
ANOVA A B AC AC C

0

(%

JUN 4.12 Awagaanisnadn (Compressive modulus) Yesiucunadianiniadauayan

q
%

ieSuesRUsENRUNRALARRnLedaNaNNtea i lutean leANTuUMENTEUIUNIEA

N3UTN 4.12 Aegdan1snAsa(Compressive modulus) YesnadLaARNLTALAE

[y

TaowauesAUsznaunedlaninuedanaunsegiiillouseanled nuitweduanfnueda(PLA) &

oM

wegaan1snAda(Compressive modulus) 2170.1 MPa WAz WOAUAARNLDT AN
pgiflsueonlanuTuam 5% 10% 15% wag 20% lagu1viin dA180gaan15NAdn
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(Compressive modulus) 1833.94 MPa 2269.49 MPa 2344.03 MPa 2469.67 MPa e
NTAATITIIBIONIINNEDR 1ngldn19IATIERAMNLUTUTIUNREY (One-way ANOVA)
§e35vee RA. Fisher finnudioriu 95% lnan1s3as1eia Lﬁamammaqﬁtﬁauaaﬂ%ﬁm
U7 5% Tnermin ABRaan1INABA(Compressive modulus) anaundlofiutunedua

ARNWBTA(PLA) LiaUsuunsegiiilousanlenagi 10-15% WUIAINBATANITNADA

v
[ 2/ ~ d [

(Compressive modulus) daninduldniseiiioisuiu PLA uadildiiniusgranude

Tuneadid udilouSununsegiiiledeanladeg 20% wuimuendanisnada(Compressive

Y U

modulus) ANULANAIINNNOALAARNLDTA (PLA)
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4.2.7 HaN13ANEIAIMULIIUUNURIA1INATA Shore hardness test YBITUITY

waduanRnuadauaziagasuasAusznaunaduanfnuadanauntagiiideusanlynnvugy

4 =)
NIYNISUIUNTIIRN
70
-
60 ES
1 +
0] -
T e %
phasstens 255
fa) o) s
o 404 \ e o
) <
E N\ o 5
Wl $ x
S 304 ) Sa ores
= ‘ s %
T N i "Q‘.
20 4 2 : S poees
N o S %
N\ Lo
10 B o
e S 0%
0 N : \/ s fote!
PLA 5A PLA 10A PLA I5A PLA 20A PLA
ANOVA A B C C D

% [

=

JUN 4.13 AnanuudsnvuRa (Hardness shore D) ve3dusmuiitugusiensyuiunisin

Y
a ¥V CY

ﬂ’ﬁ‘Vl(ﬂﬁE]‘Uﬂ'J’mLL%QﬁﬁUN?@’JSW’Jﬂ@LL‘UU Shore D FANNIRTZIU ISO 868 UDITUIU

MugUaensruIunsaanaain lagldlvanvuin 5 Alaliadu 303U 4.13ua03A1A38
[ 4‘.’ A aq v a a a a @ ::{":g{’ a
WIMUUNURLINEARINNSAERY WodkarRnLaRA(PLA) JA1ANULIIANURL (Hardness shore

D) 48D uagnaduanAnuadanauniegiiiianoanlynuTuis 5% 10% 15% waz 20% lag

(% Y
CY

dmdn dAnmnuidsiiiufa (Hardness shore D) 53D 56D 57D tag 61D auandy Liavin
MMTAATILAMILIDNIINNEDR Ingldn1sIaTnginnuiusUTIunIaien (One-way ANOVA)

MEITYes RA. Fisher 1AU@atU 95% wulndlawiuuSinansegiviousanlandinalviad

¢ Al a a1 oa X d' a a s a N oa X A o
AIMULLUVINNUNINATILNNUY I@EJLN@NaNNﬂ@QNLUHN@@ﬂI%@IW 5-10% HUANNWUYULUDLNYU

v

c

PLA Tun19adid weiidlaiinuunansegiifenoanlenn 15% nuind1annuudeinuialid

ANULANENAUUTIIN 10% luneadd uastiloUSunansegiviousanlann 20% fir1Ax

% Y (%

2 A a v A aa a X & Ad a a d'
e uR ANt uUTINN 15% luneadii nsiiudureInnuudaniuibivesuuile
USinamsegiifisueanleniiudunansitnsegiiileteanlenaunsanssaedvesaynalan
Tumsndneduaninuedalasdunalaainmaia SEM Alin1snszatefivednegiifie

sonlenlantugnsninisiunegiiieteanled 5-15% lngumin
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4.2.8 HAN1SANYIENTRAAIUNUNIUABNITUAY (Abrasion resistance) UagaIyl
NUN1UABNI1TENNTD (Wear resistance) ¥as¥udrunaduaninuadauazianiaiy
aaﬁﬂsznauwaﬁLLaﬂanLLa%waumagﬁLﬁauaanleaﬁﬁ%ugﬂé’wnizmumiam

ﬂ'J’]iJWUW'WUG]IE]ﬂ”ﬁSEJJ@Q (Abrasion resistance) LAZAUNUNIUABNITANNTD (Wear

. Id o Qy v a a a a
resistance) 1uUN15NAFULASTNTUIIUTUIANTIG 25 TAALUAT 8717 25 Taaluns Lazuul 6

(% [
a

fadwasuinisdamenseaunsig vinn1stagiunulianunuivesiuanumeld 2.54
fadwns waslUfiouiuTunuiiogslngnsAuIamLaNnIsi 3.2 @UANINUIUAD
nsanwse (Wear resistance) ¥innsdntunuiuszezian 20 undt Inedsimeinduaunou
LayndimsnageuLasim e lumuInLaunsi 3.3

A15199 4.2 ArAnununuAen1sing (Abrasion resistance) Ypanaduanfnuiadauay Jan

iESuesRUsTNRUNRiuanAnteBaNaNHwegiiileneonlyd

Fregnatuay | Sauluseunistaieie S.D Abrasion resistance

(sav) (%)

PRE RN 190 1.52 -

Neat PLA 960. 17.34 504°

5A PLA 1081 88.74 568"

10A_PLA 1083 116.73 569"

15A PLA 1130 112.18 593¢

20A PLA 1135 69.63 596°

a ' ' o . . iy ay v
NATNI 4.3 UAAIANATINUNIUABNTTTAY (Abrasion resistance) Ye4¥UUTNLA
NNAATUFUNAERN TneluSeuiiguiumediansgiu lagvitnstaduauy 3 Julayvi
' a o ' a a a a 1 Y] . .
ANNRAUNUNUIINBAKARANWITA(PLA) IAIAIUNUNIUABNITUAG(Abrasion resistance)
504% uazwaduanfnuadanaunsagiilonsanlonuiuim 5% 10% 15% uay 20% lag
UmindAraiununitudeani1siag(Abrasion resistance) 568% 569% 593% uay 596%
MNAIFU LEYIINTIAT IR ETEN1INeERR lnelin15aATIeiauiUIUTIuNILRe]
(One-way ANOVA) 93835984 RA. Fisher #A3M31305Iu 95% nuiniledin1suasiegililey
panlenasliusunn 5% wag 10% lagtdinin wudnAIANnUNIuAen1sTAg (Abrasion

resistance) IANLNNTURANAIINNEALAARNLETA wazilloiuUTuauntegiilisueanlynd
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15 way 20% LaguInLn W*u:i’]ﬁmmLLmﬂmwaqmmmmumuﬁami%’mg (Abrasion
resistance) Liguiuneduanfinuedn waznoduanfinuedanauntegiiiousanlenagly

Y3104 5% Lay 10%

A1519% 4.3 ANANUNUNIUABNNTANNTE (Wear resistance) YoInoaUAARNLOTALAL 1210

La%uaqﬁﬂﬁzﬂauwaﬁLLaﬂaﬂLL@%mmammaQﬁLﬁamaﬂI%é

FrognsBuny | vwnneu | tvidnuds W,
NAFHIU NAFHIU (g/mm)
Neat PLA 12.47 7.80 0.1868"
5A PLA 12.68 8.26 0.1765"
10A_PLA 13.15 8.76 0.1759"
15A_PLA 13.34 8.99 0.1741°
20A _PLA 13.70 9.50 0.1681°

Qq' | | P . Y AV v
1NA1TN 4.4 WEASAIAIINNUNIUABNITANNTE (Wear resistance) Yo4BUITUN LA

a r:’f{ a ) = LY 1 : ‘gj ) !
INNAATUFUNAERN IeeiuTeumeuiuimeg 19u1n g Iu Inenaaauiuny 3 Julaziiian

Y ! < 1 A v = =y a a a S
wnadeiunudi Tngkanddunl Wr AgdnsinsannIoveedudiu weduanrnuadn(PLA) e
AMUNUNIURBNITANNTO(Wear resistance) 0.1868 ¢/mm LaLNaALAAANLOTANANKN
pafilloneanlenUSinn 5% 10% 15% Wag 20% lngumin deaununiuden1sdnmse
(Wear resistance) 1765 ¢/mm-0.1741 ¢/mm 0.1681 ¢/mm ae 0.1681 ¢/mm 31AN1T
NAFOUNUIIANANUVUTNUABNITANYTE (Wear resistance) diianadiiiousunaunegililey
ponlengedu lnua1 W, Aednsin1sdnnsevesiansliatesiuninennuindaniionsinig

=2 o a4 o a Y aa aa % a ¢ a
dnvsenduazidlornsiaTeinigsn1svneans Ingldnsinsigianuwlsusiunnasen
(One-way ANOVA) a2873589 RA. Fisher fin111139371 95% Lanan1siiasigiinieiins
a A sa |a 96’ L% 1A ! 1

Haurseaiionaanlennusunm 5-15% tneuntn wuIniaULANEIIYRIAIAINNUNIY
MBaN138an150 (Wear resistance) Wlalfisufiu PLA usnaduanfnueadanaunsogiliiloy
panladu3unn 5% 10% wag 15% taeuiniin LidauwnndaedaInnunumIuseniIsan

%58 (Wear resistance) lumsadia usdiilonaunsogiifousanloafiusuiu 20% lngumin

NUIANANUNUNIUABNNTANUTD (Wear resistance) Annniilaigufiugnsdus
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A a 04 =4 a a a LY a
4.2.9 NamiﬁnmwumsaaLtmnwn%awumuwaauaﬂmnLL@Wu,amamasu
[ a a a a A o‘d'g ¥ S Y
mﬂﬂisnauwaau,aﬂmnLLamwaumagmuﬂuaan'lmmugﬂmﬂnizmumsam Tna Ty

ndosgansIAlBinnIauLUUdaInTIA (Scanning electron microscope)

) C \

San s AN ’_ e
D5.8 x500 200 pr

e S e, .

et gl it 3 4> Cre & e J/ 4 J 5. N
10A PLA D61 x500 200 um 15A PLA D56 x500 200 um

SUN 4.14 NURITBULANTDITUIIUYDITUIIUNDALAARNLETALAL TAALES UDIAUTENDUNDA

v 9

wanAnuaTanaunsegiiuteanlenituumensyuiunsia Memeatia Scanning electron

microscope(SEM) Aifidsans 500 i1
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n1sfnwlasiadmdugIuing19iunas ganssauBianAsouLuUdeINsIA
(Scanning electron microscope, SEM) 1uwmaiiafianunsavsuendnuuganudiiulave s
noduaninuedaiunegiiilloneanludlaginn1sfnyIN NURITOEULANVBIYUIUNEIH Y

NINAABUMEAIINATUNIUABNTTAALAI(Flexural test) TuguR 4.15 uwansdnuaizuRsee

o
v A

LANYBIFUNUNTUFUAIENTEUIUNITAANAEAN Wudmeduanfniada(PLA) Tududl

]
a

W RnssUNITLANTLUUW 1w Brittle fracture) Taedunaldandnvaeiiiuisesunni
maudauazAeut1adeu ieRasunluneduaninuedanaunsegiifonoonluduiunm
5% wuihiiuinsesuniidnunsfivgussuasinanssnedesssegiifleueenledlummy
Sndneduaniniedn wazneduanfnuadanauntegilidoneanlunuTunn 10% danvay
fufnsesunniioutugns 5% winuifisessesnimvanosnvensegiieusenlasi(pul
out) 8aNANUNINTUDINDRUAARNUDTAVAIUA UL UazHaALaARNLOTANANNIDgIL LY
oonladuTuin 15% fu 20% Inevwih wudddnvmgiuisosunnviiougns 5% wagd
nsnaneenvesntagiiiiousantad(pull out) wileudugns 10% wAlinTTNANAUVDINS

a a

saillleueanladuaznisvanoonvesiseaiiiioneanlenvuiaivg uavlunngnsninisway

Y

raegiiloneanleanuitdosingeninnealiutsanleniasiunindvoineiuaninieda

Uuildnuaereudauauwanidmsegiilluueanlenuar noduaafnuedndnanunsadniulea

v '
A a

wazdnsdamieatuiesanleviinsusuussiuinvosegiiilewsenledieaisiden
Uszauloiau APS uazainnandsfinwilassasanisdugnuingmuindanudenndesiuna
mMnegeuanURAdena lagaAendanishsda(Tensile modulus) UagABATANITNITNASA
(Compressive modulus) luneduananuetinuaunsogiieueanlanu3unm 5% 10% uag

a a

15% lgumiln daingauiloUinamiegiifievsanloniudu warnoduanfnuodnxay

a a s 1a 5 v & a v a o sal
wangiiiiloneanladuuin 20% laguninduianisrunguiuveswiegiiilloteanlyni
wInnIMIsnannsegiilionsanlydusuin 15% dwalvid1uenaanisfsgn(Tensile
modulus) LagANBYFAN1IN1TNABA(Compressive modulus) Y8IN1THANKIBG TN

ganleauTunn 20% dninswaunsegiionsenlenuiunm 15% tngumiln
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4.3 wansAnenautinteaudeu sudidna wazaudinisnienin vastununedua
ﬂanLLas?JmLazi'aqLﬁ%uaaﬁﬂiznauwaﬁLLaﬂanu,as?mwaumag&ﬁauaan‘l%ﬁﬁ%ugﬂﬁw
walulagnisiun 3 46

431 wan15AnwIauUANI9A21u30U Ar8mAla Differential scanning

calorimeter (DSC)

ULA T N
~\ J\[‘
SA_PLA

_ﬁf_J\

N
=]
>
m
R W
20A_PLA
— —
I ! I T | T I T I ! I ' I T
40 60 80 100 120 140 160 180

Temperature (°C)

[y

5UM 4.15 DSC Thermogram 983¥us1unoduanfnlodauasianasuosnusenaunodig

u 9

3

a a a a P 1Y ~ a aa
ﬂ@]ﬂLL@‘UﬂNaNN\T@QNLuau@@ﬂl‘ﬁﬂﬂmuzﬂ@'ﬂﬂLVW’]IUI@EJﬂ’ﬁWlIW 3R

JUN 4.16 wanans1W DSC Thermogram Y8daneduanfnuadauazianiasy

asRUsTnaUNedLanfnwednrauNtagiiilsueonlun Ui auand iUl U U U STY

4 aa

sUsmalulagnisiiud 3 I/ wudrgungiindieuni Glass transition temperature (T,)

'
1 3 = 13 a ¥ a

a . a a a ¢ A
WAAINA Endothermic 88199mau tpsantumaluladnisiun 3 1/ @unadiueswilaoan
21N Nozzle ulzduadiuaInIalaense deualidunodasulinnisidusiaiagia
I35 ludunefiwesiniuieonuazegluaniugadnewia(Glassy state) 1nninAy
& P P v v A A = Yo =~ =
Jundn waganugadienmiuwiliuingliadosuazavildouliiandanuuiuasiusie

UINTU FITYNNIINTEUIUNAT structural relaxation #38 physical aging [30] @aun)i

naouLnal( Melting temperature, T,,) wuildfinnsasuulas wazUsingia Cold
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[
=

crystallization temperature(T..) Wutganuivludiegrenilaannssuiun1sdnugy

wanadn(injection molding) kansinedLanfnuadauaziaiussnliznounedianinuade

¥ o
&Y

Waunsegiileneanlyandusumeinalulagnisiiud 3 48 dulidawisannudnldegig

anysalluszninansviaeldu

A1519% 4.4 Han1sANEIANURNI9ANUSaUMEMATA DSC TUIUADUNITIAAINULSDUATILSA

YoWUNUNBALAARNLeTALAL TanLaSUaIAUTENaUNDRLAARNLOTANALNIDg T Hua BN s

5%
6 a

nugUmewmalulagnisiud 3 4@

A0819 T, Tee Tt Too Hee | Hni | Hmg %X,
(@) (@) (°O) (°O) e | U/ | U/9) (%)

NeatPLA | 61.88 | 101.78 | 155.16 | 170.74 | 14.25 | 1.97 | -22.47 6.72

5A PLA | 61.23| 96.20 | 15353 | 169.89 | 19.46 | 4.11 | -35.21 13.17

10A_PLA | 61.48 | 96.20 | 153.42 | 169.63 | 2050 | 4.24 | -35.97 | 13.42

15A_PLA | 63.77 | 94.45 15259 | 168.55 | 18.88 | 3.82 | -33.42 14.56

20A _PLA | 62.73 | 9334 | 15315 | 170.07 | 17.51 | 4.41 | -32.41 14.10

MNM15199 4.4 LEAIA1aniAa18UN 1 (Glass transition temperature, T,)
gaungiviaaumai(Melting temperature, T,,) kazUSunandnvesusnuilaaininalulag

[ a o

ASANN 3 TR AialAanaunIsh 3.1 numeduaaanwkeda(PLATUSUMKEN(X) 6.72%
woduanRnLeTANaNNtagitleteanlenUTINM 5 10 15 Uay 20% aguimitn USunundn
(XJ) 13.17% 13.42% 14.56% Uag 14:10% m1ua10u lagnuitileUTuinnsagiiiioy
ponlaaliiuTu Usinamaniiuwildumiingduny wansinsegiiloneenledtuiielined

a = a = vy X = a o s v & =
waafnuednaunsaiiandnladiedu iesanusegiileneanleniidnvazidunsnaud

Wisulailou nucleating agent Yrelineduanfinuadnauisaiinuaniadnedu
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A15199 4.5 U%mmwﬁﬂﬁLmﬂ&iwﬁ’umaq%umuﬁ%ugﬂé’aaﬂizmums%wmaaﬂLLaz

wialulagn1sian 3 38 annslinnusauniansn (1% heating scan)

Frege | nszuaumsdawanadn | waluladnisfiudt 3 T | Usunamdnfiuansnatu
(%)
NeatPLA 8.46 6.72 -1.74
5A PLA 8.76 13.17 4.41
10A PLA 12.26 13.42 1.16
15A PLA 12.81 14.56 1.75
20A PLA 13.95 14.10 0.15

%
= 14

a = a a a ' ) ey PR =
LWLUTIUMIUUSUIBIHAA (X)NANANAUTDITUIIUNTUTUAIBNTEUIUNITAN
panaRnLaztnAUladnSRUN 3 05 ALEAIlUA1597 4.5 NUIMNeALanRNwaRA(PLA)TINS

anavaIUTUNKEN 1.74% waznweduanfnuedanauntegiiidoueanlunusuin 5 10 15

[y

wag 20% Taemein dnsiiuduvesUSinalkan 4.419% 1.16% 1.75% uay 0.15% maais

%
a

= ~ A = A 13 Y =
ﬁnﬂﬂﬂ']iL‘UiEJCULV]EJUWU'J']Uiuqmwaﬂiugmimmﬂqiwaﬂ ENE]QNLu&u@@ﬂl%@m@ﬂ%uqquwsﬂugﬂ

Re

memalulagn1siun 3 TANUIUSUIMRANNININNINUNUNTUFUMENTEUINN1TAATLTY

Y
a & w a X Aa aa s A s o
waradnantes lngiinduningalugnsninisnaunogiioteanlenusuim 5% lagumtin
)~ ) a a YA o Y a = .
wsziinisnseneimvesegiiilisyeanledldadwimihiseulaiiou nucleating agent
wildlaUTunaunseaiiifloneanlenuiuasdununnisiiuduve sUsinandnnadutosaae
Weasnaniinnssunquinvesiogiiiiteenleddwalviaudfaiu nucleating agent

anAI IUTIIUNENTDITUNUNFUMENTEUIUNTRAKAETUNUNTUUMEIAlLlaENT

A 3 05 Tanuwansteiulaunn
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4.3.2 wan15ANYIFNUABINAYRIYRITUIUNDAUAARN LT ALA L TaALATY

[3 a a a a e’t:l'tg 14 = a 1 aa
E]\‘iﬂﬂi%ﬂEJUWE]aLLﬁﬂﬁﬂLL@‘UﬂNﬁNNQBQNLu&lu@@ﬂlﬁﬂﬂ%u5ﬂﬂ’)&lL‘I/IﬂI‘I.JIaEJﬂWiW&IW 3 un

Y

1200

1000

—
3
S 500
2
wn
E T
e <K
S 600 NN
B .
- R
S 400
£
5] SO
O
200 4
\
NN
o NN % oo

PLA SA PLA 10A PLA 15A PLA 20A PLA

ANOVA A A AB AB B

5UN 4.16 Asagaan1Inasn (Compressive modulus) ¥esfiununaduaninuadniayian

a I3 a a a a a salX % = P aa
Lﬁill@flﬂﬂigﬂ@llwaﬁLLﬁﬂ@ﬂLL@%ﬂNﬁNNQ@Q@JLugﬂaaﬂlﬁﬂwmuzﬂﬂaﬂLV]ﬂIUIﬁEJﬂ'ﬁWNW 348

i
v A

n1siansananUAdnaludintuauausumamalulagnisiiud 3 46 duiinng
va = £4 o ¥ o < ! =i
nagoulanzgauURnIsnaliosdnnIsituvesiagatldluiunisaaiuidudiuuin guin

a

4.16 uangA1LBYRANIINADA(Compressive modulus) YaINBaLAARNLBTALAL TAALATY
asdUsENoUNeduARRNLaTANaNHIgiileNeanlYl NuiweduanfAnuaTA(PLA) deAsenda
nsnAda(Compressive modulus) 653.07 MPa Wagneduaninuedanauxiogiiilleusanlen
U3 5% 10% 15% uay 20% lagviin Semendanisnada(Compressive modulus)
602 MPa 749.27 MPa 816.11 MPa uag 882.11 MPa s sy Wlevinsiiasiesidne3sns
n9add Lagldn153AszinnuuLUsUTIUNIaLAen (One-way ANOVA) aae3due9 RA. Fisher
finnuiBesiy 95% wuindonaunsegiiloneonled asluil 5% Auegdanisnadn
(Compressive modulus) lsifiansuunnsnsiu PLA lunsadia illeusinansegiifonsonlad
7l 10-15% nudAmegdan1snasaCompressive modulus) fefindudniiosiioisuiy
PLA usidslaiifutuoghasudalumeedn uiidoufinumsogiidousenladogi 200 wutn

UaQaaN15NASA(Compressive modulus) getulilotigunu PLA luneaii uansitile
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USinaumsegilileusenleni 10-20% azdwnaliiruendan1snadn(Compressive modulus)

AANMULANAININNNOALAARNLDTA

3000

] Injection
1 R3] 3D Printing

2500 T <

-

X

2000 —

1500

1000 —

Compressive modulus (MPa)

500

PLA 5A_PLA 10A_PLA 15A_PLA 20A PLA

5UN 4.17 Awegaani1inasn (Compressive modulus) ¥8sfiumunaduaninuadniay Jan

WSuesAusEnauneduaninuedanaursogiilvvesnlen NTuguaienseuIun1sdauay

Y

wAluladnIsAud 3 TR

M~ a ~ ] o Y] ¢ 2 AL
WallTeumeunaYaInlagadnIsnaen(Compressive modulus) Ua93uIUNTUIY

v
aa

% = = = [Ty € % = a & o A
ﬂjEJﬂiZ‘UTHﬂ'ﬁQﬂLU?EJ‘ULVlEJ‘UﬂUGUUQ']UV]GUuE‘Uﬂ'JEJLVIﬂIUIaEJﬂ'ﬁWlI‘W 3 4Uf QLLﬂ@NI‘UEUW

%
¥

4.17 wuhenepdanianadn(Compressive modulus) Tesdusuiivugudenszuiunsin
(Injection molding) ﬁﬁhmm’jw%umuﬁ%ugﬂﬁwLwﬂiu‘laﬁmsﬁmﬁ 3 /(3D printing) 1y
noduaninuednlA1uegdani1snada(Compressive modulus) anad 69.91% Uagnadua
ARnuedanannsogiidonoenledU3uin 5% 10% 15% uay 20% tagtmiin frwegdanis

naan(Compressive modulus) 8Aad 67.17% 66.99% 65.18% Way 64.28% A1UFIAU N3

€

5%
a a

anaIBIALBRFAN1INASA(Compressive modulus) tassnamnFunundugumemalulag

s

N5y 3 TAEGD printing) TAunuILIUToend13UNUNTUTUAIENTEUIUNITAN

[
a v o

(Injection molding) dnviagagniuluuila(Open porosity) FIdINARBNITANAIVBIANLBAN

n13nAgA(Compressive modulus) 1n8LiiaRa1sNINMNLATIETNFUFININEIINNTEDS
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[

Nd99 SEM agnuindunuinvugumemaluladgnisiius 3 #(3D printing) axUs1ngYeeing

Y

LYY

(Air gaps) TENINTUVDILEURANLUANTOUTIUAY Feta9919(AIr gaps) TutunuUssulaiiou

=

IAITIUAMULAY (Stress concentration) VoITaATIADAAN DI UINUITEVD Y Erick O.

9

Cisneros-Lopez WagAtuz[50]

4.3.3 NANITNATBUNIINTUNINUA (Total porosity) VaFuUNadLanRnuaTn

wazdaqasuasAUsznaunafuaninuadanaunsagiiiieuaanlyanduzudlsimalulad
a [ aa
ATSNUN 3 3f

A15199 4.6 USunaugnsuiianun (Total porosity) Y048UNUNDALAARNLTALAL SARLATH

5%

(3 a a a a A 6 a2 ¥ = a [ aa
ENF”I‘Ui$ﬂ@‘U‘W@aLL@ﬂ@ﬂLL@%@Nﬂ@JNQ@QNLUEJEJ@EJﬂl"?J@VWJUEUWJEILVIﬂIuIﬁEJﬂ'ﬁWﬂJW 3 4 (3D

printing)
Funu dwidn | dhednvds GRITIME Usn1ns Total
wasou | wdlutnay Y Fusw | porosity (%)
(9 (9 (9) (cm?)
PLA 4.8302 4.8541 0.0239 6.10 0.39
5A PLA 4.7317 4.7594 0.0277 5.30 0.52
10A_PLA 5.4967 5.5607 0.0640 5.39 1.19
15A PLA 6.0328 6.1074 0.0746 5.75 1.30
20A_PLA 5.8598 5.9584 0.0986 5.53 1.79

mﬂmﬁmaaumﬂ%mmgwquﬁy’wm (Total porosity) TosTunuNoALaARNLOTALAY
Sanuasuesduszneuneduaninuedanaunisgiiiieseonlus dauanslunsisil 4.6 wuiwe
Auannuada(PLA) ﬁﬂ%mmgwquﬁwm (Total porosity) 0.39% WaNOALAARNLOTANE
niogfiilonoanlafiuiunm 5% 10% 15% wag 20% lasthwiin fUSuagnguiomn (Total
porosity) 0.52% 1.19% 1.30% uag 1.79% smadrdulasUiuiaignsudatunanidadesing
melutusrlaenuiviusmudaasdiutudeuinanegiifevsenlsfifisiu Tne;
wyudafiintudsnaliunuiiviuaiiui (Surface area) gty vinliszninanisvagoy
dlernturuluudluiindy dnduazsineitufivesdunulduiinumn dealifnns

LN TU0UNINIUSUNLRIYTUNLazAnN15 g du Lt lUae Tuduauld Tneu3unu

wminvesdunuraanninisgusdluiinawduszeziaan 1 5u wudhdaindudeusinn



%%
v a

naogiiioneanlanintu lnegud 4.18 LanwuUMAaeUTTUIUMAIENTEUIUNM TN 3 §7

a

PUIANEULNIYUDNVBITUIIUTTNTUTAATUIINATTDUN UN YYD AUN AN UALA LT

Y 9

USunaiiiiugeauiloUsinamsegiiioveanlediiuyy

\

20A_PLA

UM 4.18 TUNUNAABUANNAIUNIUABNITNABAYBINBARAAANLETALa L T aLATY

Y

asdUsEnaUNeduanfAnuaTaraunNtaaiileusanlyNTuFUMenssUUNITHINN 3 TIF

Y
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T Y
al

A13197 4.7 ANUNUIMULYBFUUNTUTUMENTZUIUNIIAA (Injection molding) wax

Fuaunvuguaemalulagnisiiud 3 15 (3D printing)

G?Tua'm %’u\‘i'lu Injection "zgilu\ﬂu 3D printing
USunasiade | vvdn | anuviun | Usinasiade | dwih | e
(cm?) (@ | wiwade (cm?) (9 wiuiade
(g/cm?) (g/cm?)
PLA 59125 7.2067 1.2189 4.5048 4.9455 1.0974
5A PLA 5.9759 7.1482 1.2209 4.3979 4.9127 1.1171
10A_PLA 5.7389 7.4722| 1.3088 4.4859 5.4658 1.2222
15A PLA 5.7848 7.7720-| 1.3361 4.6285 5.9275 1.2807
20A_PLA 57372 1.7622 1.3445 4.7600 5.9450 1.2487

TA8AI15197 4.7 WEAAIAIIUAUILUUTUINUTUINUNTUSUAIENTEUIUNITAABAY

Y

& a

waluladn1sfiiud 3 16 wurneakanfnikada(PLA) JA1AMUKUILUY 1.2189 ¢/cm’ way
1.0974 g/cm’® weduanAnuaTaraunsegilideteanlanyIan 5% dmanuvuiiuy 1.2209
g/cm’ uag 1.1171 ¢/cm’ Weduandntedanaunsaaiiloneanlonusuin 10% dAaiy
VMU 13088 g/cm® Uz 1.2222 ¢/cm’® woduandnwadnnauniagiiilotoanlynuuim
15% HATAUAUILLY 1.3088 o/cm’ Wag 1.2222 g¢/cm> LasNoauaARNLOTANELN
palillaueanlonu3uin 20% da1Aunuiwiy 1.3088 ¢/cmuay 1.2222 ¢/cm’ 9InN13

negaunuIeUunantegiiilausonlengudenaliainuruiukiue e T ALY

= A a Iy P Y a . . . A
g9uuaY e sanlutuuivuuaienszuunisan(injection molding) wuindaay

Y

%
-4 aa

I & P v a a A a |
'1/1‘14']LLuuVliJ']ﬂﬂ'J']GUUQ’]UV]GUuTU@'JEJLV]ﬂIUIaEJﬂ']TWlI‘W 3 U LLagLN@Wqumqiua?um@ﬂﬂqi

Y

%

nagaunIUTIININTULUA (Open porosity) vesfiununvugumeinalulagnisiu 3 da
(3D printing) nuianuasanassfulilisuTununegiiidousanlenniiiuaudaalial

UYSuaugnguda (Open porosity) Liidfiuau
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4.3.4 NANISANEIAMULIIUUNURI (Shore hardness test) UDITUITUNDALAARN
v

wadauaziagiasuasfAusznaunaduaninuadanaunsagiiisusanleanvugudie

wialulagin1snun 3 4

70

60 T
50 4 T
AN
] NS
o 40
=]
=
w
@
o 304
T
20 o
10 A
0 N et P2 "t - o
PLA 5A_PLA 10A_PLA 15A_PLA 20A_PLA
ANOVA A A B BC C

Y (%
Aa

JUN 4.19 AuudeAIUEL (Hardness shore D) wpaguiunaduanfinuednuas Tanasy

9
¢ a a a a a X 19 =~ a ¢ aa
@Qﬂﬂigﬂ@U‘W@aLLaf’W]ﬂLLEJ‘(I@N?{QJWQE)@JNLu&]ll@@ﬂ‘lsﬂﬂﬁ/lsl]u3ﬂﬂ'38LVlﬂIUIaf'Jﬂ'ﬁWQJW 34Un

Y

%

MINAAOUATHLTILIWIIBTINARUY Shore D A38IMS5U ISO 868 T9ITUIIUNTY

-3

susewmalulagnisius 3 36 lneldivenvuin 5 Alaiafiu 91a3U7 4.18uanA1ANLDS

(%

vuiiufldannmadey wedlaainueda(PLA) fiannuudeniuila (Hardness shore D)
48D wagnoduaninuodanauniagiideusanladuiuan 5% 10% 15% uag 20% lag
Ui AA1Anuudeifiuia (Hardness shore D) 51D 54D 55D uag 68D auaifu Lilovin
NTIATIZNAEIDNINEDR Lagldn15ATIERAMNLUTUTIUNIUAYY (One-way ANOVA)
P875U99 RA. Fisher 1AM3LW03U 95% Wulnwedlanfinueda(PLALazWOALAARNLETA
a a & 1a (= 1 1 [ dy a A A

Heuregiiilonoanlunusuin 5% LdanuuanA1veIAIANURTIULNURD WANUSUI0HS
sailifloveenlynil 10% NUITAIAINUIIUUTIUEILANAIIINNOTUAARNWBTA(PLA) Uay
P a a a ¢ 1 1 [ d'dy a a d%’ a J

WaiinUSunarsegiidousanlenil 15% WuIAIANULTNHURAALTULALTAULANGNY

a a

Tdunntlaigununednanfinuwadanaunealileusanledusuin 10% waziiiaUuSuimuna

Y

safifloneanlednl 20% A uwdaniiuiuandsegndaiauiuntegiiidousanlyd
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Y

USunas 10% nsiiinduresnnundsniuiestunudeusunanseaiioysonlydinuay

wansinrsegilileueenledaunsansyaeiveseunalasuamvindneduanfiniedn

70

[ ]Injection
[ 3D Printing -
60 =] .
T T
T T
T = T
s R :
50 T
— T S
° B
S 40 S
vl %
z i
5 304
- %
< e
as i
20- .
10 4 -.
PLA 5A_PLA 10A_PLA 15A_PLA 20A_PLA

Y (%

JUN 4.20 AUUDIAINUAY (Hardness shore D) vestiuaunsduanfinuedauayianasy

3 a a a a a e % = =~
@Qﬂﬂi%ﬂ@UW@aLLEW‘W]ﬂLLE]"U@Nallf}N@QllLu&JlI@EJﬂVL"?]@V]‘UUTUWJEJﬂiBUUUﬂqﬁﬁﬂLLagLWﬁIUIﬁ‘EJ

Y

aa

ASAUN 3 AR

(%

JUT 4.19 wansnan1siSoufiouaruulafiiuia (Hardness shore D) 183%usuwe

5%
%4

duanfnuedanay TaniasuesAuseneunadianfniedanaunseaiiileusonled NTuguae

nszUIUNIsAn(injection molding) kazinalulagnasiun 3 i (3D printing) 9MNNTVAGDU

Y
a

NUPANANUUTINNURT (Hardness shore D) vosduunTugUsamalulagnisiiu 3 7
& A A A =Y S v = 1A o a ¢V an

WuliA1anailalg uiuIUUNTUTUAILNTEUIUNITAN WALTBVININITIATIERMIEIENITNS
ann lngldn199tAsnzRANLUsUTIUNIaAel (One-way ANOVA) e35u89 RA. Fisher 4
AR 95% WU lITANWANAITUYDIAIAILLTITINURY (Hardness shore D) w83
FUUNI 2 NTzUIuNTugy Fagulidiinistuguinausemalulagnisiiun 3 Talidea

%

TiAAUUTINIUED (Hardness shore D) wasTanilasunias
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43,5 Naﬂqsﬁﬂﬁqiﬂiqa%q\'iﬁmﬁquaw&ﬂGUE]Q%u\i']uwaaLlaﬂaﬂlla%ﬂlkag%ﬁﬂl’ﬂ%u
¢ a a a a a e X v o A ¢ . aa
a\‘iﬂﬂigﬂa‘uwaaLlaﬂﬂﬂu@mﬂNﬁuNQQQNLUﬂuaaﬂllsUﬂVlmuEUﬂ'JﬂL'VlﬂIuIaﬂﬂ']iwuw 3 3n

TngldndasgansimiBinasaunuudasnsia (Scanning electron microscope)

NL 094 500 pm

NL D92 x200 500 pm

20A PLA NL D90 x200 500 pm

¥ ¥

gﬂﬁ 4.21 NURITUINUFINSUNISNAADUANUATUNIUABNISNADAVDITUINUNDALAARN

wednuayianiasuedusznaunedianinLedanaunseaiiilloueanlennvususiemalulag

Y
1% a

AMSALN 3 35 Metmalla Scanning electron microscope(SEM) NifMaswens 200 L1
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[
;Y [

Tusun 4.20 wanadnuaeiuiTununTusumemalulagnisiud 3 87 Aidsene

U

200 1 luguneduaninuedn(PLALAAINURIVDIFUNUNTAN BT IULT 8 ULAL YR I

(Air-gaps)vaatduilatuud neogiiloveanlyduIuin 5% nuinin1InTeaefIve s

safivilonsanledluunindneduaniniedalafuaziivosina(Air-gaps)uodiduila i udusdl
szeziiuaunImeduaninuedadntes neduanfnuedanaunsegiifonoanlyiuiuim

10% wudn iduilanuudisudanugessidnies nsnseatedivessegiiileueanlyd

=

a190n52186100 T93319(AIr-gaps)TaduUTa L LUALAT ST aE UTILAUNTINOALAARN
woTanauniegiiieneanlunuTuia 5% woduaninuedanauntegiiiiousanlynuuiu
15% WUdWLﬁuWaWLuuﬁﬁmﬁm'}mqmzﬁﬁuﬁamﬂGTTuLﬁaLﬁauﬁ’uqmwaﬁuaﬂamw%mamm
saliileueanlenuTuia 10% NsnIzagiivewsegiiiilousanlefauisanseaedilan
LLamianN(Air—gaps)GumLé’uﬁmmuﬁmﬁizamwﬁLLﬂUﬂdﬂwaﬁLLaﬂamLa%mammaqﬁlﬁau

ponlerusuin 10% warneduaninkednnauntogiidetoantynu3una 20% duianuus

1 ' o
< a C

TuisaztulnuvIvIEaINNgnsau o Usunanseaiiiloueenlenuniign 8nviads
a ! [ a a & 1 I v v le d‘dg” ¥ a IS
Annssanguiuvewiegiideueenleniudieniuiuinaunvusuaiensyuiunsanuasdl
Yo9INTENINTursLduilauuAMlounadLa ARt eTaN AN neeaiiiisueanlanUsunu
15% lne04319(Ari-gaps) 58MITuv AU ANNNAlLTLNIUS S UL T D UATIUAIIULAY
(Stress concentration) d9nasaauURALTINAYRIIAMETNRIAUTENBUNDALARARNLOTANALNS

a a s A a1
E]QllLuﬂm@@ﬂl“ljﬂﬂﬁu’]mﬂ\lﬂ’]ﬂﬂaﬂ
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(% 1 1

4.4 {an13ANYIANUALBING FUTANINIEAINVDITUITUNAWITUNITTURITUIUTY

14

dsazangulangiey (Artificial saliva test) ¥993UUNVUTUABNTLUIUNITRALAL

Y

wAlulagn1siuw 3 44
4.4.1 wansAnwautAn1sgadutin (Water absorption) uagnisguudlutitane
Wi (Artificial saliva test)
nsnagevantinisgaduiii(Water absorption) warn1sguudlutitaisifies

(Artificial saliva test) lavihmsnaaeulagthdununiusuamenssuiunisan waznalulag

o

n13ud 3 48 9rutugasas 6 Juau nrsguwtluidindudsiaainlessu(Deionized
water) wazluihaneiiiey Inevinisguudiduszezian 30 Tu wazviinisdedinin a1ty

o o § 2 S v A a X = =2 Y
UWIUF”I’]U’JQ«M’]LU@iLsU‘LlU’]WUﬂ'VILW@J‘UU‘UENGHNGNW]TVI 3.2 Nﬁﬂ']iVlﬂﬁE]Uﬂ?i@WUllU’](Water

absorption) vesunuNTUTUMBNTTUIUNTEALazAlulagnsTiun 3 Talnswanslusy
ARLY y X

ANUFURUSsSEn U idu T AiLTuAUssezalunIsegeu 1aevinnisnaaeunaau

30 U

PLA Water absorption
SA_PLA
10A PLA
I5A_PLA 89
20A_PLA

PLA Water absorption
SA_PLA 3D printing
10A_PLA
15A_PLA
20A_PLA

094 .
Injection molding

0.8 4

1

A4 pon
44
L

h

A4 poeon

0.6 <

ht (%)

% Weigl
2 &
1 1
A
ST
> 4a
| 3
>
% Weight (%)
I
[
»a A
>4

1
l ® paA
.
]
1
>
ne
e
ne
=e

1
w A
e
e

[ ]
I
» M A

n
Lo 2
T
» A

0.0 T T T T T T T T T 0 . T r T T T . r
0 3 6 9 12 15 18 21 24 27 30 0 3 6 9 2 Is 8 21 2 27 30
Immersion time (Day) Immersion time (Day)

(a) (b)

5%

JUN 4.22 Wesiuuminiiiugumdnisguudluti (Water absorption) vedgusunivugy

L] q

(a) MenszUINITAaNaannwaz(b) malulagnisaun 3 3

v
=

Tuguil 4.21 LaRINaNIINA@BUNNTRATUT (Water absorption) ¥8afuUNTUIY

My @nszuiunsdauay (bmaluladnisiiud 3 38 nudnlleuSuiunsegiiiloveanlen

1%
v a1

geudsabiilesiguininimutuluwsas Julaawunuiosnnuiegiileneanlynd

Y

nyflansenda-OH) Nanunsavidusisenivlianavesivililuanaveshanunsagaduuy

[
|

HuRveuukaziian1suns g elurunuladmalidminlaesiuvesguauial

o X A a 1% J 1 [y 1 1 6 @ S v a
VALY LAZLUDNANTULEUNTINNUN Tuaag 1-12 Tlunsnageununandesiduuining
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[

WNTuTsnsinsiiuIuresimdineg1esiaiidunalaainainuduveddunsan wagi

szozaImMInaaaulutui 13-30 SununAdesiduinmdnilsnsinsiiuduianas

0.8 12

= PLA Artificial saliva test 11 —=—PLA Artificial saliva test
7 o SA PLA o . ®  5A PL/ : ,
0.7 4 Injection molding SA_PLA 3D printing
A—10A_PLA E 109 —a—10A_PLA
v I5A_PLA < </
0.6 g < < y] —w—15A_PLA <
< 20A_PLA < v 20k PLA 4 <
« v _ 20 A % |
- v ) 8 - < v
Q05 i — S “« . B
& g A < 74 v 4
£ v A L ] = ol v v 7y
0.4 - = 6 e q
i A A . - K] < - ye ° .
=z - = - e 4
X ° ° - 5
° - o A ®
S 03 3 & S v 4 = 4
« - 14 4 A - - -
- ry -
02 3 - 3] ¥ . o -
i @
1
0.1
1
f
0.0 T T T T T T T T 0 r Y T

Y T T T T T T
0 3 6 9 12 15 18 21 24 27 30 0 3 6 9 12 15 18

Immersion time (Day) Immersion time (Day)
(a) (b)

21 24 27 30

JUT 4.23 Wesulwiniiindundinisguudludiateifien (Artifical saliva test) 989

(% '

Fuaunvugy (Menssuiun@anaainias (b)malulagnisiiu 3 6

Tusun 4.22 wanawanisndansuuiluiianeiiey (Artificial saliva test) ¥a3gueu

%
¥

= = a a ¢ Aa oA a a a
7ugUMe (@nszuiunisaauas (owmaluladnisiad 3 37 nuindeUsuiansegiies

¢ X v c 2 8 v ada X | o oA = N o
EJEJﬂl"‘lﬁ(ﬂq\‘muﬂﬂNﬂiﬂLU@iL“ﬁi‘lAU’lwuﬂwLW@J‘UﬂuLLma%’JummawummL‘iiquJ‘LmUﬂ’l‘mﬂaE]Umi

Y

(%
[y |

AnduI(Water absorption) k#tilaia1saulugasiaan 1-12 Jununilensin1siiuduves
5 o

dmtinfuinniinisnageunisgadui(Water absorption) vatiilesnainluthateiieuiii
a A g 1 1 [ 1 [ ~ = o aaa
Hdunaniluninoousaziuasou lugnsidunuanslunisei 3.3 Feaunsavinufazen
) | a v A a ¢ & a a a oo wa & '
funylansen@a-oMlen dnnauvsndilunediuaainuadndaudinnulunsngaunag
WABU YNNIANaULALU A D UNNANIULIA e N T UARNTDUNURNIVDINDALAARNLDTA

Y

19 dawalvitnanunsagaduniiuiivesdunukasiiansunsididgnielugunuladiend



93

A15199 4.6 Lﬂaﬂsﬁuﬁ’mﬁﬂﬁLﬁm%umaﬂ%mmﬁ%uguéf’mmzmumiamwma&ﬂLLaz

walulagnisfiun 3 IR ndsnsnageunsgaduin(Water absorption) Wuszeziian 30 Tu

nsgadii (Water absorption)

F0E (%Weight)
NSTUIUNSAN | NSAUN 3 R
PLA 0.25 2.34
5A PLA 0.34 2.80
10A PLA 0.54 4.10
15A PLA 0.64 5.02
20A PLA 0.66 6.54

A13199 4.6 wansA U oL@ udITn(%Weight) MANTUIDITUNUNTUTUATE

Y

nszUIUNIAA(Injection molding) wagimalulagnisiiui 3 TA(3D printing) #aIN1INAGDU

o

n13gaTuin(Water absorption tusseziian 30 Ju WlieviinisiSeuiisuainisgadun

(Water absorption) se#aNTuIuRTUSUMenszuIunIsantazinalulagnisiun 3 1@

Y
[

wuNTuNUNTUIUsIgmalulagnisius 3 dRliAIN1sgeduin(Water absorption) 1A

% '
= 1 a = I N

FuUNUFUMIENTEUILUNISARA 10 1 WesnnludununIusumenssuiunsanty

De

¥

Nufvestunuiusuidousasdnad NSl 9379(Air-gaps) LANENINTUIUNTUTUAIY

Y

%
a

walulagnisian 3 47 AnuRanudunisdeuiviududugrenduilanuud Weaundluge

Fuusnaiuiedunutaiiaunsvesidlunislugosia A -gaps) dnalninin

Fuenitugumaluladnisiud 3 830 printing) fdng ﬂﬂ’JWLiJ@LVIEJUﬂU‘UUﬂ’m YUY N

Y

a

ATLUIUNTTRA
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1%
f & %

A15199 4.7 L“LJE]'iL‘?JU‘Ij’TWUﬂVILWN%H%@Q%UQWUW%N?U@'JSﬂi UIUNITRANAIERNLAY

3

WALLLAENISANN 3 TR ua amimaaumsf\mLLﬁzﬂummemau (Artificial saliva test) 1Tu

SruelIan 30 U

Yranesiey (Artificial saliva test)

FDE1 (%Weight)
NSTUIUNSAN | NSANN 3 R
PLA 0.38 4.42
5A_PLA 0.45 6.01
10A PLA 0.51 6.97
15A PLA 059 8.16
20A PLA 0.64 9.23

(%2
o

Taelunmsnen 4.7 wansrnUadigutmin(%Weight M agutunuiTuguie

-4

a = a aa (% I [ g I e .
nszuIuNsRauasinalulagnisind 3 45 naanisnaasunisIustluiatefisu(Artificial

I 1

saliva test) W uszezL1a1 30 Tu Lﬁav‘hmuﬂ%wLwaumwmw%umu“%ugﬂ Pl

©

A=

a ISt a 6 aa ! ‘:’ 1 IS Q
NITUIUNIRALaTALLLABAITANA 3 NG]WU’]']“UUQ']U‘VIGUUEUG’I’JEJLVI@IUI@EJﬂ’]inI 3 UFdAN

A a (%

hmiin(%Weight fifintu annndiiusufitugusaenssuaunsdatia 10 Wi wwdertuiy

Y
=

mimmaaumimm%’uﬁw(Water absorption) tH4e311A1AWIUNUATUIUMENTLUIUNNTAATIY

fufvestunutiusuisuuazlaainlifivesinaAireaps) uandaanduauiivuguss

Ad a o & ¥ Y Y A & a < a 1 | o 14
NWRHIUULTUNTVOUNUNUYD LAUNAUUR ?IUQ’]‘LJGNWU’EN'J'NVI']IVI

q

walulagnisiiun 3 &
Wangifigu(Artificial saliva) arsnsagaduitrlumeludualadanalvdmdnaunuiiags

oA A o & X =
ﬂ']’]Lll@W]EJUﬂ‘UGUUQ'WUV]SUUE‘UQWﬂﬂﬁ%U'ﬁJﬂ'ﬁQﬂ
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4.4.2 wan1sanen1sslasunUaaand (Color test)

¥

mimaa‘umiLU?{EJuLLUmLa@?isuaq?gumuﬁ%ugﬂmaﬂizmumsamLLaz%uawuﬁﬁugﬂ
Froweluladnisfiun 3 IR vnsmegeulaetiedesind (Color reader) vnsdadlduu
ﬁuﬁwaa%umuiuﬁlwﬁiﬁ’uauwmmﬁu(Day light) TnetUSULABUATITEWINABUNIT
naaoulduei L, a, uag b, wagAriiandenisnaaeutduai L, a, way b, Tl
FuImINENnNIsT 3.5 Wemainiswdsuwlauandlaesiu (AF) Tnee L wansds A
313 (lightness) 210 Au713(+L) auUAsudud(-L) m a wansds Auns+a) auldewdud

Wenl-a) wae A1 b waneds Anasa(+b) awdsududinku-b)

A13197 4.8 nswdsunUatiendnadmnaaunisgundluiiaieiiioy (Artificial saliva test)

ng =2 v a a
GUENGU‘L!\?'WUVIGU“LJE‘Ufﬂ’JEJﬂi%‘U'J‘L!ﬂ'ﬁQ@W@’]ﬁG]ﬂ

NIUNITIULY NAINITIUUY
Tuthanedley Tuthanewdioy AE
%umu L, ay b, L, Ay b,
PLA 67.13 | 13.16 | -0.03 | 54.22 | -0.76 | 0.13 | 18.98

+3.76 | £582 | £7.81 | £2.15 | £1.82 | £1.51 | £7.65

5A PLA 63.64 | 545 6.41 60.89 | 4.36 6.01 2.99
+3.74 | £1.53 | £258 | +3.21 | £1.02 | £1.42 | £1.37

10A PLA | 68.68 | 6.87 7.04 | 6676 2.75 6.94 4.55
+2.00 | £3.04 | £391 | £3.56 | £1.01 | £2.47 | £2.94

15A PLA | 70.47 | 4.00 497 | 6670 | 12.34 | 5.52 9.17
+1.76 | £4.57 | 351 | 253 | +4.71 | £3.67 | £0.80

20A PLA | 6741 8.47 363 | 67.17 | 1198 | 2.55 3.88
+0.82 | 261 | +£1.86 | £1.60 | £1.94 | £3.65 | +2.06

Y

n13199 4.8 uansAInsUAsuLUanandlne (AL vestuauiidusudae
NIEUILNITEN INNIMAdeUTuLTTUsUREnsrUIuNTERteunsTuurluthane iy
NuIAIANEIN(L) vesnaAuaRRNLETALAT 67.13 uaznaAuanRnLaTANANKNIDgILTyY
oonlwdUTuIn 5% 10% 15% uay 20% lnetuiin Senaruadineie 63.64 68.68 70.4 way

67.41 mud1diu nuMANEIwesansinaunseaiiiiuteanten 5% lngmtdn dAAy
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aivanasilafiguiuneduanfiniedauaniinnisiiunsegiieuesnlen Usuna 5% vinlv
ANUAINVRITUNUAAAUNT I HUR IV UNUIANUVTVTETANTUIINNTHANNIB QT
panlanvinlvn1sasvisuvsakainduliainausdinaliainnuainganad wavLilowiy

USinaumsegilidenoanleni 10-15% nuiAanuaiedaAniuduuansdninisnseaefives

v [ v
=< A a a =

Heegililedeanlediuuiui1veuuiuianisasiouvesuadlaninliauainawes

v Y
=< a

FuNUTANALTY wilatiuUSInseaiiloueanlen?l 20% WUINANAUEINIVDITUINUL

Y

[
YA a v

Aanadlleasnannisniunguiuvessegilionesnlendawaliiuialnnuvvsenisasviou

[
==

Yo uinldlifdwalirinnuainmnes waziilaiuSeuliigumeauainaduaundugy
MensyUIUNTEANaUkaEaINsIuLdlutiane wuiiliiAnualneianateg1auntuans
PLA udlugnsniinisnaunsagiieusanlynuSuias 5-20% dnsanasvedminnuainaies

& v i a a &1 v a ! N S a v
LaﬂuEJEJLLammr}NaQNLuﬁm@aﬂlstjmnEJI%%WWU&J‘V]U%?W]EJM‘JLUaEJuaL‘WJJ“Uu

P a ! a =) ! a a a a0

WeasurAnsiuasuLlananilagsaa(AE) wuiweduaninuednilAinig
Wasuulaandlaesiu(AE) 18.98 wasneduaninkednnaunsogiidovsanlan Ui 5%
10% 15% uag 20% lagivitin danisidfsuulanandlagsiu(AE) Ae 2.99 4.55 9.17 uay
3.88 AnudRU MINMIsUR@BUNUIWRALaARNLETATNTUABULUALRAFNHIRINMTNAGRY
| p S =~ P o a o s PN =
Juwdluhaneifiguannige uazlugnsniinswaunsegiiidudeanlediinsivisuulanand
lng59U(AE) anaslaggnsndnisnaunsogiiflenaanlenysunn 20% lagumidn wanadng

a a & 1 vl =~ ' = = &
E]QllL‘UEJlI@E]ﬂl‘l]@ﬂ?ﬁi‘ws{fufi']UNﬂuvnum'E]ﬂ']iL‘lJaEJuaiJ']ﬂ‘Uu
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A13197 4.9 nMswdsuiUatandndmaaaunisgundluliaieion (Artificial saliva test)

VDI nusUmemalulagnisiud 3 16

NoUNNIIULY NAINTIULY
Tuanewdien Tudaneidiey AE
%umu L, Ay b, L, A, b,
PLA 61.42 | 1.72 245 | 5346 | 297 | 0.89 8.20

+2.48 | £2.72 | £2.88 | +2.90 | +1.74 | +3.92 | £1.53

5A PLA | 65.40 | 6.65 3.83 | 62.04 | 6.06 2.62 3.61
+1.66 | £1.75| £2.65 | £1.97 | +1.26 | +1.86 | £0.98

10A PLA | 79.94 | 7.22 376 | 7648 | 2.65 | 7.78 | 7.00
+1.89 | £1.56 | £1.72 | +1.32°| +1.36 | +1.89 | £0.63

15A PLA | 77.23{11.40 | 3.78 | 7691 | 1743 | -0.24 | 7.25
+2.35 | £2.21 | +£1.39 | £2.05| £2.77 | £3.78 | +2.47
20A PLA | 7951 | 1236 | 1.68 | 7833 | 1828 | 1.22 | 6.05
£2.26 | £1.34 | +£1.12 | £1.65| £2.46 | £1.51 | £1.34

#3197 4.9 LaasinIsAsuUanandlneTIn(AR) vestunuiitugudomalulad

ASAUN 3 TR WUIAIINETN(L) VDIWRARAPRNLITATIAN 61.42 LATNOALAARNLDTANAL

£ a0

Heogiiioueanlanusuin 5% 10% 15% was 20% lagumin dA1adnuainede 65.40

79.94 77.23 4ag 79.51 m1ud1aU LaNa15AANUYDITURTTUMEmALlaENISAUN 3

a

1% LV]EJUﬂU“U‘lN’]‘L! %ugﬂﬁ’)ﬁﬂﬁ”‘U’J‘Nﬂ’]iﬂﬂ GIENRG LLﬁF’W]ﬂLLE]‘ZI@T@Q%UQ’]UV]"UU?U@’JEJ

L3 1%

weluladnsfius 3 37 flananuaitetesninguaui MUUIUAILNTEUIUNITEN Lwﬂ,uamd

¥
4

n1snauniegiifieneanlenusunn 5-20% lagumn Y0TUNUATUTUSBmalLTagng

Y

fant 3 08 DArauaiteannninguanui MlugUienszuiunsan Lumsieihduauaugig

wmAlulagn1snun 3 U6 ﬂ’]iﬂiuﬂ’]&]@l’lsﬂ’e}ﬂw\‘i@auLuEJﬂJ@@ﬂl“l]ﬂml@ﬂﬂ’)?%ﬂﬂ’]ﬂ%%ﬂiﬂWJEJ

v ¥

NITUIUNITAN AIWALRNITALTDUTDILEN Lﬁmsﬁu"l,mmﬁﬂmmadwﬁﬂaﬁu LLaSLQJE’JL‘UiﬁJ‘U Wiy

aa 1

AArwatduuitugudemaluladnisiun 3 87 deusagndsnisguudluthaieifion
wuidArawainsiianasegianlugns PLA uslugnsiiiinisnaunsegiidonsenled

U3una 5-20% nnsanasvedainnuainuisudnteswanvitnsegiilonsenlyddeln

5%
=

2 )~ i d' a a £ A v o & = 1Y =
Gﬁuﬂ']uwmquumaﬂ'ﬁl,ﬂaEJ‘UﬁLWQJGUUL%ULWEJ'JﬂUﬂUGUUQ']U‘V]GUUE‘UW'JEJﬂﬁ%'U'J'Hﬂqﬁﬂﬂ
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WBNANTUIAINISU A ULUABRAFIAYSIU(AE) WUITNBALAARNLBTALAINIS
WagulUauandlagsiu(AL) 8.20 uaznaduaninuedanauregiiideusanlanusunn 5%

10% 15% wag 20% Ipeuwiin Sansiuasuulanandlngsit(AE) fe 3.60 7.00 7.25 uag

1Y
(% =

6.05 AUAU ﬁmmimaauwudﬁqmwaﬁLLaﬂamLa%maa%mmw%ugU Mamaluladnis

7 dn1sidsundasandlag Tiuvainnisnegeuinwdluinateiisusinian

)

Aun 3
4X

FuzUimenszuunsida diuansninisiaunsegiiiloneenlanuTuiu 5-

Y

WL DUAUTUINY

20% lagihwtin dansiudsunlasandlagsiu(AE) anad ualiA1uINANTUNUATUF UMY
NFEUIUNITAN INTIENHURIveRUUITUSUMemAlulagnsiu 3 dRfideeinaAir gaps)

1 (%

HutvewuIUlaunIngaukasuasauianTaulai1eiIRdANugUsLNTUNS

¥

VRIN

avviouvatiasdanasdmalinUisuulanandlagsan(AL) Wingeu
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4.4.3 nan15ANYIFNUABINAYRIYRITUIUNDAUAARN LT ALA L TaALATY
aaﬁﬂszna‘uwaﬁLLaﬂanLLa%waumaqﬁLﬁ&luaanleziﬁ
nsiarsanaudivnaludmtunuluguaenseuiunsdaiasinalulagnisiud 3

(%
Y

1R gudnsvegeuenizandfnisnadailiesainnisldnuresiagezldluiunisnaiudu

d7U3NN

A135199 4.10 Auegaafen1sNAdA (Compressive modulus) Y8ITUUNTUFUALY
NsEUIUNSan WisuWeusenihunuilidldvegeu(Non-test) Fuauinagaunisgaduii

(Water absorption) kasfiuanuinagaumiatianeLieu(Artificial saliva test)

AaRIaRanIsNAdA(Compressive modulus)
%umu (MPa)
NauLY S.D. widndy | wtiane S.D.
e
PLA 2170.10° 30.69 2063.32° | 2075.93° 85.87
5A PLA 1833.94° 51.19 2044.85° | 2019.37° 113.69
10A PLA | 2269.49° 73.01 2261.84% | 2,248.15° 67.31
15A PLA | 2344.03° 193.86 2266.72° | 2350.99° 93.52
20A PLA | 2469.67° 2211 2251.22° | 2601.82° 666.52

laglum5197 4.10 LansAmogdan1snaen (Compressive modulus) YesTLITLTY

v a a = =Y an Moy =y a'
E‘Uﬂ'ﬂﬁﬂiz‘U'ﬁJﬂ'ﬁQ@ LU?EJ‘UL‘VlEJUi%ﬁ']']\TGU‘UQ']UV]thﬂV]@ﬁ@‘U(NOﬂ-teSt) BUINUNNAFRUNIT

£%
Y

AU (Water absorption) kazTusuinadaumieiiatuivu(Artificial saliva test) lngwe

v [

9
Auanfnueda(PLA) Tutusuiivinisduudluiindu Sewegdanisnadn(Compressive
modulus) M1AU 2,063.32 MPa LLazwaﬁLLaﬂamLa%mmammaqﬁtﬁauaan%éﬂ%mm 5%
10% 15% wag 20% lagdiniin fiA1uendani1snadn(Compressive modulus) 2,044.85
MPa 2,261.84 MPa 2,266.72 MPa Wag 2,251.22 MPa a1ua1au kagnwodiannnkodn(PLA)
Tuunuivinisguudlutharedioy Sawendanisnada(Compressive modulus) iy
2,075.93 MPa LLazwaﬁLLaﬂaﬂLLa%mwaumaq:ﬁLﬁamaaﬂlsm‘ﬂ%mm 5% 10% 15% Way 20%
Tagtmin femegdanisnadn (Compressive modulus) 2,019.37 MPa 2,248.15 MPa

2,354.99 MPa tay 2,401.82 MPa Aua16u
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'
a

INATNAFDUNUINAUBYFAN13INATA(Compressive modulus) fanfndudle
Uhinunsegiifisueonlefifindy ievhnslesgideiBnameadn seninsdunuitldly
Nadau(Non-test) %mmﬁmaaumaam%’uﬁgﬂ(Water absorption) LasuIuiinadousIe
Yhanedisu(Artificial saliva test) Tngldn15iasizdanuudsusiuniaiien (One-way
ANOVA) #28/35v83 RA. Fisher fiannandosiu 95% NWUIAILBRaaN1TNASA(Compressive
modulus) ‘LuqmwaaLLaﬂaﬂLL@%@Lﬁaﬁ’mWif\jmﬂuﬁmmﬁwmaLﬂamwui']ﬁmsamawaqm
wendan13nNAdA(Compressive modulus) WulAgiiuiuneduaninuedanaunegilifly
ponlwauTun 5% LwiLﬁaLﬁm%mmmaqﬁﬁamaaﬂlﬁéﬁ 10% 15% uaz 20% Ingtmiin

1 = a | [} 1Y) . 1
wudlaiinsdsunUasesmuenaanisnaga(Compressive modulus) baAgINITHEALKS

a A 6 :’1 1 QJQ’j 1 g go’ =1 %
saillleueanlenadlutudislniunuainsanuniudetnazinaneiiedlussesiian 30 u

o

a | o o . iy X Y
A15197 4.11 AL BRaaABN1INASA (Compressive modulus) YBIBUIMUNTUFUATE
waluladn1siuw 3 37 WSeuouseninedurunlulanaasu(Non-test) Fusuinaasu

nnsgaduIn(Water absorption) Wagdusuiinaaausigiianaifies(Artificial saliva test)

ABRadsran1nRda(Compressive modulus)

Fuau (MPa)
fouguud | SD. | utndu | witans S.D.
gL
PLA 653.07* | 2658 | 46152° 494.62° 83.99
5A PLA 602.00° | 27.19 | 568.80° 608.10° 42.81

10A PLA 749.27° 12.22 705.78° 773.11° 45.14

15A PLA 816.11° 5.53 734.25° 805.86° 24.84

20A PLA 882.10° 146.22 789.97° 810.18° 81.75

Tun15199 4.11 uanr1degaan1Inasa (Compressive modulus) Y@e¥UIUTUTY
aremaluladnisiun 3 48 wWSsueuseninduanuanlileaneaasu(Non-test) Fuaus

NAFBUNIYATULN(Water absorption) Wagiusunnaaausigtiaieiiiu(Artificial saliva

'
v a1 [ v

test) lnenaduaninuada(PLA) luduaunvinnisguudludindu ddwegdanisnad

Y

(Compressive modulus) i1y 461.52MPa Wagnaduanfniedanaunsagiilousenlys
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USU0 5% 10% 15% Uag 20% lagimitin deuegaani1snasn(Compressive modulus)
568.80 MPa 705.78 MPa 734.25 MPa Wag 789.97 MPa A Ua1AU LayWaakanAnLagn

[ [

(PLA) Tuguauiiinisiuudlutianeiiey da1uegaanisnada(Compressive modulus)

U

=

WINAU 494.62 MPa LLazwaﬁLLaﬂamLa%maumaqﬁmamaaﬂ%ﬁﬂ%mm 5% 10% 15% Lae
20% lagumtin fAuegaanisnada (Compressive modulus) 608.10 MPa 773.11 MPa

805.86 MPa waz 810.18 MPa Auasu

(% '
1 a |\

HI9YNITIATILYIMEIENTNNERR senhunuilidlinaasu(Non-test) Fuaui
nagauN1IgaduL(Water absorption) Wagdiusunnaaeusigtiaieiiu(Artificial saliva
test) 1neldn193tAT1ERANALUIUSIUNINALI (One-way ANOVA) fg3duee RA. Fisher 7

4 o I Y ) [ a a a o
AN 95% WuANBARAN1SAAEA(Compressive modulus) UBInoaLaRRNLBYANY
a a a a A s 1A t-ﬁ' o ! 1 96‘ go’ =
woduanfnuedanaunsagiileuoanlynuiuia 5% Weoinsguwdluiiuaviianeiiey
wuidaranas diuneduaninuednnaunseaiifisneonlynuTunns 10% 15% wag 20%
wuhldfianuunnd1svesduegdanenisnaga(Compressive modulus) waan1sguusluin

s =~ o o & = 9 o 9 a Y a
wazinagisukasl ol AU UAWANTN lUATIAd NN 1 F g W INeIAIgm Al SEM

wuinlunnansiiveving(Air-gaps) ssuinnsegiifiedaanlenwavmnIindneduaninuedni

1%
Y X 1

wauiilinisanslouusailalasunsinssininnisueniinlaadu dewalial(Compressive

modulus) lifinswasundastsuiasriaunsuudluhuazihaadisuduszesiian 30 fu
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4.3.4 nan1sinwilaseadrsduguinenlasldndesganssaddianasaunuudas

n31M (Scanning electron microscope)

ZOA PLA 4 NL D.2 x300 300 pm

%

SUN 4.24 NURNTUIUNTUSUAENTZUIUNNTRANEINSNAd@RUEIa1ewWieN (Artificial saliva

v Y

test) LUusEoE1I81 30 Tu Aewmalla Scanning electron microscope(SEM) N8 sve18
100 i
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NL D7.7 x100 1mm

NL D80 x100 1mm

ZOA PLA L D6.9 x‘IOO 1 mm

JUN 4.25 NuiFuunvugualsmalulagnisiiud 3 48 ndanisneageviiaieiioy

Y

(Artificial saliva test) \uszeziaan 30 Tu mewaila Scanning electron microscope(SEM)

[

PANa9vene 100 i1
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Tuguil 4.22 uansdnwaziiuisosunnvostunuiitusudenssuiunsdanaiain
(Injection molding) Mé’qmimaaumiﬁjuLLﬁzﬂwf’]mEJLﬁsJaJ(ArtiﬂciaL saliva test) wuImed
uanRnuedelutiufinginssunsuaniinuuuilse(Brittle fracture) Inedunaldandnuasi
flufnsosunnianuaudauazdeudraiou idlefansanneduaninuedanaunsegiiien
oonledUsanm 5% 10% 15% uay 20% nuhidnuueziuisesunniivgussintiosuad
n13nsredvesnegiillonsanludlasn warlunngnsnuitgesineseninameegiiiley
oonledtuvindvomeduaninuodniuisnuusidoutruauiesininisuiuugsanin
fufaseansdendszaniluiau APS 9nkantsAnwlassasmsdaguivemuindan
donAnBINUNANTSNAFBUANURALDANENIIN1INASA(Compressive modulus) lngilranas
Sntioodorunstuudluiaedsnsendouiiamegiideuoonledfutudmalsia
wanaan13N1sNREA(Compressive modulus) qvﬁum’m
printing) ‘mﬁ"@mwmaaumiﬁjmLLszﬂuﬁwmsJLﬁam(Artiﬂcial saliva test) Af1&ave78 100 i1
Iugﬂwaﬁuaﬂamw%@LLamﬁuﬁ’ssaameﬁuaq%umuﬁﬁé’ﬂwmziwL%EJ‘ULLasﬁﬂiaqd’N(Air-gaps)
vouduNauud neduarfnwedanauxdegiilenoanlanysuan 5% wuirlin1snseanedn
votegiiioueanlgdluuvsndneduaniniedalafuasitosing(Air-caps)veduilanuud

wilsyezinsiiuauninnedianfinuedaidnios neduanfnuadanduniagiiiioneanlyd

U3ua 10% wudnuduilanuudizaianinugessiantdes n1snssanedive sweegiifey

| I

gonlenaunsanszaeilan Yoeina(Air-gaps)vadduilauuiusiiszeyeuAunIgns
5% uwaznoduaninLedanauntogiidexeantedusunm 15% way 20% tduilaniuudluw
avtuiiarmususzinniignsdundesnUiinunsegiidonoonleduiniign Snvadain
mssmnguiuvesnsegiidonsonledduioatufuiunuiitusudenssuiunisiauasd
Forivseniniurenduiianuudniiouneduanfnuednnaunsegiifioueanleduiua
15% ndsnmadeumsiuurlutaedfion(Artificial saliva test) wuihileuaanadesiuna
nsmeasuaLlRAmogdanisnisnasa(Compressive modulus) Insiidranaadniosiile
riunsgundluihaefouasndoufinunsogiideusonlsfifiududmaliruondaniants

nAdA(Compressive modulus) qﬁumu
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unin 5

ayunan1sIdeuazdatauauug

5.1 d3UNaTY

TuanAdeilladnwiienJaanauwudmsuldidutanasouiiuniviuanssuding?

[ a

MmhannediesnanunsadeanelalusssuvfuazaansavuguaienszsuIuNTRuiaIm 3

=

R(3D printing) Jslevinmsfinwilagineduaniinuedauazyinnisiasuusentogiliie

va o a

aanlannazlnidnlnameeanuiuase wazyinn1sAnwauuAdannusou auumdananay
AUUGLTS ImaﬁwmimauwaﬁLLaﬂaﬂLLa%mﬁumaqﬁLﬁamaaﬂiﬁﬁﬁmm 5gns Ao NoALAARN
Lagna(PLA) LLazwaaLLaﬂaﬂLL@%@N&&JNQ@QﬁLﬁS@J@@ﬂl‘UﬁU%@J’lm 5% 10% 15% wag 20% lng

1NN ‘vT’]mimamwaaLLaﬂamLa%mﬁwmimauﬁumaqﬁﬁamaaﬂiﬁlﬁﬁlﬁ%ﬂé’m?mwmaaﬂﬁuﬁm

[
=

\ndgmuaug (Co-rotating Twin screw extruder) wagd lUAusUaIenTeUIUN13ATUTY

NaERNLALMALULATNISANN 3 DRINUUTITUIUNLAUINNTNAFBUANURANIIAINLS DU

Y]

auURBaNe wazaudivnianienIn nMsAnwIEIInsaagUNaIdelafall

5.1.1 a1nn1sfinwandmgamiusaumemaila DSC wudl gaumailaaieun’ (Glass
transition temperature, Tg) LLazquQﬁmiMaammﬁﬂ (Melting temperature, T,) U84
=Y & v = = A ¢ aa Al YA o =
FununTusumenszuaunsdauazmaluladnisiun 3 if derlndifesaiu uasnuiia Cold
crystallization temperature(Tco) 919 2 TUITU UAUAIUVDIUIIUNAN(X) WUINTUIUALR
1nN15PugUAEalulagnisiud 3 4R HA1NINNTITeTUNIUNTUIUMIENTEUIUNIEN
lngneduaninuelnnauniggiiiiyoanladusuia 15% taetdmidn vewuauilaainnis

L4 aa A

FugUmemalulagnisiud 3 If SUSinundnuniign

Y

5.1.2 Han1sAneautAltesloladmeLnies Parallel plate rheometer Tuma9aa

1 99 100 L5LAEUABIUIN Wudﬂ‘waﬁLLaﬂamLa%mLLaziaQLa%uaaﬁﬂizﬂauwaﬁLLaﬂaﬂLLa%m
a o ¢ a . . a 2 a

Haursegiieunanlyd asuanmgAnssunsinaluy Shear thinning kagnusldly
NSALA (Printing speed) sAUayMIiANUULATEDU (Complex viscosity) Uasnoaiues
AnaIAINaLANDAILDSaRUWAalANSa AR Nozzle Tadne ety

5.1.3 91NASANEINTIAIIZRELURANUT U INawUUTaLTnd (DMTA) Wuineae
gaundl 25-40 esrwaidod Falutigumgiiildeuresian A1 Storage modulus ¥4

a a

noduanfnuedauazneduanfiniedanaunsogiiieneonlydngns Gallauudanss
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(Stiffness) 7 GR ‘1/1'fl'wmmaa%mu‘immaamzmul@ lngnaduanfinuadanaunogiliilyy

[

ponledU3uns 15% Tnenimiin fid1 Storage modulus Tasgumpiiflinuvesiangsiian
5.1.4 mﬂmiﬁﬂmauﬁ’aL%aﬂamaa%umuﬁ%ugﬂmaﬂivmumimLLamem PYusY

U

[ a

mgmnaAlulagnisfiun 3 17 veaneduaninuednuaz TanLasuoAUsenounedLanAnLadn
Haunsegiidaueanleanngns WuiA1Meaan15Aedn (Tensile modulus) kazAIY
AUMURBN15analAd (Flexural modulus) 8 "lLW/Q\IIEJ%ULEJEJIJiQJWMN\TEJaMLUEJ@JEJEJﬂl‘U UG
LLazLﬁaﬁaﬂimﬂamﬁ’a@qﬂaimsﬁ’mwui’]waﬁt,l,aﬂaﬂLLa%mmammaqﬁﬁauaamls@ﬁﬂ%mm

15% Imaumuﬂ HauUsLvena aﬂ

q

5.1.5 99nn1sAnwautfauudesfiniuiy (Hardness shore D) maq%umuﬁﬁ'ﬁugﬂﬁw

a a ddy I dldy a A
ﬂi%‘U'J‘Lm'ﬁimLLa%GZJuQ'W‘LWlGU‘Lﬁ‘UG]’JEJLVlﬂIUIEiEJﬂ'ﬁWllW 3 4@ WU F’YJ’]&ILLGUQ NWURIUAN

a

a X A a A sl 1a = ! pRis 4 =Y o
L‘WMJ‘L!LiJ’e)‘lJimmm@aNLUﬂmaaﬂlsdmmﬂiﬂJﬁmaﬂﬂJu LLagﬂr}ﬂ’nNLLGUQV]WUN’JGUENGUUQ']UV]GUUEU

ﬂ’JEJﬂiu‘U'Juﬂﬂiﬂﬂllﬂﬁﬂﬂﬂ’)'\‘?ﬁ,N’m ‘Lli‘IJWJ‘EJLWﬂIUIaEJﬂ’]iWJJW 3 1R

Y

2V

5.1.6 9INNANEIENTRANUATUNIUGDLTINA (Compressive modulus) Va9TUeIU

P v = < X 1% =~ a ¢ aa " v
V]GU‘UTUW'JEJﬂigifﬁ.ﬁniﬂ@LLag%UQquwmugﬂmjﬁJLV]@IUIa't’Jﬂ']TWlIW 3 1R NUINAIANUATUNY

Y

Aausang (Compressive modulus) ¥esBuanunfusuinalulagnsiiud 3 dfdedaenin

TUUN %US‘UG’I’JEJﬂiu‘U'Juﬂ’ﬁQW LLauLlIE] “I/Hﬂ']i‘Vlﬂﬁ@‘Uﬂ’ﬁ"ﬂllLLGUIUU"IGWEJLW‘EJQJWU’NF’]’NN

<

AUNIUABLIINA (Compressive modulus) HANANTULENTDY laeNodLanRnLoTaNaNNS
a a § 1a o CY 1 A a va £ |
pgiiuusanladusnan 15% Tnetandn WUgnsNUaudfnnNuAIUNIUABLIINg

(Compressive modulus) qqﬁqm

(%
a Y

5.1.7 3NN1IANYIMIUTUIUINIUNIAUA (Total porosity)) VO Jusuneauanin

Y 9

v
b4

LOTALAZIEN Lﬁim@ﬂﬂﬂiuﬂ@‘U‘W@aLLaﬂﬁ]ﬂLL@‘U@NﬁﬂJNﬂ@aﬂJL‘L!EJ&IE]’E]ﬂl‘ﬁ %ugﬂmamduiag

(%
L3 aa I a a

NN 3 8§ memmnﬂsuuﬁﬂ'%mmgwquﬁwm (Total porosity) VNV BN AN
a a s 1a dy
paillleueonlanusuinunniy

5.1.8 9InnsANEINsWasuLUauanalne I (AE) 9999 umuwaauaﬂmmw%mm“

a

Taowasussnusznounoduanfniedanauniegiiloneanleanvuguienseuiunisdnuay

Y

(%
a

Fuaundugumeawmalulagnisiiu 3 36 ndsnisquudludiateiien wuimeduanfinuedn

finswasuwdasandunuasiirnanasdednisnaunsegiiileneanlyniuay
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5.1.9 :MNMsAn AN e 1lATEd 1 d g IMEUR U UNTUIUMENTEUIUNT

[ 5%

Aauazuaunvuguimemaluladnmsiiud 3 16 wudr n1snseaneiversegiiiiloveanlys

'
= a

M3ua 5-15% luuvsndweduanfnuedaiandulad usnusuia 20% LAansTaunguii
votogiliisueanlyddinaliantAdenaanainiies LazUsuIuYeIINsEnintuves

FuanuiialnareanulaenaduaninwadanaunsaaiiousanlanuSuin 15% aeunnin

Y

v
=< aa A

yostusiitugudemeluladnisfiant 3 7 fusinadeshaliosiias
MnuansAITannsoeiou fagmaunudmiviiaseuiiuiansameiuanssuuay

anunselfimalulanisfiud 3 ffdletugdfanmsaseuiiudansmisiunnssuld Tngann

MAeneduanfiniedanauniegiideuoenlenusuinn 15% Tngthuiin Lﬂuqmiﬁﬁauﬁaww

ANNTPUANY autRldena wagaulAnanienmimuivauiian

5.2 UDLEAUBLUL

[

\eennstugumemalulagnisiiud 3 4@ (3D printing) danalitindesinaly

(%
a [

FuuliauTRmanaiiaianad feduAsUSUNI510meS uanwidaainissaliiiialile

Y aa ¢ A a | ] v A
GU‘LN"Iuﬂ/lllﬂ'g']llalluimLLaguﬂiﬂqu%@\jqqqugﬂmg‘i@

AARNUIN
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MAKuIN n.1 uansdayanlaannnisnagaudviinisiva (MF)

ATSIEUIN N.1-1 LAAIANLAINNISNAADUMAIRSENS lauaa PLA

. L3810 Ymiin MF o
ASIN _ ANLRAY SD
(s) (9 (¢/10 min)
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1 90.32 1.0753 7.1433
2 90.64 1.0149 6.7182
3 90.15 1.0088 6.7141 6.8468 0.1938
4 91.06 1.0543 6.9468
5 90.56 1.0130 6.7116
A13I9WUIN N.1-2 meﬁ’]ﬁlﬁmﬂﬂ’mnmaaummﬁ’ﬂjﬁmﬂm%aqm 5A PLA

v 18" i MFI .

ATIN © @ (/10 min) ALY SD
1 90.14 1.1657 7.7593
2 90.04 1.3374 8.9120
3 92.79 1.1692 7.5603 7.8705 0.6354
4 91.78 1.2083 7.8991
5 90.65 1.0911 7.2218

MTIHUIN N.1-3 LanIANtiaInnIIvndeum Ayt sivavesans 10A PLA

5 o3y tiain MF o
AYad : ALARY SD
(s) () (¢/10 min)
1 76.34 1.0462 8.2221
2 76.20 1.0577 8.3283
3 75.85 1.1314 8.9498 8.7333 0.4509
4 75.54 1.1713 9.3034
5 76.60 1.1314 8.8621
ATIEUIN N.1-4 uansAfildannsmageumadaiinisivavesgns 15A PLA
. AN st MFI o
AYad _ ALRdY SD
(s) (9 (¢/10 min)
1 72.18 1.1009 9.1514
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2 72.10 1.1919 9.9187
3 72.44 1.1275 9.3385
4 72.60 1.1486 9.4923
5 71.98 1.1087 9.2417

9.4285

0.3017

M1TUUIN 1.1-5 wansdfldannmsmegeummauinisivavesans 20A PLA

YN

P L3981 MFI L
ASai _ ALaAeY sD
(s) (g) (¢/10 min)

1 61.22 1.2196 11.9530

2 61.22 1.3361 13.0947

3 61.22 1.2196 11.9530 12.4497 0.4926
4 60.98 1.2845 12.6386

5 60.65 1.2746 12.6094

MANuIN n.2 wansdayanldannimagauantfiteiealagfiswnias Parallel plate

rheometer

ANTNAIANUIN N.2-1 LaAIA1 Complex viscodity 1AM3A 1, 10 Lag 100 LStAgumIU?

Yoanadnaninuedauas TanasussAusenaunaduaninuedanaunsogiillvusenlydi

USU10Us19
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P LIRN A1 Complex viscosity (Pa.s)
Frequensy 1 rad/sec | Frequensy 10 rad/sec | Frequensy 100 rad/sec
PLA 2115.36 1796.76 326.269
5A PLA 1725.75 1395.42 355.406
10A PLA 3075.61 2424.42 393.305
15A PLA 1867.67 1551.19 311.679
20A PLA 1788.01 1535.96 400.821

MARUIN 1.3 uansdayanlaainnisnagauantinnudiuniuianishste (Tensile

testing) VBIBUNUNVUFUAENTEUIUNTTAA(INjection molding)



JUN Nn.3-1 HaN1SVAAOUNNIANEATRINBRLAARNLETAPLA) Tuueui

60

50

Tensile stress (MPa)
& E=
1 1

[
(=]
1

0

[l
=a Il

—1
—2
—3
—4
—5
—6
—7

0.00

an(Injection molding)

ASIEUIN N.3-1LEAAIANT LHAINNITNAFBUNITANERVDIN DR LAARNLETAPLA)

0.01

— T 1
0.02 0.03

— T
0.04  0.05

—
0.06  0.07

Tensile strain (mm/mm)

—
0.08

—
0.09

%

0.10
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= 1%
GUUE‘U@'J‘EJﬂigU’JUﬂﬂi

Fregedl | mundie |- emun i Tensile | Elongation | Tensile
(mm) (mm) (mm?) .| Strength | at break Modulus
(MPa) (%) (MPa)
1 12.87 3.32 43.34 50.83 4.57 2,136.35
2% 12.87 3.49 44.89 42.89 8.35 2,081.44
3 12.86 3.39 43.39 49.89 5.08 2,144.69
g% 12.83 3.32 41.34 48.06 7.68 2,188.82
5 12.87 3.50 45.15 52.51 5.65 2,168.65
6 12.85 3.48 44.54 54.13 5.20 2,021.45
7 12.87 3.39 43.73 55.47 4.91 2,203.18
ﬁ"]LQgEJ 12.86 3.42 44.03 52.57 5.08 2134.87
SD 0.05 0.06 0.79 2.30 0.40 68.50

newme : * Aedeganlilamihundnaiissnnliegluiisdiads = SD.
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50 —

-—
T
= 40 4
A
=
W
w
30
A7
=2 —1
2
2 204 2
—3
—4
10 —35
—06
—7
0 T T T T T T T T T T T T T T T
0.00 0.01 0.02 0.03 0.04 0.05 0.06 0.07 0.08 0.09 0.10

Tensile strain (mm/mm)
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JUN N.3-2 uan1snAaauNIAEalugns 5A PLA 3898UNUNTUTUAIENTEUIUNITAN

(Injection molding)

ATIUUIN 1.3-2 UAAIATNLARINMITNPAOUNSAEAYBENT 5A_PLA

Freghedl | mundae | eauman i Tensile | Elongation | Tensile
(mm) (mm) (mm?) | Strength | at break | Modulus
(MPa) (%) (MPa)
1 12.87 3.32 41.73 51.50 6.72 2,147.28
2% 12.87 3.49 42.18 54.53 7.99 2,169.78
3* 12.86 3.39 42.31 53.78 6.31 2,137.18
4 12.83 3.32 44.76 53.74 6.15 2,005.42
5% 12.87 3.50 45.28 58.46 5.21 2,232.29
6 12.85 3.48 41.60 52.95 7.18 2,176.28
™ 12.87 3.39 41.60 53.65 7.60 2,154.96
ﬁ"]LQgEJ 12.83 3.33 42.70 52.73 6.68 2109.66
SD 0.06 0.12 1.79 1.14 0.52 91.43

e : * Aediegedldlainndwaniissnldegluyiduade = S..
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50 —

a
1

Tensile stress (MPa)
= =S
1 1

UL
0.03

—T—
0.04 005

0.06

T T T

Tensile strain (mm/mm)

0.07

L
0.08
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JUN n.3-3 Han1snaaeun1Thsdnlugns 10A PLA 9995u1uN U UAI8N T8 UIUN15EN

(Injection molding)

MTIHUIN N.3-3 UANIANNLARINMITRAOUNIAEAYEENT 10A PLA

o oA
AIDYNN

[

N A
NUN

AU | AN Tensile - | Elongation |  Tensile
(mm) (mm) (mm?) | Strength | -at break Modulus
(MPa) (%) (MPa)
1 12.86 3.26 41.73 53.22 6.49 2,221.83
2% 12.87 3.29 42.44 53.69 7.65 2,029.64
3 12.84 3.27 41.86 53.30 6.94 2,155.10
q* 12.84 3.26 41.73 55.82 6.05 2,221.69
5% 12.86 3.31 42.70 40.65 2.21 2,115.31
6 12.85 3.27 41.86 53.91 6.27 2,229.08
7 12.83 3.26 41.73 54.87 6.89 2,138.71
8 12.87 3.28 42.31 54.05 8.06 2,128.93
ﬂ'%agﬁ 12.82 3.27 41.90 53.87 6.93 2174.73
SD 0.04 0.01 0.24 0.67 0.69 47.31

e : * Aediegeildlminndwaniissnldegluyiduads = S..
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60

50 N
— B
= 40
=9
g
vl
w
S 30
2 —1
2]
5 —2
3 204 —3
—4
—3
10 —6
—7
—38
0

-—— 777
0.000 0.005 0.010 0.015 0.020 0.025 0.030 0.035 0.040
Tensile strain (mm/mm)

JUN n.3-4 Han1snAaeunITAsEnlugns 15A PLA 9995u1uN U UAI8N T8 UIUN15an
(Injection molding)

MTIHUIN N.3-4 UAAIANNLARINMITPAOUNAIDAVEENT 15A PLA

[

Fregedl | mundne | Arum Nl Tensile | Elongation | Tensile
(mm) (mm) (mm?) | Strength | -at break Modulus
(MPa) (%) (MPa)
1 12.91 3.29 40.48 47.61 3.60 2,597.17
2% 12.86 3.30 40.48 48.96 3.70 2,541.14
3 12.87 3.32 40.61 48.14 3.95 2,650.84
4 12.89 3.28 40.61 49.05 3.82 2,509.01
5% 12.93 3.29 40.74 48.14 3.33 2,571.83
6 12.87 3.29 40.48 45.99 2.85 2,575.52
* 12.87 3.29 40.61 44.19 3.19 2,528.67
8 12.89 3.31 40.61 49.72 3.48 2,518.30
ﬁ"]LQgEJ 13.10 3.10 40.59 47.94 3.52 2544.35
SD 0.00 0.01 0.10 1.98 0.23 33.85

e : * Aediegeildlaiundwaniissnndelisglutdiaie = SD.
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50 —

a
1

Tensile stress (MPa)
= =S
1 1

0

/i

Tensile strain (mm/mm)

s B I B e e o e LA Ea e w S S S e
0.000 0005 0.010 0015 0020 0025 0030 0035 0.040 0.045 0.050
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JUN n.3-5 Han1sMAaeun1TALEnlugns 20A PLA 9995U1UN U UAI8NTEUIUNITAN

(Injection molding)

MTIHUIN N.3-5 UAAIANNLARINNITNPAOUNTAIEDAVEENT 20A PLA

o oA
AIDYNN

[

AU | AN Nl Tensile | Elongation | Tensile
(mm) (mm) (mm?) | Strength | -at break Modulus
(MPa) (%) (MPa)
1 13.10 3.09 40.48 47.61 3.60 2,597.17
2 13.10 3.09 40.48 48.96 3.70 2,541.14
3* 13.11 3.11 40.61 48.14 3.95 2,650.84
4 13.08 3.10 40.61 49.05 3.82 2,509.01
5 13.10 3.11 40.74 48.14 3.33 2,571.83
6* 13.10 3.11 40.48 45.99 2.85 2,575.52
7 13.09 3.09 40.61 44.19 3.19 2,528.67
8 13.10 3.10 40.61 49.72 3.48 2,518.30
ﬁ"]LQgEJ 13.10 3.10 40.59 47.94 3.52 2544.35
SD 0.01 0.01 0.10 1.98 0.23 33.85

e : * Aediegeildlaiundwaniissnndelisglutdiaie = SD.
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1% av v wa v ' v &y
ANANUIN N.4 LLﬁﬂ\‘l‘UE]Haﬂlﬂﬁ]']ﬂﬂ']iﬂﬂﬁaﬂﬁul]ﬂﬂ'}quﬂqquu@aﬂqiﬂﬂiﬂﬂ (Flexural

4
=

testing) Y@9YUUNVUFUAIBNTZUUNTIAA(Injection molding)

]
=

100 —
90 -
80 —
70 -

60

50+

40

Flexure stress (MPa)

30
20 +

10 4

0

0.000  0.005

T
0.010

T T T

T T T T T

0015 0.020 0.025 0.030 0.035

Flexural strain (mm/mm)

T T T
0.040  0.045

0.050

UM n.4-1 wan1snageunITanlastunaduanfinieda(PLA) Y89¥uIunTugUale

NsrUIUN1TaA(Iinjection molding)

ANSIEUIN N.4-1 WAPIANT LFIINAITNARDUNITHALAIVDINDALAARNLBTA(PLA)

%

Freeadl | mnundae | aaamiun fiufl | Flexural | Eloneation | Flexural

(mm) (mm) (mm?)- | Strength | ~at break Modulus
(MPa) (%) (MPa)

1 12.27 3.50 42.99 93.19 4.02 3584.70

2% 12.23 3.33 40.69 90.55 4.26 3530.79

3 12.35 3.48 42.94 88.54 4.13 3523.30

4% 12.48 3.44 42.97 89.45 3.59 3361.66

5 12.38 3.34 41.35 89.02 3.71 3467.89

6 12.56 3.46 43.50 92.71 4.17 3446.79

7 12.49 3.39 42.38 88.99 3.71 3456.96

8* 12.49 3.49 43.54 91.12 3.56 3502.83

ﬂ'%ﬂgﬁ 12.41 3.43 42.54 90.49 3.95 3495.93
SD 0.12 0.07 1.02 2.26 0.22 57.77

e : * Aediegenldlaiunduaniissnielisglutdiaie = SD.



Flexure stress (MPa)

100

90

T
0.005

0.000

T T T
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0.035

T T T
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0.050
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5UN n.4-2 HAN1INAABUNITAALAIUBIAAT 5A_PLA UBITUNIUNTUTUAIENTEUIUNITAA

(Injection molding)

ATHUIN N.4-2 UAAIATNLAINMITNAAOUNIANLAIYRIEAT 5A PLA

o oA
AIDYNN

[

N A
NUN

AU | AN Flexural | Elongation | Flexural
(mm) (mm) (mm?) | Strength | -at break Modulus
(MPa) (%) (MPa)
1* 12.48 3.24 40.48 85.08 4.08 3,481.87
2 12.60 3.31 41.66 81.96 3.83 3,341.60
3 12.87 3.27 42.04 81.94 3.88 3,350.91
4 12.45 3.56 44.32 86.78 3.40 3,681.75
5 12.87 3.27 42.04 82.77 4.08 3,330.35
6 12.65 3.45 43.68 86.70 3.49 3,682.24
* 12.49 3.46 43.22 88.30 3.12 3,173.75
8 12.88 3.26 42.03 83.47 3.84 3,337.48
ﬂ'%agﬁ 12.66 3.35 42.43 83.94 3.75 3454.05
SD 0.19 0.12 1.23 2.24 0.26 176.69

e : * Aediegeildlaiundwaniissnndelisglutdiaie = SD.



Flexure stress (MPa)

100

90

0.000  0.005

0010 0.015

T T T
0.020  0.025

T T T
0.030  0.035

Flexural strain (mm/mm)

T T T
0.040  0.045

0.050

JUN N.4-3 HaN1SNAABUNITARLATLUENS 10A PLA U899UaIuiitusUamienssuiunisan

(Injection molding)

MTIHUIN N.4-3 UARIATNLIARINMITNPAOUNTAALAIYRIENT 10A PLA

120

o oA
AIDYNN

[

N A
NUN

AU | AN Flexural | Elongation | Flexural
(mm) (mm) (mm?) | Strength | -at break Modulus
(MPa) (%) (MPa)
1* 12.80 3.26 41.77 80.63 3.99 3,376.24
2 12.67 3.25 41.18 81.72 3.76 3,422.31
3% 12.54 3.27 41.01 85.93 3.62 3,614.96
q* 12.43 3.29 40.94 81.30 3.84 3,306.44
5% 12.34 3.28 40.43 80.28 3.64 3,327.72
6 12.66 3.32 41.99 85.45 3.77 3,707.56
7 12.80 3.29 42.15 84.87 3.71 3,901.54
8 12.44 3.26 40.60 83.70 3.85 3,515.06
ﬂ'%agﬁ 12.59 3.28 41.26 83.94 3.77 3,636.62
SD 0.17 0.02 0.00 1.64 0.06 212.86

e : * Aediegeildlaiundwaniissnndelisglutdiaie = SD.



Flexure stress (MPa)

100

90

0.000  0.005

0010 0.015

T T T
0.020  0.025

T T T
0.030  0.035

Flexural strain (mm/mm)

T T T
0.040  0.045

0.050

JUN N.4-4 HaN1INAFBUNITARLATLUENS 15A PLA U89Uauiitusuamienssuiunisan

(Injection molding)

MTHUIN N.4-4 UARIANNLIARINMITPADUNSAALAIYRIENT 15A PLA

121

[

Fregedl | mundne | Arum fufl | Flexaral | Elongation | Flexural
(mm) (mm) (mm?) | Strength | -at break Modulus
(MPa) (%) (MPa)
1% 12.48 3.20 39.94 84.62 1.91 4,664.09
2 12.48 3.31 41.35 81.48 1.94 4,419.56
3* 12.38 3.29 40.69 76.28 1.60 4,237.33
4 12.56 3.35 42.03 80.31 2.04 4,341.25
5% 12.49 3.30 41.18 82.45 2.74 4,346.11
6 12.48 3.31 41.31 81.40 1.93 4,357.35
* 12.38 3.25 40.24 77.51 2.92 4,099.38
8 12.56 3.29 41.36 78.32 2.03 4,289.67
f’]"]LQa‘IEJ 12.48 3.29 41.01 80.38 1.98 4351.96
SD 0.07 0.04 0.68 1.47 0.06 53.52

e : * Aediegeildlaiundwaniissnndelisglutdiaie = SD.



Flexure stress (MPa)

100

0.000 0.005 0.010 0.015

T T T
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Flexural strain (mm/mm)
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0.050
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JUN n.4-5 Nan1Inaaaun13anlAdlugns 20A PLA U990uunUusUamenseuiun1sin

(Injection molding)

MTIHUIN N.4-5 UARIATNLARINMITPAOUNSAALAIYRIENT 20A PLA

Fregedl | mundne | Arum i Flexural | Elongation | Flexural
(mm) (mm) (mm?) | Strength | -at break Modulus
(MPa) (%) (MPa)
1 12.49 3.26 40.76 78.63 2.13 4,420.60
2% 12.45 3.03 37.76 97.11 2.71 5,615.87
3 12.43 3.29 40.94 81.58 2.73 4,388.60
ax 12.56 3.17 39.78 12.37 0.54 5,148.14
5* 12.00 3.22 38.68 51.07 0.29 4,639.19
F’W"]LQ?\IEJ 12.39 3.20 39.59 80.10 2.43 4,404.60
SD 0.22 0.10 0.02 2.09 0.43 22.63

newme : * Aedeganlilaiandnatissnniialdegluinanade + S.D.



100

AMANUIN N.5 hansdayan

Y

=1

4

14

AIINNIINAGETDUEUNUY

%

(Compressive testing) %a&%umuﬁ%’ugﬂﬁ’aEln'szuaumiaﬂ(lnjection molding)

90-
SU-
7'0-
60-
SU—-

40

Compressive stress (MPa)

—1
—2
—3
—

h]
—6

I
0.05

T
0.10

T
0.15

T T T
0.20 0.25

T T T T T
0.30 0.35 0.40

Compressive strain (mm/mm)

[
=

0.45 0.50
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AAIMUATUNIURBAITNAD A

JUN N.5-1 HaN1TMAFEUNTINASALLENS PLA Y89uamuiugumenseuiIunisanlinjection

molding)

ASIINLN N.5-1 LanarnTilFinnnIsadeunIsnnsauasgns PLA
SPLIIRN N ANYUGY | USums | Compressive | Compressive
i (mm?) (mm) - | (mm?) Strength Modulus
(MPa) (MPa)
1 197.76 30.20 5971.38 83.87 2,205.49
2 183.17 29.74 5447.58 83.34 2,133.02
3 201.57 29.85 6016.72 83.61 2,180.84
4% 205.83 29.60 6092.68 80.44 2,013.77
5 179.34 29.72 5328.99 84.16 2,161.04
6* 198.50 29.72 5899.49 81.64 1,699.59
?’hLQgEJ 194.36 29.80 5792.81 83.74 2,170.1
SD 10.61 0.21 321.76 0.35 30.7

e : * Aediegeildlaiunduwaniissnndalisglutdiaie = SD.



100

Compressive stress (MPa)

0.00

(Injection molding)

T
0.05

T T T
0.10 0.15

T T T
0.20 0.25

T T T T T
0.30 0.35 0.40

Compressive strain (mm/mm)

0.45 0.50

A1TNHUIN N.5-2 UamANlaINnsAgUNISNASAYeIans 5A_PLA

GeLIIRN i ANNEY | Usums | Compressive | Compressive

i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)

1 225.99 29.78 6728.78 84.89 1,892.49

2% 205.40 29.84 6129.21 64.82 2,003.83

3* 201.72 29.83 6017.40 60.79 1,824.94

4% 193.82 29.71 5757.54 87.32 2,254.51

5 201.88 29.98 6052.26 86.65 1,797.63

6 175.38 29.74 5215.73 81.06 1,811.70

F’]I’]LﬂaiEJ 200.70 29.81 5983.49 84.20 1,833.94
SD 16.45 0.10 494.59 2.86 51.19

newme : * Aedeganlilaihandnaniissnniialdegluinanade + S.D.

124

JUN N.5-2 HAN1INAADUNIINASAIUIENT 5A_PLA ¥@90uundusuaienssuiunisin



100

Compressive stress (MPa)

125

I

0.00 0.05 0.10 0.15 0.20 0.25 0.30 0.35 0.50

Compressive strain (mm/mm)

0.40 0.45

%

JUN N.5-3 HAN1INAADUNIINABALUENT 10A_PLA Y933UTUNTUTUAIENTEUIUNITAN

Y

(Injection molding)

M1TNHUIN N.5-3 UanaAfleaINNIsnageunIsNASaYesgns 10A_PLA

GeLIIRN i ANNEY | Usums | Compressive | Compressive

i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)

1 194.55 29.65 5767.54 91.93 2,331.34

2% 188.01 29.29 5506.87 89.99 1,301.76

3 191.82 29.73 5702.93 100.39 2,156.82

4% 199.39 29.52 5885.96 57.30 2,290.71

5% 200.60 29.38 5893.52 80.53 1,353.43

6 196.01 29.50 5781.23 98.51 2,543.92

F’]I’]LﬂaiEJ 195.06 29.51 5756.34 96.94 2,344.03
SD 4.71 0.16 142.44 4.44 193.86

newme : * Aedeganlilaihandnaniissnniialdegluinanade + S.D.



Compressive stress (MPa)

100

0.00 0.05

(Injection molding)

0.10 0.15

T T T
0.20 0.25

T T T T T
0.30 0.35 0.40

Compressive strain (mm/mm)

JUN N.5-4 Han15NAARUMNINASALWENT 15A PLA 309U U7

Y

0.45 0.50

dy ;% =
YUSUAIYATZUIUNITAN

ATNHUIN N.5-4 UanaAnfleRINNIsnAgeunIINASAYesans 15A PLA

GeLIIRN i ANNEY | Usums | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1 185.57 29.00 5380.62 90.12 2,178.36
2% 183.84 29.27 5381.02 70.63 2,215.48
3* 206.42 28.59 5901.59 92.46 947.01
4 208.11 28.70 5971.61 77.82 2,280.02
5 210.26 29.33 6166.90 95.05 2,356.32
6 196.80 28.89 5684.58 93.19 2,263.26
F’]I’]LﬂaiEJ 198.50 28.96 5747.72 89.04 2,269.49
SD 11.65 0.30 323.34 7.75 73.01

newme : * Aedeganlilaihandnaniissnniialdegluinanade + S.D.
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100

Compressive stress (MPa)

0.00

(Injection molding)

T
0.05

T T T
0.10 0.15

T T T
0.20 0.25

T T T T T
0.30 0.35 0.40

Compressive strain (mm/mm)

JUN N.5-5 HAN1INAADUNIINABALUANT 20A_PLA Y83TUIUA

%

0.45 0.50

Y

MNTNHUIN N.5-5 UaRIANNlFRINNITNAREUNITNASAYDIEAT 20A_PLA

GeLIIRN i ANNEY | Usums | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1* 193.36 29.10 5626.81 62.80 2,600.48
2 195.69 29.82 5834.39 90.88 2,454.03
3* 198.95 28.34 5638.32 98.36 2,941.05
4 190.18 29.80 5667.35 91.45 2,485.30
5% 191.63 28.92 5542.05 61.98 2,318.38
6* 204.01 28.78 5871.47 71.02 1,696.06
F’]I’]LﬂaiEJ 195.64 29.13 5696.73 91.17 2,469.67
SD 5.14 0.58 128.51 0.40 22.11

newme : * Aedeganlilaihandnaniissnniialdegluinanade + S.D.
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AMANUIN N.6 hANITOYA

Y

4

7

ay v

AIINNIINAGETDUEUNUY

4

%
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AAIMUATUNIURBAITNAD A

(Compressive testing) ¥@s¥uauivuUaemnalulagn1swan 3 & (3D Printing)

JUN N.6-1 HaN15VAAOUNINABALLNERT PLA Y8aguundugusiemalulagnisiy

(3D Printing)

Compressive stress (MPa)

100

90 )
80 -
70 )
60 )
50 |
40 -
30 )
20 ]

10 —

0

0.00

T
0.05

T
0.10

T
0.15

T T T
0.20 0.25

T T T
0.30 0.35

Compressive strain (mm/mm)

T

0.40

0.45 0.50

A1TNHUIN N.6-1 BARIANNLENNNIINAFOUNIINASAYDIEAST PLA

-3

W 3 Uf

SPLIIRN N ANYUGY | USums | Compressive | Compressive
i (mm?) (mm) - | (mm?) Strength Modulus
(MPa) (MPa)
1 170.86 26.26 4485.83 124.59 941.95
2 169.43 26.59 4505.26 130.25 988.89
3* 173.78 26.41 4588.68 89.43 617.86
4 176.50 26.72 4715.26 109.48 715.45
5% 171.19 26.60 4553.74 97.05 606.012
6* 168.14 26.62 4475.10 144.40 1058.95
?’hLQgEJ 171.65 26.53 4553.98 121.45 882.10
SD 3.04 0.17 89.95 10.73 146.22

e : * Aediegeildlaiunduwaniissnndalisglutdiaie = SD.



129

140

130—-
120—-
110-
100-
90—-
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Compressive stress (MPa)
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A e e B e T B E e e R
000 005 010 015 020 025 030 035 040 045 050
Compressive strain (mm/mm)

e

Y

JUN N.6-2 NaNINAABUNIINASALUERAT 5A PLA Y033unuitususmemaluladnisiiun 3
1% (3D Printing)

A1TNHUIN N.6-2 kanImNleaNN1INAFaUNISNASAYEIaRT 5A_PLA

GPLIIRN Noaih ANuEe | Usuams | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1 16859 | 2643 | 445592 77.25 633.17
2 167.82 26.11 4380.86 79.91 583.16
3 167.89 26.09 4380.35 79.05 589.66
4% 168.08 26.12 4390.32 86.76 1005.50
5% 166.83 26.33 4391.91 12.73 475.92
6* 169.68 26.04 4417.72 87.11 1076.39
ﬁl’]LQgEJ 168.15 26.18 4402.85 78.74 602.00
SD 0.94 0.16 29.34 1.36 27.19

newme : * Aefeganlilaiandnantissniialdegluindnade + S.D.




sUN 1.6-3 HaN1SNAABUNITNABA LUE

e

120

110

Compressive stress (MPa)

1% (3D Printing)

ATNHUIN N.6-3 UanIMNLPNNINAFEUNITNASAYDIEAT 10A_PLA

T
0.15

Compressive strain (mm/mm)

Y

0.20 0.25

T T T T T

0.30 0.35 0.40

[
=

0.45 0.50

GPLIIRN Noaih ANuEe | Usuams | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1* 169.95 | 2615 | 44dd.29 92,84 702.73
2% 172.25 26.08 4491.52 105.99 753.94
3 169.59 26.12 4429.73 99.19 743.30
4 173.62 26.10 4531.54 103.96 763.32
5 171.69 26.08 a4477.75 100.81 741.18
6* 171.04 26.05 4454.66 98.76 793.78
ﬁl’]LQgEJ 171.36 26.10 4471.58 101.32 749.27
SD 1.50 0.04 36.92 2.43 12.22

newme : * Aefeganlilaiandnantissniialdegluindnade + S.D.
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M3 10A_PLA 908y unvugUmemalulagnisiiud 3
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110-
100-
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80—-
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50-
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Compressive stress (MPa)

30-
20
10

0

0.00

1% (3D Printing)

T
0.05

T
0.10

T
0.15

T T T
0.20 0.25

T T T T T
0.30 0.35 0.40

Compressive strain (mm/mm)

[
=

0.45 0.50

ATNHUIN N.6-4 UaRIANLHANNINAFBUNITNASAYDIEAT 15A PLA

GPLIIRN Noaih ANuEe | Usuams | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1 17598 | 2615 | 4601.92| 12025 820.02
2 177.30 25.93 4597.26 120.58 812.20
3 182.78 25.65 4687.29 133.18 891.84
4% 177.84 25.95 4614.10 112.41 651.64
5 176.80 25.97 4590.58 109.00 613.89
6* 172.10 26.02 4477.99 83.36 822.67
ﬁl’]LQgEJ 177.13 25.94 4594.86 120.42 816.11
SD 3.44 0.17 67.30 0.23 5.53

newme : * Aefeganlilaiandnantissniialdegluindnade + S.D.
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JUN N.6-4 HaN1TVAAOUNMINADALLENT 15A PLA 399tiua1uiivusuaiemalulagnisiui 3



5UN 1.6-5 HaN1SNAABUNITNABA LUE

e

120

110

Compressive stress (MPa)

1% (3D Printing)

ATNHUIN N.6-5 UaRIANLHAINNINAFBUNITNASAYDIEAT 20A_PLA

T
0.15

Compressive strain (mm/mm)

Y

0.20 0.25

T T T T T

0.30 0.35 0.40

[
=

0.45 0.50

GPLIIRN Noaih ANuEe | Usuams | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1 17586 | 2613 | 4583.97| 12459 941.95
2 190.28 25.59 4868.23 130.25 988.89
3 180.63 25.94 4684.62 89.43 617.86
4% 184.55 25.82 4765.02 109.48 715.45
5 181.92 25.73 4680.73 97.05 606.012
6* 186.92 25.82 4825.25 144.40 1058.95
ﬁl’]LQgEJ 183.29 25.84 4734.64 121.45 882.10
SD 5.17 0.18 104.97 10.73 146.22

newme : * Aefeganlilaiandnantissniialdegluindnade + S.D.
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ANAKNUIN N.7 WEAITBUANLAIINAISNAGBUAUUAAITUAIUNIUABNISNAD A

Y

(Compressive testing) %aﬂ%u\‘ﬂuﬁ‘ﬁugﬂﬁ"a&m%z‘u%umiﬁﬂ (Injection molding) a4

srunisguudluindwluszesaan 30 Su

120

110—-
100—-
90—-
30—-
70—-
60-
50—-

40 -

Compressive stress (MPa)

30

20

——PLA
SA_PLA
—— 10APLA
——15A_PLA
—20A PLA

T
0.05

5UT n.7-1 HaNITNAHBUNIINAS

T T
0.10 0.15

0.20

T
0.25

T T T T T
0.30 0.35 0.40

Compressive strain (mm/mm)

v
[

Wrunsguudluiiduszezioa 30 4u

Y

0.45 0.50

ANSIEUIN N.7-1 BAGIANPAINAISNAZDUAITNNDA

Gkl ﬁyuﬁ AN Usuws | Compressive | Compressive
(mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)

PLA 206.12 29.63 | 6106.16 95.44 2063.32
5A PLA 178.82 29.68 | 5306.56 79.77 2044.85
10A PLA | 183.66 29.40 | 5399.72 104.94 2261.84
15A PLA | 199.51 28.87 | 5759.74 65.22 2266.72
20A PLA | 195.49 28.30 | 5531.48 77.16 2251.22

a d‘sg [ a . . . L g
ATUINUNVUTUNIBNTTUIUNITAN (Injection molding) Va3



120

AMANUIN N.8 haNIToYA

Y

v

7

ay v

AIINNIINAGETDUEUNUY

4

Hiunsguurluthanefiendussezioan 30 Ju

o

%

110—-
100—-
90—-
30—-
70—-
60-
50—-

40 -

Compressive stress (MPa)

30
20
10

0

0.00

molding)

T
0.05

0.10

T
0.15

0.20

T
0.25

0.30

T T T T T
0.35

Compressive strain (mm/mm)

Re

0.40

0.45 0.50

ANTINEUIN N.8-1 uandAdildainnismageumsnadeuesgns PLA
SPLIIRN il ANUFY | Usums | Compressive | Compressive
i (Mmm2) (mm) (mm?) Strength Modulus
(MPa) (MPa)
1* 203.03 29.36 5960.93 13.55 1,988.60
2% 217.01 29.47 6394.33 105.11 1,356.21
3 199.10 29.70 5912.46 110.19 2,000.68
4 205.44 29.70 6101.62 87.14 2,057.80
5 209.71 29.67 6222.23 96.06 2,169.32
ﬁ?LQgﬁJ 206.73 29.59 6116.29 97.80 2,075.93
SD 6.14 0.14 175.80 11.62 85.77

e : * Aediegeildlaiunduaniissnndelisglutdiaie = SD.
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AAIMUATUNIURBAITNAD A

(Compressive testing) %aa%umuﬁ%ugﬂé"aanszmumsﬁﬂ (Injection molding) a4

JUN N.8-1 HaN1TNAABUMINASALLENT PLA U9t uilusUaienssuIun1san (Injection
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Compressive stress (MPa)

30
20
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(Injection molding)

T
0.05

T
0.10

T
0.15

T T T
0.20 0.25

T
0.30

T T T
0.35 0.40

Compressive strain (mm/mm)

JUN N.8-2 NANISNAABUNITNASALUENT A PLA U89%UUT

%

—
0.45 0.50

A1IHUIN N.8-2 kanamnleanNn1snageaunIsNASaYesgns 5A_PLA

GPLIIRN Noaih ANuEe | Usuams | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1* 213.65 29.74 6353.86 113.86 1,349.57
2 22119 29.33 6487.55 89.49 2,099.05
3 184.33 29.54 5444.05 78.73 1,939.69
4% 210.67 30.18 6358.09 7.08 2,342.01
5% 197.07 29.74 5859.98 25.07 2,452.89
ﬁl’]LQgEJ 200.96 29.70 5968.35 84.11 2,019.37
SD 17.01 0.28 508.86 7.61 112.69

newme : * Aefeganlilaihandnantissnniialdegluiudnade + S.D.
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Compressive stress (MPa)

(Injection molding)

T
0.10

T
0.15

T T T
0.20 0.25

T T T T T
0.30 0.35 0.40

Compressive strain (mm/mm)

JUM N.8-3 HAN1INAADUAIINABAIUENT 10A PLA U933 UIUT

%

0.45 0.50

A1IHUIN N.8-3 UanImMNlPNN1IMAdaUNISNASAYDIERS 10A_PLA

GPLIIRN Noaih ANuEe | Usuams | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1 182.25 29.48 5371.80 101.21 2,218.46
2 212,52 29.60 6289.53 115.18 2,325.21
3 204.76 29.48 6035.17 118.70 2,200.79
4% 178.35 29.39 5240.75 82.71 2,805.23
5% 203.96 29.38 5991.33 99.23 1,541.15
ﬁl’]LQgEJ 194.25 29.45 5721.38 111.69 2,248.15
SD 14.47 0.08 436.08 9.25 67.31

newme : * Aefeganlilaihandnantissnniialdegluiudnade + S.D.
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Compressive stress (MPa)

(Injection molding)

T
0.05

T
0.10

T
0.15

T T T
0.20 0.25

T T T T T
0.30 0.35 0.40

Compressive strain (mm/mm)

JUN N.8-4 HANIINAADUAITNABAIUENT 15A PLA U931 IUT

%

0.45 0.50

MIHUIN N.8-4 UanIMNLPNNINAZUNITNASAYDIERT 15A PLA

GPLIIRN Noaih ANuEe | Usuams | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1* 192.65 28.65 5519.55 11.26 2,319.51
2% 204.11 29.27 5974.35 0.53 2,825.91
3 194.23 29.56 5741.45 116.20 2,288.86
4% 211.17 28.98 6118.69 0.72 2,887.68
5 201.84 28.82 5816.95 122.07 2,421.13
ﬁl’]LQgEJ 200.59 29.02 5821.79 119.14 2,354.99
SD 6.79 0.33 206.45 4.15 93.52

newme : * Aefeganlilaihandnantissnniialdegluiudnade + S.D.

137

= ¥ a
“UUE‘U@']EJﬂig‘U'Juﬂ'ﬁQ@



140

130—-
120—-
110-
100-
90-
80—-
70-
60—-
50-
404

Compressive stress (MPa)

30-
20
10

0

0.00

(Injection molding)

T
0.05

T
0.10

T
0.15

T T T
0.20 0.25

T T T T T
0.30 0.35 0.40

Compressive strain (mm/mm)

JUMN N.8-5 HANIINAADUAITNABAIUENT 20A_PLA U931 IUT

%

0.45 0.50

A1IHUIN N.8-5 UanIMNLPNNINAFUNITNASAYDIEAT 20A_PLA

GPLIIRN Noaih ANuEe | Usuams | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1* 195.04 28.73 5603.60 87.20 1,930.52
2% 204.59 29.36 6005.70 0.59 2,945.79
3 210.05 28.73 6034.61 83.10 2,873.12
4 204.53 28.49 5826.15 27.48 3,202.95
5 191.12 29.64 5664.83 16.42 2,686.99
ﬁl’]LQgEJ 200.14 28.87 5777.73 85.15 2,401.82
SD 7.30 0.52 211.66 2.90 666.52

newme : * Aefeganlilaihandnantissnniialdegluiudnade + S.D.
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AMANUAN N.9 uaaItayaflaannIsNAdauauURAIIUATUNIURBAISNAD A

Y

¥
{ v

(Compressive testing) ¥as¥uUNVUsURwnAlulagn1sAuN 3 R (3D printing) %a<

v

srun1sguudlutnduszeziia 30 u

140

130—-
120—-
110-
100-
90—-
80—-
70-.
60—-
50—-
40—-

Compressive stress (MPa)

30 -
20 -
104
0

T T — T T
0.00 0.05 0.10 0.15 0.20 0.25 0.30 0.35 0.40 0.45 0.50

—PLA
5A_PLA
—— 10APLA
15A_PLA
——20A_PLA

T T T T T T T T T T T T T

Compressive strain (mm/mm)

5UN N.9-1 HANTNARBUNISNNSATLIUTIVUIUMIENTZUIUNTAA (Injection molding) e

(%
o

iunsguusluidusseziaan 30 Ju

ASIEUIN N.9-1 LARIANPAINAISTNAZDUAITNNDA

Gkl ﬁyuﬁ AN Usuws | Compressive | Compressive
(mm?) (mm) | (mm?) Strength Modulus

(MPa) (MPa)
PLA 170.91 26.39 | 4510.25 68.61 461.52
5A PLA 167.50 26.13 | 4376.85 108.98 568.80
10A PLA | 171.89 26.15 | 4494.95 133.80 705.78
15A PLA | 182.99 2442 | 4468.71 125.79 734.25
20A PLA | 18857 25.61 | 4828.30 104.78 789.97
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A1AKNUIN N.10 wAAITBUANLARINAISNAFIUANU

Y
4 4

L%

140

AAMUAIUNIURBNITAAD A

(Compressive testing) ¥astuaunivuzudtamalulagnisiuw 3 47 (3D printing) #&s

1 1 [ H = <) o/
NWUﬂﬁiﬁ)INLL‘ZﬂHUﬂaWEJWIEJN wuszegiian 30 U

140

130—-
120—-
110-
100-
90-
80—-
70-

60
50 -
40

Compressive stress (MPa)

30-

20

PLA
5A_PLA
10APLA
15A_PLA

10
0 -

0.00

(3D printing)

—20A_PLA

T
0.05

0.10

T
0.15

0.20

T
0.25

0.30

T T T T T
0.35 0.40

Compressive strain (mm/mm)

0.45

T
0.50

U n.10-1 NaMIAaBUNISNASALLEAS PLA v0stuundugumemalulagnisiy

A1TNEUIN N.10-1 UAAIANNIAIINATINAGRUNIINAAYEIENT PLA

[

W 3 4R

SPLIIRN il ANUFY | Usums | Compressive | Compressive

i (Mmm2) (mm) (mm?) Strength Modulus
(MPa) (MPa)
1 162.16 26.09 4229.93 65.93 435.24

2% 167.95 26.39 4431.47 125.93 1,005.58

3 169.66 26.59 4510.46 53.63 2,393.16

4% 172.05 26.43 4547.29 88.37 2,714.14
5 170.95 26.45 4521.54 69.80 554.01
ﬁ?LQgﬁJ 168.55 26.39 4448.14 67.87 494.62
SD 3.89 0.18 129.42 2.73 83.99

e : * Aediegenldlaiunduaniissnnialisglutudiaie = SD.
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Compressive stress (MPa)
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JUN 1.10-2 NaNINAFOUNISNABAIUARNT 5A PLA Y0suuiivugumemalulagnsium 3
# (3D printing)

A1IHUIN N.10-2 UARIATILAIINNITNARBUNIINASAYEIENT 5A_PLA

GPLIIRN Noaih ANuEe | Usuams | Compressive | Compressive

i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)

1 166.39 26.25 4367.77 100.27 562.82

2% 169.06 26.02 4398.21 8.17 1074.73
3 167.64 26.12 4377.81 120.71 613.56

4 169.96 26.12 4439.29 127.61 647.92
5 171.37 26.14 4479.53 79.86 286.87
ﬁl’]LQgEJ 168.88 26.13 4412.52 116.20 608.10
SD 1.94 0.08 46.42 14.21 42.81

newme : * Aedeganldlaihandnanlisniialdegluinanade + S.D.



Compressive stress (MPa)
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JUN 1.10-3 NaMINAABUAIINASALLEAT 10A PLA J09tuunvugumemalulagnisiiun

3 4% (3D printing)

A1IEUIN N.10-3 UansAINlAaNN1INAGRUNISNASAYEIENT 10A_PLA

GPLIIRN Noaih ANuEe | Usuams | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1 171.38 26.14 4478.90 135.80 824.87
2% 173.82 26.06 4529.80 137.39 2,473.21
3* 173.95 26.18 4553.19 133.72 2,575.99
4 171.96 26.19 4503.51 123.58 752.58
5 169.52 26.20 4440.50 109.73 741.87
ﬁl’]LQgEJ 172.12 26.15 4501.18 123.04 773.11
SD 1.84 0.06 43.90 13.05 45.14

newme : * Aedeganldlaihandnanlisniialdegluinanade + S.D.



Compressive stress (MPa)

T
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JUN N.10-4 NaMINAFBUAIINASALLEAT 15A PLA J09tuunvugumemalulagnisiiun

3 4% (3D printing)

A1IHUIN N.10-4 UAAIAINlAANNNTNAGBUNISNASAYBIENT 15A PLA

GPLIIRN Noaih ANuEe | Usuams | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1 178.72 26.15 4673.56 137.23 779.20
2% 179.59 26.15 4696.24 49.98 2,522.85
3 182.65 25.84 4718.72 137.66 828.34
4% 180.62 26.20 4731.34 142.63 2,677.37
5 179.85 26.05 4684.11 130.16 810.04
ﬁl’]LQgEJ 180.28 26.08 4700.79 135.02 805.86
SD 1.48 0.15 23.95 4.21 24.84

newme : * Aedeganldlaihandnanlisniialdegluinanade + S.D.



Compressive stress (MPa)

T
0.05

T T T
0.10 0.15

0.20 0.25

T T T T T
0.30 0.35

Compressive strain (mm/mm)

0.40

0.45 0.50

144

JUN 1.10-5 NaMINAFBUAIINASALLEART 20A PLA J89tuunvugumemalulagnisiiun

3 4% (3D printing)

A1IEUIN N.10-5 LA NlAaNNN1INAGRUNISNASAYBIENT 20A_PLA

GPLIIRN Noaih ANuEe | Usuams | Compressive | Compressive
i (mm?) (mm) | (mm?) Strength Modulus
(MPa) (MPa)
1 183.78 25.79 4739.67 113.67 858.17
2 181.58 25.71 4667.47 99.59 856.60
3* 181.91 25.89 4708.76 123.36 2523.75
4% 192.37 25.78 4958.42 118.90 1025.43
5 186.20 25.83 4809.53 97.13 715.79
ﬁl’]LQgEJ 185.17 25.80 ar76.77 103.46 810.18
SD 4.43 0.07 114.04 8.92 81.75

newme : * Aedeganldlaihandnanlisniialdegluinanade + S.D.
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MANUIN .11 uaasdayaumtiniiaeuluvas®uanu Compressive NUFUAE
a . . o 1 [l 2 < LY
nszuIuMsAalinjection) wasitumMsIuudlutluszesiian 30 Ju

A1TNANUIN N.11-1 YmMEATANTUVDITUNUNTUIUMENTEUIUNIIAA (Injection

molding)
§i79819 dwinduau
(g)
Budu Fudi 1 Fudi 9 fufi 15 | Sufi22 | Sudi 30
PLA 7.4093 7.4143 1.4236 7.4256 7.4264 7.4265

5A PLA 6.5192 6.5245 6.5305 6.5348 6.5363 6.5376

10A_PLA 6.7549 6.7617 6.7682 6.7745 6.7800 6.7835

15A PLA 7.6012 7.6102 7.618 7.6254 7.6308 7.6352

20A_PLA 7.5993 7.6093 7.6179 7.6257 7.6308 7.6356
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MANUIN .12 uaasdayauminiiaeuluvas@uanu Compressive NUFUAE
nszurunsBalinjection) ndsunsgusdluihaedisaduszezioan 30 Su
A1TNAANUIN N.12-1 YNNIV ITUNUNTUTUMENTEUIUNIIAA (Injection

molding) Ua3gns PLA

Funu Ywtinduny
(g)
Buduy Fudi 1 Fuii 9 ufi 15 | Sufizz | Sudi30
1 6.4746 6.4807 6.4885 6.4927 6.4958 6.4990
2 7.0928 7.1002 7.1064 7.1101 7.1151 7.1202
3 7.4669 1.4757 1.4836 7.4867 7.4907 7.4948
q 7.2067 7.2135 7.2219 7.2251 7.2283 7.2316
5 7.7563 1.7636 7.7803 7.7841 7.7876 7.7912
LQ?iIEl 7.1995 7.2067 7.2161 1.2197 7.2235 1.2273
S.D. 0.4792 0.4798 0.4825 0.4823 0.4824 0.4825

A1TNNANUIN N.12-2 WINTINTRLTUTDITRNUNTUFUAIENTEUIUNNTAN (Injection

molding) ¥83gn7 5A_PLA

Fuau YminTuau
(9)
Sudu | Juill | Auito | Suiiis | Sufizz | Suit 30
1 7.2167 7.2249 7.2345 7.2360 1.2372 7.2383
2 8.0289 8.0375 8.0505 8.0514 8.0529 8.0546
3 6.6631 6.6720 6.6891 6.6972 6.7053 6.7134
q 7.8204 7.8284 7.8519 7.8543 7.8567 7.8591
5 7.2701 7.2781 7.2918 7.2945 1.2977 7.3011
LQEIEJ 7.3998 7.4082 7.4236 7.4267 7.4300 7.4333
S.D. 0.5398 0.5397 0.5406 0.5383 0.5362 0.5341




ANSIAIANUIN N.12-3 UNNTNTLALTUYDITUIUN

molding) UadgnT 10A_PLA

5%

AuzUMmenszUIun1san (Injection

147

Funu YwtinTuny
(g)
Buduy Fudi 1 Fuii 9 ufi 15 | Sufizz | Sudi30
1 6.7047 6.7168 6.7453 6.7477 6.7481 6.7485
2 7.6999 7.7133 7.7450 7.7548 7.7646 7.7744
3 7.9981 8.0100 8.0351 8.0383 8.0405 8.0427
q 7.8597 7.8633 7.8671 7.8703 7.8715 1.8727
5 7.8159 7.8207 1.8271 7.8307 7.8323 7.8344
LQ’?{EI 7.6157 7.6248 7.6439 7.6484 7.6514 7.6545
S.D. 0.5203 0.5186 0.5134 0.5141 0.5151 0.5162

A1190NANUIN N.12-4 Y MTNTINTUYeIRRIUNAUFUAI8NTEUIUNNTAN (Injection

molding) ¥agnT 15A_PLA

4

4
v a

Fueu UMUNTUUY
(9)
Buduy Fudi 1 Fudi 9 Fuit 15 | Sufi 22 | Fuidi 30
1 7.5105 7.5202 7.5401 7.5427 7.5443 7.5459
2 7.5389 7.5495 7.5780 7.5902 7.5924 7.5946
3 8.2482 8.2592 8.2822 8.2901 8.2947 8.2993
q 7.9253 7.9356 7.9603 7.9665 7.9693 7.9721
5 7.8078 7.8168 7.8367 7.8437 7.8479 7.8521
LQEIEJ 7.8061 7.8163 7.8395 7.8466 7.8497 7.8528
S.D. 0.3035 0.3038 0.3036 0.3038 0.3049 0.3060




ANSIAIANUIN N.12-5 UNATNTILALTUYDITUINUN

molding) UadgnT 20A_PLA

5%

AuzUMmenszUIun1san (Injection
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Funu YwtinTuny
(g)
Buduy Fudi 1 Fuii 9 ufi 15 | Sufizz | Sudi30
1 7.5002 7.5107 7.5369 7.5509 7.5549 7.5415
2 7.8081 7.8200 7.8405 7.8459 7.8489 7.8601
3 7.9665 7.9780 8.0091 8.0115 8.0146 8.0169
q 7.5761 7.5868 7.6198 7.6220 7.6239 7.6301
5 8.1232 8.1347 8.1559 8.1725 8.1741 8.1771
LQ’?{EI 7.7948 7.8060 7.8324 7.8406 7.8433 7.8451
S.D. 0.2608 0.2613 0.2591 0.2603 0.2599 0.2638
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MANUIN N.13 uaasdayaumtiniiaeuluvas®uanu Compressive NUFUAE
walulagnisiiuw 3 I (3D printing) nawunsgusdTuinluszeziaan 30 Ju

A1TNANUIN N.13-1 dminfiinduvestunundugumemalulagnisiun 3 17

fi79819 YwtinTuny
(g)

Buduy Fudi 1 Fuii 9 fufi 15 | Sufi22 | Sudi 30
PLA 4.8302 4.8541 4.8722 4.8859 4.8944 4.905
5A PLA 47317 4.7594 4.7793 4.7948 4.8084 4.8229
10A_PLA 5.4967 5.5607 5.6031 5.6281 5.647 5.6575
15A PLA 6.0328 6.1074 6.1615 6.1933 6.218 6.2308
20A_PLA 5.8598 5.9584 6.0309 6.0984 6.1384 6.1677
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A1aNUYIn 1.14 uansdayadrvinniudsuluyvasdusiu Compressive NUU3UAEY

walula@nsiun 3 @ (3D printing) wawitun sguwsluianefisudusseziian 30

[

MU

M199NANUIN N.14-1 dminfiinduvestununugumemalulagnisias 3 45 (3D

printing) Ua3gnAs PLA

Funu YwtinTuny
(g)
Budu Fudi 1 Fuii 9 ufi 15 | Sufizz | Sudi30
1 4.0301 4.1007 4.1944 4.2443 4.2893 4.3017
2 5.0307 5.1012 5.2176 5.2288 5.2313 5.2519
3 5.4110 5.4209 5.4639 5.4756 5.4818 5.4907
q 5.4700 5.4941 5.5895 5.5252 5.5328 5.5410
5 4.2101 4.2905 4.4722 4.6039 4.6092 4.6364
LQ?iIEl 4.8304 4.8815 4.9875 5.0156 5.0289 5.0443
S.D. 0.6730 0.6468 0.6198 0.5659 0.5530 0.5493

[

M1TNIARNUIN N.14-2 UminfiinTuvestununTugUmemalulagnisius 3 45 (3D

printing) Ua4gn3 5A PLA

Fuau YwtinTuny
(9)
Sudu | uite | Suilo | Suii1s | Sufizz | Suil 30
1 4.4610 4.5781 4.6194 4.6236 4.6551 4.6864
2 5.0601 4.9301 4.9998 5.0614 5.0990 5.1363
3 4.9607 5.0115 5.2039 5.2455 5.2591 5.2720
q 5.1416 5.2089 5.2488 5.2622 5.2763 5.2896
5 3.7406 3.9388 4.2904 4.3585 4.3726 4.3852
LQEIEJ 4.6728 4.7335 4.8725 4.9102 4.9324 4.9539
S.D. 0.5845 0.4994 0.4094 0.4018 0.4009 0.4006




ANSIAIANUIN N.14-3 UNATNTILALTUYDITUIUN

printing) ¥osgms 10A_PLA

[

Fugumewaluladnisiud 3 {5 (3D
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Funu YwtinTuny
(g)
Buduy Fudi 1 Fuii 9 ufi 15 | Sufizz | Sudi30
1 5.5301 5.5999 5.7503 5.8011 5.8911 6.0025
2 5.6417 57194 5.8807 5.9659 5.9840 5.8527
3 5.6367 5.7252 5.8712 5.9559 5.9931 6.0124
q 5.3489 5.4654 5.6301 56713 5.6967 5.8328
5 5.4704 5.5901 5.7614 57518 5.7822 5.8547
LQ’?{EI 5.5256 5.6200 57787 5.8292 5.8694 5.9110
S.D. 0.1226 0.1074 0.1026 0.1289 0.1288 0.0885

M1TNNIARNUIN N.14-4 UmtipfiinTuvestununvugumemalulagnisius 3 45 (3D

printing) Ya3ans 15A PLA

4

4
v a

Fueu UMUNTUUY
(9)

Buduy Fudi 1 Fudi 9 Fuit 15 | Sufi 22 | Fuidi 30

1 6.1360 6.2447 6.3266 6.4126 6.4606 6.4872

2 6.2107 6.2730 6.4039 6.4403 6.4407 6.4499

3 6.1145 6.2545 6.3704 6.4064 6.4623 6.4774

q 5.9320 6.1757 6.2958 6.3032 6.3046 6.4035

5 5.1256 5.5091 59724 6.0108 6.0504 6.1108
LQEIEJ 5.9038 6.0914 6.2738 6.3147 6.3437 6.3858
S.D. 0.4469 0.3276 0.1735 0.1777 0.1766 0.1571




ANSIAIANUIN N.14-5 UNATNTILALTUYDITUIIUN

printing) ¥osgms 20A_PLA

[

Fugumewaluladnisiud 3 {5 (3D
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Funu YwtinTuny
(g)
Buduy Fudi 1 Fuii 9 ufi 15 | Sufizz | Sudi30
1 5.6905 5.8692 6.0990 6.1720 6.2142 6.2550
2 5.2178 5.4286 5.7858 5.8332 5.8726 5.9305
3 6.3428 6.4063 6.5148 6.5391 6.5579 6.5813
q 5.2406 5.9145 5.9899 6.0140 6.0313 6.0419
5 6.2098 6.2959 6.4476 6.4844 6.5124 6.5435
LQ’?{EI 5.7403 5.9829 6.1674 6.2085 6.2377 6.2704
S.D. 0.5265 0.3880 0.3086 0.3023 0.2977 0.2912
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Preparation of Poly(Lactic Acid)/Alumina Composites For Dentistry Application

Nathawat Kanchanawaleekun'’, Nattakarn Hongsriphan', and Pajaera Patanathabutr!
'Department of Materials Science and Engineering, Faculty of Engincering and Industrial Technology.
Silpakorn University. Sanam Chan Place Campus, Nakhon Pathom 73000, Thailand
Phone +66 3424 1708, Fax +66 3424 1708, *E-mail: kanchanawalee_n@silpakorn.cdu

Abstract

Currently. the polymeric material used to fabricate temporary crowns in dentistry application is poly(methyl
mcthacrylate) (PMMA), which is non-biobascd polymer and fabricated by milling. This rescarch objective is aimed o
find polymeric matcrials to replacc PMMA and be able to fabricate by 3D printing tcchnique, which could provide faster
making of temporary crowns. Poly(lactic acid) (PLA), the most applicable biodegradable polymer, was processed by
alumina powder in the ratio of 5, 10, 15 and 20% by weight. Alumina surface was modificd with (3-Aminopropyl)
tricthoxysilanc (APTES) at 10% by weight compared to alumina powder. The obtained composites were characterized
rtheological and mechanical propertics in order to determine the optimized formulation for fabrication using 3D printing
technique. It was found that higher alumina content in the PLA composites increased flexural modulus but decreased
elongation at break. Rheological property results showed that the PLA composite adding silane-treated alumina of 10
wt% had the highest storage and loss modulus. In addition, the optimum condition for 3D printing of the PLA/alumina

composite filament will be further studied.

Keywords: Poly(lactic acid): Composite; Temporary crowns; and 3D Printing

1. Introduction

Temporary crown is the curing method that works
well in dental patients. Temporary crown is a restoration
of damaged or broken teeth from many causes. for example
by occlusion or by time and teeth with very large
perforation to work efficiently as before. The curing
method is composed of many processes and steps. The
duration of the curing might take twice since it requires
molding temporary crown in the dental laboratory to create
the perfect size that fits the patient and dismantling the
temporary crown and attaching the permanent crown with
the teeth, then checking and adjusting as appropriate. [1]

Currently, temporary crown is made from acrylic
polymer, such as poly(methyl methacrylate) or PMMA [2]
which is not either bio-based material and biodegradable.
In this work. we propose to find the polymeric material that
is suitablc and can be usced to make a temporary crown
using 3D-printing technology [3] to reducc the duration of
making the temporary crown. Poly(lactic acid) or PLA, a
bio-bascd and biodcgradable polymeric maltcrial, was

compounded with alumina powder. in order to make them

look more like a real tooth and have better mechanical
performance. Since PLA and alumina have different
hydrophilicity, alumina surface was treated with 3-
aminopropyltricthoxysilanc (APTES) in order to improve
compatibility and dispersion of the fillers during the
compounding. In this report, thermal and rheological
propertics of compositc compounds were cvaluated and
comparcd with cxtruded ncat PLA. Also, compositc
compounds were injection molded into specimens to
determine improvement of mechanical properties by

means of flexural testing.

2. Experimental Methods

PLA pellets, Ingeo 4032D extrusion grade, was
purchased from NatureWorks (USA). The polymer has a
density of 1.24 g/cm® and MFI of 3.9 g/10 min (190°C.
2.16 kg). Alumina powder was purchased from Sigma-
Aldrich (USA) with the average particle size of 100 um. 3-
aminopropyltricth-oxysilane (APTES) was purchased

from Sigma-Aldrich (USA) and used as received.
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Table 1. Thermal propertics of ncat PLA and PLA/alumina compositcs.
First heating Second heating
Sample i3 Tee T Hee Hu YoXe T, Tee T Hee Hu %X
((©)] 0 ({©) Vg /g %) | (O 0 0 g g (%)

Neat PLA 58.82 100.11 169.72 2423 3284 926 | 6024 10926 168.23 26.87 3291 649
5% Alumina 5877  99.11 16931 24.09 3340 1054|6031 10176 167.97 21.76 3423 14.11
10% Alumina ~ 59.32  98.63 169.78 23.54 3333 11.70 | 60.33 100.79 168.37 22.59 3458 14.32

15% Alumina  58.58  96.36
20% Alumina  57.70 9541

169.63 19.80 27.89
16939 17.59 2922

10.23 | 5844  98.83
15.63 | 60.24 9933

167.97 13.52 2848 18.92
167.97 1450 2838 18.66

APTES of 10 wi% was dissolved in watct/cthanol
mixture  (30/70 w/w). Then, alumina powder was
suspended in the solution at 80°C with mechanical stirring
continuously for 3 hours, and then was filtered and dried
at 120°C for 18 hours. [4. 5].

Prior to compounding, PLA and APTES silanc
treated alumina particles were dried in a vacuum oven at
60°C for 24 hours. The composites were melt compounded
using a twin-screw extruder (SHJ-25. S/D 40, Yongteng,
China) using the barrel temperature profile of 150-180°C
and a screw speed of 20 rpm. The extrudate was cooled
down in water bath and the pull-off spced was sct to obtain
the extrudate diameter of 1.7 mm for 3D-printing. Neat
PLA extrudate/filament was also prepared under the same
condition. Some of them were pelletized and injection
molded (Plus 350/75, Battenfeld, Austria) into rectangular
specimens for flexural testing.

Diffcrential scanning calorimetry (DSC) was
performed under nitrogen atmosphere using a differential
scanning calorimeter (TGA/DSCI1, Mettler Toledo, USA).
Extrudates were cut into 7-10 mg samples and tested in a
heat-cool-rcheat mode with a heating rate of 5°C/min from
30 to 180°C. Flexural modulus and Flexural strength were
evaluated in accordance to ASTM D792 using an universal
testing machinc (Modcl 35969, TInstron Enginccring
Corporation, USA). The testing was carried out with a
crosshead speed of 5 mm/min. Rheological properties was
determined using a rotational rheometer (ARES-G2, TA
Instruments, USA). The testing condition was performed
in a frequency sweep mode (0.01-100 rad/s) at 180°C with

a strain of 80%.

3. Results and Discussion

3.1 Differential scanning calorimetry (DSC)

Thermal properties from DSC studies are presented
in Table 1. Typically, shifting of glass transition
temperature (Tg) is used to determine compatibility
between polymer matrix and additive or fillers. In this
study, shifting of T, was slightly changed to indicate
interaction between PLA molecules and silane treated
alumina particles. In cooling step, crystallization
tcmperaturcs (T.) were not obscrved in all samples.
However, the cold crystalline temperatures (T..) decreased
when the content of APTES treated alumina particles
incrcased. This was attributed to silanc-trcated alumina
acted as nucleating agents [6] during applying thermal
energy above the T, for PLA molecules to crystallize. For
crystal melting temperatures (T.,), it was found that adding
silane treated alumina did not alter T, in both the first and
second heating scans. This indicated that silane treated
alumina did not affcct the crystal structurcs of PLA
although these alumina reduced the Te.. The degree of
crystallinity (X.) increased with the presence of silane
treated alumina. Comparing between the first and sccond
heatings, the X. of the second heating scan was somewhat
higher. This supported the annealing effect of the
PLA/alumina composites that the slower heating/cooling
rate. was the higher degree of crystallinity could be
obtained. Therefore, the printing condition that favors
annealing of the composite material would provide higher

rigidity due to higher degree of crystallinity.
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3.2 Rheological propertics by rotational rheometer

Figure 1 shows the complex viscosity of neat PLA
and PLA/alumina composites tested at 180°C. It was found
that all samples showed Newtonian bchaviour at the
frequency lower than 10 rad/s, then the shear-thinning
behaviour (non-Newtonian) was present for all materials.
At high frequency, filler content did not affect on complex
viscosities which they were in the closed values. At low
frequency, adding silane-treated alumina impacted on
complex viscosities significantly. Hassanabadi et al. |7]
suggested that from a morphological point of view,
percolation was the concentration that due to an increase
of filler concentration, particles started to interconnect and
form a network structure.

Only PLA composite adding silane-treated alumina
of 10 wi% had significantly higher complex viscosity than
necat PLA, while the others had lower complex viscositics.
Moreover, the onset of non-Newtonian behaviour in the
PLA/alumina 10 wt% occurred at lower frequency than the
rest of them. This could be attributed that APTES treated
alumina of 10 wt% was the percolation concentration that
alumina particles (particle size of 100 pum) could form
cffective particle-particle intcraction which required high
shear stress for mobility of PLA molecules. However, such
networks were broken down when increasing alumina
content higher than 10 wt%.

The Fused Deposition Modeling (FDM) is the
machine that will be used to fabricate these composite
filaments into products by 3D-printing technique. The
opening diameter and the length of the printing head is 4
mm and 8 mm, respectively. The printing speed could be
varicd in the range of 30-50 mmy/s, which gives the
volumetric flow ratc (Q) (cross-scctional arca times speed)
to be 377-628 mm?’/s.

From the relationship between volumetric flow rate
(Q) and shear ratc (y) in pipe, y = 4Q/(TR3) . the
calculated shear rate would be about 60-100 s'. Therefore,
the fabrication of PLA/alumina filament using this
machine will be in the shear thinning region. The higher
printing speed is the lower complex viscosity of the
composite. However, the alumina content would rarely

aflect on complex viscosity.
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Figure 1. Complex viscosities of neat PLA and PLA/
alumina composites with different alumina content (at
180°C).
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Figure 2. Storage and loss modulus of ncat PLA and
PLA/alumina composites with different alumina content:
(a) Storage modulus (b) Loss modulus (at 180°C).
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Storage and loss modulus of ncat PLA and
PLA/alumina composites plotted in logarithm scale were
shown in Figure 2(a) and 2(b), respectively. Storage
modulus represents elastic response of the materials when
subjected to dynamic loading. It is seen that the composites
were solid-like at high frequency, which the PLA/alumina
10 wi% had the highest storage modulus. Typically, pcaks
of loss modulus could be used to indicate compatibility
between polymer matrix and fillers. Similarly to shifting
of T, in the DSC results, the peaks of loss modulus did not
differ significantly.

3.3 Flexural properties of injection molded specimens

In order to study effect of alumina content on
mechanical properties of the PLA/alumina composites,
composilc compounds were injection molded into
specimens and tested in accordance to ASTM-D790.
Flexural modulus and flexural strength for neat PLA and
PLA/alumina composites with different alumina content
arc shown in Figure 3(a) and 3(b), respectively.

It was found that flexural modulus increased when
silane-treated alumina content higher than 10 wt%. This
was in agreement with the study by Kasuga et al. [8] that
the modulus of elasticity of PLA composite did not
incrcasc when adding calcium carbonatc of 10 wi%
compared to neat PLA and increased when adding calcium
carbonate more than 20 wit%. They used *'NMR spectra to
suggest bonding between carboxyl groups and calcium
ions. Since alumina particles in this study was APTES
treated, the interfacial adhesion between PLA matrix and
silane treated alumina particles was expected to improve
although there was slightly shifting in T, observed in DSC
results. Moreover, increasing the degree of crystallinity of
PLA when adding silane treated alumina would improve
rigidity of the PLA matrix.

In contrast, flexural strength was reduced with the
presence of fillers [9] indicating the interfacial adhesion
between PLA matrix and silanc-trcated alumina particles
was not sufficient enough to dissipate loading cnergy
between phases. Also, this might be attributed to dispersed

alumina particles inhibited discntanglement of PLA

molccules during the extension, so that the higher filler

loading reduced the flexural strength of the composites.
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Figure 3. Flexural propertics of ncat PLA and
PLA/alumina composites with different alumina content:

(a) Flexural modulus (b) Flexural strength.

4. Conclusion

In this report, the composites between PLA and
APTES treated alumina were successful prepared with the
loading between 5-20 wt%. These composites could be
extruded into filaments ready for 3D-printing [abrication.
From DSC results, it showed that adding silane-treated
alumina did not change the T, of PLA, and increased the
degree of crystallinity duc to silane treated alumina acted
as nuclcating agents. Rheological results indicated that the
silanc treated alumina of 10 wt% could be the percolation
content that gave the highest complex viscosity and
storage modulus. However, flexural modulus of the
injection molded specimen was increased when the silane

treated alumina content was more than 10 wt%. The
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optimum condition for 3D-printing of thesc PLA/alumina

composite filaments will be further studied.
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