
Vol.:(0123456789)1 3

Progress in Additive Manufacturing (2022) 7:1111–1122 
https://doi.org/10.1007/s40964-022-00285-8

FULL RESEARCH ARTICLE

Comprehensive characterization of mechanical and physical 
properties of PLA structures printed by FFF‑3D‑printing process 
in different directions

Giulia Morettini1   · Massimiliano Palmieri1   · Lorenzo Capponi1   · Luca Landi1 

Received: 9 April 2021 / Accepted: 27 February 2022 / Published online: 25 March 2022 
© The Author(s) 2022, corrected publication 2022

Abstract
The industrial interest in additive manufacturing (AM) techniques is currently increasing for the realization of functional 
mechanical components. For this reason, the structural simulation of parts or complete structures made using this new 
manufacturing technique is gaining considerable importance. To realise accurate finite element models for the purpose of 
predicting the dynamic or static behaviour of the component printed and avoid unexpected failures, it is necessary to be 
aware of some mechanical and physical properties of the print material. Unfortunately, in the literature, it is very difficult 
to find all the data necessary to perform static or dynamic simulations of 3D printed parts. In this context, this activity aims 
to determine all these mechanical and physical properties for parts made in White-Pearl Polylactic-acid (PLA) Ultimaker 
filament using the Fused Filament Fabrication (FFF) technique. A set of printing parameters was chosen and kept constant 
in all tests which, based on literature data, maximizes the static strength and the fatigue limit of the component. Only the 
building direction was varied to increase the applicability of the obtained results to any geometry. The main results found 
for the horizontally moulded specimens (representing the best constructive solution) are the Ultimate Tensile Strength equal 
to 57.15 MPa, the elastic modulus 2606 MPa, the fatigue limit evaluated at 2 × 10

6 cycles equal to 13.5 MPa, the damping 
and density of the material of 0.008 dimensionless value and 1.1246 g/cm3, respectively. Only thanks to the obtained results, 
finite element models can be developed for reliable static and dynamic analysis.
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1  Introduction

Nowadays, thanks to its wide applicability, plastics are used 
in almost all industrial sectors [1]. In some cases, owing to 
its many well-known advantages, plastics have even replaced 
components usually produced by ferrous material [2]. Addi-
tive manufacturing (AM) easily fits into this scene. Indeed, 
thanks to its ability to transform designers’ ideas into suc-
cessful prototypes, without any geometric limitations, the 
interest in additive manufacturing technology has rapidly 
grown [3–8]. In this context, the current challenge is to 
bring AM closer to conventional manufacturing processes, 
by supporting the industrial production line in ordinary 

manufacturing or, with a future vision, by replacing it com-
pletely [9]. However, why is this not happening yet?

Since the 1990s, companies have focused their attention 
on trying to increase the level of productivity while reduc-
ing manufacturing costs [10]. Certainly, the fused filament 
fabrication (FFF), which is arguably one of the most widely 
used 3D-printing technologies [11, 12], does not fully reflect 
these manufacturing needs.

However, while manufacturing needs can be compensated 
by the flexibility of the process [13, 14], 3D fabricated com-
ponents still do not find a clear definition in their mechanical 
or physical properties due to the many settable variables 
that affect the printing process [15, 16] and this aspect also 
concerns the metallic materials [17].

The latter problem is certainly the main cause that does 
not allow this new technology to make the production leap. 
In fact, to estimate the static and dynamic behavior of com-
ponents by finite elements numerical models [18] a con-
cise and explicit definition of the mechanical and physical 
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properties of a component 3D manufactured is of fundamen-
tal importance.

To address this need, in recent years, several researchers 
have extensively investigated and discussed the influence of 
the most important FFF-printing parameters [19] or produc-
tion procedures [20], mainly taking as a reference the maxi-
mization of the ultimate tensile strength or the fatigue limit, 
trying to define an optimal printing parameter set [21–24].

Unfortunately, however, it is very difficult to find, for a 
single set of printing parameters, all the information regard-
ing the physical and mechanical properties of a specific 
material. For these reasons, this research activity aims to 
experimentally determine the most important mechanical 
and physical properties of the White-Pearl PLA manu-
factured through a commercial 3D printer Ultimaker 3 
Extended trying to make up for this lack. In addition, three 
printing directions will be taken into consideration to leaving 
the reader with the best choice of orientation, on the printing 
plate, of the part to be produced.

To be more specific, the main data collected in this study 
are the density of the material printed, the Ultimate Tensile 
Strength (UTS), the elastic moduli (derived from the ten-
sile or bending test), the damping, the Wöhler curve of the 
material used and consequently the fatigue limit evaluated 
at 2 × 106 cycles.

All the experimental tests were conducted following 
the appropriate ASTM or ISO standard regulations. The 
obtained results are thus useful for designers and engineers 
to make reliable static or dynamic model of 3D printed PLA 
mechanical components in White-Pearl PLA.

The printing parameters reported in Table 1 are kept con-
stant. The choice of these is fundamental and was deduced 
from an accurate and detailed literature analysis described 
in the following chapter; in this way, the reader can easily 
use them to manufacture any component. Chosen printing 

parameters and settings are those that, according to vari-
ous authors [10, 16, 23–27], maximize the UTS, the fatigue 
limit, or the elastic modulus.

Ultimately, thanks to this research activity designers and 
engineers can realize robust and reliable static or dynamic 
models of 3D printed PLA mechanical components in 
White-Pearl PLA.

2 � Materials and methods

2.1 � Material and printing parameters

The specimens tested were additively manufactured through 
the commercial printer Ultimaker 3 Extended, using FFF 
Technology. In this study, different specimens were fabri-
cated by melting, through a nozzle of 0.4 mm diameter, a 
PLA filament of 2.85 mm diameter commercially available 
of pearly white colour (cod.1625) produced by Ultimaker. 
The interface between CAD geometry and G-Code of the 
printer is guaranteed by the open-source slicing application 
Cura 4.7.

The choice of the process parameters is of extreme impor-
tance for the success of printing, especially if the aim is to 
obtain components that possess load capacity. In the litera-
ture, there are many studies on the influence of these param-
eters on the mechanical or physical characteristics of printed 
material. Tymrak et al. [26] show how the use of a layer of 
0.2 mm thickness, with an Infill Line Directions of (0, 90) 
degrees maximizes the UTS of the PLA. With their work, 
[27] Cristian and Dudescu confirm that this setting provides 
the greatest ultimate tensile strength. Abeykoon [16] instead 
investigates how the temperature variation of the nozzle, 
the Infill speed, Infill pattern, and the Infill density affect 
the tensile performance. His research activity identifies, in 
the set [215 °C; 90 mm/s; linear; 100%], the best UTS for 
printed PLA. According to Ezeh and Susmel [10], the infill 
density of 100% also maximizes the fatigue limit of PLA. 
Moreover, it is commonly recognized that setting the Infill 
layer thickness equal to the height of the layer, reduces the 
presence of voids and discontinuities in the material.

Unfortunately, however, no article is available in the 
literature that unambiguously defines a set of print param-
eters that at the same time maximizes all the most impor-
tant mechanical and physical properties. In fact, as already 
mentioned, this could be useful to address a numerical 
finite element analysis of FFF printed components with this 
material. The authors have, therefore, created a particular 
parametric set (starting from the set of "Fine Default" pro-
cess parameters available in the Cura software) exploiting 
all the parametric optimization results listed in the previous 
lines to obtain the best setting solution for printing. Table 1 

Table 1   Set of used process parameters

 
Layer height 0.2 mm

 
Wall line Count 2

Top/bottom thickness 1 mm
Top/bottom layers 2

 
Infill density 100%

Infill pattern Lines
Infill line directions [0, 90]
Infill layer thickness 0.2 mm

 
Printing temperature 215 °C

Build plate temperature 60 °C

 
Print speed 90 mm/s

Cooling fan speed 100%
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summarises the parameters used and kept always constant 
during the production of the different specimens.

2.2 � Specimens

This section will present in detail the geometric values for 
the realization of the different specimens suitable for each 
mechanical characterization test. Whenever possible, these 
will refer to the reference ASTM standards. The aim is to 
provide the reader with as much information as possible to 
replicate the test and the designer with a universally recog-
nized result.

2.2.1 � Dog‑bone specimens for tensile and fatigue test

The manufacturing of these dog-bone flat specimens was 
done in accordance with the ASTM D638-14 reference 
standards for the tensile test [28] and D7791-17 for the 
fatigue test [29]. In both test cases, tensile or fatigue, the 
type I specimen was chosen, the geometric data of which are 
shown in Fig. 1. Due to the material anisotropy, for the ten-
sile test, 6 specimens for three print directions (horizontal, 
side, vertical) were printed, as shown in Fig. 2, for a total of 
18 specimens. For the fatigue test, instead, 2 test specimens 
were printed in the horizontal direction, for each of the three 
stress levels tested, a specimen always manufactured in the 
horizontal direction, was instead dedicated to the search for 
the fatigue limit. Therefore, a total of 7 specimens were pro-
duced to perform the fatigue test.

For all samples, after contour removal, the corners 
and the surfaces were smoothed using fine sandpaper (in 
accordance with ASTM D638-14 6.4). After this proce-
dure, all the surfaces of the specimens found to be free 
of visible defects, scratches, or imperfections. After the 
cleaning process, the surface of all the specimens was 
marked by the gripping line which identifies the correct 

location of where the clamps ought to be placed (gray area 
of Fig. 1). Only the 18 tensile specimens were also marked 
with the extensometer line, which similarly identifies the 
correct point to place the extensometer (dashed lines in 
Fig. 1).

2.2.2 � Specimen for dynamic mechanical analysis (DMA) 
tests

The DMA specimens were produced in accordance with 
the geometric definition of ASTM D5023-15 [30], in 
which the various parts specify methods for determin-
ing the dynamic mechanical properties of rigid plastics 
within the region of linear viscoelastic behavior. Three test 
specimens were manufactured in each direction (vertical, 
horizontal and on-side) to be used for three-point bend-
ing measurements at a single temperature but varying the 
excitation frequency from 0 to 100 Hz. The geometrical 
dimensions of the specimen are shown in Fig. 3.

Fig. 1   Specimen type I dimen-
sions in accordance with ASTM 
D638-14 and D7791-17 stand-
ards for tensile and fatigue test

Fig. 2   Real specimens (for fatigue or tensile test) on the print plate
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2.2.3 � Specimens for the determination of density 
and damping

Finally, the specimens were made to carry out the tests to 
evaluate the real density of the material. The geometric 
dimensions of the specimens are shown in Fig. 4. To carry 
out the tests, three specimens were printed. Since the dimen-
sions of these specimens are cubic, the printing direction 
does not affect the test.

2.3 � Experimental setting and procedure

2.3.1 � Density evaluation

Density, was derived from mass and real volume of the solid, 
is a property that is conventionally measured to identify a 
physical property, to track physical changes in a sample, to 
indicate the degree of uniformity among different sampling 
units or specimens, or to indicate the average of a large item. 

This property has a dominant influence on the dynamic 
behavior of a system. In additive manufacturing techniques, 
density changes are due to many factors: the localized differ-
ences in crystallinity, loss of material, thermal history, poros-
ity, different composition of the original filament, or other 
causes related to a specific set of printed parameters [31]. In 
this work, a simple determination of the mass in the air of a 
standard specimen printed was done using an Ohaus Pioneer 
weight scale with high accuracy (readability of 0.0001 g) and 
repeatability performance for applications in the laboratory.

2.3.2 � Tensile test

The tensile test, also known as the tension test, [27] is a 
fundamental quasi-static test of materials science and 
engineering in which a sample is subjected to a controlled 
increasing tension until failure. The primary mechanical 
properties of the material tested are derived from the results 
of that test. This test was conducted to get to know the UTS, 

Fig. 3   DMA specimen dimensions in accordance with ASTM D5023-15 standards for three-point bending DMA, test and real specimen on the 
print plate

Fig. 4   Specimen dimension for the density evaluation and real specimen on the print plate
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elastic modulus (also known as Young's modulus), maxi-
mum strain, and maximum elongation percentage for the 
three build directions analysed.

The printed specimens were tested under quasi-static ten-
sile loading at room temperature and humidity of 50%, using 
a load controller Instron 3382 testing machine with a 100 kN 
load cell. All the specimens, for each print direction, were 
tested at a chosen constant displacement rate of 2 mm/min 
(as indicated by the corresponding standard ASTM D638 
[28]) and, during the test, the local strain was measured 
using a standard Instron W-6280 axial extensometer having 
gauge length equal to 50 mm.

2.3.3 � Fatigue tests

The aim of this section is to investigate and record the 
Wöhler curve and the fatigue limit of the material of PLA 
specimens printed in horizontal positions. Since there are 
no specific standards focusing on fatigue testing of plastic 
AM materials [10], the ASTM D7774 standard [32], that 
regulates the test method for uniaxial fatigue proprieties for 
Plastics was used as a reference.

All the fatigue specimens were tested in an Instron 
MODEL 1342 testing machine, performing a stress control 
tension–tension fatigue test at constant maximum loading 
with a stress ratio R = 0. To draw the Wöhler curve of the 

material a frequency of 4 Hz (in accordance with the relative 
standard) has set and a standard routine test is chosen with 
an endurance limit of 2 × 106 cycles.

F o u r  l o a d  l e v e l s  w e r e  i n v e s t i g a t e d 
�max =

[

24MPa, 20Mpa, 16MPa, 13 MPa
]

 and the relative 
number of failure cycles recorded. The data to be obtained 
from this test are principally the fatigue limits �lim

max
 , at 50%, 

10% and 90% of survival probability calculated at 2 × 106 
number of cycles, the negative inverse slope K  , and the 
intercept C (parameters, the latter, essential for the expres-
sion of the Wöhler curve as C = N�K).

2.3.4 � Dynamic mechanical analysis

The Dynamic mechanical analysis (DMA) is a measurement 
technique that allows the experimental assessment of some 
mechanical properties of the material tested [33, 34] as the 
excitation frequency varies. In particular, this test allows the 

evaluation of the complex bending modulus E∗

b
 performing a 

3-point bending test. This parameter can be defined as

where E′ and E′′ are the storage (also called elastic) modulus 
and the loss modulus, respectively. The storage modulus E’ 
describes the elastic property of the material, while the loss 
modulus E″ the viscoelastic properties.

While the elastic bending modulus E
b
 , which is cal-

culated from the slope of the initial part of a bending 
stress–strain curve, is conceptually similar to the storage 
modulus E′ , they are not the same. However, if the DMA 
tests are done in the same direction as the bending test, in 
the absence of other significant test results, the results of 
storage modulus should be very close to the elastic bend-
ing modulus E

b
:

Then, the loss factor � , which defines the hysteresis of 
the viscoelastic processes, can be derived as

where � is the phase shift angle between the stress and strain. 
Finally, the relationship [33] between the complex bending 
modulus E∗

b
 , the stress amplitude �0 , the strain amplitude ∈0 

and the phase shift � is given by Eq. (4):

The experimental campaign was designed to obtain the 
values of the elastic bending modulus E

b
 and the loss fac-

tor � , but above all the damping � of the PLA samples in 
the 3 build directions with a 3-points bending test. This 
latter result is the most important for the ultimate purpose 
of our manuscript. In fact, only thanks to the knowledge of 
the material damping it is possible to numerically simulate 
the dynamic response of a real molded component.

As suggested by BS ISO 4664 [35] standard, it is pos-
sible to correlate the loss factor ι with, the ratio of decay 
of amplitude in the free vibration analysis Λ , defined as 
logarithmic decrement, which is a measure of energy dis-
sipation in the time domain analysis [36]:

The logarithmic decrement Λ is dimensionless and is 
another form of the dimensionless damping � . Once Λ is 
known, � can be found by solving the Eq. (6) [37]:

(1)E
∗

b
= E

�
+ iE

��

(2)E
b
≅ E

�
.

(3)� = tan (�) =
E��

E�

(4)E
∗

b
=

�

∈

=

�
0
sin (�t + �)

∈
0
sin (�t)

=

�
0
sin (�t) cos (�) + �

0
cos (�t) sin (�)

∈
0
sin (�t)

=

�
0

∈
0

(cos (�) + i sin(�))

(5)
Λ =

�

1 −

√

1 − �2
�

2�

�
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Each particular DMA test was performed with a Mettler 
Toledo machine and repeated on 3 different samples under 
the same conditions, for a total of 9 specimens tested. The 
experiments were conducted with a constant applied force 
of 1 N in 0–100 Hz frequency range (5 Hz of step) at room 
temperature. The maximum amplitude displacement was 
limited at 500 um.

3 � Results and performance evaluation

3.1 � Density evaluation

The density was calculated using the weight of the specimen 
and the real printed volume. Table 2 shows the measure-
ments for the three specimens used.

The mean value recorded was 1.1246 g/cm3, if this value is 
compared with the one reported by the technical PLA White-
Pearl datasheet filament, equal to 1.238 g/cm3, is evident that 
the density of the specimens produced decrease by 9.1% with 
respect to that of the pure PLA filament. It is in fact, recog-
nized in the literature [31], that a specific set of print param-
eters influence the density of the specimen printed.

Carrying out the evaluation of the real density of the sam-
ples (often neglected) is a simple but very important test. In 
fact, density is a fundamental parameter for the designer who 
wants to statically or dynamically simulate the behavior of 
a component or of an entire structure. If you want to carry 
out a correct numerical simulation, this parameter must be 
known in advance by correlating it to a specific set of print-
ing parameters.

3.2 � Tensile test

The authors used the ASTM D638 [28] as the reference 
standard for the determination of the mechanical properties 
that were measured via a tensile test. The stress–strain dia-
grams resulted from the three build directions are shown in 
Fig. 5. These diagrams make it clear that, as can be expected, 
the build direction affects the strength of 3D printed parts.

(6)� =
Λ

√

(2�)
2
+ Λ2

The results obtained and the other mechanical properties 
obtained from the post-processing of the data, are summa-
rized in Table 3 in terms of maximum strain, breaking load, 
elastic modulus (or rather Young's modulus), and percentage 
of maximum elongation.

Specifically, for each mechanical property, the mean val-
ues and the standard deviations are reported to better ana-
lyse the mechanical behaviour of the different manufacturing 
conditions and the dispersion of the data.

From the first analysis, we can state that all of the experi-
mental results are comparable with data present in literature. 
In particular, the Horizontal specimens have the highest UTS 
stress level equal to 57.15 MPa, this result is very similar to the 
UTS equal to 58 MPa of PLA produced by conventional meth-
ods [41] and is in line with the results reported in the literature 
by Bledzki [38] or Wittbord [39]. Even the ultimate tensile 
strength of the printed specimen on the Side does not differ 
much from the result obtained from the Horizontal specimen, 
while the vertical specimens are those that most deviate from 
it: their UTS is 58.24% lower. This deviation is also confirmed 
by the studies of Laureto [40] which, tank to his study, affirm 
that: vertical tensile specimens had an ultimate tensile strength 
47.9% less than horizontal. This particular behavior, known 
in literature, is mainly due to the evidence that the variation 
of the build direction alters the extruded filament alignment 
with loading, and this significantly affect tensile strength [26].

This behaviour can be further highlighted if we com-
pare the maximum strain and the and maximum elongation 
percentage for the three different sets: as we can see from 
Fig. 5c the vertical specimens present a brittle behaviour. 
Using an optical analysis of the fracture surface of the verti-
cal specimen, it is evident that the detachment occurred by 
separating two consecutive layers. The horizontal specimens 
and those arranged on one side, on the other hand, as visible 
in Fig. 5a, b exhibit a ductile behaviour and their fracture 
surface is comparable to that of a homogeneous material.

From these considerations it is clear that the material 
behaves in an anisotropic way. Therefore, during the design 
of real components, the reciprocal relationship between the 
load and the orientation of the layers must be considered, 
differing the limits of the static loads associated with the 
stress direction.

Albeit, in all the analysed cases the Young’s moduli val-
ues remain within the standard range declared by the PLA 
supplier. This means that, if during the design phase we 
remain in the linear elastic loading field, we will make a 
negligible error if we consider the PLA analysed as a homo-
geneous isotropic material.

In support of these results we can report, for complete-
ness, the value of the Poisson's coefficient � = 0.36 taken 
from reference [42].

Table 2   Results of density measurement of the mass in air of a stand-
ard specimen printed

Specimen 1 Specimen 2 Specimen 3 Mean value

Real volume 
[cm3]

1.0915 1.0907 1.0911 1.0911

Weight [g] 1.2363 1.2171 1.2280 1.2271
Density [g/

cm3]
1.1326 1.1158 1.1254 1.1246
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3.3 � Fatigue test

The S–N approach is widely accepted in the engineering 
community, as a reference for the design of thermoplastic 

components when considering the dynamic excitation of a 
component [15]. For this reason the results of the fatigue 
test are summarized in the S–N charts of Fig. 6, where a 
statistical elaboration of the data is presented in terms of 
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Fig. 5   Stress–strain curves results for the three build directions for the 18 tensile test specimens
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Table 3   Mean values and standard deviation of the principal post elaboration results of tensile test

Maximum strain Ultimate tensile strength Young's modulus maximum elongation 
percentage

[mm/mm] [MPa] [MPa] [%]

Mean value Standard 
deviation

Mean value Standard 
deviation

Mean value Standard 
deviation

Mean value Standard 
deviation

Horizontal (H) 0.0428 0.002 57.15 0.19 2606 94 4.36 0.21
Side (S) 0.0389 0.002 55.83 0.53 2438 74 4.13 0.09
Vertical (V) 0.0167 0.005 24.22 1.11 2380 72 1.02 0.18
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Fig. 6   Results of the fatigue tests. a 95% confidence bands computed using ASTM E739-10. b 95% confidence, 90% survival probability bands 
computed using ISO 12107 simplified
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maximum stress against the number of cycles corresponding 
to failure. An arrow marks the “run out” specimen, or better, 
the specimen that has not broken but has exceeded the mini-
mum cycles limit that marks the beginning of indefinite life.

The test results were elaborated in two graphs follow-
ing the reference standards. In Fig. 6a, the linear regression 
results (black line) are reported with the confidence bands of 
95% (red lines) computed using ASTM E739 indication [43]. 
Instead, following, the ISO 121107 standard, in Fig. 6b, the 
same regression line is reported with the bands (red lines) 
that take into account the combination of the probability of 
survival equal to 10–90% and the confidence equal to 95%. 
All the tested specimens fall within the confidence and/or 
probability bands used, a symptom of the fact that there is 
no great variability in the results. This is also confirmed by 
the low value of the standard deviation on the number of 
recorded cycles.

From the data, it is possible to extrapolate the fatigue 
limits �lim

MAX50%
 , �lim

MAX10%
 and �lim

MAX90%
 corresponding to 50% 

10% and 90% of survival probability calculated at 2 × 106 
number of cycles, the negative inverse slope K and the inter-
cepts C parameters for the expression of the Wöhler curve 
as C = N�K and the scatter index t� . All the results are sum-
marised in Table 4.

The fatigue limit and the negative inverse slope of 
printed PLA fall within the conventional range of fatigue 
limits for PLA produced in a conventional manner [41]. 
It is, therefore, possible to state that AM is suitable for 
engineering PLA components showing a fatigue perfor-
mance comparable to the one characterizing structures fab-
ricated using conventional technologies. However, during 
the design phase, the engineer must take into account to 
arranging the component in the printing plate so that the 
fatigue-prone parts are printed horizontally. This is because 
it is unequivocally recognized that horizontal printing pro-
duces (under the same conditions) higher fatigue limits 
[44–46].

From a macroscopic viewpoint, the process of fatigue 
failure in thermo-polymers, resembles that of metals [47, 
48]. The fracture site, in the greater length of the specimens, 
varies randomly.

3.4 � Dynamic mechanical analysis

The resulting values of the DMA test are shown in Fig. 7 
for each of the three directions (i.e., horizontal, side, and 
vertical), the data obtained from the three specimens tested 
(represented by dots) were averaged and plotted with a con-
tinuous line over the considered frequency range [35, 36].

In particular, if we refer to Fig. 7a, we can appreci-
ate that for all the specimens tested, in each direction, 
the Elastic bending Modulus values are constant over 
the excitation frequency analyzed. The loss factor is 
shown in Fig. 7b (and, thus, the damping ratio); instead, 
presents an unstable behavior in the frequency range 
investigated.

As shown in Fig. 7a, the difference between the bend-
ing elastic modulus of specimens printed on Side and Ver-
tically is about 22%; this means that, also in the analysis 
case, the vertical direction turns out to be the most unfa-
vorable for the mechanical properties of the system. This 
result confirms the fact that inter-layer cohesion repre-
sents the point of the major critical issue of the system. 
The bending excitation of the vertical specimens, on the 
testing machine, in fact, causes a state of stress normal 
with respect to the individual print layers of vertical 
specimens unlike specimens printed on one side or hori-
zontally, where, during the test, the extruded filaments 
are stressed.

Figure 7b instead highlights a less marked gap between 
the three cases under examination, especially at low fre-
quencies. This is due to the fact that the loss factor is a 
global feature of the system that could be less influenced 
by the stratification of the specimen. The graphic trend 
shows maximum values around 85 Hz; therefore, at this 
frequency, the material (and the microstructure built by 
the additive process) has the best performance in terms of 
mechanical energy absorption.

The results of the DMA test are summarised in Table 5; 
from this, it is possible to affirm that: the specimens' 
tests confirm that the additive manufacturing process, 
generates anisotropic behavior of the structural elements 
fabricated.

The results obtained from this test are extremely 
important for the optimization of the structural element 
performances produced using the additive manufacturing 

Table 4   Mechanical characteristics result of fatigue test. Horizontal specimens

Negative 
inverse slope

Intercepts Standard deviation of 
Number of cycles

Fatigue limit at 10% 
of probability

Fatigue limit at 50% 
of probability

Fatigue limit at 90% 
of probability

Scatter 
index

K C σ
Nc σ

lim

10%
σ
lim

50%
σ
lim

90%
t
σ

[cycles] [Mpa] [Mpa] [Mpa] –

5.3358 2.1461 1012 0.103 11.9 13.5 15.3 1.3
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technique. In Particular, for a designer, the knowledge of 
material damping is the only way to predict the behavior 
of a mechanical component must survive to a dynamic 
(cyclic or random) loading in the machines, where it is 
used. In fact, to perform a reliable numerical dynamic 
analysis of a system every finite elements software needs 
knowledge of materials damping value to optimize the 
new design.

4 � Conclusions

In the present paper, a concise and explicit definition of the 
mechanical and physical properties of PLA material printed 
using a White-Pearl Ultimaker filament and an Ultimaker 3 
Extended printer with a well-defined set of printing parame-
ters was done. Principally three printing directions of growth 
were investigated, to arrive to a competitive definition of 
both physical and mechanical properties of this material. 
In particular, this experimental research activity is thought 
to compensate for the lack of literature data concerning the 
dynamic behavior of the PLA material, by evaluating not 
only the fatigue limit but also the damping coefficient of 
the material used. Only thanks to the results summarised in 
the present paper, all the data necessary to future perform 
static or dynamic simulations of 3D printed parts are now 
available to the designer who wants to create finite element 
models of components made by an Ultimaker 3 Extended 
printer with a White-Pearl PLA Ultimaker filament. Now 
new research possibilities are to be opened: investigating for 
example the random vibrational fatigue behavior of molded 
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Fig. 7   3-points bending results of DMA test

Table 5   Mean mechanical characteristics resulting from DMA test

Elastic bending 
modulus

Loss factor Damping

E
b

ι �

[MPa] [adim] [adim]

Horizontal (H) 2805 0.0158 0.008
Side (S) 3563 0.0218 0.011
Vertical (V) 3012 0.0157 0.008



1121Progress in Additive Manufacturing (2022) 7:1111–1122	

1 3

components, a topic that could not be addressed without the 
results of this research.
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