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Surface Roughness of 17-4PH Products by Metal Fused
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Abstract: Due to the layer-by-layer accumulation and the influence of the debinding/sintering
process, the surface of products by metal fused filament fabrication (MFFF ) has obvious defects.
Optimization of processing parameters is one of the effective methods to improve the surface
quality. Firstly, MFFF green/sintered samples were prepared based on the Box—Behnken design
principle, and the surface roughness of different parts was experimentally determined. The
individual and interaction effects of the processing parameters were then analyzed according to
the response surface method, and a variance analysis was conducted on the experimental results
to determine the significant factors. Finally, the statistical model and optimized combination of
processing parameters were obtained by regression analysis and experimentally verified. The
results show that the optimization of processing parameters can effectively improve the surface
quality of MFFF products. Extrusion multiplier has the greatest effect on the surface roughness of
the sample, and the printing speed has the least effect. Appropriately increasing the extrusion
multiplier is helpful to improve the surface quality of green parts.

Key words: metal fused filament fabrication; processing parameter optimization; surface
roughness; experimental validation
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JZ 2NN B R R R e 2 T 2 R R
MFFF i 5t i oy 7 A AL L2 1) o3 B L B T 2445
e, S e L SR T B

Boschetto % # 37 T b B2 S B (TR B
CHY THEE A il B K SR ) X MFFF 316L A 31/
I8 G A A 2% T RELRE B2 5% el g (] O AR A L 4 SR R
WY, TR TR A B2 3l 2 2 00 3R THDRELRES J32 19 5%
e A58 AN 58 4 — B s XS DR FE Dy 45°8
J2 e BRI, 2 T KL R B/ 5 Y AR A R 90°
I}, 451840 2 .Caminero 252 F 98 T 3 F2 S 80 (i
TUT7 1] JZ e R R ) o) 3 T RELRES 58 F) ST
AL T TN T AR 2 T A AR L A3 A
MFFF 316L % 45 A4 1) 2 T RLRS J2 . 58 3R
ST T ) SRS (R A A2 TEDRELRE J32 S5/, J2 i A
U PR 3R THREL AR 32 TC W Sl 52 1) . Galati 55
L SLE ST T MFFF 7 5 RGeS R () ZR TH 46
JE | FORELRES B 5 55 AR SRATE A AR AL ) 0 DU o )
WM Singh 557 SEE S0 AT T MFFF 4 S5/ B 25 e
{14) ¢ TDHURS BE (3590 R 2.7 F1 3.6 wm) , Z5 5 601,
RS Wi 4 R0 2 T AL BB B 2 38 R B 4 A 1
FMHLRE FE | BRI 170 7 & . Singh S5 IR 5E T
TE RS HEONS A PR ) 48 P8 0 3R TR RELARE 32 7 52
FEXF i RS HGHAT T AL Lavecchia 58X} EE T
MFFF 1 Ji5 47 1 39 #4 1l i& (atomic diffusion
additive manufacturing, ADAM) P F T 2 il 1 1%
17-4PH #E 4, & B F ADAM T 20 il 38 (9 A 14
U BT i T 4T Singh SFUURESY 1B R R EE X &
B 2 W FRERE FE 1520, 2 BRAE 105 °CF 45
()5 5 22 B 3R THRLAE B ARAIR

g5 BTk AL B S 0 B T 2GS MFFF
) it P T S5 B, AR b R 5k TR T

LB BE 9 25 1) S A A0 i DA R aed e 2 00 36 T L
Hit A8 A2 W AT W Y R R A AN SO
WFFE T s R B RS R e BB A AR
MEFFF il fihy = 24 75 [i1) 3 1 AELURES JEE 1) 52 mig LA, O
ML P 4 3 RS R A S i i 1) 3R T o

1 SEEGHFSY

1.1 &£F4Fl&

AR RSB0 MFFF I 2 T o 6 10 5%
i) B AL 3 Box—Behnken 131 J5 FH T 1y i
TV P 4 B SR (o3 R s rll B 7Y
PR B AR R ) TS5 A A
WA (F5 . FLSUN-QQ) il % T /51 4 15 mmx
15 mmx4 mm B9 A4 SRR, ANIET 1 TR, BB A
BASF /A )42 7714 Ultrafuse 17-4PH 2241, Hi4: &
Jo 5 3 B2 80% , i I R H S (POM) B TN M
(PP)S5AE R Zh45 7 B IE 28 T 294, i
ZKE MRS AnZE 1 R 6 ik 4 RS, Hifth
WE AR, 0 B EAR N 0.4 mm TSR
15% JEFEAHA 100% JR K 90 °C IR 005 .

E1 HE4TEE
Schematic diagram of sample

Fig. 1
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Table 1 Design factor levels and coding
Hrifith Ak
iR 4/°C JRBSHE B/(mm-s™) B AR C1% JZ#% D/mm
-1 230 15 100 0.10
0 240 20 110 0.15
1 250 25 120 0.20
TEMLNR G4 2 g R BUBF I R R T 100% S EIFE 2P

AR AR IR 2 Bt A IR PR R 4550 i AR B R
PARAE LA K If D 2 THT I G, 5 OB 25 A 1 7 A2 T
EAN (VS TR NSNSl T R R 7
53R 109 100% B9 A SRR I 58 U iR A2 45 T
2 REPRIESY Sy 9 2R (R AL 3 AR i

1.2 FARRAEFIGELE

RARAS BUR AL SR BRI 4 8 A 75X
Az IR EA T IR D JSBR RS0, SR S AE il B b
SE MR NEREAE , 0 2 Jm FURLIA A L 51 58 IR 45 1
A 1 B ARY L A S 1 I Rl A 4 A T B L Y
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Table 2 Process parameters for sintered samples

R SRR TR R ;i BEe ‘iﬁ‘f”%?ﬁ B HIReC DU EE/
(i=1~3) A/°C B/(mmes™) Cl% D/mm &/mm ©)
A230, 230 20 100 0.15 0.48 100 90 0
A240, 240 20 100 0.15 0. 48 100 90 0
A250, 250 20 100 0.15 0.48 100 90 0
B15, 230 15 100 0.15 0.48 100 90 0
B20, 230 20 100 0.15 0. 48 100 90 0
B25, 230 25 100 0.15 0. 48 100 90 0
DO. I, 230 20 100 0.10 0. 48 100 90 0
DO. 15, 230 20 100 0.15 0. 48 100 90 0
DO. 2, 230 20 100 0.20 0. 48 100 90 0

PBE R FE TR A AR, RS R I i
F AR AR SRR A 1 A R T g
PEREK! . i) 2R I 2 525, BIBEAR B 34 43 A
(AR DR 58 42 2 BR BN A5 7)) , i BOUBERR A9 T 200
FEUNF : JELL 0.5 °C/min B L R T+ 2 300 °C
FEAREHF 1 h, FE LA 1 °C/min A TR 3 R THE &
500 °CH-PEF 1 h, R AR P T, A
WM 4 L/min. JBEIS 2L TR 45 5 XFBa 2 bl 225 &
-0.08 MPa, 2R J5 il L2 F &, PMRIEr s S
JRUATRED TR IERE L EAThesh  bedhd By T
WAL 1 h NTFHE 2 600 °CH-A-FF 1 h, LA
1 °C/min FHEL 2 1 300 °CH-LRIR 2 h, SR K hessh
b, ARV AN AR —Pe g FH M Ze an 141 2 B

1400 1300
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1000

0 5 10 15 20 25
i [E/h
B2 s EeLE TR i 2

Fig.2 Thermal debinding-sintering heating curve

1.3 REMERENZ

fif 3D W & % Oo6 B s (RS
LEXTOLS4100 ) XA {24 (1) 2 Th1 A S B 47300 3K
WA 3 s 20 B 5,10 B2 20 £ 85 Sk RHREF ik
FTNREE 4025 3K B T LR P88 501 5 ARl A0 26

SR E PG 8 WP BE (R=2~10 pm, HUFE K
[ 2.5 mm; R=0.1~2 pum, BUFE K 0.8 mm) i —
ARG R

FEASFEAFBEALIZE IS > BLR) DI (R E
JowkBE ) AT, DAOR IR 9 A0 1 A ]
S 75 B 2 THURLRE 32 14 4% [n] S MR A, X
A DX o3 0l AT i M AT T AR 4R R T ) Y
HEURE B2 D3t DAL, B R 52 10 2H S50, 29
A EBFEE (b 23 A SR R i B SRR A
G HAE I See st vh 0 WO A4S 290 ZH S B 4521, 27
MBELEFENEARAR 270 H LS 25 3L itk — 2D ORIIE
Kot AR v, LLREASRE A [F) D7 1) 5 4 808 1
BEAE WA o B4l 2R

3 REMAEEMNLZE

Fig. 3 Surface roughness testing equipment
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U, A SRR AR AP AT T4 4 B ) B 2 T KL
B B B O], AT 3 00 45 ) S MR REAE 5 AR
BEAE ST W A7 WA | be g RE R E— A0 0, R im
FEURE AT DR A 45 1) S 8 R[] 28 4400 B 43 (28
5 : SDT Q600) Xif A= B/ N A A4 254 7 4 FE 407 {
N A IR TR B B A5 FAE 300~400 CCHUE i,
FFAE 500 °CA= A7 B 198/ (ANl 5 f 7 ) , R W
Fheh e g f O g5 4 8% 18l 6 S MFFF
FEAFRTOR R IRDE S, i — 25 Sl T AR 3R/ R e
SEFE A 2% 1HRELRE B2 1 45 1) S MEARRAIE s OF HL e A
TEARSR B LA R, FLIR I s D I F 350k

(2) (b) (©)

4 HEIR/BRRS /IR G R R
Fig. 4 Examples of green/debinded/sintered sample
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/T

E5 HEH/BEBERGRESR
Fig.5 Thermogravimetric analysis of green/debinded
sample

(a)—EHFEM; (b)—BUNEHREIF.

2.2 HIRFEHREAKER

MEFFF Az A 2 T i B8 52 56 1) HL AR
UNZE 3 7 T UL, o A 2 MO0 A SR 3 TR A
FEAT AR I 5 Az A 1 2 THORLURE B2 2 AT I 25 1

210 S VERAE , HA BT 2T 2 KRy [n] (R
(R, ) BUE B AL AR A B R T AT T gk
JET7 18] b AU (R,,p).

" m
E6 AR/BiRE/ R R TR

Fig. 6 Microstructure of green/debinded/sintered

sample
(a)—EEFEME s (b)—iERER; (o) —heZbkelt.

F] H Design Expert {4 X £ 41 4 17 e 1 iy
T 43T, 38 1 BE LA 15 5 4 A B S RO R
TR YK T ] 1) 2% TDRLRE 32 (R, ) 5200 1 9K
Z2 30 2 1A 5 72 (il ) Ry

R,v=5.61+0.47294-0.601 3B—3.52C+

0.846 2D—0.676 34B+0.740 7AC+0.071 34D~
1.83BC—0.004 7BD—0.336 2CD—0.135 34>+
0.648 4B°+1.15C*+0.522 71D". (1)

Sk B Uk 22 IS [ U AR AR ) i XA
RUHEAT T3 2250 B B 2R 06, 25 R N3 4 R

P AR ARG IR F=10.61, B ZPERER p<
0.000 1, i WIZEAIY 2% (p<0.01) ; RAIHY F=
0.893 3, p=0.599 7>0.05 13 B T & 57 (1) [m] 01 A A5
F R (p>0.05) ; BRI R E R AL R=0.91 (Je B T
A T B 7, FLAE BT 1, A ) S A
JIAT ) U BIZAE R A B R A

] s DA efn] DU Y, 85 A R — IR AL
INF A R R Y A 3 8 28 AR AT R, 5% 1)
e 525 (p<0.01) 5 )23 i85 B — IR RN B AR —
WAL XS R,y 5 W 3 35 (p<0.05) 5 HAMRL A X R,
SR E RN (p>0.05) .4 R E X R, B IR ()
KN Hy : C>D>B>A ;5 58 HAE HIXT R,y 5 Wi ()
KNI K : BC>AC>AB>CD>AD>BD.
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Table 3 Surface roughness of green samples
FSES P LTYE PATEYE
KR KBTI
NS RS

HoED RRE Bl EE
WOWEE O EEB/ fEE D/

A/°C (mm-s") C/% mm b b
R, /um R,,,/pm
1 0 0 0 0 3.71 2.43
2 0 1 -1 0 12. 42 6.34
3 0 1 0 -1 5.91 4.95
4 0 0 0 0 5.29 2.49
5 0 0 1 -1 2.09 1.54
6 0 1 1 0 1.71 1.32
7 1 1 0 0 3.92 1.75
8 -1 0 -1 0 10. 07 3.84
9 -1 0 0 1 6.01 2.17
10 0 -1 1 8.57 1.56
1 -1 0 1 0 2.46 1.42
12 1 0 1 6. 64 3.25
13 0 -1 -1 0 9.65 6.34
14 -1 0 -1 5.71 4.18
15 1 1 3.44 1.34
16 0 1 0 1 8.52 3.55
17 -1 1 0 0 4.56 2.69
18 -1 -1 0 0 5. 88 3.70
19 0 -1 1 0 6.27 1.45
20 0 0 0 0 6.78 2.24
21 0 0 0 0 6.09 2.22
22 1 -1 0 0 7.95 1.48
23 0 0 -1 1 12. 06 6.45
24 0 -1 0 -1 5.94 1.50
25 0 0 -1 -1 9.36 5.06
26 1 0 1 0 5.57 2.45
27 0 0 0 0 6.20 1.23
28 1 0 0 -1 6.05 1.53
29 1 0 -1 0 10. 22 2.53

BT B B A R K A HAE R X R, R R
e S 3, ] 7d AR, HG S e )i gt T S Y dl
R B AT 3N 5 2 TDHURE FE R, 19 R
D7 1), 5 1 HAE 115%~120% A F) T 6k /s 22 18 kL
BB R, B 7e AT R0, 2R IADHURE JE R, Bl A 75 5
JEE R HE I 2 e S TR B 45 FLAE 18~21 mm/s
A ) /0N 2 THDRLRE B R, (HL 1 T R 34 AR Ak
ACHA S R R 2 R Y 28 B AN B
&l 7a FIE 70 B JE R XS R, M /)N, HL 34
RS HAE T B AR ) . ph ] 7 FEL 760
R, BEZ = (3 0 2 e/ N sk 3, ik 2
BT E R DRSS 4 0.12~0.14 mm [ X 35,

x4 FESWEEZEMHWRR,,)

Table 4 Analysis of variance and significance

test (R.v)
Bl ERi
- 7RI i ¥r F1H pfE
MR, 193.93 14 13.85 10.61 <0.0001
A-JER
. 2.68 1 2.68 2.05  0.1737
piryEy
B-J
- 4.34 1 4.34 3.32 0.0898
C-#f i
148.72 1 148.72 113.86 <0.000 1
R
D-Zr& 8.59 1 8.59 6.58  0.0225
AB 1.83 1 1.83 1.40  0.2563
AC 2.19 1 2.19 1.68 0.2158
AD 0.02 1 0. 02 0.02  0.9025
BC 13.42 1 13.42  10.28  0.006 4
BD 0.0001 1 0.0001 0.0001 0.9935
CD 0. 45 1 0. 45 0.35 0.5656
A2 0.12 1 0.12 0.09 0.7674
B2 2.73 1 2.73 2.09  0.1705
e 8.59 1 8.59 6.58  0.0225
D? 1.77 1 1.77 1.36  0.2636
% 18.29 14 1.31
eI 12.63 10 1.26 0.89  0.5997
gz 5.66 4 1.41
R*=0.91
() B, 3 o EH LA T A5 4 4 i FE S B0

17T 224 T T ) 2 T RIAS 2 (
T I 75 A ()
R,»=2.12-0.76594-0.0353B-2.1C+
0.381D+0.321 34B+1.634C+0.933 54D —
0.034BC—-1.61BD—0.398 7CD - 0.064 74+
0.743 9B*+1.07C*+0.800 7D".

XA A R AT 25 4347 St A G, Nk S
Fs .

IR AR R (A 568 F=11.5, i & MEA R AE
<0.000 1, 15 BIZ B B4R i 2% (p<0.01) ; 2K $L 35
f) F=2.93, p=0.155 8>0.05 , 1t ] BT & <7 Y [m] I 45
RUAT 3 (p>0.05) 5 L7 1 P o R %k R°=0.92, Ui ]
ZBHIE R

HT & 5 AT AT 425 Rl L B 1) — RN 5% HR R
R — VRSO A Rl T R R T A5 R A 5 AR LB
TSR 122 R 38 HAE FH B A3 i R AR %

R, o5 A 25 (p<0.01) 5 15 Rl B A2 s i 58 BLAE
FH BRSO )2 e B RSN R,
i) I 35 (p<<0.05) 5 HABKN XS R, 5 00e) i PRI

(p>0.05) 4P EXS R, 52 B R NIF 2y - C>A4>

Ralp o IJI'] E/J—U\f

@)
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D>B; 38 HAEFIXF R, 32 K /MUY J3 : AC>BD>  AD>CD>AB>BC.

SRR E EB:25 mm/s /\
J2D:0.149 mm ) JRFIFPEB: 15 mm/s

12t B HAEEC:120%

FHHBERC:110%
BE®D:0.117 mm

R,y/pm

I‘12.424
1.712

oA ®

250
245240235 180.160.‘1
4 72300 % pio®

, F R E4:250 C
f;:_":’:{.‘;t. - JREEEB:15 mm/s

B7 HERBEZEERX AR, HFE
Fig. 7 Influence of interaction between factors on R,,,
(a)—ABZEHAEN]; (b)—ACSCHAEM; (¢)—ADZEHAE; (A)—BCEHAEM; (e)—BDCHAEM; (H—CDAZHAEH].

R5 HEHWRBEMHRK(R,,) H1 &1 8b #J K1, AC 114 5 B0 )3 T B . R
Table 5 Analysis of variance and significance test R B A 2 0 B T 5 T RR R 3 L 3 i
(Ra1P) “]p N '
79 o/ 0 K (7 327 0
R M AmE Bh PR oW WA HINTE 115%~120% Z [A] . 7EHF A% 30 100%

MARIR . 99.

AR L3 00046 1117 {6 3 1A - 4 5 WA, R B T BB 1 T e
i R ARAEST AT SR B 3K R A
B%ﬁfé 0.02 1 0.02 0.02 0.8788 855 . B &l 8e AT, BD A A8 M) Jv [AT F 3 T ML RS
oo FE Ry, B 95 54T BV IE F R 5220/ B FE TR
e >0 I 53,05 845,42 <0.0001 AR R, —FE L BN ST E
DEw 174 1 174 281 0.1161 90.1~0.14 mm  FTEJE Ky 15~19 mm/s, I )
AB 0.41 1 0.41 0.67 0.4285 FETHHLRE BE R, 50/ . Hh &1 8¢ AT 1, AD 128 LA
AC 10. 61 1 10.61 17.09 0.0010 AN AC AHARL, 17 HAth 52 BAE R X R, B9 52 M AR
AD 3.49 1 3.49 562 0.0327 /N, TN E 8a, Fl 8d, 1K 8F T .
BC 0.01 1 0.0l 0.0 0.9324 454+ % 1% Design Expert {12 1745 5 1 FEF
BD 10. 43 1 10.43 16.80 0.001 1 ﬁiﬂﬁ%ﬁﬁ%ﬂ jﬁF*ETEiQ@%%(Rawﬁﬁj(ﬂ:Rm)
Coooue o hen N R, B RS R AT 5
B 3:59 1 3:59 5:78 0:0306 HCALE IR S B2 D 232 °C L R
c 747 1 7.47 1203 o.003g 22 mm/s BRIAEFIY 119% 2 0.125 mm. |7
D 416 1 416 670 0.0215 VAR Y L 64 R,y 9 1.546 wm, R, 4 1.313 pum.
524 8.69 14 0.62 FEXH A FH A Ak 2t 7 2 B0 Y 1) 2B IR0 1 A MRS
KPIL - 7.65 10 0.76  2.93  0.1558 FEYGUFSCHS , 45 5 AN 3 6 i , S50 5 0l {8 5
MiRE 10 4 0.26 ARG R RER Ak i T R 2 5 4 T A

R*=0. 92 /N A R F T RLRS R, IR TN
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4.32%~8.28%, R, Be 25 7l [l K 3.68%~7.09%, ]

/\
1(; ® 107y %’%&2&3:20 mm/s
r D:0.12 mm
.110° JRBE FEB:15 mm/s
g§°[ g%ﬁiﬁégﬁ BrRC120%

FARAIEEEA:244 C 112175
B 5 C:101.6% |10

DAL o] =I5 TR0 T 8 VA ST A PR 2 T AL 2

SRR BEA:240 T
JEE EB:20 mm/s

110 0.16'¢
Crog 195100 0.9 5p

B8 ERBZEMEMRX AR, KM
Fig. 8 Influence of interaction between factors on R,,,
(a)—ABZHAE 5 (b)—ACSHAHL; ()—ADZEHAR 5 (d)—BCELHAH]; (e)—BDZEHAE; (£)—CDEHAEH.

*6 FHEERIEXIER
Table 6 Results of roughness verification experiment

24 FEFE1 R 2 A3

R, IR ZER /um 1.62 1. 64 1. 69
R, JEZER /um 1.55 1.55 1.55
R, RE/% 4.32 5.49 8.28
R, EH SR /um 1.36 1.41 1.39
R, FEIEZEH/um 1.31 1.31 1.31
R, IRZE/% 3.68 7.09 5.76

2.3 kREHGRTEERE

e G5 RE A 1Y) 2R TRDREDRE B2 52 95 45 SR An &1 9 oy
7N, G AT LA B 27 2 1K 5 1] 118 3 AR
(R o)W K T AT TG K T 1 B EUE (R, 5
Hy T RN A 4G o A 5 & 1 B 45 50 oy e 3% T AL
B RGTUi AR E AR R Beah B 10 2R
B 2 AT AR TR S 2 R

FEME A230, 3 1 PAT FEF 4K 7 1m0 734
T HEURE FE 20 1)k 21.06 1 5.32 pom. 245 il 7L
TH2E 250 °CH}, BEME A250, 38 A PAT TR 4K 5
[11] (181 Y2 3R TEAELRE B2 2 9/ N2 19.42 F14.99 pm.
R — 22 Y0 N, B 5 A A2 3 T REDRES 32 s il i1
FE TR e, HaxX Rl e 1 B T 4R 4E K

J5 1] 100k B G D PR R S5 RN, B
JA R RT DA 8 22 A (R i sl b A AR PR e 1w
VR DT A I T 78 J5 B2 AR be b o A rh O
0 1) 2 T KA

i & 9 BT S0, RECE B1S, 3 1 AEAT T 47 4k K
5 ) 9 - X5 2 THRELRE B2 43 8 20.32 1 4.47 pm.
2 i R S 1 %8 25 mm/s B, FELE B25, 2 B AFAT
T AR YLK B ) Y S8 2% EDRLRS B 43 0 1 =
22.32 f14.72 pm. A WL FE— 2 JE N, e g AR
3 TRDAELUAE J32 it RS 760 360 38 100 8 s 7 348 o 3 2% PRy
P v TR R A R R T
177 0 T KRS 3 o

DO.1, 3 BT FEF 44 B 5 ) 19724 & 1
RS 23514 21.82 F14.24 pm, 242 =14 %8 0.2 mm
i, BEPF DO.2, 3 BLAFA T TR 4K B Ty 1] AP 34 36
AL B2 43 391 186 22 22.92 114,57 pm. 78 — & 1 [l
PR, B8 245 R 1) 2% TRDRERES 52 il )23 e 1 254 o i 43
KSR DR R 380 2 e 4 AR SR AL B E £ | e
45 Je AL PR i /N T 3503 DRDRE B2 4 K (H B I
LA R I 2 TR FE B AR L AN, 3 ] g
TREEUUE TR R TE , FEAL T BRSO R
S E A TR B2 114 52
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