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Abstract

The strain-rate dependence of the yield stress for Material Extrusion Additive Manu-
facturing (ME-AM) polylactide samples was investigated. Apparent densities of the
ME-AM processed tensile test specimens were measured and taken into account in or-
der to study the effects of the ME-AM processing step on the material behavior. Three
different printing parameters were changed to investigate their influence on mechanical
properties, i.e. infill velocity, infill orientation angle, and bed temperature. Addition-
ally, compression molded test samples were manufactured in order to determine bulk
properties, which have been compared to the ME-AM sample sets. Anisotropy was de-
tected in the strain-rate dependence of the yield stresses. ME-AM samples with an infill
angle of 0◦ have a higher strain-rate dependence than specimens with αor = 90◦. Re-
markably, the strain-rate dependence manifested by the ME-AM samples is consider-
ably lower than that displayed by compression molded test specimens. The Ree-Eyring
modification of the Eyring flow rule is able to accurately describe the strain-rate depen-
dence of the yield stresses, taking two molecular deformation processes into account
to describe the yield kinetics. The results from this paper further show a change from a
brittle behavior in case of compression molded samples to a semi-ductile behavior for
some of the ME-AM sample sets. This change is attributed to the processing phase and
stresses the importance that the temperature profile (initial fast cooling combined with
successive heating cycles) and the strain profile during ME-AM processing have on
the resulting mechanical properties. Both these profiles are significantly different from
the thermo-mechanical history that material elements experience during conventional
processing methods, e.g. injection or compression molding. This paper can be seen
as initial work that can help to further develop predictive numerical tools for Material
Extrusion Additive Manufacturing, as well as for the design of structural components.
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1. Introduction

Additive Manufacturing (AM) is a relatively new and rapidly upcoming production
process, which has gained increasing interest from both industry as well as academic
communities. Over the last couple of decades, development and improvement of the
technologies have led to a modest shift from Rapid Prototyping (RP) for the production5

of presentation models, and still the main AM application, towards Rapid Manufactur-
ing (RM) for the fabrication of end-use parts [1]. For polymer materials, Material Ex-
trusion Additive Manufacturing (ME-AM) [2] is one of the most popular techniques,
as it facilitates the fabrication of customized end-use products at low investment costs
[3, 4]. ME-AM is the term used in the ISO and ASTM standard [2] and includes,10

among others, similar technologies indicated by terms such as Fused Deposition Mod-
eling (FDM R⃝), Fused Filament Fabrication (FFF), Fused Layer Modeling (FLM), or
3D printing.

Several reviews are availabe for engineers and researchers to introduce themselves
into Additive Manufacturing, e.g. Ngo et al. [5]. A review focused more specifically15

on polymer materials was written by Wendel et al. [6]. And a more recent review
on polymers was written by Dizon et al. [4]. Turner et al. [3] wrote a review of
ME-AM, while Mackay [7] concentrated on the rheological behavior. An even more
specific review was elaborated by Liu et al. [8] focussing on PLA. Wendel et al. [6]
expected that in the near future, the optimization of process parameters would lead to20

ME-AM parts with similar mechanical properties as injection or compression molded
parts. Several research groups, e.g. Spoerk et al. [9] and Song et al. [10], have shown
that this is already a reality.

Material Extrusion Additive Manufacturing is a technology where a thermoplastic
polymer filament is pushed through a heated liquefier by a pinch roller mechanism.25

The molten polymer is extruded through a heated nozzle, and deposited onto a (heated)
build platform or an already deposited layer, where it quickly solidifies [3, 11]. By
controlling the position of the heated nozzle and bed, complex 3D objects can be pro-
duced. The final result is a laminate composite structure with stacked layers consisting
of partially bonded filaments with interstitial voids [12, 13]. In the remainder of the30

text, the term strand will be used to refer to an extruded and deposited filament.
For load-bearing applications of polymers, components need a minimum of me-

chanical properties. Ideally, one would like to be able to quantitatively predict these
mechanical properties from the component’s shape and printer parameter settings as
given in the slicer program. That is, however, a tremendous and enormously complex35

task. One has to consider, that the final macroscopic behavior of ME-AM parts is,
similar to parts fabricated with more conventional polymer processing methods (e.g.
injection molding, compression molding, melt extrusion, blow molding), governed by
the onset of plastic strain localization [14, 15, 16]. In turn, this is dominated by the
local large strain intrinsic properties, known to be inhomogeneous along a product’s40

geometry [17, 18, 19]. This heterogeneity is a result of the different thermo-mechanical
history, i.e. changing temperatures, pressures and strains as a function of time, a mate-
rial element experiences at distinct locations in the component. Hence, the final prop-
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erties of ME-AM parts are bound by the same polymer physics as any other polymer
processing method [20].45

However, due to the particularity of the ME-AM process, the resulting final part
is generally voided and has both bulk-like (within a strand) as well as non-bulk-like
(in strand-to-strand bonds) properties [20]. ME-AM parts can demonstrate significant
differences in stiffness and strength in the direction of a strand and perpendicular to
the strand direction [12]. Consequently, structural integrity of ME-AM parts is mostly50

determined by that latter weaker direction, i.e. the bond strength between adjacent and
stacked strands [11]. Therefore, in order to predict macroscopic mechanical properties
in a quantitative way, four aspects should be considered both spatially as well as tem-
porally: (i) the mesostructure, (ii) temperature, (iii) strain, and (iv) pressure. Besides,
these are all greatly influenced by the chosen printing parameters.55

As was shown by Rodriguez et al. [21, 12], and more recently by Abbott et al.
[11], the resulting mesostructure of ME-AM parts is a key controlling parameter to
influence mechanical properties. A strand will spread into an oblong shape, which
final shape depends on the printing parameters and the relative surface energies of the
strand and the surface on which it is printed [3]. Consecutively, the oblong shape of the60

strand determines the contact area and the resultant bond length. The effect of printing
parameters, such as extruder temperature, print speed, layer height, orientation [11],
as well as fiber width, strand-to-strand gap (distance between adjacent strands or air
gap), and interlayer configuration (skewed/aligned) [21] was investigated and related
to final bond length and mechanical properties. Higher bond lengths will generally lead65

to improved strength [12, 11], while temperature tends to help to improve strength with
an equal relative bond length [11].

The temperature profile a material element experiences in a ME-AM part is an-
other key aspect to influence structural integrity. The thermal history in ME-AM
parts is highly non-isothermal due to the initial fast cooling, with cooling rates up to70

100 oC s−1 [22], and successive heating during the consecutive deposition of strands.
This leads to temperature fluctuations near or around the glass transition temperature
Tg [23, 13, 20, 22, 24, 25, 11]. Since temperature determines molecular chain mobil-
ity, it directly influences rheological behavior, i.e. viscosity, reptation, crystallization
(if possible) and thermodynamic state. Hence, it regulates the final strand’s oblong75

shape and determines the weld strength, or bond strength, between strands, as that is
governed by the wetting and molecular diffusion at the interface driven by reptation
[26, 7, 25]. Furthermore, the thermo-mechanical history affects the crystallization pro-
cess [27, 28, 29, 30], thus influencing mechanical properties [31, 32, 33, 34, 35, 25,
36, 37]. Finally, Abbott et al. [11] indicated that the specimen geometry is expected80

to also have an impact on temperature as a function of time, as the time between suc-
cesive strand depositions will influence the amount of time above the glass transition
temperature Tg [3], temperature above which molecular chain mobility is significantly
enhanced.

During the ME-AM process, shear effects in the nozzle and due to the curvature85

between the nozzle and the strand will lead to orientation and stretch of the polymer
chain [38, 35, 7] in a non-uniform way along a strand’s cross-section. Shear rates are of
order 100 s−1 [22, 37] and can vary from under 100 s−1 to upto 1000 s−1, depending
on printing speeds [39]. Peng et al. [24] visualized the flow profile by inserting pigment
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into a filament and they also concluded that the extrusion speed affects the velocity90

profile of the filament leaving the nozzle. In order to take orientation and stretch of
the polymer chain molecule during processing into account, one needs to use adequate
(molecularly-aware) constitutive models [38, 35] in a transient sense, such as e.g. the
Giesekus [40], Phan-Thien-Tanner [41, 42], extended Pom-Pom [43, 44], Molecular
Stress Function [45], or Rolie-Poly [46] models. It was shown by Rodriguez et al.95

[12] that differences in molecular orientation produce different mechanical properties
in ME-AM components.

Together with shear effect, the heated liquefier and nozzle zone is also the location
of pressure build up as the solid filament acts as a piston and pushes the molten material
through the nozzle. However, pressure drops to atmospheric pressure as the material100

comes out of the nozzle and is deposited, contrary to e.g. injection molding or compres-
sion molding where pressure is maintained until the end of the cycle. Thus, compaction
pressure, which is present during more traditional polymer processing methods, is ab-
sent in ME-AM. As a consequence, this may influence intimate contact between strands
and, therefore, may be more important than currently recognized, as was mentioned by105

Hart et al. [47]. This is also supported by the knowledge that strength development
during thermoplastic welding has been shown to be pressure sensitive [48, 47].

Taking into account the previous four aspects, at the end of a ME-AM build cycle
a component has an enormous heterogeneous mechanical property distribution along
the component geometry. Locally, every material element has experienced different110

temperature, strain and shear rate, and pressure profiles leading to a variety of different
microscopic structures and thermodynamic states. As a consequence, every material
element has different intrinsic deformation behavior [19]. These differences in dis-
tribution of the mechanical properties will lead to certain macroscopic deformation
behavior as measured in macroscopic tests, such as e.g. uniaxial tensile, uniaxial com-115

pression, torsional, 3-point bending, or impact tests.
Varying ME-AM processing parameters will generate different mechanical prop-

erty distributions in a component. As a consequence, lots of disperse results have been
reported in literature. These range from very low values for yield stresses [49, 50, 51,
9], to values similar to or near injection molding and compression molding components120

[49, 52, 53, 9, 10], and even improved properties with respect to components produced
with conventional polymer fabrication processes [51, 10, 54].

Besides, polymers are viscoelastic materials. This type of behavior manifests itself
in the initial intrinsic stress-strain behavior up to yield [55, 56] and the strain rate de-
pendence of the yield stress and yield drop [57, 58, 59, 60, 61, 62]. The current study125

will focus on the influence that some of the printing parameters have on the macro-
scopic viscoelastic behavior of ME-AM components, in general, and, more specifically,
the strain-rate dependence of Poly(Lactic Acid). As was previously demonstrated, the
short-term strain-rate dependence has a direct relation to long-term behavior, such as
creep and fatigue [63, 64, 65, 66, 67]. Therefore, this is crucial information for quanti-130

tatively predicting failure performance of ME-AM products via modeling and simula-
tions.

However, only very few scientific contributions measure the effect of, for exam-
ple, strain rate on the mechanical properties of ME-AM products. One of the first to
measure this dependence was Rodriguez et al. [12] on ABS material processed on a135
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Stratasys machine. Only recently, and more than a decade later, this was also performed
by Vairis et al. [68], also using an ABS material and FDM technology. Yet, these last
authors applied a rather narrow strain rate range of less than one decade for their mea-
surements. Furthermore, they did not relate their findings to an Eyring or Ree-Eyring
rate equation [57, 58], although it has been shown over the years by various research140

groups that an Eyring-type flow rule [57, 58, 60] describes accurately the visco-elastic
strain-rate dependence of polymer molecules, incorporating it in accurate constitutive
models for polymer materials [69, 70, 71, 72].

As far as the author’s know, Bustillos et al. [36] and Song et al. [10] are the only
ones who have measured strain-rate sensitivity for ME-AM components made of PLA145

material. Bustillos et al. [36] measured it using creep experiments in a strain-rate
range just over three decades and showed it on a log σ − log ε̇ plot. Notwithstanding,
they only determined strain-rate sensitivity for a range of just over one decade, without
taking an Eyring rate equation into account. Furthermore, only one set of printing
parameters was used for each material. Song et al. [10] measured the influence of150

the infill orientation angle, but only performed measurements over a single decade and
they neither used Eyring’s rate equation.

The objective of the present study is to quantify and analyze the effect that several
printing parameters have on the strain-rate dependence of ME-AM tensile test samples
produced with PLA material. An initial set of processing parameters is adopted that155

give mechanical properties near compression molding samples, which are fabricated
using the same material. The compression molding technique is applied in order to get
samples where orientation and stretch of the molecular chains is minimal, i.e. isotropic
material behavior, which can not always be obtained with injection molded specimen
[73, 17, 18]. In this way, ME-AM results can directly be compared to bulk properties160

obtained from compression molded samples. ME-AM processing parameters that are
changed are the infill velocity, the infill orientation angle, and the bed temperature. The
lower bed temperature is well below Tg , while the higher bed temperature is near Tg .
As such, the influence of molecular mobility can be accounted for, which will be more
enhanced closer to and above Tg . Finally, the ability of the Eyring flow rule to predict165

the yield stress in uniaxial tension is evaluated.

2. Materials and Methods

2.1. Material

The material used for the present study is a commercially available natural trans-
parent Polylactide (PLA) filament (Orbi-Tech, Leichlingen, Germany) with a nominal170

diameter of 1.75mm and a specific gravity of 1.25 g cm−3. Recommended nozzle and
bed temperatures range from 195 ◦C to 240 ◦C and from 40 ◦C to 60 ◦C, respectively.
All samples were fabricated from a single spool, and the filament was used as-received.

2.2. Material processing

Tensile samples were manufactured on an open-source RepRap Sirius 3D printer175

(Moebyus Machines, Madrid, Spain) using a 0.4 mm nozzle size. Sample dimensions
are given in Figure 1(a). This tensile test specimen is based on specimen type 1BA
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according to the ISO 527-2 norm, but adapted to avoid fracture in the fillet. The di-
mensions are chosen to be able to machine them from the compression molded square
plates (see next section).180
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Figure 1: (a) Tensile test specimen dimensions in mm. (b) Schematic of infill orientation angle.

Starting from an STL-file of the tensile sample, the Simplify3D slicing software
was used to generate the G-code file that can be handled by the Sirius ME-AM machine.
Processing parameters that were used unaltered to produce all ME-AM tensile samples
are given in Table 1. Furthermore, 3 printing parameters are changed each at two levels,
thus leading to 8 different sets, to investigate their influence on the resulting mechanical185

properties: (i) print velocity; (ii) infill orientation angle; (iii) bed temperature. These
levels are given in Table 2 and a schematic of the infill orientations is also given in
Figure 1(b). For each of the 8 sets, 18 equal samples were distributed on the printer’s
XY plane (i.e. the printer’s bed) and manufactured using a single G-code file.

2.3. Compression molding190

Square plates with dimensions of 100 × 100 × 3mm3 were compression molded
in a hot press. Approximately 45 gr of chopped filament strands were preheated in
the mold at 210 ◦C for 15 min and subsequently compressed in successive steps of
increasing force during 5min, allowing degassing by releasing pressure between steps.
Next, cooling to room temperature was established by placing the mold into a cold195

press at moderate force during several minutes. From these square plates, tensile test
samples were machined with the dimensions as given in Figure 1(a).

2.4. Mechanical characterization
Uniaxial tensile tests were performed on a MTS Criterion C43.104 universal test

system with a 10 kN load cell. All experiments were measured at room tempera-200
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Table 1: Processing parameters used to manufacture all ME-AM tensile samples.

Processing parameter Value

Nozzle diameter [mm] 0.40
Extrusion width [mm] 0.30
Layer height [mm] 0.20
Number of perimeters 2
Fill percentage 100%
Outline overlap 80%
Extrusion temperature [◦C] 200

Table 2: Levels of processing parameters used to manufacture different sets of ME-AM tensile samples.

Processing parameter Low value High value

Printing speed vp [mm s−1] 9 35
Infill orientation angle αor 0◦ 90◦

Bed temperature Tb [◦C] 50 60

ture (23 ◦C). Constant linear strain rates were applied in the range from 10−5 s−1

to 10−1 s−1. At least three samples, and generally five samples, were used for every
single strain rate. As is common for polymers, the maximum stress value in the en-
gineering stress-strain curves is considered as the polymer’s yield stress. Conversion
from engineering to true yield stresses was accomplished by assuming that the material205

volume remains constant during uniaxial tensile testing [74, 75].

2.5. Apparent density

Due to the fact that ME-AM parts generally have interstitial voids, its mechanical
properties are affected by this voided structure. To compensate for this and provide a
more fair comparison of the material behavior, the apparent densities of the resulting
ME-AM samples were determined. Both mass and external volume were measured for
every single sample to calculate the apparent density:

ρapp =
msample

Vsample
. (1)

Furthermore, an approximation of the porosity of the samples (in percentage) was de-
termined by using the material density as given by the filament provider, i.e. ρPLA =
1.25 g cm−3:

Porosity =
ρPLA − ρapp

ρPLA
. (2)
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2.6. Thermal analysis
Differential Scanning Calorimetry (DSC) was performed on a NETZSCH DSC 214

Polyma apparatus. Portions of filament, and compression molded and fabricated ME-
AM samples were subjected to a heating-cooling-heating sequence under nitrogen at a
scanning rate of 10 K min−1 and isothermal periods of 5 min. Crystallinity χc was
calculated using the following equation:

χc =
∆Hm −∆Hc

∆H0
m

, (3)

where ∆Hm, ∆Hc, and ∆H0
m are the melting enthalpy, the crystallization enthalpy

and the melting enthalpy of pure crystalline PLA, respectively. The value for 100%210

crystalline PLA was taken to be ∆H0
m = 93.7 J g−1 [76].

3. Modeling

It has been often demonstrated, that the deformation kinetics of polymers can be
characterized by a linear dependence of the yield stress on both the logarithm of strain
rate as well as the temperature [74, 60, 77, 66]. Typically, a polymer’s yield stress also215

depends on pressure [78, 79], particularly evident in testing under hydrostatic pressure
[80, 81, 82, 83] or by the yield stress difference under tensile and compression loading
[77, 79]. However, this study only focuses on tensile tests, so that part is omitted here.

If in the measured strain rate and temperature range, the polymer shows a ther-
morheologically simple response [60], i.e. the deformation response is governed only
by a single molecular deformation process, the deformation kinetics of the yield stress
can be accurately described by an Eyring-type flow equation:

ε̇(σ, T ) = ε̇0 exp

(
−∆U

RT

)
sinh

(
σyV

∗

kT

)
. (4)

Here, ε̇ is the uniaxially applied strain rate, ε̇0 a rate constant, ∆U the activation
energy (184 kJ mol−1, as taken from literature [66]), R the universal gas constant
(8.314472 J mol−1 K−1), T the absolute temperature in K, σy is the yield stress, V ∗

the activation volume, and k is the Boltzmann’s constant (1.38054 · 10−23 J K−1). If
written in terms of the yield stress as a function of strain rate, the equation becomes:

σy(ε̇, T ) =
k T

V ∗ sinh−1

[
ε̇

ε̇0 exp
(
−∆U

RT

)] . (5)

At the yield stress, where σy > kT/V ∗ and thus sinh(x) = 1
2 [exp(x)− exp(−x)] ≈

1
2 exp(x), Equation 4 can be rewritten as:

σy(ε̇, T ) =
k T

V ∗

[
ln

(
2ε̇

ε̇0

)
+

∆U

RT

]
. (6)

However, many polymers show thermorheologically complex behavior, manifested
by a change in the slope in the yield stress vs. logarithmic strain-rate plots [74]. In

8

Jo
ur

na
l P

re
-p

ro
of



these cases, two molecular deformation processes govern the yield kinetics, often in-
dicated by an α- and a β-relaxation process. Assuming that these two processes act
independently and in parallel, the yield kinetics can be described by the Ree-Eyring
modification [58] of the Eyring [57] flow rule:

σy = σα+σβ =
k T

V ∗
α

sinh−1

[
ε̇

ε̇0,α exp
(
−∆Uα

RT

)]+k T

V ∗
β

sinh−1

 ε̇

ε̇0,β exp
(
−∆Uβ

RT

)
 .

(7)
Note that true stress values are referred to in these equations.

For the case of PLA, it has been shown that the yield kinetics contain contributions
of two molecular deformation processes (α + β) [62]. By measuring the strain-rate
and temperature dependence in uniaxial compression tests, both upper-yield as well
as lower-yield stresses could be determined. While lower-yield stress only manifested
an α-contribution, upper-yield stress was controlled by both the α- and β-processes
[66, 62]. In uniaxial tensile tests, which are applied in the current paper, only the
upper-yield stress can be determined. In these tests, from the yield stress on, strain lo-
calization phenomena occur such as crazing (amorphous regions) and shear-yielding
(crystalline regions) leading to failure [32] and impeding the determination of the
lower-yield stress. Hence, in tensile, separation of the two molecular processes can
not always be easily determined. In such cases, Equation 7 can be written as:

σy =
k T

V ∗
α+β

sinh−1

 ε̇

ε̇0,α+β exp
(
−∆Uα+β

RT

)
 . (8)

Note that this is implicitly the same equation as Equation 5. Nonetheless, the acti-220

vation volume, the rate constant, and the activation energy of Equation 8 incorporate
the contributions of the two molecular processes instead of only a single process as in
Equation 5.

4. Results and Discussion

For this section, the nomenclature as follows is used to indicate the samples which225

are fabricated via the different processing methods and parameters. The compression
molded samples are indicated with CM. On the other hand, the Material Extrusion
Additive Manufactured samples are indicated by letters and numbers in the following
order: the printing velocity in mm s−1, infill orientation angle, and bed Temperature
in ◦C. For example, sample v35o0T50 is a ME-AM sample printed at a velocity of230

vp = 35 mm s−1, an infill orientation angle of αor = 0◦, and a bed temperature of
Tb = 50 ◦C.

First, DSC data will be analyzed in order to gain knowledge about characteristic
material transition temperatures and crystallinities. Second, the CM samples will be
looked at, as these samples are more isotropic since no preferential orientation and235

stretch of the molecular chains is present. These samples are considered to show the
”fingerprint” behavior and bulk properties of the base material. Last, ME-AM samples
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will be considered and compared with each other and with the CM samples, taking
influences such as processing parameters and interstitial voids into account.

4.1. Thermal analysis240

Figure 2 shows the DSC curves for the as-received PLA filament, a CM sample,
and a ME-AM sample (v9o0T50). For the DSC thermographs of the first heating cycle,
a glass transition temperature of around Tg = 66 ◦C was detected. During the second
heating cycle, all samples showed Tg = 61 ◦C. This PLA material is able to crystallize,
as cold crystallization can be observed between 95− 145 ◦C with a peak temperature245

at approximately Tc = 122 ◦C. It is directly followed by melting (145− 165 ◦C) at a
peak temperature of Tm = 152 ◦C. These characteristic temperatures are very similar
to the ones reported by Carrasco et al. [84] and by Srinivas et al. [25] for PLLA with
a D content of approximately 4%. It is assumed that the PLA used in this study has
therefore a similar composition (this could, however, not be confirmed).250

20 40 60 80 100 120 140 160 180 200

Temperature [ °C]

H
e
a
t 
F

lo
w

 [
W

/g
] 
  
  
e
n
d
o
 

ME-AM, 1st heating cycle

CM, 1st heating cycle

Filament, 2nd heating cycle

Filament, 1st heating cycle

Figure 2: Different DSC curves for PLA material used in present study: 1st heating of as-received filament;
2nd heating of as-received filament after controlled cooling; 1st heating of CM sample; 1st heating of ME-
AM sample.

The calculated crystallinity detected for the as-received filament during the first
heating cycle was equal to χc = 1.2%. The ME-AM sample also shows an area for cold
crystallization and melting that have approximately the same magnitude, resulting in a
crystallinity of χc = 0.8%. In Figure 2, the CM sample shows the highest crystallinity,
although still at a low value of χc = 1.7%. During the DSC cooling cycle, none of the255

samples demonstrated crystallization. Merely a glass transition temperature of around
Tg = 55 ◦C was observed for all samples. This indicates a low ability to crystallize of
the employed PLA during cooling [84]. All samples showed the same thermographs
for the second heating cycle with crystallinities below 0.6%. Not all ME-AM sample
sets were submitted to DSC thermographs. However, the ME-AM samples for which260

DSC curves were obtained, all showed low crystallinity values less than 2%.
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Srinivas et al. [25] also showed that no crystallization occurred during the ME-AM
process for their material. Their DSC curves showed a deviation from the baseline for
cold crystallization at around 95 ◦C and a peak value of approximately Tc = 110 ◦C.
Here, deviation from the base line for cold crystallization starts from around 95 ◦C,265

but the peak temperature is even higher, i.e. Tc = 122 ◦C, making it even more
difficult to crystallize. Therefore, although it is not checked for all ME-AM samples, it
is assumed that negligible crystallization occurs during the ME-AM process and that it
will not have a significant effect on the mechanical properties.

4.2. Compression molding270

The mechanical characterization results for the CM samples are given in Figure 3
and Table 3. The CM samples show brittle behavior (see Figure 3(a)), as is to be
expected for PLA in uniaxial tensile tests [32]. This is due to the very large strain
softening response right after yield followed by the weak strain hardening [66, 62],
which to a large extend determines the toughness of a material.275

As can be seen from 3(b), the strain-rate dependence of the yield stress is ade-
quately captured with a single molecular deformation process, showing a high coeffi-
cient of determination R2 close to unity. However, as was shown by Van Breemen et
al. [62], PLA has thermorheologically complex behavior that was well described with
2 molecular deformation processes, one visible in the strain-rate dependent behavior of280

the lower yield stress and the two processes combined in the upper yield stress during
uniaxial compression tests.

Here, the experimental data can be described by Equation 8 with a combined acti-
vation volume and rate constant of V ∗

α+β = 1.05 nm3 and ε̇0,α+β = 5.38 · 1022 s−1,
respectively, giving a slope of 8.9 MPa/decade. It is explicitly mentioned that the com-285

bined activation energy is taken equal to the activation energy as determined by Engels
et al. [66], i.e. ∆Uα+β = 184 kJ mol−1. The activation volume determined here is
higher than the one given by Engels et al. [66], who measured (similar to Van Breemen
et al. [62]) a slope of ±13.5 MPa/decade. This can be explained in two ways: (i) a
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Figure 3: Engineering stress/strain response of CM samples. (a) Stress as a function of strain. (b) Yield stress
as a function of logarithmic strain rate. Symbols are experimental results, solid line is a model prediction.
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different grade PLA is used; (ii) Engels et al. [66] measured in compression, which is290

known to give higher slopes and stresses compared to uniaxial tensile tests [77, 85].
From Figure 3 and Table 3, other viscoelastic effects can be detected, such as a

slightly increasing elastic modulus E (between 3.0 GPa and 3.5 GPa) and increasing
strain at yield εy (from ±2% to ±3%) for increasing strain rates ε̇. Additionally, brit-
tleness can be established by the small difference between strain at yield εy and strain295

at break εb (see Table 3).

Table 3: Measured engineering mechanical properties for CM and ME-AM samples.

Sample ε̇ E σy εy εb
nomenclature [s−1] [MPa] [MPa] [%] [%]

1 · 10−5 2994± 190 44.49± 1.28 1.91± 0.16 1.99± 0.25

CM 1 · 10−3 3135± 99 60.49± 1.86 2.50± 0.05 2.64± 0.12

9 · 10−2 3461± 173 78.36± 2.34 3.06± 0.05 3.10± 0.04

1 · 10−5 3022± 57 47.58± 0.89 2.45± 0.13 2.60± 0.24

v35o0T50 1 · 10−3 3108± 39 62.76± 0.35 2.62± 0.04 3.43± 0.78

9 · 10−2 3127± 32 75.01± 1.01 3.34± 0.15 3.51± 0.12

1 · 10−5 3062± 35 45.54± 1.07 1.94± 0.09 1.95± 0.09

v9o0T50 1 · 10−3 3184± 13 60.36± 0.38 2.52± 0.06 2.55± 0.07

9 · 10−2 3157± 81 73.15± 1.00 2.95± 0.10 2.96± 0.10

1 · 10−5 3310± 84 48.44± 1.25 2.06± 0.03 2.95± 0.40

v35o0T60 1 · 10−3 3306± 32 62.10± 1.04 2.37± 0.03 4.44± 1.91

9 · 10−2 3265± 41 74.65± 0.42 2.85± 0.03 3.24± 0.34

1 · 10−5 3376± 109 49.11± 0.98 1.99± 0.03 2.14± 0.15

v9o0T60 1 · 10−3 3290± 35 62.04± 0.80 2.35± 0.04 3.73± 0.52

9 · 10−2 3276± 37 75.01± 0.53 2.83± 0.01 3.76± 0.26

1 · 10−5 3061± 49 48.29± 1.09 2.22± 0.03 2.63± 0.17

v35o90T50 1 · 10−3 3269± 32 60.78± 0.55 2.39± 0.03 3.92± 0.19

9 · 10−2 3261± 99 72.74± 0.69 2.87± 0.08 4.22± 0.43

1 · 10−5 3078± 84 44.92± 0.26 1.94± 0.04 1.95± 0.04

v9o90T50 1 · 10−3 3174± 52 55.61± 1.01 2.25± 0.03 2.33± 0.06

9 · 10−2 3220± 43 69.80± 1.18 2.83± 0.04 3.11± 0.27

1 · 10−5 3184± 134 44.73± 1.11 1.93± 0.02 2.22± 0.27

v35o90T60 1 · 10−3 3232± 42 55.57± 0.56 2.17± 0.02 2.81± 0.41

9 · 10−2 3235± 99 69.17± 0.77 2.73± 0.04 3.51± 0.42

1 · 10−5 3175± 65 46.94± 1.42 1.98± 0.03 2.03± 0.06

v9o90T60 1 · 10−3 3158± 30 58.67± 0.49 2.33± 0.04 2.57± 0.11

9 · 10−2 3206± 37 72.13± 1.15 2.84± 0.02 3.26± 0.12
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4.3. Material extrusion additive manufacturing

While the mechanical properties of compression molded samples is generally only
determined by crystallinity (negligible in this case) and by the thermodynamic state
of the amorphous phase [33, 72], in the case of ME-AM samples an additional aspect300

arises that has its influence as well: the orientation and stretch of molecular chains
[38, 35, 7]. These are all affected by the thermo-mechanical history the material has
experienced, i.e. the shear rate γ̇(t) and temperature T (t) as a function of time t.
Furthermore, these aspects also have crossover effects.

Results for the v35o0T60 sample set is shown in Figure 4, and Table 3 gives the305

numerical values. This set has an apparent density of 1.21 g cm−3 (compared to a
material density of 1.25 g cm−3), leading to an approximate average porosity of 3.5%.
This particular set is shown to highlight some distinct features between CM and ME-
AM samples.

In order to determine what the effect of the different printing parameters on the ma-310

terial behavior is and compare the CM and ME-AM samples in a macroscopic sense, a
compensation of the voided structure of ME-AM samples is applied. The yield stresses
of ME-AM samples can be corrected for to represent ”solid” samples, using the appar-
ent density and the material density given by the filament manufacturer. Figure 4(b)
shows these volume corrected results. In the remainder of the paper, if different sets315

of ME-AM samples are compared with each other, the volume corrected yield stresses
will be shown, unless stated otherwise.
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Figure 4: Engineering stress/strain response of v35o0T60 samples. (a) Stress as a function of strain. (b) Yield
stress and volume corrected yield stress as a function of logarithmic strain rate. Symbols are experimental
results, solid lines are model predictions.

Similar to the CM sample set, the strain-rate dependence of the yield stress is ade-
quately captured with a single molecular deformation process. The yield stress data can
be described with a combined activation volume and rate constant of V ∗

α+β = 1.30 nm3
320

and ε̇0,α+β = 4.62 · 1020 s−1, respectively, giving a slope of 7.2 MPa/decade. The
coefficient of determination R2 is very close to unity, and improves for the volume
corrected results, showing that an Eyring-type flow equation can give an excellent de-
scription of the yield data. With reference to the improvement of the coefficient of
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determination by representing ”solid” samples, that is a trend seen for all ME-AM325

sample sets.
Two aspects immediately draw the attention if the CM results are compared to the

v35o0T60 samples. First, the slope of the strain-rate dependence for the v35o0T60 set
is significantly lower than for the CM samples. Second, these ME-AM samples behave
semi-ductile instead of brittle (i.e. compare Figure 3(a) with Figure 4(a)). These are330

clear effects related to the processing phase, and possible explanations will be given
later on.

Equal to the CM samples, the strain at yield increases (from ±2% to ±3%) for in-
creasing strain rates. However, the viscoelastic effect on the elastic modulus is absent
in this ME-AM sample set, as it remains approximately constant at 3.3 GPa. Further-335

more, polymer materials generally show an almost constant or slightly increasing strain
at break when characterized at augmenting strain rates [86, 87, 88]. Although disper-
sion of the strain at break εb for polymers is generally high, this previous trend is not
seen here (see Table 3), nor in several of the other ME-AM sample sets. This can also
be observed in the measurements by Rodriguez et al. [12] for their ME-AM samples of340

ABS material (see Figure 14 of their paper). At this moment, no plausible explanation
can be given for this observation. It may be related to the position of the sample on the
printing bed. This could not be confirmed and additional research will be necessary to
clarify this phenomenon. That is, however, out of the scope of the present study.

4.4. Anisotropic yielding345

As seen by comparing Figures 4(b) and 3(b), the processing phase clearly has an
influence on the macroscopic material behavior. To further establish how anisotropy in
ME-AM samples due to the infill orientation (as reported previously by other research
groups [12, 20, 11]) is affecting strain-rate dependence, CM samples are compared to
ME-AM samples that are printed at both αor = 0◦ and αor = 90◦. Figure 5 shows the350

volume corrected yield stresses σy as a function of logarithmic strain rate ε̇ for CM,
v35o0T50, and v35o90T50 samples.

The dashed lines in Figure 5 indicate that all three samples clearly have differ-
ent slopes. Thus, anisotropic effects are also visible in the strain-rate dependence of
ME-AM components, as was to be expected based on research of anisotropic effects355

in injection molding samples [17, 18]. Additionally, it turns out that there is also a
difference of strain-rate effect between isotropic samples (CM) and anisotropic sam-
ples (v35o0T50 or v35o90T50). This effect, as far as the authors know, has not been
reported before.

Three different slopes may indicate three distinct molecular deformation processes360

[89]. However, up-to-date only two processes have been reported thus far for PLA
[90, 62]. Since no third process has been reported previously, it is assumed that only
two molecular processes are present (α+β). As experiments have only been performed
at room temperature, activation energies for the two processes are taken from literature
[62]: ∆Ua = 480 kJ mol−1 and ∆Ub = 100 kJ mol−1.365

Next, it is also observed that all ME-AM sample sets printed at an infill orientation
of αor = 90◦ approximately have the same slope in the lower measured strain rate
range, i.e. ε̇ = 10−5 − 10−3. As mentioned before, that slope is significantly less
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Figure 5: Volume corrected engineering yield stress as a function of logarithmic strain rate for CM (•),
v35o0T50 (▼), and v35o90T50 (▼) samples. Symbols are experimental results, lines are a guide to the eye.

steep than the slope measured for the CM sample set. As a consequence, it is assumed
that at the lower measured strain rate range for ME-AM samples printed at αor = 90◦,370

the yield stress is controlled by the α-process only. Accordingly, and based on the
observations of Van Breemen et al. [62], the yield stress of the CM samples presumably
contains contributions of both processes (α+ β).

Last, and following the research on anisotropic yielding in oriented polypropylene
and polyethylene [91, 17, 18], it is assumed that the yield stress measurements of the375

ME-AM sample sets printed at αor = 90◦ represent the reference yield kinetics of the
α-relaxation process. The enhanced slope observed for ME-AM samples printed at
αor = 0◦ is then thought to be a contribution of the molecular orientation and stretch
due to the printing process.

To assess if orientation and stretch during the ME-AM process is actually occur-380

ring, a qualitative macroscopic measurement procedure is applied based on thermal
shrinkage. This procedure is similar to what has been used by Rodriguez et al [12].
ME-AM test specimen are heated in an oven above the glass transition temperature

Table 4: Average dimensional changes and crystallinity of ME-AM sample sets after a thermal treatment at
100 ◦C for six hours. Expansion: +; Contraction: −.

Sample Length Width Height Crystallinity
nomenclature [%] [%] [%] [%]

v9o0T50 −2.8 −0.9 +5.0 39.1

v9o90T50 −1.3 −0.7 +1.5 39.4

v35o0T50 −9.3 +1.1 +9.0 37.2

v35o90T50 −1.9 −2.7 +4.9 37.4
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(Tg = 66 ◦C) and below the crystallization temperature (Tc = 122 ◦C). After mea-
suring sample dimensions at room temperature, the specimens were placed in an oven385

at 100 ◦C for six hours. Next, the samples were cooled to room temperature and sam-
ple dimensions were measured again. Expansion(+)/contraction(−) percentages were
then determined from the dimensional differences. Three samples for each measured
set were used to determine these dimensional changes. Results are reported in Table 4.

In order to determine to what extent cold crystallization affects the dimensional390

shrinkage, DSC measurements were performed on thermal treated test specimen. All
DSC thermographs had the same form showing solely a melting peak with a shoulder
between 110 − 165 ◦C and its peak temperature at Tm = 150 ◦C. This resulted
for all samples measured in similar crystallinities around 38%. Samples fabricated at
a printing velocity of vp = 9 mm s−1 showed a slightly higher crystallinity, while395

samples at vp = 35 mm s−1 had crystallinities closer to 37%, irrespective of the
printing direction (see Table 4).

It can be seen that all sample sets demonstrate dimensional contraction in the di-
rection of the strands, i.e. a length shrinkage for αor = 0◦ and width contraction for
αor = 90◦. Furthermore, all sample sets show an increase of the height dimensions af-400

ter the thermal treatment, which is the direction perpendicular to the strand deposition.
From the DSC measurements, it is clear that crystallization affects these dimen-

sional changes. However, if the dimensional changes are only due to crystallization and
the material contracts more in the strand direction than perpendicular to it, the samples
at αor = 0◦ would contract in a similar manner, irrespective of the printing velocity,405

since crystallinity values are similar. In fact, the samples at vp = 9 mm s−1 would
have to contract slightly more, due to a somewhat higher crystallinity. Furthermore, all
directions would show contraction and no expansion. Therefore, it is concluded that
the differences in dimensional changes at different printing velocities are not only due
to crystallization, but also because of relaxation of the molecular chain orientation and410

stretch.
It is suggested that crystallization has a comparable effect on all samples, and that

the differences in dimensional changes are indicative to the degree of the molecular
chain orientation and stretch [12]. A higher dimensional change then indicates a higher
molecular orientation and stretch in that direction, i.e. the strand direction.415

The thermal treatment results imply that orientation and stretch is substantially
higher (more than 3 times) at the higher printing velocity, both for αor = 0◦ as well as
αor = 90◦. For sample set v35o0T50, the results manifest a strong contraction in the
length direction, combined with an expansion in both the height and width dimension.
This again suggests that the differences in dimensional changes are due to relaxation420

of the molecular chain orientation and stretch.
Taking these considerations into account, the Ree-Eyring parameters can be deter-

mined for all measured sets. Based on the volume corrected true yield stresses, the
values of these parameters are given in Table 5 in order to describe the yield stress with
Equation 7. The average apparent density and resulting approximate porosities are also425

given in Table 5.
As can be observed in Table 5, it is assumed that the activation volume of the β-

relaxation process is not influenced by the printing process, i.e. the orientation and
stretch of the molecular chains. This, of course, is not confirmed experimentally. One
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Table 5: Average apparent density, porosity, and model parameters used to describe the yield behavior of
Compression Molded (CM) and ME-AM samples. Activation energies are taken as ∆Ua = 480 kJ mol−1

and ∆Ub = 100 kJ mol−1 [62].

Sample ρ̄app Porosity V ∗
α ε̇0,α V ∗

β ε̇0,β
nomenclature [g cm−3] [%] [nm3] [s−1] [nm3] [s−1]

CM 1.25 0 1.52 2.20 · 1073 3.40 3.40 · 1011
v35o0T50 1.18± 0.013 5.5± 1.0 1.23 1.49 · 1073 3.40 2.10 · 1019
v9o0T50 1.19± 0.009 4.8± 0.8 1.22 4.10 · 1073 3.40 2.10 · 1019
v35o0T60 1.21± 0.010 3.5± 0.8 1.30 7.92 · 1072 3.40 2.10 · 1019
v9o0T60 1.21± 0.011 3.1± 0.8 1.30 7.59 · 1072 3.40 2.10 · 1019

v35o90T50 1.23± 0.004 1.3± 0.3 1.52 6.91 · 1071 3.40 4.60 · 1016
v9o90T50 1.20± 0.005 3.6± 0.4 1.52 2.41 · 1072 3.40 6.19 · 1015

v35o90T60 1.22± 0.008 2.1± 0.6 1.52 3.38 · 1072 3.40 1.60 · 1016
v9o90T60 1.22± 0.006 2.1± 0.4 1.52 1.21 · 1072 3.40 9.07 · 1015

can also observe that the apparent density is generally higher for αor = 90◦, and430

apparent density dispersion is lower. This is thought to be related to fact that less
time passes between the deposition of adjacent strands, leading to a higher average
temperature. As a consequence, material can flow more easily and porosity will be
reduced.

The experimental engineering stress-strain curves for the ME-AM samples are435

shown in Figure 6, while the volume corrected engineering yield stress as a function of
logarithmic strain rate are given in Figure 7. The Ree-Eyring model can adequately de-
scribe the experimental data, with coefficients of determination R2 very close to unity
for all cases.

Since the time between the deposition of adjacent strands for longitudinal (0◦)440

and transverse (90◦) specimens is not equal, the temperature profile over time for e.g.
v35o0T50 and v35o90T50 samples will neither be equal [23]. This is additionally con-
firmed by the difference in approximate porosity between these two samples, which
demonstrate the highest and lowest porosity, respectively. Thus, also because it is clear
that the printing parameters have a different effect on 0◦ and 90◦ oriented samples, their445

influence on the mechanical properties for these 0◦- and 90◦-samples will initially be
treated separately.

4.5. Longitudinal printing direction: αor = 0◦

In Figures 6(a) and 7(a) the effect of the printing velocity can be seen for a bed
temperature of Tb = 50◦C. The printing velocity clearly influences ductility, improv-450

ing for higher printing velocity. Furthermore, a higher printing velocity gives higher
stresses. The activation volume, on the other hand, seems to be hardly affected by the
printing velocity (see Table 5). Interestingly, the effect of the printing velocity disap-
pears completely at the higher bed temperature of Tb = 60◦C (Figures 6(b) and 7(b)).
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Figure 6: Experimental engineering stress/strain responses for ME-AM samples.

The effect of the bed temperature at a printing velocity of vp = 35mm s−1 can be455

determined by comparing the open symbols in Figures 6(a) and 6(b) and the triangular
symbols in Figures 7(a) and 7(b). Results for bed temperature Tb = 60◦C show higher
ductility and an increased elastic modulus E. At Tb = 50◦C, the activation volume
is somewhat higher (see also Table 5), manifested by a slightly increased dependence
on strain rate, which may be related to orientation [17, 18]. However, this difference460

almost completely disappears when the yield stress values are not compensated for
porosity (not shown here). The same effects are seen for a printing velocity of vp =
9 mm s−1 (i.e. closed symbols in Figure 6(a)/6(b); diamond and square symbols in
Figure 7(a)/7(b)), except for the difference that the yield stress values for Tb = 50◦C
are lower.465

Based on findings by Senden et al. [92, 18], Van Erp et al. [91, 17], and Sun et al.
[23], the results presented here are thought to be effects of a combination of the strain
and temperature profiles the material experiences during ME-AM processing. And
it is the combination of these two profiles that result in the complex, and sometimes
contrary, behavior observed.470

On the one hand, the strain profile leads to a certain amount of orientation and
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Figure 7: Volume corrected engineering yield stresses as a function of logarithmic strain rate for ME-AM
samples. Symbols are experimental results, solid lines are model predictions.

stretch of the polymer chains. As observed, differences in stretch (v35o0T50 vs. v9o0T50)
hardly affects the slope of the strain-rate dependence, but does have an effect on the
yield stress values. This seems to indicate that orientation in the tensile direction de-
termines the activation volume [17, 18], and that stretching of the polymer chains only475

influences the level of yield stress. Hence, this can be interpreted as a deformation
dependence of the rate constant, as was also observed for polycarbonate by Senden et
al. [92].

On the other hand, the temperature profile is responsible for two different effects,
depending on the time above and below the glass transition temperature Tg . Above480

Tg , molecular chain mobility is high enough to give the polymer the ability to (par-
tially) relax its orientation and stretch. Below Tg , molecular mobility is much slower
and relaxation can not occur. However, below the glass transition temperature, the
thermodynamic state of the material changes due to physical aging [72, 19].

At a lower bed temperature, the difference between nozzle and bed temperatures is485

larger. Based on results reported by Sun et al. [23], this is expected to provoke higher
temperature fluctuations, and the average and minimum temperatures to be lower. At
higher printing velocities, the time between deposition of adjacent strands is lower,
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resulting in an increase of the overall average temperature as well as the minimum
temperatures of the material, while lowering the time between peaks and the peak490

values. This was demonstrated experimentally by Srinivas et al. [25] for PLA and
Abbott et al. [11] for ABS. At the higher bed temperature, average, minimum and
maximum temperatures rise [23]. As a consequence, the polymer may be more time,
or even constantly, above the glass transition temperature Tg , with possibly polymer
relaxation as a result. Furthermore, higher temperatures below Tg enhances physical495

aging and a higher yield stress is the result [72, 19].
The highest yield stresses are encountered for the v35o0T50 samples. Yet, porosity

is highest for this longitudinal sample set. If a lower porosity and higher elastic modu-
lus E is preferred, sets v9o0T60 or v35o0T60 would be the favored choice. These sets
also demonstrate a slightly higher ductility.500

4.6. Transverse printing direction: αor = 90◦

Figures 6(c) and 7(c) show the effect of printing velocity at a bed temperature
of Tb = 50◦C. Again, velocity affects ductility and yield stress in a positive sense
for higher printing velocity. Besides, the strain rate at which the second deformation
process becomes visible, shifts to higher values for a higher printing velocity (see Fig-505

ure 7(c)). Bustillos et al. [36] also observed an increase of the strain-rate dependence
at higher strain rates during indentation creep tests.

The above-described effect is inverted for the higher bed temperature Tb = 60◦C
as can be seen in Figures 6(d) and 7(d): a lower velocity results in higher yield stresses.
Ductility is slightly lower for the low printing velocity, which may be attributed to the510

higher yield stress. The strain rate at which the second molecular process starts to
interact is similar for both printing velocities.

For a printing velocity of vp = 35 mm s−1, bed temperature effects can be seen
by comparing the open symbols in Figures 6(c) and 6(d) and the triangular symbols
in Figures 7(c) and 7(d). A lower bed temperature gives higher yield stresses and515

improved ductility. Additionally, the change of slope shifts to a higher strain rate for
Tb = 50◦C.

For a printing velocity of vp = 9mm s−1 (i.e. closed symbols in Figure 6(c)/6(d);
diamond and square symbols in Figure 7(c)/7(d)), again the inverse effect is seen: a
higher bed temperature gives higher stresses and ductility is slightly improved. The520

effect on the change of slope is minimal, although at slightly higher strain rate for
Tb = 60◦C.

As mentioned before, previous research by other groups have indicated that higher
velocities provoke the minimum temperatures to raise, the maximum temperatures to
decrease, and to reduce the time between peaks [25]. Furthermore, with a higher bed525

temperature, the fluctuating temperature profile shifts completely to higher tempera-
tures [23]. The results for the transverse samples indicate that for lower bed tempera-
tures, higher printing speeds are preferred, as they provoke higher minimum tempera-
tures resulting in temperatures closer to Tg . That will result in higher yield stresses due
to physical aging.530

On the contrary, lower printing speeds are beneficial for a higher bed temperature,
as those rise both the average as well as peak temperatures [23]. This seems to indicate

20

Jo
ur

na
l P

re
-p

ro
of



that the highest average temperature gives the best results for mechanical properties,
provided that a certain minimum temperature is guaranteed.

The best mechanical properties are obtained for the v35o90T50 set, both in yield535

stresses as well as ductility. Likewise, porosity is lowest for that set. The worst case
scenario is given by results for the v9o90T50 samples. Although yield stresses are
similar to the v35o90T60 sample set, this first mentioned set shows lower ductility and
higher porosity.

4.7. Influence of infill orientation540

There are differences in the yield drop for different sample sets. These can be best
observed between samples at different orientations, as shown in Figure 8. There is also
a small difference in yield drop at varying strain rates, see e.g. Figure 6(b). But that
can be contributed to the so-called geometric softening.

At a printing velocity of vp = 35 mm s−1 (Figure 8(a)), the post-yield strain545

softening is significantly more pronounced for the longitudinal samples (αor = 0◦;
open symbols) than for the transverse samples (αor = 90◦; closed symbols). It is still
visible, although less apparent, in the plots for the low printing speed vp = 9 mm s−1

(Figure 8(b)). One can also detect a difference of the yield drop for different printing
speeds at an orientation of 90◦ by observing Figure 6(d). Hence, the yield drop seems550

to be related to the printing velocity, which implicates that it has a relation with the
orientation and stretch of the molecular chains. That again, seems to indicate that
strain hardening may be the cause of it all [92]. Yet, the fact that the tensile direction is
parallel or perpendicular to the orientation direction is also of influence. The effect due
to different printing speeds is more pronounced in the transverse samples sets (αor =555

90◦), i.e. perpendicular to the orientation and stretch direction. The precise cause is
yet unclear, and more research is necessary to clarify it.
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Figure 8: Experimental engineering stress/strain response of ME-AM samples. (a) Yield drop difference
between αor = 0◦ and αor = 90◦ @vp = 35 mm s−1. (b) Yield drop difference between αor = 0◦

and αor = 90◦ @vp = 9 mm s−1.

In Figure 9, a comparison is made between the compression molded (CM) sam-
ples and two ME-AM sample sets without correcting for their porosity. One ME-AM
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sample set is chosen that is printed with parameters giving among the highest yield560

stress values, both in the longitudinal direction (αor = 0◦), as well as in the trans-
verse direction (αor = 90◦): v35o0T50. The other ME-AM sample set is chosen using
processing parameters that give the lowest yield stress values in both directions, i.e.
v9o90T50. Note that for comparison reasons, it is important to take into account the
strain rate at which the experimental data is obtained. For strain rates below 10−5 s−1,565

the CM results give the lowest values. For 10−5 s−1 < ε̇ < 10−3 s−1, the CM data are
in between the two ME-AM sample sets. While for strain rates above approximately
2 · 10−3 s−1, the CM sample set gives the highest values. Compare also the values
given in Table 3.
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Figure 9: Engineering yield stress (without volume correction) as a function of logarithmic strain rate for
CM (•), v35o0T50 (▼), and v9o90T50 (♦) samples. Symbols are experimental results, lines are model
predictions.

As was mentioned before, the strain rate dependence of the yield stress is anisotropic570

for ME-AM samples and, moreover, is different from compression molded samples.
This is very likely to also have its effect on long-term behavior, such as creep and fa-
tigue, as was previously demonstrated [63, 64, 65, 66, 67]. In that sense, a lower strain
rate dependence can be favorable for creep behavior at low stress values, improving its
time-to-failure [66]. This may be one of the advantages of ME-AM processing over575

conventional processes, such as compression or injection molding, and, if so, is yet to
be exploited.

The results demonstrated in this section also show the importance of the tempera-
ture profile that material elements experience during processing on the resulting me-
chanical properties. That profile is completely dependent on the chosen printing param-580

eters. As seen, the change of only one processing parameter (i.e. the bed temperature)
can cause opposite effects on mechanical properties for other parameters.
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5. Conclusions

The strain-rate dependence of the yield stress for ME-AM samples was measured
and analyzed. The apparent densities of the ME-AM processed tensile test specimens585

were measured and taken into account in order to study the effects of the ME-AM
processing step on the material behavior. Three different printing parameters were
changed to investigate their influence on mechanical properties, i.e. infill velocity,
infill orientation angle, and bed temperature. Additionally, compression molded test
samples were manufactured in order to determine bulk properties, which have been590

compared to the ME-AM sample sets.
As observed previously by other research groups, changing the infill orientation

angle from 0◦ to 90◦ displays anisotropic effects for ME-AM processed samples. Gen-
erally, the yield stresses measured in the longitudinal direction (αor = 0◦) have higher
values compared to the transverse direction (αor = 90◦). Although, by varying the595

printing parameters, the opposite has also been measured in low strain-rate uniaxial
tensile tests (see Table 3).

Anisotropy has also been detected in the strain-rate dependence of the yield stresses.
Different slopes in the yield stress vs. logarithmic strain-rate plots are observed: ME-
AM samples with an infill angle of 0◦ have a higher strain-rate dependence than spec-600

imens with αor = 90◦. Besides, and this has not been reported to date, the slopes
manifested by the ME-AM samples is lower and significantly different from compres-
sion molded test specimens.

The Ree-Eyring modification of the Eyring flow rule is able to accurately describe
the strain-rate dependence of the yield stresses. In the case of the PLA material used in605

the present research study, two molecular deformation processes are assumed to gov-
ern the yield kinetics. It was considered that (i) the yield kinetics of the CM samples
contain contributions of both processes (α+β), (ii) yield stresses for low strain rates of
ME-AM samples printed at αor = 90◦ are only controlled by the α-process, and (iii)
the enhanced slope observed for the longitudinal (0◦) ME-AM samples is due to molec-610

ular orientation. Subsequently, changes in yield stresses can then be accounted for by
changes in the activation volumes V ∗ and rate constants ε̇0. Although a wide strain-
rate range was applied, these assumptions are based on observation made on a relative
low number of strain rates. Hence, to improve the determination of the Ree-Eyring
model parameters and for a stronger experimental base of the above assumptions, mea-615

surements for a higher number of strain rates will be beneficial.
All ME-AM sample sets show results relatively close to, but distinct from, the

results for the compression molding specimens. This manifests again that mechani-
cal properties can be achieved through ME-AM processing that are close to the bulk
properties. Notwithstanding, different results are obtained by varying printing param-620

eters. Effects of changing ME-AM process parameters are not straightforward and,
occasionally, even opposite. Hence, it is complicated to understand the direct relation
between ME-AM processing parameters and the resulting mechanical properties. As
was shown by previous research [21, 23, 13, 22, 25] though, the temperature profile a
material element experiences over time is one of the most important aspects that deter-625

mine mechanical properties. Likewise, strain and shear as a function of time also have
their effects [38, 35, 7], as is equally manifested by the results shown in this paper.
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It is therefore more logically to research the relation between printing parameters and
properties using an intermediate step, i.e. gaining knowledge about the temperature
and strain profiles [37].630

A remarkable effect encountered in our measurements is the fact that with some
printing parameter sets, the results change from a brittle behavior in case of CM sam-
ples (and also seen in injection molded samples [10]) to a semi-ductile behavior for var-
ious ME-AM sets. This observation has been reported before [51, 10], and is attributed
to the processing phase. Thus, the results reported here stress again the importance of635

the temperature profile (initial fast cooling combined with successive heating cycles)
and the strain profile during ME-AM processing, which is significantly different from
conventional processing methods (e.g. IM and CM). Such a transition may be benefi-
cial for impact behavior [34], as the area under the stress-strain curve is increased.

The present study also manifests the importance of taking into account the strain640

rate at which the uniaxial tensile tests are performed. Results at low strain rate showed
that yield stress values for CM samples were lower than ME-AM samples. On the other
hand, the contrary was observed for high strain-rate tensile tests.

The experimental results shown here can be seen as initial work that can help to
develop and improve quantitative predictive numerical tools for material extrusion ad-645

ditive manufacturing, as well as for the design of structural components, e.g. biome-
chanical utilities for elderly and disabled people. Not only is the strain-rate dependence
important for short-term behavior, but it is known to also have its effect on long-term
behavior [63, 64, 65, 66, 67]. In that sense, the lower strain-rate dependence as mani-
fested for ME-AM samples made of PLA material compared to CM specimens may be650

exploited for structural components that, in service life, operate under static or dynamic
loading conditions.
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May 28, 2019

Highlights for the article Anisotropic rate-dependent mechanical behavior of Poly(Lactic Acid)
processed by Material Extrusion Additive Manufacturing:

• Strain-rate dependence is anisotropic in Material Extrusion Additive Manufacturing.

• Strain-rate dependence in ME-AM is different from compression molded products.

• Ree-Eyring flow rule can adequately describe the yield kinetics of ME-AM components.

• Compression molded samples show brittle stress-strain behavior.

• Several ME-AM samples show semi-ductile stress-strain behavior.
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