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Analysis of Part Orientation Influence on Geometric Shapes regarding
Support Structure Formation and Printing Efficiency in Fused Deposition

Modeling (FDM)
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Abstract

This research aims to examine the influence of part orientation on support structure formation and
printing efficiency in Fused Deposition Modeling (FDM). Experimental tests were conducted on six geometric
shapes: a triangular prism, a pyramid, a cube, a pentagonal prism, a cone, and a sphere. The positioning

angles ranged from 0° to 90° in 10° increments and were processed with UltiMaker Cura 5.10.0. The results
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indicate that geometric characteristics and part orientation directly affect resource consumption and printing
time. Cubes and pyramids demonstrated the highest efficiency when oriented horizontally (0°), as they
required no support structures, whereas spheres exhibited high sensitivity and generated the most support
material. For the triangular prism, pentagonal prism, and cone, a critical threshold for triggering automatic
support-structure formation was observed at angles exceeding 45° from the vertical axis. This consequence
led to increased consumption of support material and longer printing times than in the horizontal
orientation. These quantitative findings can serve as practical guidelines for Design for Additive

Manufacturing (DfAM) to minimize production costs and promote sustainable manufacturing in the future.

Keywords: Part Orientation, Support Structures, Fused Deposition Modeling (FDM), Additive Manufacturing
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ﬁﬁ]ﬁ;ﬂ’uqmamﬂﬁ:uﬂ'1mﬁm%‘ianﬁﬁﬁnvﬁwzﬂ'EgﬂmiwﬁmﬁLﬁummﬁw&jmaw%’wmnsa&hw"’lﬁ’m G
aonadastunnAnmsliagiiomnanegnedsdu Inevidumeluladiiddgfomandauuuiduilotag (Additive
Manufacturing: AM) [1] ielnestilufienisfinsi 3 § (3D Printing) [2] welwladiidelinsiUdeuanuuusiaes

v a A

Fuu wWaswdudunuaseildsing andunsun1stuguiidudou wazannisaqdeingAudlefisuiunisuds

1

a

wusasldnsdndeuiietaneen (Subtractive Manufacturing: SM) [3] agdlsfiniu nszurunmsRusiluguuuy
Fused Deposition Modeling (FOM) [4] Saifumaluladiiunsvansiian Ssnsdidedriamanaiaiiddy lnstany
audRnamenimuarautininasestunuiindnosnin Fafnazliainansluyniieynaienindnuwaznisn
%auﬁu‘uaq%”’ui’a@ (Layer-by-Layer) [5]

‘fja]é’aﬁﬁwaﬁaﬂmmwmaﬁumuﬁuﬁ 3 iRl Ao N192197iAN193 UL (Part Orientation) [6] Lilasannnis
fissiuuy FOM fdnuwaznisvinuiidsmalidunudenuduedlalngd (Anisotropy) a9 ienanifedunuasd
arundaussduunuiivusuduagunnniuuunuiisenndusesussausssrinadu (7] uenaint fevanns
MeBunuuugIuRIiSsdawanszmulasasaioninune Ui (Surface Roughness) Suifiosunainysingnisal
futule (Staircase Effect) Fuduguassadidylunasdndunuiifienududounassioansauandeanuings
falunindu meneumisiiianainiandsnisasndasadnesesiu (Support Structure) Fiiunaus iy il
Anmslindsuiiiutu szevnansisifenuuiu wesUTinuesnanainannisungdausessuiis Sednde
wdnnsuandideauazauiadu [8-10]

nilymifinannundiedu suideatudfsaiufinwuasieneidninarenimneiundsduemly
wwunuiiuandeiy Tnensinsssisandiouiieuddniufusswingunsasnadatuguidenududeu
sreiuds 6 gUuuy meldinaudsuulaspiesegisaziBeaiaus 0° fa 90° iloadauuamenisesniuuiiions
wAnLUULRLLTDYaR (Design for Additive Manufacturing: DFAM) [11] Faanisisnnsfiannsniluuszgndldiio

anvaudeuaziunun1sHanla
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2. NQEYUAZUILNINYIVDY
2.1 NITUINSHAALUULALLLE (Additive Manufacturing: AM)

NILUIUNITHAMLUULANLILD (Additive Manufacturing: AM) %391 iestssnAunaluinmalulagnsiu

v v '
= a a

@A (3D Printing) 1WuWINNTIUNTTUFUTUNUATHENNSTAUFILLANAIIINATHEARUUAY FiB NTTUIUNIAA

12
v v A

\WoulileTan (Subtractive Manufacturing) ag9duids IneilseaziBennimguf NdAnyeail ndnn1stugutusiety

o

(Layer-by-Layer): ns¥uuni1s AM endenisasneingaiudifiannnisinedansessenuludusdeoduiuinny z

FaurarduziianununNuiug1nun1sAIMveendws n15ieuleloyandvia (Digital Integration) N15WEN

'
a

wEuAUIINNTASILUUTIABIABNTIADS (Computer-Aided Design: CAD) [12] 9 ntiudayavzgndinuiadutu
Joyaaodlf (Sequential Layers) tiioldiluyniddlissuunauiiunesaivauimdaniowamasnulunistugy
Faneugunsainmuald anunainvatgvesianuaziunse waluladisesiunsldianfinarnvateianaiadn

v oA

(Thermoplastic) wazlany (Metal) Ineiigaiiud dyfoanuanisalunisadied unui danududeugq
(Geometric Complexity) @ snszurun1sAaUIanT en1svaewvuiAultarunsaviald wievinldenn [13-15]
nIzUILMS AM Hasannsgaydeiiotanluseminanisudn (Material Waste Reduction) iagsAnauainusions
(On-demand Manufacturing) ludnun1suanegnedsdu [16-17]

2.2 mstuguanufifdenssuiunstugudensin faguassazans (Fused Deposition Modeling: FDM)

ﬂszmums%ugﬂamﬁaﬁaaﬂwsamwmaﬁﬂmmw?a Fused Deposition Modeling (FDM) daidumalulad
mawAnuuuLRLiieYan (Additive Manufacturing) Al#¥umnufiengegalugmamnssutagiiu eanndidununis
wAnfiduwazldauldvarnvats lnsudnnisiauiuguduannisdwiiutanmeslunaradnludnumsdu
(Filament) [18] 1i1gyavirdaiidnsmunuaamailiginitgavasuivaivesianiiedsuaniuzanvesudadu
vodlva nurdnasiadouiinuuuiunu X uag Y Wionsdriagasuugrufaninuguiredidmunldlulsunsy

¢ a ' v

rouImesNs TN Weanfigndneeninduidaiueiniaisegiuiuiaziinnisiuiuasudsidafafutuneumd

v
o

dAafunsussanusseminedu (Interlayer Bonding) a]uﬂmsjLﬂu%umuamﬁﬁﬁamuﬂsm‘iuﬁqm Faladudrdnyiiding
soauTAvIanauaze g MEiRTesTuuszneuie madiwesnisfuifivarnuas i AN AITERYEbT
(Printing Temperature) A3L52luN1SANN (Printing Speed) warAuMeITunISL (Layer Height) Sauds
dnwaznsi3ssivondunanainanely (nfil Pattern) Ssdsnaennuudausudalasiaiiauazanudoanguves
Fuau [19-20]

2.3 yuaALBeaasutuzannii (Overhang)

neudsudduniens Overhang lunsyurumsfissianudfnuudananadn (Fom) Gerfutladeingaiiing
m'am’mﬁ']L?ﬁf[.um'iﬁugﬂ%umuimﬂmﬁi’wé’ﬂmﬁauﬁuﬁ’umaa%ﬁaq (Layer-by-Layer Deposition) 3slneiialuaz
fnfio ng 45 asm Wunausiunnsgulunisesnuuuilendnidssnislilassadresesu (Support Structures) [21]
Audowmazenndenisidnfimdamandn faguil 1 luddmnssunesdedu nsfivfuidadunanainoonly
Funsiioteenaingafsnansmestugiudiua asviliAsusdusndnniminvestagluansfmaouazas
fnenewiedslidunaaingesiasmuusiliiutimedan vnyuaiadesdanniiunimeuaiiussdamien
sgwrieduazulm %aﬂamﬁuﬁ’uﬁ’ﬁsﬁua&gjﬁ’uﬁmﬂﬁﬁﬁﬁgwmﬂﬂismi L mmqwad%uﬁuﬁ (Layer Height) A3
nfreveamsdnduan (Extrusion Width) warUszansnmaesszuussuisanufeufivigli fandaildnaiaty

[22] usnsfaguil 2
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©30° 450
A—W
V
V 4
4 V
1~
1=

31N 1 yuesensadiagIuses (Support)
(1) J2DIANDIN 0°—-90° AINUUIAIAIN

(v) eI aiagusesy (Support)

oS
AIUNYU

(Overhang)

N

g U89
@y

(Support)

(Overhang)

E‘Llﬁ 2 E‘ULLUUﬂ’]TJNﬁW WAL

2.4 NQuR NN ITD1

MENN1508NKUUL DN1SHAARUULALLT B (Design for Additive Manufacturing: DFAM) [23] 1Julwi@n

' v
a = v a

fugifldmuauanuduiouressunadiaonadestuindifnvenaiesfisnitunu 3 i defesoonuuutuauly
ogflureuiummnuanInveeiosfinn niouiordenisusudsaniauususznaunsfisst (Slicing Parameters)
[24] eelanansandnauisudeulfiafiostu Inemisfmdnnisteuiviuresdutan wedmuadianinis
Funmiuardnuaglasaianeluiung lnesuswaifianuduiusinenseiunguinanisiiuiuazsuoudy
n15#s (Build Time and Layer Count Theory) [25] %aﬁzqdwmmqwaﬁmq‘[.uuméngLLUiﬁumaﬁ’mzaznmﬁ
Tuazrswauseunmaiedeufivoshdntan sferuuiusmedunuiiduiusiunsdameiimsmessundunis
finsilifsanniununsuusmesiuny venand nsfaneildmmnzaudnilugarunaiaiadounsiung
(Volumetric Error) [26] Fedsnaliimnuusiugiuiifuazvunnvesnandusiotsnannedoullanuuuiiass 3 447
Feutuanlsunsuneufinaeigaslunsesnuuu Tnsanzusnaiuiiduiu (Overhangs) figadldlnseadng

59950 Wefian ngunisldTanuaznisiiaawian (Material Consumption & Waste) [27] az1dud a2 a
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UszdnSamvesnisudn lneyswdunisandsununaraindiuiuainnisaiidisesiulimnzauuaziieans

oA

dmdumsfuigunuiy 9 WWauysal ilelrussainguszasdvesnmsnaniidsduneldnisliianeeafueniign

3. NIAEINUIRY
ANSANYIN AN INUATUADUNTANLTUIIULN DT LATIEVHAVDINITINA LN UIT U UABNSLANLASIES 14

5845 (Support Structure) lnedsgazidennagui 3

v = an o e o wuatuTan |
sULUUIngUuaglguluy 3 17 M NTVNELAUETEAULLEY > _ |
(Slicer layers) :

A . Rmidugy 3 SR sedfusiBes |

a3una < B AT 2 T P - S S

(3D Print)

UM 3 TumaunsAniunuremsewurtiue

3.1 MyuAgUIIHaslBE UL UUAER

a

Tunsanduanuidy Lﬁ@lﬁﬂi@Uﬂallﬁﬂ‘t}m“’ﬁmﬂLiﬂ?ﬂﬂjmﬁﬁaﬂﬂﬁaﬂEJ‘FQﬁﬂ‘WUIUQ’]U%WJﬂiﬁJLLa“fﬂi

o

oonuuuRanfas §3feldrmuaguuuuiunumaaeulasyadiufieauuansswesssunuduia yuaiades uay

Arwiudouvesituin nsruIuniuiuaINNITeeNLUULUUS aRIRENRIADS (Computer-Aided Design: CAD)
ioasainganfiafiviumsuarsuaiiviveudmiulfidunmsgulunisiiesuiisunanisveaey Taggunss
sediat 6 sUkUUTignAREonuUszneufesUnssiiigiuidey sUnsmaemasy waysUnseiiiaalAam ol
ansaiesziavinaresmsNehumisiitliensifslasiainssessuldedretaeuluyndd Tasdswazidonuun

wazUSUNTYRIUAaY JUNTY AeUT 4
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ARG HGRHIVIGE anuAn
USTus ey 71590578 759nau

JUN 4 JULUUBUNUNAGBUNTINAUNUS

Tnegunsausuadiaris 6 Uuuy Minsidetivun wasdmiindwielud
3.1.1 USTuanamdsy (Triangular Prism) 4119 50 x 50 x 50 aial. (1519x719xg9) uazU3aAS 54,126.59
au..
« AU (n.) = U31109 (AU.43.) x AMURUILLUYDY PLA (n./au.ual.)
= 54,126.59 x 0.00124
= 67.12 nfu
3.1.2 Wisedla (Pyramid) YU 50 x 50 x 50 113, (NI19xe1Ixg9) Uazrl3ums 40,887.72 au.ul.
« AU (N.) = Y3915 (AU.NL.) x ANURUILULYDY PLA (n./aU.u4.)
= 40,887.72 x 0.00124
= 50.70 n3u
3.1.3 gnuiAn (Cube) 1A 50 x 50 x 50 wal. (N19x81xg) WagU3ung 125,000.00 au.aal.
« AU (n.) = Y3795 (AU.NL.) x ANURUILUUYDY PLA (n./aU.14.)
= 125,000.00 x 0.00124
= 155.00 N5y
3.1.4 USTusi1md sy (Pentagonal Prism) 9zdau1m 50 x 50 x 50 Wy, (NT19xe1Ixgq) waguIumg
113,522.27 aU.ud.
« AUIUNILIA (n.) = UFU7915 (AU x ANURUILULYDY PLA (n./aU.uu.)
=113,522.27 x 0.00124
= 140.77 n3u
3.1.5 11591538 (Cone) agdu1u1n 50 x 50 x 50 Ual. (ﬂ’ﬁwxanxqﬂ) wazUSunng 32,113.14 au.uy.
« AUIINIa (n.) = Y3110 (AU.43.) x AMURUILLUYDY PLA (n./au.aa.)

=32,113.14 x 0.00124
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= 39.82 N3
3.1.6 N9nau (Sphere) agdlaunn 50 x 50 x 50 Uil (NI19XE1IX &) wazUSung 65,449.85 auU.dy.
« AU (7. = U3005 (QU.U3.) x AUTUILLUUYY PLA (n/au.aa.)
= 65,449.85 x 0.00124
= 81.16 34
3.2 NIVEAUITEAULNLDE
sl Eyeg1amn mavnaesiitatiunismeimiduay Taodusiumia 0°-90° vinns
diamn 4 10° wdsmniuinistuguiusmilaenssuarunmsutsiu (Slicer) [27] tdusuildanmsauuy 3 43
\fngnaguaunis Slicer kulusuns UltiMaker Cura 5.10.0 ms Slicer iunisadns Layer Wdusugududy

o

iewnSeulnddmsunsfinitugy 3 §f lnewladndluna 3 iR (9u STL, OBJ) Winanelumdsdmiuiniasiius

v '
= =~ = =

Pugu 3 7 Tareadafan1siionIUNITBTUNUAUANINZEN UARIFIENFUNTIiselia fagun

Y
0° Am’ ‘ 20° 30°

'40° : ' 50°: ' 60° 1 7‘(5 0°
90°
80° 0°

JUN 5 fegadnumenTINeiunaeduy 0-90°

90°

Oo

v

v

v

N154ANgIUTBITU (Support) N15UFULNBE AUMUITEITUNULAAYFUNTS AwiinTulilayuideeuinndl 45° 21N

WWINY 90° UARIBENRIgUT 6
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60°

30°
0°

»0°

U509

5U# 6 M3LAngIUTe3 (Support) YBeYLBEN > 45° INUILA 90

3.3 Januduneduanfniedn (Polylactic Acid: PLA)

' L4 £ C

nszvIuNsHandulagldItn59nIa NHvuaduRugudnanLduvesidndain 1.75 uy. lnunnauds

Y

aa o a .

vostanildunanaindrnmeiiandsiteldlunufio 3 87 SallauaudRnliiuinsfuifiseudou aenu
uaza s uidediauisedne 1wy armBaveudn wWingldie Weldfuusein vieusinszunngs wazlsivung
dwiumsldauidesnisarudangu PLA Fudududeniiddmiunmsldailunussniuunansnsidlidosnns
anmumusienaFougs uazduianinouaussionuieanislunisinuduindon anamuuLuvesian PLA

~ 1.24 n./aU.93. Ingn1518meslunsnaandlaninanised 1

o a 5 1 a a Y
M990 1 LLam'Wﬁ’mLma?uaamﬁﬁuugﬂmumgﬂmﬂLamﬂmmanﬁa PLA

il 378M13 A ey
1 gaunnivasuayaty (Melt temperature) 220 @A wALTYE
2 9NN U (Bed temperature) 60  esmwaLdYA
3 ASalunsRuA (Speed) 100 ww./Aud

3.4 \p30iNAINTA
wisesiuiaudAnldlunszuIun1snnaes Ju Anet ET4 Lasaediawnn 440 x 340 x 480 1y, Huuiaiuily
N1SANNLAZIEA 220 x 220 x250 un.AMLEIFEALUNITANN 150 wa./3urd auamida (Nozzle) 0.4 uu. 1oy

sUsuunsinia1ely (nfill pattern) Wuguuuunnsns (Grid) meﬁagﬂﬁ 7
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4. Han1538uaznNIsaAUTIeNE

JUN 7 \nesiiuiauiifisy Anet ET4

INMTIATINBNTNAVDINITIIWUNUITUNIUATUA 0° T3 90° NuTENYAEMUTVIANAVBIUAAZFUNTS

ANARBNNTANLATIFS19TDITUBALUSEANT AN SRUNTLANAIY 9T

4.1 UsTuanumdey (Triangular Prism)

sl = =

q

DugunseiifiyuBedluia n1sanefigu 0° Winadnsingailesangrunitwazldfdwbuiiiung 45° us

Wesudadesuanulussmiiadu fulsnumilsaznateduyu Overhang viudl virlwisiaaiinisasns Support tte

weadmnwanadnlallvidosss uanadaguil 8

Y Y W

0° 10° 20° 30° 40°
Thminvestunu (2 29 29 29 29 29
thminves Support (g) 0 3 5 6 8
vailifa (hrmin) 1:09 1:49 1:58 2:28 2:59

Fuau
Thainvestua () 29 29 29 29 29
Yhminwes Support (g) - - 8 6
ARl (hr:min) - - - 2:59 2:28

3UN 8 wamsTusunisneiuviesunsslsduauivaey

4.2 Wszdn (Pyramid)

[

fdnwaurnisnszaedminia

'
1 4 =

GRIZERAGRNEEY
KURT)

adlunwUnAssdanudunsgaiarlifaddgusesiu ud

mnnudedluiamanilimungay fundueenuaziuinmeiauwsduuudanivindanluanigiwvaouazane

dewalvisodly Support WeUszapgUnselvinsIUmuLUY 3 15 Lansisgui 9
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Fuu

g

30°

4a0°

UMUNTDITUU (g)

22

22

22

Pmiinves Support ()

7

9

LAMLERNN (hr:min)

1:18

1:33

1:42

1:44

Fuau

80°

w1

90°

UMUNTDITUU (g)

22

22

22

22

22

Sminues Support ()

5

aq

DAAlEARLW (hr:min)

1:39

1:31

JUN 9 wansTuguMsneiuvmisvesgunseiiselinanumaes

4.3 gnuen (Cube)
INHANTVAGRINUIFUNTIPN IR vILBee 45° siinUSinalasainesessuganiloiniiuii

syunuianaUasuan mduiufigu (Overhang Wuiaey) FahfissilidanunsodadeTanuuenels Jsdosende

FrusossvrIalgiesukssluudnniminian i masuarateiuusiunungd1ungu (Overhang) 45 a9en

q
LYY a

Tuvgnsinaufivusuugusessu (Support) A BIINANBUENIRsVIATIn I IRdURag IURNEI9aLAEY

A

(Tangential Point) ¥1linn 9 syunuyades 0-360 A1 INgAnTIUNISLAR Overhang NdulAsAua YUY
wanaRagun 10

Fuaw
—
Tminestua (g) 56 56 56 56 56
Ymtinves Support (g) 0 4 7 6 8
an#ldfiasd (hr:min) 2:38 3:09 3.22 3:03 311
Fuaw
90°
Pnfnvesiuay (9 56 56 56 56 56
Ymiinves Support (g) 8 6 7 4 0
van#ldfiast (hr:min) 311 3,03 3:22 309 2:38

JUN 10 HansTuFUMINEUlesgUnsIgnuIed

4.4 UsFuimdea (Pentagonal Prism)
fanududouvasuuinngunsauwmasy MIneiunisdaliingaings (Critical Point) Tuvane
seunv Tnsamzidiausuyudedduyae 70°-90° Feagiinisasne Support luuSuuiasi ilesessumasuyunau

ONUIUDNULUILNUAIRIN LLﬁﬂﬂﬁﬂg‘Uﬁ 11
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° 30° 40°

0 10° 20°
Thnfnvesiuay ©) 51 51 51 51 51
Wuiinves Support (g) 0 2 q 3 8
nawmw’ﬁmﬁ (hr:min) 2:28 2:36 2:52 2:41 2:58
Fuau ) '
/ 50° 60° 70° 80° V 90°
Thnfvesiuay (9 5il 51 51 51 51
Thminves Support (g) 3 2 0 2 4
naqﬁlﬁﬁuﬁ (hr:min) 2:42 2:36 2:29 2:36 2:52

JUT 11 wan1sTugumsneiumiaesgunsalsduiimaey

4.5 530378 (Cone)

Jugunsaifimihdndnainuanuegs mnndegiergiuasaziuililaglidedld Support uinsveaey
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Fuaw
0-360°
Yminvestuau (e) 31
dwifnaes Support (g) 2
el (hr:min) 1:28
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5. @3y
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