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 This shows that there is little difference between these two processes in terms of the fiber orientation. While the fiber orientation could be determined in a similar manner for the , the fiber orientation was determined for . The fibers were aligned with the direction of the loading on the . This was achieved by the fabricator taking a digital picture of the machine and a drawing of the printed filament.
The picture was then scaled and translated until the approximate positioning of the print was aligned with the direction of the loading on the machine. The drawing was then converted to a format compatible with . Using Moldflow, a number of vertical walls were placed in the model to represent the mold. Once the model was created, the machine was loaded and the print run was simulated using a

rigid-body algorithm. This was carried out with a number of variations to determine the optimal angle for a number of different orientations of the printing. The orientation of the fiber followed that of the walls in the mold. In other words, the orientation of the walls in the mold dictated the orientation of the fiber. Once a satisfactory simulation was achieved, the end-gated  was printed and then
compared with the dimensional properties of the end-gated . This comparison showed that the simulation matched the experimental results to within 10%. An overview of the work that was carried out on this project can be found in the Appendices. [Fig. \[fig:overshot\]]{} shows the variation in the outputted data with increasing number of layers. The overlay is calculated on the basis of the speed of

the material ejection and the speed of the object traversing the printer. As the material ejection speed is constant, and the speed of the object is constant, the total speed of the object is the product of the two. The total speed of the object traversing the printer is the speed of the extruder multiplied by the number of layers. The speed of the material is calculated by taking the change in the extruder
speed divided by the time taken to print the layer. As the thickness of the object increased, the variation in the data decreased. At each layer thickness, the extrusion speed is the same. By comparing the speed of the material extruded and the speed of the material in the printer, it was found that there was variation at 0.25mm layer thickness. The reason for this variation can be attributed to the scaling

of the extruder. The smaller the scale of the printer, the higher the 520fdb1ae7
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