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ABSTRACT

Rapid prototyping (RP), or three-dimensional (3D) printing, is a
quick and feasible method for constructing prototypes. However,
regardless of the material or construction technique applied, volumetric
deformation (i.e., contraction or expansion) is inevitable during RP

processes.
This study explored the effects of processing pathways and

workpiece height on the degree of deformation in fabricated
workpieces. Deform to provide data for the reference interest in FDM

machines associated with the improved accuracy of the study.

Keywords : Rapid Prototyping, 3D Printing, Reverse Engineering,

compensation
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