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Abstract: Lattice structures made of metal materials are very interesting since their structural effi-
ciency is elevated, thanks to their good mechanical properties and light weight. Additive manu-
facturing processes are appropriate to produce those structures. However, the peculiar geometry
of lattice structures causes the manufacturing process to create rather significant unconformities,
affecting the structures’ mechanical properties. In this article, small trusses with different diameters
were produced through electron beam melting (EBM) by varying the process parameters, like the
orientation and the position in the build chamber. Then, their diameter was evaluated and compared
with the nominal one. It was found that the orientation in the chamber was very influential on the
geometrical error, as well as the nominal diameter, while the position in the building chamber was
uninfluential. In particular, the highest deviation was found for the specimens oriented at 0◦ and
those with a diameter of 1 mm. Moreover, a similar result was detected for the ovalisation of the truss
section too.

Keywords: electron beam melting; titanium; thin structure; geometrical accuracy

1. Introduction

In the industrial production environment, in recent years, the need to create multifunc-
tional components of increasingly complex shapes, reduce material waste, and the lead
time of new products has significantly grown; for this reason, the research was oriented
into the development of new manufacturing processes [1]. Among the recently developed
manufacturing technologies, additive manufacturing (AM) can be considered the most
innovative and promising one. The production strategy of these techniques is completely
different from traditional technologies that are based on material removal, by the fact
the AM techniques produce parts by adding material only where needed; therefore, they
promise significant raw material savings. Moreover, these technologies allow for the manu-
facturing of complex components starting from the mere computer aided design (CAD)
models offering high design freedom. For the first time, the design of the components
is no longer strongly linked to the constraints of the production method, i.e., individual
parts with a high complexity, e.g., cellular or lattice structures, as well as complex internal
structures or cooling channels, can be built more easily following specific design and manu-
facturing rules for AM. In addition, topologically optimised [2] parts can be manufactured
without additional cost.

Nowadays, several AM techniques work with a wide range of materials, including
polymers, metals, and ceramics [3,4]. Among AM technologies, the processes based on the
melting of metal powders are particularly interesting, since they allow for the production of
high-strength parts with very complex shapes and using very performing materials such as
titanium and its alloys [5,6]. Considering these enormous advantages, their applications in
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the aerospace, biomedical, and industry of precision are rapidly growing. Many performing
components, such as aerospace blades, low-pressure turbine blades, structural aerospace
components, and tailored bones [7–9], are already produced by metal AM techniques.
According to the design freeform capability of these processes, massive components, very
lightweight structures (for example, lattice structures), and mixed massive and lattice
structures can be produced. In particular, the attention of the industry sector is increasing
more and more regarding lattice structures because their high mechanical performance,
due to their particular geometry, can be exploited in several engineering fields. Lattice
structures are composed by the repetition of unit cells in the three-dimensional space,
following a topological order [10]. The shape of the cell, the length, and the diameter of
the trusses constituting the cells confer the typical mechanical features to the structure.
In general, the good structural efficiency, the light weight, and the capacity to absorb
impact energy make these structures an optimal choice for aeronautical and automotive
applications, above all because their lightness, joined with the high levels of safety, have a
significant impact on fuel consumption and polluting gas emissions [11,12].

In the metal AM field, one of the most widespread techniques is electron beam melting
(EBM) [13–15], which uses a high-energy electron beam to locally and selectively melt a
layer of metal powders; in this way, it creates a three-dimensional layer-by-layer component.
Concerning the massive components, the EBM process follows a specific melting strategy:
the section of the component is melted in two phases, defined as contouring and hatching.
The contouring is the melting phase aimed at improving the surface finish; its function is to
melt the cross-section outlines of the part and it is characterised by a constant beam power
and a constant scanning speed. Generally, it is performed in two different steps, spaced
by an offset, called inner and outer contouring. The hatching is the melting phase used
to melt the inner part of the cross-section. In this melting phase, the beam power and the
scanning speed are continuously varied according to the thermal conditions of the melting
pool which are functions of the geometry of the printed component. Concerning the lattice
structures, the EBM process performs only the hatching strategy.

EBM technology was designed to process titanium alloys, particularly the Ti6Al4V
alloy, as well as materials that require elevated process temperatures. Parts produced by
the EBM process are characterised by a fine resultant microstructure, very low residual
stress, and good mechanical properties. The EBM process occurs in a vacuum environment
in order to minimise gas contamination, which is particularly critical for titanium alloys.
Many studies show that the microstructure is much finer than traditionally processed
titanium [16,17] because the melting and solidification take place in a few seconds. The
Ti6Al4V powder bed is preheated in the range from 500 ◦C to 700 ◦C before melting with the
aim of reducing the thermal gradient in the build (low residual stresses) and the material
age hardening. Due to the low presence of oxygen concentration, the fine-grain size, and
the in situ age hardening, the mechanical properties of the EBMed Ti6Al4V are very similar
to those ones of traditionally processed titanium [18–20].

A more detailed analysis is required for the lattice structures produced through AM.
In the literature, there are several works concerning the analysis of their mechanical proper-
ties and their peculiar characteristics. Bellini et al. demonstrated the potentiality of EBM
in fabricating lattice materials by producing all-titanium specimens [21] and composite–
titanium hybrid specimens [22]. Cansizoglu et al. produced, by EBM, lattice structures
made of titanium alloy, considering different combinations of density and cell size. In
this study, mechanical tests were carried out on these structures, finding that the build
orientation influences the mechanical properties [23]. Such a conclusion was confirmed
by Sepe et al. [24], where single Ti6Al4V struts composing an elementary octet truss cell,
manufactured with different diameters and growth orientations, were mechanically tested
in tensile condition. Epasto et al. [25] produced lattice structures with rhombic dodecahe-
dron unit cells by the EBM process. This study considered three different sizes for the unit
cell, and the mechanical tests performed on lattice structures demonstrated a decrease in
mechanical characteristics for the largest cell size. One of the most critical issues for the
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parts produced by AM is the presence of defects, a problem that becomes crucial for the
lattice structures due to the thin dimensions of their struts. Studies have demonstrated
that the presence of defects such as lack of fusions, gas inclusions, and dimensional inaccu-
racy [26–28] have a significant impact on the correct mechanical properties of components
produced by AM techniques [29]. Liu et al. investigated the influence of defects on the
mechanical performance of lattice structures produced by AM techniques. In that study,
octet and rhombicuboctahedron lattice structures were produced, and the process-induced
defects were analysed by X-ray computed tomography to determine the influence on the
mechanical response and the failure mechanism. It was found that this latter depended
on the cell topology and the process-induced defects [30]. Lozanovski et al. [31] presented
a numerical model which deduced the effective geometry of the struts produced by AM
techniques through microcomputer tomography as a function of defects. Smith et al. [32]
investigated the dimensional accuracy of truss structures, demonstrating that all truss
members, at an angle to the build direction and fabricated with the default EBM process
parameters provided by the manufacturer Arcam, were undersized. Swee et al. [33] inves-
tigated the struts dimensions accuracy of selective laser melting (SLM)-fabricated lattice
structures, showing that the influence of laser power is more significant than layer thickness
and scanning speed. Dimensional inaccuracies were found by Di Caprio et al. [34] while
comparing the actual mechanical behaviour of octet–truss lattice structures produced by
EBM with theoretical ones. They found that the produced specimens were lighter than
expected, implying a reduction in truss diameter and causing a detriment of the mechanical
properties. Yu et al. [35] proposed and optimised the wire arc additive manufacturing
process to produce lattice structures. In that manner, it was possible to realise larger struc-
tures at a lower cost, compared to powder bed technologies. Veiga et al. [36] proposed a
methodology for the topological optimisation of a part by considering its suitability for the
wire arc additive manufacturing process.

The study presented in this article aims to investigate the dimensional accuracy of
lattice structures produced by EBM, carrying out a complete campaign of dimensional
measurements on single trusses constituting the lattice structures. A set of trusses built with
three different diameter sizes and three different grown orientations were produced and
measured. Finally, a statistical analysis was performed in order to identify the geometrical
conditions (diameter sizes and grown directions) that show significant differences in
dimensional accuracy. This work contributes to providing data regarding the shrinkage
of the lattice trusses due to the EBM process; the information coming from the statistical
analysis can add useful details to the designers involved in rescale calculations of the lattice
structures. This constitutes an important step toward the development of a methodology
for the structural design of such structures.

2. Materials and Methods

In the next paragraphs, an overview of the material used in this investigation, as
well as the process parameters, the test specimens, and the method used for assessing
dimensional accuracy, will be given.

2.1. Design of Experiment

In order to evaluate the influence on dimensional accuracy of the specimens’ build
direction, a specimen for each direction assumed by the trusses in the reference octet–truss
cell was printed. This particular architecture was chosen since it presents high stiffness-to-
weight and strength-to-weight compared to other types of lattices, which are very important
characteristics for aeronautical applications.

Moreover, the location of the sample in the layer and in the height of the build chamber
(210 × 210 × 380 mm) was investigated, and a suitable design of experiments (DOE) with
four factors was developed as described below and represented in Table 1:

• Specimens’ diameters: three different specimen diameters were investigated, equal to
1, 1.5, and 2 mm, respectively.
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• Samples orientation Figure 1a: three different truss orientations with respect to the
plane of the start plate (XY) were chosen: 0◦, 90◦, and 45◦. The 0◦ oriented samples
were built horizontally, and the 90◦ oriented samples were built vertically.

• Location of the sample in layer Figure 1b: the group of samples shown in Figure 1a was
built in 2 different zones in the x-y plane which are named hereafter: CENT, CORN.
The CENT zone was the central one, whereas the CORN zone was representative of
the corners of the x-y plane.

• Height in the build chamber Figure 1c: the group of samples shown in Figure 1b was
built at two different levels in the build chamber which are named hereafter: L (Low)
and H (High). More in detail, the L level starts at z = 20 mm, and the H level starts at
z = 140 mm.
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Table 1. Factors and levels of the DOE.

Factor Levels Values

Diameter size 3 1.0; 1.5; 2.0 mm
Sample orientation 3 0◦; 45◦; 90◦

Zone 2 CENT; CORN
Height 2 H; L

According to Table 1, 36 different types of samples were defined. Finally, the DOE was
replicated twice, i.e., for each condition, two replicates were manufactured in the same job
for the repeatability of the tests. Hence, the total number of manufactured samples was 72
(Figure 1d).

2.2. Material

Ti6Al4V plasma atomised powder, with spherical morphology, was used to manu-
facture the specimens of this study. The powder properties in terms of flowability [37],
apparent density [38], particle size distribution [39], and chemical composition [40] are
reported in [41].

2.3. Design of the Tensile Specimen

The tensile specimen investigated in this study shows the same geometry of the trusses
composing an octet–truss structure. The gauge length is composed by a circular section
having different diameters d (equal to 1, 1.5, and 2 mm). The length of the calibrated section
is not particularly important for this study: it must be sufficiently representative for the
analysis, and for this reason, a length of 25 mm was chosen.

The specimen geometry is shown in Figure 2. The computer-aided design software
used for the drawing of the lattice structures was Solid Edge (Siemens PLM Software,
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Plano, TX, United States). The geometry of the specimen was modelled in two separate
files, one representing the specimen heads and the other one representing the gauge length,
in order to assign different process themes to the heads and to the gauge length as will be
described afterward.
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2.4. Job Preparation

The CAD model of the specimen was transmitted to Magics (Materialise NV, Leuven,
Belgium) software for positioning on the building platform. Also, for supports generation,
Magics Materialise software was used.

Support structures, required in the EBM process to improve the heat energy dissipation
and to reduce the geometric defects, such as warping or curling, were generated only for
the specimen heads. The length of the supports was 30 mm, while the distance between
them was 3 mm, as shown in Figure 3.
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Figure 3. Wafer supports in the job preparation [41].

The geometry of the specimens was scaled according to the scale factors suggested by
the machine manufacturer, which were 1.0092 for the x and y directions and 1.0132 for the z
direction. These factors are optimised for the EBM manufacturing of massive components
in order to consider the thermal shrinkage occurring after melting.

Afterward, the “Materialise Build Processor” was used for slicing STL files into 2D-
compressed layer files: a sliced layer thickness of 50 µm was chosen. The slicing output
is the ARCAM Build Processor (ABP) file, which contains all the information needed to
perform a build in an A2X EBM machine (ARCAM AB, Molndal, Sweden): in the ABP file,
it is possible to visualise the layers of the parts and to verify, layer by layer, the building of
the part. The process parameters were imposed through the “EBM control 3.2” software
(ARCAM AB, Molndal, Sweden) embedded in the EBM system. The automatic operating
mode of the EBM system was chosen, and the following sets of process parameters for the
Ti6Al4V alloy were used:

1. “Ti6Al4V-PreHeat-50 µm”: process theme that controls the preheating of the whole
powder bed.

2. “Ti6Al4V-Melt-50 µm”: process theme used to melt the solid part of the specimen
(heads).

3. “Ti6Al4V-Net-50 µm”: process theme used to melt the lattice part of the specimen
(gauge length).

4. “Ti6Al4V-Wafer-50 µm”: process theme used to melt the wafer supports.
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For all the themes, a layer thickness of 50 µm and a line offset of 0.1 mm were set.
These build themes vary electron beam parameters in a controlled sequence throughout the
build according to algorithms developed by the manufacturer in an effort to achieve parts
with consistent properties. Since the algorithm is protected by copyright, beam current,
and beam speed time-dependent diagrams are not provided to the users.

2.5. Specimens Manufacturing

The specimens were produced by using the A2X EBM machine (ARCAM AB, Molndal,
Sweden), with a built chamber able to withstand temperatures up to 1100 ◦C, making it
suitable to process material requiring elevated process temperatures for both production
and materials R&D. In the A2X 3D printing system (ARCAM AB, Molndal, Sweden), the
EBM process was carried out in vacuum (5 × 10−6 mbar in the column).

Once the job was completed, the build cake was moved directly to the powder recovery
system (PRS) to remove and recover the sintered powder from around the specimens
(Figure 4a). Then, the recovered powder was sieved and saved for future use. Once the
PRS cleaning operation was completed, the wafer support structures were removed. The
3D-printed specimens are shown in Figure 4b–d, before support removal.
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Figure 4. (a) Post-running operation—depowdering of specimens in PRS; (b) Truss specimens
oriented at 90◦; (c) Truss specimens oriented at 0◦; (d) Truss specimens oriented at 45◦.

2.6. Specimen Measuring

Once the specimens were created, an image processing approach was used to take
their measurements, following a procedure presented in [41]. Utilising a stereomicroscope
with a 10× magnification, the SMZ800 (Nikon corporation, Tokyo, Japan), the specimen
photographs were captured. For each specimen, a local reference system was defined as
follows: x-axis along the longitudinal direction of the sample, y-axis parallel to the short
dimension of wafer supports, and z-axis perpendicular to the plane x-y. The local reference
systems for the samples oriented at 0◦, 45◦, and 90◦ are shown, respectively, in Figure 5a–c.
For each specimen, two images were captured, the first observing the specimen from the
local z-axis direction and the second observing the specimen from the local y-axis direction.
The first image was used to measure the diameter named D1, while the second image
was used to measure the diameter called D2, as shown in the sketches of Figure 5, for
each specimen orientation. All the captured images were processed in the Matlab Image
Toolbox, following the steps below: first, unnecessary portions were removed from the
image so that elaboration could be carried out solely on the specimen area; second, the
image was transformed to greyscale and binarised to clearly separate the specimen from
the background. Then, the coordinates of the points denoting the specimen’s boundary
were located and exported. Figure 6 shows the results coming from each step of the
image elaboration.
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Finally, the exported coordinates were elaborated through Microsoft Excel to extract
the average diameter of each specimen along the specific observation direction. For each
specimen, the diameter DM (measured diameter) was computed as an average between
diameter D1 and diameter D2.

3. Results

The produced samples were analysed through a scanning electron microscope. As
visible in Figure 7, the truss surface was rather irregular. In particular, in the trusses
oriented at 0◦, the lower part of the surface presented an elevated roughness given by
powder particles that were only partially melted and remained bonded to the surface. On
the contrary, the upper part of the surface was smoother since the number of unmelted
powder particles was reduced. This difference between the two specimen surfaces was less
pronounced for the 45◦ specimen and almost completely absent for the 90◦ specimen.

The results of the samples’ measuring, in terms of average diameter (DM), coefficient of
variation (CoV), and the error (err) defined as the difference between the average diameter
(DM) and the nominal diameter (DN), are reported in Table 2. In each row, the results are
grouped for samples with the same location in the layer, height, and orientation. Columns
are related to the different investigated truss diameters.
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1 mm 1.5 mm 2 mm

DM CoV err DM CoV err DM CoV err

CENT_L_0 0.973 18.34% −0.027 1.386 8.54% −0.114 1.939 8.68% −0.061
CENT_L_45 0.861 7.88% −0.139 1.275 4.80% −0.225 1.728 3.27% −0.272
CENT_L_90 0.887 10.34% −0.113 1.278 5.00% −0.222 1.743 3.18% −0.257
CENT_H_0 0.937 22.92% −0.063 1.426 15.20% −0.074 1.964 11.51% −0.036

CENT_H_45 0.848 7.62% −0.152 1.260 4.39% −0.24 1.709 3.46% −0.291
CENT_H_90 0.833 11.85% −0.167 1.242 4.85% −0.258 1.698 3.40% −0.302
CORN_L_0 1.005 19.44% 0.005 1.409 13.73% −0.091 1.948 11.18% −0.052
CORN_L_45 0.796 7.63% −0.204 1.232 4.75% −0.268 1.704 3.14% −0.296
CORN_L_90 0.781 8.65% −0.219 1.217 4.15% −0.283 1.688 3.04% −0.312
CORN_H_0 0.943 22.34% −0.057 1.419 14.32% −0.081 1.989 13.11% −0.011

CORN_H_45 0.811 8.90% −0.189 1.226 4.89% −0.274 1.696 3.58% −0.304
CORN_H_90 0.774 8.89% −0.226 1.198 4.64% −0.302 1.664 3.25% −0.336

The objective of this study is to evaluate the effects of some job parameters on the
geometric accuracy of Ti6Al4V trusses manufactured by EBM technology. In particular, the
project parameters taken into account in this investigation were sample orientation, height
and zone in the build chamber, and truss diameter size. The statistical analysis carried
out in this study consists of the analysis of variance (ANOVA) aimed at establishing the
significance of the effect of the above-mentioned parameters on two output variables:

1. The error parameter err, defined as the difference between the measured diameter
(DM) and the nominal diameter (DN) of the trusses.

Err = DM − DN (1)

2. The ovalisation ratio Or of the trusses, defined as the absolute value of the difference
between 1 and the ratio of diameter D1 and D2.

Or =

∣∣∣∣1 − D1
D2

∣∣∣∣ (2)

An analysis of variance was carried out on data representing the error between mea-
sured and nominal diameter size and the ovalisation ratio of the trusses in order to verify
the significance of the following factors: sample orientation, diameter size of the trusses,
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height, and zone in the build envelope. In Table 3, the results of ANOVA for the err variable
are reported. In that table, the degree of freedom (DF) represent the number of elements
used for each calculation, the adjusted sum of squares (Adj SS) indicates the quantity of
additional variation in the response for a term, the adjusted mean square (Adj MS) is the
Adj SS divided by the DF, the F-value and the P-value are two statistical terms that indicate
how much a term is significant for the model. The results demonstrate the significance of
three factors, i.e., zone, sample orientation, and diameter. In fact, for these parameters, the
P-value was less than 5%, the value generally taken as the reference threshold.

Table 3. Analysis of variance for the “err” variable.

Source DF Adj SS Adj MS F-Value p-Value

Zone 1 0.013262 0.013262 7.05 0.010
Height 1 0.002566 0.002566 1.36 0.247

Sample Orientation 2 0.571872 0.285936 151.99 0.000
Diameter 2 0.096671 0.048335 25.69 0.000

Error 65 0.122284 0.001881
Lack-of-Fit 29 0.073949 0.002550 1.90 0.034
Pure Error 36 0.048335 0.001343

Total 71 0.806654

The analysis of the main effect plots (Figure 8) highlights that all the trusses presented
a diameter lower than the nominal one. Nevertheless, as far as the orientation is concerned,
good compliance was found between the measured diameter size and nominal value for
the trusses oriented at 0◦ and a significant increase in the error for the trusses oriented
at 45◦ and 90◦. Moreover, as far as the diameter size is concerned, the main effect plots
show that, for the trusses with 1 mm of diameter size, the measured diameter is closer
to the nominal one with respect to the trusses having 1.5 mm and 2 mm of diameter size.
An increase in the error is found between the corner zone (CORN) and the central zone
(CENT), while a slight error decrease is measured between high-level H (z1 = 140 mm) and
low-level L (z2 = 20 mm).
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The results of ANOVA for the ovalisation are reported in Table 4. The analysis
demonstrates the significance of two factors: sample orientation and diameter size.
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Table 4. Analysis of variance for the Or variable.

Source DF Adj SS Adj MS F-Value p-Value

Zone 1 0.003129 0.003129 1.75 0.191
Height 1 0.006311 0.006311 3.52 0.065

Sample Orientation 2 0.714241 0.357120 199.40 0.000
Diameter 2 0.037367 0.018684 10.43 0.000

Error 65 0.116415 0.001791
Lack-of-Fit 29 0.068061 0.002347 1.75 0.056
Pure Error 36 0.048354 0.001343

Total 71 0.877463

The analysis of the main effect plots (Figure 9) highlights low ovalisation for the trusses
oriented at 45◦ and 90◦ and a significant increase in the ovalisation for the trusses oriented
at 0◦.
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Moreover, the main effect plots show even an inversely proportional ovalisation of the
trusses related to the diameter size. The main effect plots point out that the ovalisation is
not significantly influenced by the zone and by the height.

4. Discussion

By analysing the results, a first consideration that can be drawn is that all the trusses
have an actual diameter lower than the nominal one, in agreement with the findings
of Bellini et al. [41] and Suard et al. [42]. This fact can be explained by a mismatching
between the shrinkage coefficients used and the optimal ones (actually unknown). Indeed,
ARCAM-recommended scale factors are optimised for EBM manufacturing of massive
components processed using the melt process theme instead of the net process theme used
in this study for the trusses. Moreover, fixed scale factors do not take into account the
different thermal shrinkage that occurs in different positions due to a non-identical thermal
history experienced by the material.

According to [32], all truss members with an orientation different from 90◦ fabricated
with the default process parameters provided by the manufacturer Arcam were undersized.
This issue is exacerbated as the orientation decreases from 90◦ to 0◦. The reason for this
inaccuracy was observed to be an excessive beam energy density at regions in proximity to
negative surfaces. This resulted in part distortion that compromised the powder deposition
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and melting stages in the subsequent layers. A strong dependence of the residual stresses
and the yield strength on the building orientation was also found in [43,44], respectively.

In this case, the most favourable orientations for heat dissipation are those at 90◦

and 45◦, as in both cases, the presence of already melted material in the underlying layers
guarantees a preferential route for heat dissipation.

In any case, although the trusses at 0◦ are the ones with the worst heat dissipation,
their diameter is closer to the nominal one with respect to the diameters of the trusses
grown at 45◦ and 90◦. This behaviour is due to a lower heat exchange for the trusses grown
at 0◦ that produce larger melting pools and, consequently, a more significant part of powder
solidification (metal oversize), recovering the error in dimensional accuracy.

For 0◦ trusses, the metal oversize is mainly generated in the direction of the supports,
which also explains the high ovality found in the specimens for these trusses compared
to those oriented at 45◦ and at 90◦. Such results were in agreement with [45]. A possible
explanation for this phenomenon can be found by considering the heat transfer during the
melting phase of the EBM process. For horizontal trusses, since the sintered powder has a
lower thermal conductivity with respect to the melted area, a heat accumulation resulted in
an over-melted zone that increases the ovalisation, as found in [46].

The heat dissipation is inversely proportional to the diameter of the truss. This result
can be explained by the fact that, in the truss with 1 mm of diameter, there is a greater
concentration of heat energy as compared to the trusses with bigger diameters. For this
reason, larger melting pools are generated and, consequently, larger amounts of sintered
powders which led to a truss diameter size close to the nominal size if compared to the
trusses at 1.5 mm and 2 mm diameter sizes.

The heat exchange is proportional to the material density (better behaviour through
solidified components or start plate, worst behaviour through sintered powder and wafer
supports). For this reason, a slightly lower deviation from the nominal value (lower error)
was found at level L (z1 = 20 mm), where the trusses’ supports are in contact with the
stainless steel start plate, while at level H (z2 = 140 mm) the supports end in the almost-
sintered powder.

5. Conclusions

The mechanical properties of the produced lattice structures may be different than the
target values. This is caused by a mismatch between the nominal dimension of the trusses
and the actual ones, as demonstrated in a previous article. In the present paper, small
trusses, representing those of lattice structures, were produced through the electron beam
melting (EBM) process to analyse the effect of some process parameters on their diameter.
In particular, they were built considering three different growth directions in the machine
manufacturing chamber, which coincide with the direction of the trusses in an actual lattice
structure. Moreover, three distinct diameters were taken into consideration too, namely
1 mm, 1.5 mm, and 2 mm, as well as four diverse positions in the build chamber. Then, the
diameters of the produced samples were evaluated through a methodology presented in a
previous paper, and the obtained results were statistically analysed thanks to ANOVA.

The performed analyses determined that the geometrical mismatch between the
nominal and the actual diameters was mainly affected by two parameters: the orientation
in the building chamber and the nominal diameter and, to a lesser extent, from the zone on
the working surface. An average diameter reduction of 0.05 mm was found for the trusses
with a 0◦ orientation, while this value rose to 0.24 mm and 0.25 mm for the trusses with
an orientation of 45◦ and 90◦, respectively. Moreover, the circularity of the truss sections
was examined too, and a certain ovalisation level was found, especially for the specimens
oriented at 0◦, being the diameter evaluated in a plane parallel to the growth direction
larger than that measured in an orthogonal plane. In fact, the mean ovalisation of the trusses
oriented at 0◦ was 0.23, while for the others it was about 0.05. The found geometrical and
dimensional unconformities were due to an excessive beam energy density at regions in
proximity to negative surfaces, given by heat dissipation, that in the 0◦ case was the worst.
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In this occurrence, larger melting pools were created and, consequently, the section resulted
ovalised. This affected the measurement of the diameters too, whose average value was
closer to the nominal value thanks to the elongation in the build direction. Moreover, the
melting pool effect was higher for smaller diameters.

The results of this work are useful for the realisation of lattice parts, from designing
to manufacturing. In fact, in future works, the correlation between the analysed process
parameters and the mechanical properties of the produced trusses will be presented, and
this information can be used to design lattice parts with complex shapes. The design
efficiency can be further improved by adopting homogenisation techniques, suitable to
reduce the calculation time.
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