LESS THE BETTER: OPTIMIZING ADDITIVE
MANUFACTURE WORKFLOWS FOR CONCRETE

WALL CONSTRUCTION
Zahra Alshakhs

z.alshakhs@ad.unsw.edu.au

http://www.emergingobjects.com/project/seed-stitch/



http://www.emergingobjects.com/project/seed-stitch/

Introduction
Method

Wall optimization
Clay 3D printing
Convert to G-code
Conclusion

Future direction









= S ptitle 1



.{*}I\/Iethod



© % Wall optimization
<7

1

INVENTOR



© %“Wall optimization
o




© % Wall optimization
<7



© % Wall optimization
<7



© %“Wall optimization
o




»_Clay 3D printer



»_Clay 3D printer



»_Clay 3D printer



»_Clay 3D printer




+

»_Clay 3D printer

After loading the new nozzle into the machine, the progress started.
Oops, it’s too loose



»_Clay 3D printer

Additional issues:

e Not close enough to the
surface

e Multiple parts

e NoOt smooth when
opening and closing
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Different results from different variables
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Different results from different variables
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*} Convert to G-code

Break the wall into 3 parts to differentiates thicknesses along the model J'S
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Break each sub-model into 2 parts, with different variables
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47 layers, 2mm 47 layers, 4mm 40 layers, 2mm, 4mm
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*} Convert to G-code

Mesh from Karamba Breb G-code
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/—\ Shape B: 1mm nozzle, with

60% infill. Lines length:
2008.8mm

Shape D: 1Imm & 3mm
nozzle, 30% & 60& infill
ratios. Lines length:
1546mm

Saved printing time: about
25%
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