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This document is a brief tutorial on the application and use of the Additive Manufacturing (AM) tool in Ansys software. 

Additive manufacturing analysis in Ansys is divided into the following different sections: 

ǒ AM Prep 

ǒ AM Print 

ǒ AM in WorkBench 

ǒ AM science  

ǒ AM and material Design 

AM Prep 

Using the Ansys Spaceclainm to prepare the AM process, including choosing the best orientation, and supports and 

generating the build file for additive printing. Ansys AM prep in Spaceclaim is to investigate the support structure for the 

target geometry using the following steps: 

Step1:  

create a SpaceClaim block and activate the Additive tab which contains the AM prep features 

 
  

a) Drag and drop the geometry 
block 

b)Open the SpaceClaim, go to 
file>option 

 

 

 

c) Activate the Additive prep d) if the tab did not appear close the SpaceClaim and reopen it 
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Step2: 

Import the CAD (.stp) file and define the build volume: 

The CAD file created by other software or Spacecliam itself can be imported to SpaceClaim 

 

 

 

a) Open and import the file   b)Part need to be exactly under the 
main structure in the tree  

 
 

 

c) create a build volume which is the 
maximum size can be built using the 
machine 

The workspace and machine will be 
added to the tree automatically  

Use setting to specify the build 
volume 

 

 

There are other options which do not change them here so the default is acceptable.(here we just specifying the build 
volume 
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Step3: 

Chose the optimum orientation based on one of the following targets or combination of them 
ǒ Support volume/materials 

ǒ Distortion tendency 

ǒ Build time-Based on our priority we can chose to have the fastest, least material use, or least distortion for the 

part 

 

 

Optimization maps (green for each criteria is the best 
choice) 

In the Combined setting we can select the distance from 
the built plate. Also by selecting the pint on the contour 
map the orientation of the part changes 

 

 

Selected point and distance from the build plate  Individual contours of 3 parameters corresponding to the 
combined setting point (mostly green or yellow) 

 

 

Step4: 

After selecting the best orientation we need to create a support based on the need of the materials 
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Select the Create Region 45deg is the a good initial estimate 
REgion size should be larger thatn minimum facet area if 
the geometry is based on te STL format 

 
 

After confirming the Angle and area parameters  
The support regions will be created 

We may want to delete some of the support areas for 
example in the support will be created inside a cavity 
which is hard to clean or remove. 
Or we we have to re-orient the build geometry  
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Deleting one of the support area Support region can be manually be added or remover. 
(select the manual first and add the surfaces and 
confirm/green, individual surface can be added and 
remove using the next two options) 
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Step 5: 

Create support Region 

 

Create the support and setting upo the support properties 

 

 

Type of support and parameters related to the support 
creation for each region. After setting up the parameters 

confirm the creation/green  

Created support based on the parameters 
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For each support type, parameters can be defined In the build processor parameters related to the build can 
be defined 

 
 

This included type of material/powder, laser power, é For instance for TiAl6V4, with a Selecting Laser Melting 
(SLM) method, 50 µm thickness of each printing layer, 
maximum laser power 400 W and with a stripes pattern 



9 

 

 

Using the slicing view to review the printing procedure We also can review the animation of printing vectors and 
layers 
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Step 6: 

Final step includes exporting the build simulation files: 

  

Exported build files These files will be used for the next steps of AM analysis 
in Ansys Workbench 

 

During the AM Prep different parameters can be adjusted to achieve the desired outcome, Ansys User Guide document 

contains the details about each parameters. 
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Ansys Additive Printing (AP) 

This section covers different analysis tools in Ansys AM including simulation, calibration, validation, and other related 

topics. Additive print tools in Ansys are for quick simulation of the 3D printing process to estimate the part distortion and 

perform additional modifications after validation to improve the printing process. This should significantly reduce the 

overall product time. 

 

User Interface 

 
 

Simulation dashboard: 

ǒ Draft simulation: for importing files or creating new 

simulation  

ǒ Running simulation: for simulation in progress  

ǒ Completed simulations: successfully finished or 

canceled/error simulations 

Parts: 
All of the STL files available, should be in mm and 
watertight to be used 
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You can import a part add the name, tag, and description, 
and save it to the part library 

Sample of imported STL file  
Details of the file can be changed using edit or deleted 

 
 

Build files also can be imported which contain parts to be 
printed and machine-related files.  

Build companies supported by Ansys at the moment. 
Details of the build files can be reviewed after importing 
the files such as name, type, machine type, build size, 
layer thickness, é  
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List of available materials in Ansys By selecting the materials from the list you can see the 
mechanical properties or change it based on the available 
material from different suppliers if needed 

 

ǒ Calibration is needed to obtain strain scaling factor & strain coefficients (will be used to tune the simulation and 

calibrate it to match the build. 

ǒ The Support Yield Strength Ratio is a measure of how much support material is present compared to solid 

material. A value of 1 means that the support material is equivalent to solid material. This value is used as input 

for the initial solution, but not for the calculated optimized supports. Elements (voxels) created below all 

downward-facing surfaces will have this value. 

ǒ The Strain Scaling Factor is a value that is used to adjust the results of a simulation to match the results of a 

physical build. It is a direct multiplier of the simulation strain results, and it can vary depending on the material lot, 

scanning parameter set, and equipment used. 

 

ǒ Anisotropic strain coefficients are used to describe how a material's strain changes depending on the direction of 

the strain relative to the scan directions. The three coefficients are: 

ƺ ớ: This coefficient is used to multiply the predicted strain in the direction of the laser fill scan. 

ƺ : This coefficient is used to multiply the predicted strain perpendicular to the direction of the laser fill 

scan. 

ƺ Z: This coefficient is used to multiply the predicted strain in the Z direction. 
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1st Additve Print 

The Following is a sample of performing Analysis using Ansys 

 

Imported block for this tutorial (STL file and block 
40*30*20mm dimensions 

 

After importing the file go to dashboard > Assumed Stain  
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Add description, tags, and number of cores for parallel 
simulation (MPI must be installed during the Ansys 
installation). 
 

 

ǒ In the part file you can add the part that has been 
uploaded in the part geometry to the simulation  

ǒ Choose the vertex size and sampling rate (see the 
simulation part for more detail) 
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ǒ Simulation with support 
ǒ Use the optimized support option  
ǒ Set the initial support factor to 1 
ǒ Volumeless support thickness to 300um 
ǒ And solid support minimum to 300um 

 

ǒ Select the material 
ǒ Select Linear Elastic model 
ǒ Set other mechanical property of the material 
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ǒ Select the distortion compensated and keep the 
Scale Factor 1 

ǒ Check the displacement after cutoff  
ǒ Select the potential crash and set the parameters 

to 1 and 30um 

 

 
 

 
 

ǒ Select save  
ǒ Select stat simulation 
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Each step of the simulation can be monitored  
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Simulation options in Additive Printing: 

 

 

3 different analysis methods are available 
Ȥ Assumed Strain 

Ȥ Scan Pattern 

Ȥ Thermal Strain 
Å For each type of analysis ansys offers two  
stress modes 
Ȥ Linear Elastic 

Ȥ J2 Plasticity  

 
 

‭ ὛὛὊz„ ώὩὭὰὨȾὉ 

Assumed stain assumes linear stain in each 
direction  
 
Strain is calculated by the left equation, so it 
does not consider the machine pattern or 
specification. 
 
Simulation is the fastest and simplest method 
but SSF needs to be calibrated 
experimentally ( will be discussed in later 
sections 

 Linear Assumed Strain considers the 
modulus of elastic linear. 
This model can predict the distortion before 
the cutoff from the plate accurately but it is 
not a good model for prediction of the 
distortion after the cuttoff from the build plate 
 

 J2 Plasticity model is more realistic and more 
accurate for prediction of the distortion after 
the cutoff 
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Scan Pattern Simulation 
Å óScan Patternô mode uses same average 
strain magnitude as Assumed Uniform  
Strain. 

Ȥ Subdivides into anisotropic  
components based on the local  
orientation of scan vectors. 
Ȥ Requires the creation of scan  
vectors using user provided  
scan settings or reading scan  
vectors from a build file 
 
We can keep the direction of scanning 
parallel  to each coordinate by setting the 
starting angle to 0 or 90 and layer rotation 
angle to 180 
 
Scanning pattern can help the part quality 
when the scanning is not random and the 
scale of pattern is comparable with part 
dimensions 

 The second simulation method is the themal 
stain: 
ǒ Has more details such as individual 

scanning vectors and heating and 
cooling at each point and layer 

ǒ Considers accumulated stain for 
multiple heating times 

ǒ It considers the effect of heating and 
softening but requires much longer 
time for simulation 

ǒ Also considers laser irradiation 
locatio, melting depth, affected zone 
around the scanning   

 

 

Supports options: 
ǒ No support: part is directly on the 

build plate 
ǒ Self supporting with base support: 

gap between the part and build plate 
will be filled with support 

ǒ Parameters for the supports can be 
changed based on the build 
requirement 

ǒ Minimum Overhang Angle is the 
minum angle for generating the 
support  

ǒ Minimum Support Height is the 
distance betwen the build plate and 
lowest part of the part. 

ǒ Support Factor of Safety (SFS) 
determines the support density 1 
means uniform, and 2 increases the 
density of the support, especially 
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near the walls and base plate 
ǒ Support Yield Strength Ratio is the 

strength of the support material 
compared to the part 

ǒ Minimum and Maximum Wall 
thickness are to optimize the wall 
thickness support based on the 
geometry of the part and. Thicker 
walls are harder to remove but 
provide higher strength  

 ǒ Voxel Size: Ansys discretized the 
geometry to small cubic geometry, 
and the default size of these cubs is 
0.5mm.  

ǒ Sample rate divided the voxel to 
n*n*n to capture the geometry and 
physical properties better  

ǒ Minimum recommended voxel 
number is at least 3 across the 
smallest feature, 4-5 is better, but 10 
or more is excessive  

ǒ It is also better to stay in less than 
50% of the available memory of the 
machine 

 Draft Simulation Setup ï Voxel Size Tips and 
Tricks 
Å It is suggested that there be a minimum of 3 
voxels across the smallest feature 
Å 4-5 voxels across the smallest feature gives 
a more accurate simulation 
Å Any more than 10 voxels across the feature 
is wasted memory 
Å Voxel size also affects the memory 
requirements ï best to stay between 25% 
and 50%  
of Available Memory found earlier to prevent 
swapping 
 

 

The default is the plate stress and distortion 
which export the VTK file of stress and 
distortion before removing the part from the 
build plate 
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The distortion compensated STL is to 
compensate and correct the original geometry 
to obtain better options for the target 
geometry. We can scale this factor linearly up 
or down 

 

Displacement After Cutoff will calculate both 
stress and distortion after part cutoff without 
any thermal stress relief  

 

Layer by Layer result can be used later on to 
animate the printing process 
 

 

Blade Crash Detection  
ǒ Detect the blade failure, when the z 

direction distortion is high enough to 
fail the part  

ǒ Threshold Scaling Factor is to 
calibrate the blade flexibility. If the 
layer is 50um with factor 0.8 software 
considers 40um as likely and 80um 
as the critical value 

ǒ This result will be available in VTK 
and CSV formats in which 0 mean 
not predicted 1 linkely and 2 critical 

 

ǒ High Strain Areas is to highlight the 
strain accumulation during the AM 
process which can result in crack and 
other defects. 

ǒ Usually for the support 0%-8% has a 
low risk, 8-10 potential risk, and 
10%> likelihood of failure 

ǒ For the part 0-16 low risk, 16-20 
warning zone and above 20% is the 
critical failure area 
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ǒ The same threshold number is used 
in the CSV file, 0-1-2 

 

Most of the simulation setup are the same as 
two other methods. 

 

The unique part of this simulation type is the 
machine configuration in which we can enter 
the layer thinkess, starting angle, and rotation 
angle  
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 The thermal strain simulation is the most 
detailed and accurate simulation type but also 
is the most computationally expensive one. It 
considers the following factors: 
ǒ Strain from thermal cycling and 

multiple-time heating 
ǒ All of the scanning vectors during the 

printing process and cooling and heat 
of each point 

ǒ Strain accumulation and melting of 
the layers underneath the scanning 
layer. 

ǒ Meshing of this model is automatic 
and depends on the process 
parameters and other inputs. 

 

 

You need to check to see if the materials in 
the library are available for the thermal 
simulation in Ansys 2023R1 all of the 
predefined materials are available for thermal 
simulation  

 

Simulation outputs can be exported or viewed  
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Do not rename the exported files 
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Parview for post-processing 

Paraview is free software for post processing of different simulations. https://www.paraview.org/download/  

Download and install the software. 

 

 

ǒ Paraview environment. 
ǒ STL files including part, support and compensated 

parts can be uploaded in Paraview 
ǒ VTK files for animation also can be used 

 

The layer-by-layer file is the  

 

Before opening the layer layer we need to extract the 
folder  

https://www.paraview.org/download/
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Support and geometry together. 

 

We can save the animations or screenshots. 
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You can also use the Ansys Viewer to review the 
simulation results, save, export, or import them 
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Calibration and Validation:  

One of the main purposes of the AM simulation is to optimize printing the parameters and calibrate them to achieve the 

desired accuracy. Here the model provided by Ansys and calibration guidelines is being used to calibrate the model 

 

 

 

Calibration geometries are simple geometries that are 
used to compare the result of printing with an STL file and 
adjust different parameters to achieve the required 
dimension. 
 
Sometimes more than one geometry is printed and the 
average value of the important dimensions will be used to 
calibrate the parameters in Ansys 

 

The calibration part provided by Ansys in AM user guide 
consists of a cantilever part and its supports 
 
In addition to this file a data-sheet is also provided which 
can be used o calculate Coefficients (ASC) and Strain 
Scaling Factors (SSF) 
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For each simulation method (Assumed Starin, Scan 
Pattern and Thermal Simulation) separate sheet exist. 
 
Also, there are different parts for Linear Elastic and J2 
plastic for each method. 
 
The green line shows the suggested but any dimension or 
point can be used  
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Sample of Calibration Process 

 

Start Ansys Additive  
Go to the part section  
Import the ñCantilever_ANSYS_part.stlò  
Chose an appropriate name and save the part in the 
library  
 

 

Now import the support STL file separately 

 

Lock the support and select the required type 
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You can preview the part and support together  

 

To calibrate the printing process, you can use the default 
material properties or use a customized value for the 
material based on the supplier  
 
You need to optimize the Strain Coefficient during the 
calibration  
 
Save the customized material 
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Start new simulation using the scan pattern  

 

 

 

Add the calibration part to the simulation  
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Select the support part 

 

Select the customized material with the initial scaling 
factor  

 

For the first scan select the generic machine 
Select the printing layer thickness  
 
For the first scanning pattern select (0,0) as the starting 
and rotation angles  
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For scanning pattern 1(0,0) 

 

Select the displacement after cutoff  
Select the directional cut of method in +X 
 
Refer to the help or information icon! for more detail 
 
Save and start the simulation 

 

For the calibration process, displacement from the 
simulation results will be compared with the actual built 
dimensions and based on the measurement strain 
coefficient in each direction will be corrected. 

 

Assume the actual printing has been done using scanning 
patterns 1 and 2. After measurement using the CMM 
machine, caliper,... the pattern1 measurement is  13.6 and 
measurement 2 is 13.4, compared to the initial height of 
12.5, dh= 1.1 and 0.9 mm 
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Plot the Z displacement of the sample part. 
 
Simulation results show a 2.8616 mm displacement in the 
z direction 

 

 

Now duplicate the simulation and rotate the printing 
direction by 90 degree 
 
Run the simulation again and measure the z displacement 
again 
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For the perpendicular direction of the printing process dh 
is 1.6244 mm 
 

 

Depending on the type for simulation (Linear Elastic or J2 
plasticity use on the following table and repeat updating 
the coefficient and new distortion value until the Error% 
gets close to 0 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Evaluation of the results:  
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After calibration of the sample the actual part can be modeled using the obtained coefficient,. Paraview or Ansys Viewer 

can be used to evaluate the distortion of potential failure part based on the overall stain or accumulated stress.  

 

Solutions for improving the final products include 

ǒ Changing the orientation of the printing  

ǒ Adding support to different sections to creat a more uniform temperature distribution  

ǒ Printing a large part and using a subtracting process to cut off the extra materials  

ǒ Etc.  
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Simulation using Imported Build File:  

Output files from the AM prep section can also be used for simulation in the additive print part.  

 

 

Exported files at the end of AM prep 

  

The zip file contains the build files for the simulation 

 

Import eh .zip file for the built 
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It will take a couple of minutes to load the file completely 

 

Select the preview support to see the created support 

From here the only difference in the simulation is to 

select the build file instead of part. 
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Since supports are already in the build file there is no 

need to optimize them. 

 

Select the material and stress model 
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43 

 Ansys AM Workbench:  

Includes all features of the AM in the Workbench environment which enables physics-based geometry optimization, 

thermal and mechanical simulation of the build procedure and parametric study, nonlinear and temperature-dependent 

properties, and parallel processing 

These simulations are intended to answer the following questions: 

 If AM is capable of building the part, how much the distortion would be and what we can do to make it better. How the 

build orientation would affect the quality of the part and what is the effect of supports? 

 Ansys AM in the workbench focuses on the Macroscale simulation using a lumped layer model with an average accuracy 

of around ~5%, it is intended to be fast and focused on industrial procedures. 

Ansys uses the birth/death element technique (Active and deactivate elements) to run the lumped layer simulation  

 

 Thermos -mechanical modeling:  

To run the thermo-mechanical analysis Ansys uses a weak coupling approach. Simulation is done for the whole layer and 

not by following the laser path. The thermal effect is considered in the building direction and several powder layers are 

lumped together. The non-melting materials are not being modeled. Also, Ansys uses power by temperature instead of 

averaged power during the time. This approach results in closer maximum time but does not conform to the physical time 

for the printing. Calibration of the material is also an important part of the simulation procedure in Ansys Workbench AM. 

  

  

  

  

  

  

  

  

  

  

  

  



44 

 Model Calibration (none themal):  

Same geometry and support can be used for the calibration of Materials in the AM Workbench 

 

Part and support for the calibration parts 

  

Open Spaceclaim and drag/drop the .stl file into it, or 

you can import the part. 

  

 

 

Select all faces right-click and select merge faces to 

create a solid part 

 

Create a printing desk geometry under the calibration 

part 
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Drag and drop Static Structural block on the geometry 

to link them together 

 

 

Double clink on the materials 

Go to the Additive manufacturing 

Add the Ti-6Al-4v to the project 
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After opening the Ansys Structural (which has the AM 

tool inside) check the unit and make sure it is correct 

 

Assign the materials to calibration geometry 

  

The material of the base plate also should be specified 
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Activate the AM process in Ansys Modeling which 

activates the AM process 

 

Assign the base plate and build geometry  

 

Click on sequence and add user setup 

  

This user step will be use in the cutoff process  
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Go back to the geometry and Build Setting 

 

 

The Stain Scaling Factor definition is similar to the AM 

process we had before and its typical values is between 

[0.1-2] 

  

Here strain is not calculated based on the material 

property and thermal load but based on the on the SSF: 

Epsilon = SSF* Sigma_yeil/E 

 

Select the body 

Select Cartesian mesh 

Select voxelization yes 

Set the element size to 0.5mm 
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Set the base plate mesh sizing to 10mm 

 

Right-click on the mesh and generate the mesh 

 

Suppress the automatic contact region created during 

the exporting and create a build-to-based contact in the 

AM process part 
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Make sure the contact creating is done correctly 

 
 

 

Right-click on the name selection > insert name 

selection and rename it to cutoff 

  

  

  

  

Change the scoping method to the worksheet 

 

 

 
 

In the worksheet add the necessary filters for the 

element selection and generate them 
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Add a fixed support to the static structural part 

 

Add birth and death of the element to the static 

structural  

 

Change the scoping to the name selection 

Select the cutoff 

For step one keep alive and for step 2 change it to dead 

 

Change the scoping to the name selection 

Select the cutoff 

For step one keep alive and for step 2 change it to dead 
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Before and after cutoff deformation  

 

 

 
 

Equivalent stress before and after cutoff 
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 Calibration of the Strain Scaling Factor:  

After preparing the geometry setup we need to optimize the scaling factor to optimize the deformation to match the real 

test build. So the question to answer would be what value of the SSF would result in the best match between the 

numerical simulation and build. We would do this by parametrizing the SSF and optimizing it using Ansys optimization 

tools 

 

Parametrize the SSF in the Build Setting 

 

Choose node selection > select one of the nodes nod on 
the edge with maximum z deflection. > Click and choose 
Create Name selection  

 

Select the shown options and OK to select all of the nodes 
on the edge 
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Create parametrized outlet values using Directional 
Deformation in Z, name selection of the edge, and 
Averaged value of all nodes on the edge 

 

 

By this a parameter set block will be created by Ansys 
containing both SSF and Averaged Z deformation  
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Now we need to connect optimization block to the 
parametric set by drag and drop it into the workspace 
under the parametric block 

 

Check the unit in the workbench and make sure it is 
consistent with the simulation  

a) 

  

b) 

Double click on the optimization 

Set up the optimization parameters (Refer to the 
optimization documentation in Ansys for more details 
about the methods and parameters. 

  

  

a)       Sett the optimization method, number of iteration, é 

b)      Set the target and range for the input parameters 

c)       Right click on the optimization tab and run it 

d)      Wait for the end of optimization process 

Optimized value for the SSF 
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c) 

 

d) 

 

e) 
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Model Calibration (Thermo -Mechanical)  

To achieve an accurate simulation in AnsysWB we need to calibrate the Thermal Strain Scaling Factor (TSSF). Numerical 

simulation will be calibrated against the sample model 3D printed using the following parameters: 

 

Ti-6Al-4V Processing Parameters 

  

  

Layer Thickness (µm) 60 

Preheat Temperature (°C) 200 

Inert gas Ar 

Beam Diameter (µm) 85 

Laser Power (W) 350 

Laser Speed (mm/s) 800 

Hatch Distance (mm) 0.12 

Stripe Length (mm) 10 

Starting Angle (°) 45 

Rotation Angle (°) 67 

Energy Density (J/mm3) 61 
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This calibration procedure is using the Thermal-Structural simulation and is different from the previous calibration which 

was not considering the thermal part of the simulation (in previous calibration method the materials property and the 

thermal load has not been considered). 

************************************  

Calibration can be done for both  

SSF = Strain Scaling Factor 

ASC =  Anisotropic Strain Coefficient 

*********************************** 

 

 

Geometry and the dimension which will be used for the 
TSSF calibration  

 

Create a coupled AB LPBF thermal-structural simulation 
block 

  

Import the calibration geometry into the geometry block of 
the thermal simulation column 
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Lunch the model in the transient thermal block and set the 
correct unit 

 

 

Use the setup wizard instead of calibration you are 
creating the setup for the first time  
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Select the build geometry 

No support for this build 

Create the build plate 

  

If needed you can also specify the powder bed geometry 
to study the effect of that 

  

Select Next 

 

Specify the mesh parameters for the part and build plate 

 

Specify the material for the part and build plate  
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Specify the build options 

  

Click Next 

  

 

Select the thermal and structural boundary condition and 

temperature value 

  

Next  
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In the name selection create name selection and rename it 
to MeasuredLine 
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Change the scoping to the worksheet 
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Create a measurement line with right click and add the 
filters as shown 

 

 

Back to the wizard, change the calibration setup to yes 

  

Specify the created line for the measurement 

  

Select the SSF for the target and expected deformation 

  

Click Finish 
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Ansys adds the direction optimization to the simulation 

setup 

  

Right click on the optimization and select update 
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Coupled Thermo-Mechanical Analysis using AM-WB 

Coupled thermo-mechanical simulation of the Power Bed Fusion for Inconel 718 material with. stl support with the support 

removal step. 

 

 

Thermo-Mechanical Simulation of the part 

  

To run this simulation we need the geometry of the part 
and base plate as well as the support .stl file 

 

For the simulation add the transient thermal solver to the 

workbench and drag the static structural on that to couple 
both analyses 

  

  

Add the Inconel 718 from additive manufacturing to the 
Engineering Data of the transient thermal block  
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-          Import the geometry of the part and base plate 

Open the modeling tab from the transient thermal block 

 

Change the units to metrics mm kg N,.. 

After clicking on the model from the tree, click on the 
define and add the AM process 
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Select the build and base plate geometries 

 

Assign Inconel 718 to both part and plate  
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Select the layered tetrahedrons with 2mm height and 0mm 
start layer for the part 

  

2mm layer thickness is larger than usual and mesh size 
should be about 10-20 times of the deposition layer, 
0.05mm*10-20  ~ 0.5mm-1mm but this speeds up the 
simulation, for now, 

 

Set the element size to 2.25mm which let the mesh size to 
be up to 2.25 in any other directions except in z-direction 
so help in the mesh count number and computation 
procedure 
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For the base plate select the 6mm sizing setup  

 

Generate the mesh 
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Click on the AM Process from the tree 

Go to the AM support tab 

Select insert STL support  

 

Add the STL support file to the model 
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Set the Wall Thickness for the volumeless support to 0.15 
mm 

 

Right click on the STL support and generate mesh for that 
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Adding connection between different sections: 

  

  

select AM Process from the tree 

  

select the Base to Build button in the Contact 

  

contact will be created and connection names will be 
added to the named selection  
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support-to-part connection or AM Bond: 

1)Right-click the STL Support and Create Named 
Selection of Generated Elements. 

  

2) Select the build body, right-click and select the name 
selection, and name it build  

 

 

 

 



75 

 

3) Add and AM bond to the tree with support and build 
parts 
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To define AM Process Steps select the Sequence from the 
Am process tab 

  

By default, we have the build and cool down setups 

  

The removal of the support from the base need to be 
added to the structural part  
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To define Build Settings, we will use the Ansys-supplied 
sample file of settings for Inconel 718 but all of the 
parameters can be defined in the Building Settings tab 
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Right-click Build Settings and load the 
"Generic_Inconel_625_or_718" from 
Inc\v211\aisol\DesignSpace\DSPages\SampleData 

\AdditiveManufacturing). 
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Look at the build parameters, more details about he build 
parameters can be find in Ansys help 


