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Abstract: Additive manufacturing (AM) has revolutionised the manufacturing industry, offering
versatile capabilities for creating complex geometries directly from a digital design. Among the
various 3D printing methods for polymers, vat photopolymerisation combines photochemistry and
3D printing. Despite the fact that single-epoxy 3D printing has been explored, the fabrication of
multi-material bioderived epoxy thermosets remains unexplored. This study introduces the feasibility
and potential of multi-material 3D printing by means of a dual-vat Digital Light Processing (DLP)
technology, focusing on bioderived epoxy resins such as ELO (epoxidized linseed oil) and DGEVA
(vanillin alcohol diglycidyl ether). By integrating different materials with different mechanical
properties into one sample, this approach enhances sustainability and offers versatility for different
applications. Through experimental characterisation, including mechanical and thermal analysis, the
study demonstrates the ability to produce structures composed of different materials with tailored
mechanical properties and shapes that change on demand. The findings underscore the promising
technology of dual-vat DLP technology applied to sustainable bioderived epoxy monomers, allowing
sustainable material production and complex structure fabrication.

Keywords: 3D printing; photopolymers; epoxy thermosets; multi-materials; biobased

1. Introduction

Additive manufacturing (AM), commonly known as 3D printing, has experienced
significant growth in popularity over the past decade, serving as a versatile technology for
rapid prototypes and material production in academia and industry. Unlike traditional
manufacturing methods such as milling and moulding, AM allows the direct creation of
complex shapes from digital CAD models, offering flexibility and efficiency [1–8].

When developing or modifying components, traditional manufacturing processes
often require extensive changes, including the use of new tools or moulds. In contrast,
3D printing enables easy adaptation of the new component without physical changes or
equipment, resulting in reduced material waste and cost savings. Both thermoplastic and
thermosetting polymer materials can be processed by 3D printing.

Among the various 3D printing methods for polymers, vat photopolymerisation
combines photochemistry and 3D printing. Digital light processing (DLP) 3D printing is a
process within the vat-photopolymerisation techniques that employs a digital micromirror
device (DMD) to control and direct UV light having a wavelength ranging from 380 to
450 nm. The light enables the photocuring of a photo-curable resin, resulting in high
resolution and an optimal surface finish for the final pattern. The process involves the
printing of a 2D slice of a CAD model, with the layer-by-layer curing process repeated while
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vertically moving the platform along the z-axis to create the desired three-dimensional
form [9–15].

While acrylate monomers are among the most exploited precursors in the vat 3D
printing process, Refs. [16–20] epoxy resins have also attracted interest in the field [21–26],
mainly because the epoxy-based 3D printing structures are characterised by low shrinkage
as well as high modulus and thermomechanical properties [27–29].

In a previous paper, we investigated the importance of coupling the use of chain trans-
fer agents with an elevated temperature to enhance the reactivity of bis-phenol-A-epoxy
resin in order to make them suitable for 3D printing technologies [30]. In this way, we were
able to achieve 3D-printed structures characterised by high thermomechanical properties.
However, it is important to take into consideration that conventional epoxy resins consist
of the diglycidyl ether of bisphenol-A (DGEBA), which is cured in ambient conditions with
polyamines or polyamides [31]. DGEBA is the condensation product of bisphenol-A (BPA)
and epichlorohydrin. BPA is a reprotoxic R2 substance that negatively impacts wildlife
and can lead to the destruction of the human endocrine system by mimicking the human
body’s hormones [32,33].

The toxicity of the most commonly used epoxy resins, including their precursors, such
as BPA, raises the demand to research alternatives. Bioderived epoxy resins, including epox-
idized linseed oil (ELO) and vanillin alcohol diglycidyl ether (DGEVA), can be considered
promising alternatives to conventional thermosets. The research concerning these materials
follows the green deal for a sustainable transition, offering environmental benefits [34,35].
For this reason, bioderived epoxy resins have been the subject of previous studies in our
research group [36–43]. Also, biobased epoxy precursors were investigated in 3D printing
technologies. Furandimethanol diglycidyl ether (FDE) and resorcinol diglycidyl ether
(RDE) were investigated via the Hot Lithography technique [44]. Both monomers are
obtained from the conversion of C-6 monosaccharides; the FDE is derived from hydrox-
ymethylfurfural (HMF), which is derived from vegetable biomass carbohydrates such as
glucose and fructose, while RDE can be produced starting from glucose. The biobased
precursors were functionalized on purpose with epoxy rings and exploited in 3D printing.

However, while 3D printing of single materials using epoxy monomers has been
investigated, the fabrication of multi-material bioderived epoxy thermosets remains un-
explored to the best of our knowledge. Multi-material 3D printing offers the possibility
of integrating materials with different properties. This capability enables potentially the
manufacture of complex structures for various applications such as drug delivery [45],
tissue engineering [46] soft robotics [47] or electronics [48].

In vat photopolymerisation 3D printing, multi-material properties can be realised by
adjusting the intensity of the UV lamp during printing (also known as greyscale printing),
changing the colour/wavelength of the UV lamp or by changing the vat [18,49–52]. In
contrast to other multi-material techniques, multiple-vat printing offers greater freedom in
network design because it allows the selection of any photocurable resin and the combina-
tion to build an object containing different sections. Additionally, unlike greyscale printing,
the resulting objects are not prone to migration and post-polymerisation reactions of a high
number of unreacted species, which can negatively affect the post-printing performance of
multi-material parts.

In this work, we applied the concept of dual-vat DLP 3D printing, which involves
the automatic exchange of vats for the multi-material printing of bioderived epoxy resins.
Multi-layer objects and specimens were printed with different mechanical characteristics
by utilising epoxidized linseed oil (ELO) and vanillin alcohol diglycidyl ether (DGEVA)
bioderived epoxy monomers. The curing process was investigated, and the 3D-printed
object was fully characterised, demonstrating the possibility of achieving multi-layer epoxy
thermosets capable of exhibiting on-demand properties.
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2. Materials and Methods
2.1. Materials

Epoxidized linseed oil (ELO) was purchased from HOBUM OLEO Chemicals (Ham-
burg, Germany), vanillin alcohol diglycidyl ether (DGEVA) was obtained from Specific
Polymers (Castries, France), and the photoinitiator p(octyloxyphenyl) phenyliodonium
hexafluoroantimoniate (photoinitiator) was purchased from Gelest (Morrisville, NC, USA).
Isopropylthioxanthone (ITX) and 1-(2,4-xylylazo)-2-naphthol (Sudan II) were obtained from
Sigma-Aldrich (Milano, Italy). All the products were used without further modification.

2.2. Preparation of Photocured Formulations

Two distinct formulations, designed for printing in the different vats, were prepared
using the selected resin, ELO and DGEVA, respectively. Both formulations included 2 phr
(parts per hundred parts) of photoinitiator, 0.02 phr of Sudan II, and a variable amount
of the photosensitiser ITX. The detailed composition of the prepared resin is provided in
Table 1.

Table 1. Resin mixture composition.

Formulation ID Biobased Monomer Photoinitiator (phr) ITX (phr) Sudan II (phr)

E1 ELO 2 From 0 to 2 0.02
D1 DGEVA 2 From 0 to 2 0.02

The photo-adsorber (Sudan II) addition aimed to prevent excessive photopolymer-
ization, thereby enhancing resolution during the DLP 3D printing process. All four com-
ponents in each formulation were combined and stirred together in an ultrasonic bath
for 40 min at 50 ◦C to ensure the complete dissolution of Sudan II in the resin. DGEVA,
which is solid at room temperature, was preheated above 60 ◦C for 30 min to facilitate the
melting of the crystalline phase and achieve a sufficiently low viscosity for effective mixing.
Resin preparation and storage were conducted in light-protected glass vials. The chemical
structures of the components are reported in Figure 1.

Polymers 2024, 16, x FOR PEER REVIEW 3 of 19 
 

 

2. Materials and Methods 

2.1. Materials 

Epoxidized linseed oil (ELO) was purchased from HOBUM OLEO Chemicals (Ham-

burg, Germany), vanillin alcohol diglycidyl ether (DGEVA) was obtained from Specific 

Polymers (Castries, France), and the photoinitiator p(octyloxyphenyl) phenyliodonium 

hexafluoroantimoniate (photoinitiator) was purchased from Gelest (Morrisville, NC, 

USA). Isopropylthioxanthone (ITX) and 1-(2,4-xylylazo)-2-naphthol (Sudan II) were ob-

tained from Sigma-Aldrich (Milano, Italy). All the products were used without further 

modification. 

2.2. Preparation of Photocured Formulations 

Two distinct formulations, designed for printing in the different vats, were prepared 

using the selected resin, ELO and DGEVA, respectively. Both formulations included 2 phr 

(parts per hundred parts) of photoinitiator, 0.02 phr of Sudan II, and a variable amount of 

the photosensitiser ITX. The detailed composition of the prepared resin is provided in 

Table 1. 

The photo-adsorber (Sudan II) addition aimed to prevent excessive photopolymeri-

zation, thereby enhancing resolution during the DLP 3D printing process. All four com-

ponents in each formulation were combined and stirred together in an ultrasonic bath for 

40 min at 50 °C to ensure the complete dissolution of Sudan II in the resin. DGEVA, which 

is solid at room temperature, was preheated above 60 °C for 30 min to facilitate the melting 

of the crystalline phase and achieve a sufficiently low viscosity for effective mixing. Resin 

preparation and storage were conducted in light-protected glass vials. The chemical struc-

tures of the components are reported in Figure 1. 

O

O
O O O

O

O

O

O

O

O O

ELO epoxidised linseed oil

O O

O

O

OH

O
O

O

O

n

DGEVA Vanillin Alcohol Diglycidyl Ether

I+

Sb- FF

F F

F F

Photoinitator - 
(p(octyloxyphenyl)phenyliodonium 

hexafluoroantimonate

S

CH3H3C

O

ITX Isopropylthioxanthone

H3C N

CH3

N

HO

Sudan II 1-(2,4-Xylylazo)-2-naphthol

 

Figure 1. Chemical formula of biobased epoxy monomers and chemical compounds. 

  

Figure 1. Chemical formula of biobased epoxy monomers and chemical compounds.



Polymers 2024, 16, 1510 4 of 18

2.3. Characterisation Methods
2.3.1. Photo Dynamic Scanning Calorimetry (Photo-DSC)

The crosslinking reaction was monitored using a NETZSCH photo-DSC 204 F1 Phoenix
(Selb, Germany) instrument equipped with an Omnicure s1500 UV-light source (Feld-
kirchen, Germany). The measurements were performed under a nitrogen flow of 40 mL/min.

2.3.2. Attenuated Total Reflectance Fourier Transform Infrared Spectroscopy (ATR-FTIR)

The curing reaction was monitored using a Bruker Vertex 70 FT-IR (Milano, Italy)
spectrometer in transmittance mode with a Si substrate. The sample, spread evenly over a
40 µm thickness on the Si substrate, was analysed with a spectra resolution set to 4 cm−1

and 16 scans. The curing process was followed by observing the disappearance of the epoxy
group situated around 800 cm−1. The following Equation (1) was applied throughout the
exposure time to determine the conversion behaviour.

Conversion(%) =

(
Agroup

Aref

)
t=0

−
(

Agroup
Aref

)
t(

Agroup
Aref

)
t=0

× 100% (1)

Here, Aref correspond to the area of the reference peak around 2900 cm−1, since the
C-H stretch was considered unaffected by UV light, while Agroup corresponds to the area
of the epoxy group located around 800 cm−1.

2.4. Dual-Vat Digital Light Processing (DLP) 3D Printing

Multi-material 3D printing was conducted on a prototype printer manufactured by
W2P Engineering GmbH (Wien, Austria). The printer had a building area measuring
67.2 × 37.8 × 130 mm, and each vat could contain a maximum of 210 mL of resin. The light
engine was fixed in position, while the double vat had the capability to move along the
x-axis on a linear sliding platform (Figure 2). The layer thickness was adjustable within
the range of 25 to 200 µm. To enhance the fluidity of both epoxy resin and, in the case
of resin D2, maintain the fluidity of DGEVA (which is solid at room temperature), the
printing chamber was heated to 50 ◦C. The DLP printer was equipped with a light engine
from In-Vision Digital Imaging Optics GmbH (Wien, Austria), operating at 405 nm with a
maximum intensity of 40 mW/cm2 and 50 µm pixel size.
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Both resins were printed using a 25 µm layer thickness, employing a rising and
retracting speed of 5 mm/s. Resin E1 was printed using a bottom layer irradiation time of
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20 s, followed by 15 s irradiation of each layer. D1 resin was printed using 30 s irradiation
time for the bottom layer and 4 s for the subsequent layers. To complete the reaction and
eliminate the uncured monomers, the multi-material epoxy thermoset was rinsed with
isopropanol and post-cured for 30 min by using a 405 nm lamp.

2.4.1. Single-Material DLP 3D Printing

DLP 3D printing of the epoxy resin was conducted using the optimised formulations
E1 and D1. Single-material printing was conducted on the dual-VAT DLP prototype
printer using only one vat. Single-material printing involves the use of a single VAT
without employing the double-vat sliding mechanism. The printing process included the
movement of the upper platform on the z-axis with a precision of 25 µm.

2.4.2. Multi-Material DLP 3D Printing

Multi-material printing involved switching the vats that contained the different resins.
During printing, the platform was automatically raised to the safety position in the z-
direction (50 mm above the zero point) once the defined layer of the chosen material layer
reached the desired thickness. The moving lower platform then exposed the cleaning
station to the metal upper platform, which consisted of a sponge, in which the material
was pressed inside with a 10 mm depth. When the material encountered the sponge, the
lower platform moved 25 mm along the x-axis forward and back to completely remove
the uncured liquid resin. This method is safer than the classical solvent methods, and the
material properties are not at risk of alteration through contact with solvents.

After cleaning, the platform was raised again to a safe distance (50 mm above the zero
point), and the vat containing the second resin was exposed by automatically moving the
lower platform along the x-axis. The process continued similarly until all the multi-material
layers were completed.

2.5. Jacobs Working Curves

The light-resin interaction was investigated by creating the Jacobs curve, also known
as the working curve, for both resins E1 and D1, according to the literature [53]. In the
experiment, one-layer discs of 10 mm in diameter were printed by varying the exposure
time from 15 to 150 s while maintaining a constant light intensity of 30 mW/cm2. Following
the printing process, all the discs were rinsed with isopropanol to remove any excess
non-cured liquid resin and were subsequently post-cured for 30 min. The 3D printing of
the samples was replicated twice, and the mean thickness value was measured using a
thickness gauge.

The measured thickness values were utilised to determine the working curve using
the following Equation (2):

Cd = Dp × ln
(

Emax

Ec

)
(2)

where Cd corresponds to the cure depth (measured as the circle thickness in micrometres),
Emax (mJ/cm2) represents the incident light energy on the vat surface, and Ec (mJ/cm2)
is the characteristic quantity specific to the resin, indicating the required exposure dose
for the transition from liquid to solid state (gel point). Additionally, Dp is another specific
characteristic resin parameter that indicates the penetration depth of the incident light (µm).
A semilogarithmic plot of Cd vs. Emax, derived from the working curve, is expected to form
a straight line. The slope of the line corresponds to Dp at the wavelength of the light source
used to generate the working curve. Theoretically, the cure depth corresponds to zero at Ec,
which represents the x-axis intercept of the working curve. The critical value Ec indicates
the necessary energy to reach the gel point of the resin.

2.6. Mechanical and Thermomechanical Properties

Dynamic Mechanical Thermal analysis (DMTA) was performed using a Mettler Toledo
DMASDTA861e (Wien, Austria) dynamic mechanical analyser. Rectangular samples, with
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a thickness of 0.5 mm and a width of 3.5 mm, were tested in displacement-controlled
oscillation using an amplitude of 10 µm, a frequency of 1 Hz, and a clamping distance of
10.5 mm. Mechanical loss factor (tan δ) and storage moduli (E’) were measured over a
temperature range between −20 and 140 ◦C, with a heating rate of 3 ◦C/min.

Tensile tests were performed on a Zwick Z001 from ZwickRoell GmbH & Co. KG.
(Ulm, Germany) equipped with a 1 kN load cell. A loading rate of 1 mm/min was used to
determine the Young’s modulus, after which the loading rate was changed to 20 mm/min
until specimen fracture. Dog-bone-shaped samples were 3D printed according to ISO
527-2 [54] type 1B normative. All tests, performed on an average of 5 samples for each
formulation, were performed under ambient conditions.

Flexural tests were performed on samples featuring rectangular cross-sections measur-
ing 5 × 2 mm2 and a length of 20 mm. These tests were carried out utilising a Microtest
bending stage manufactured by DEBEN UK Ltd. (Suffolk, UK), which was equipped with
a 200 N load cell. The loading rate was maintained at 1 mm/min until a sample fracture
occurred. The distance between the supports was set to 16 mm, with both the fin and
the supports having radii of 2 mm. Stress, strain, and flexural modulus were determined
following ISO 178 [55] on three replicates under ambient conditions.

Thermogravimetric analysis was performed by using a Mettler-Toledo TGA/DSC
thermogravimetric analyser (Mettler Toledo, Wien, Austria) from 25 to 900 ◦C at a heating
rate of 10 K/min under a nitrogen atmosphere in aluminium oxide crucibles. The mea-
sured curves were evaluated with the STARe Evaluation Software (star30) (Mettler-Toledo,
Wien, Austria).

2.7. Shape Memory Tests

Shape memory tests were performed on a multi-material 3D-printed flower with
dimensions of 37 × 37 × 0.2 mm. The flower, initially printed on a planar plane, was
programmed after being placed into an oven at 80 ◦C for 15 min in a closed shape. Once
the closed petal shape was obtained, the object was positioned onto a heating plate and
heated up to 100 ◦C, and the shape change was monitored.

3. Results and Discussion
3.1. Photo-Curing Process

The photo-curing process of the selected formulations was monitored through photo-
DSC and FTIR studies. Photo-DSC analyses were performed on the resin mixture to
optimise the isopropylthioxanthone (ITX) concentration exploited as photosensitizer. The
initial formulations, denoted as E1 and D1 (see Table 1), comprised the pristine biobased
epoxy monomers (ELO and DGEVA, respectively), along with 2 phr of iodonium salt as a
cationic photoinitiator and 0.02 phr of Sudan II (used as dye in the 3D printing process).
These concentrations were selected based on previous studies on epoxy resin within our
research group [40,43,56]. A first-step photo-DSC analysis was performed on the pristine
formulation, without ITX, at 365 nm to evaluate the temperature that best enhances the
resin reactivity. The exothermic curves are reported in Figure 3a,b, respectively, for ELO
and DGEVA formulations.

It is evident from the photo-DSC curves that raising the temperature to 50 ◦C in-
duced an important enhancement of the epoxy reactivity with an increase in exothermicity.
Therefore, a temperature of 50 ◦C was chosen for the subsequent photo-DSC analysis to
determine the optimal content of ITX as a photosensitizer. The photo-DSC curves, recorded
by irradiating the mixtures at 405 nm wavelength (the same wavelength of emission of
the printer), are reported in Figure 4a,b, respectively, for ELO and DGEVA formulations
containing different contents of ITX. All the recorded data are collected in Table 2.

The curing process, as described by Crivello et al., follows a cationic photopolymeri-
sation. When the photoinitiator is reached by UV light, it generates a Bronsted acid that
initiates the cationic chain-growth polymerisation [57]. Analysing the photo-DSC data, it
is evident that, in the case of the E1 formulation, ITX is necessary to allow crosslinking
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reactions when using a longer wavelength. In the absence of ITX, the heat released is close
to zero. Conversely, when ITX is added to E1 resin at concentrations of 1 and 2 phr, the heat
release curve increases rapidly, proving the occurrence of the reaction and the efficiency of
the photosensitizer. The optimal value was determined to be 1 phr of ITX since a higher
amount of ITX did not lead to a significant enhancement in heat released, suggesting that a
large amount of ITX does not change the reaction kinetic.
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with addition of ITX as photosensitizer, performed at 50 ◦C and irradiation at 405 nm wavelength.

Similarly, the D1 formulation does not fully react immediately when irradiated at
405 nm in the absence of photosensitiser, and the optimal amount of the ITX corresponds to
1 phr since a higher concentration leads to a competitive absorption within the formulation.

As a second step, FTIR analyses were performed on the optimised formulations. The
results are reported in Figure 5 for E1 and D1 formulations containing 2 phr of cationic
photoinitiator, 1 phr of ITX photosensitizer, and 0.02 phr of the dye Sudan II.

The conversion curves showed a higher reactivity and final epoxy group conversion
for D1 with respect to E1 epoxy-based formulation. This agrees with photo-DSC data,
showing the higher reactivity of DGEVA-based formulation.
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Table 2. Photo-DSC data of E1 and D1 formulation with different ITX amounts obtained by irradiation
at 405 nm and 50 ◦C.

E1 Peak (s) Heat Released (mW/mg) Area (J/g)

Pristine 87 ± 2 0.2 ± 0.0 54 ± 5
1ITX 16 ± 1 6.7 ± 0.3 224 ± 2
2ITX 15 ± 2 6.8 ± 0.14 231 ± 12

D1

Pristine 84 ± 8 2.0 ± 0.0 487 ± 2
1ITX 18 ± 0 7.0 ± 0.2 457 ± 31
2ITX 12 ± 0 5.0 ± 0.8 415 ± 10
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3.2. Single-Material DLP 3D Printing

The single material printing process was performed at 50 ◦C, based on the preliminary
investigations reported above. The optimal light irradiation time per layer was determined
from the Jacobs working curves for the E1 and D1 formulations, reported in Figure 6. The
irradiation resulted in 15 s for the E1 resin and 4 s for the D1 resin, obtaining a satisfactory
printing definition, as visible in Figure 7. Tensile dog bone-shape samples, test printing
objects (Figure 7), and DMTA samples were printed from both resins.

3.3. Multi-Material DLP 3D Printing

The printed multi-material shape included a DMTA double-layer and three-layer
sample (4 × 20 × 1.5 mm), a double- and triple-layer dog bone-shaped tensile specimen,
and a multi-material flower structure. The printed DMTA samples are reported in Figure 8.
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3.4. Characterisation Tests
3.4.1. DMTA

Dynamic mechanical analysis was performed on all printed specimens, including the
multi-materials. The results obtained by the analysis are reported in Figures 9 and 10, and
the data collected are shown in Table 3.

From the analysis, a notable difference between E1 and D1 was observed. The ELO-
crosslinked material showed a lower stiffness (Tg around 50 ◦C) with respect to the D1
crosslinked networks (Tg around 96 ◦C), primarily due to the presence of the highly flexible
triglyceride chains in ELO, while the stiffness of the crosslinked D1 resin can be due to
the presence of the aromatic benzene structure in the DGEVA. A distinct behaviour is
noticeable in the Tg of the multilayer material: for both printed double and triple-layer
specimens, the glass transition temperature results are shifted towards the Tg value of the
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photocured formulation D1. Therefore, the stiffer layer of the specimen contributes to an
overall increase in the glass transition temperature, suggesting an ideal incorporation of
the soft material.
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Table 3. Glass transition temperature of E1, D1, and multilayer materials.

Sample Glass Transition Temperature Tg (◦C)

E1 52 ± 2
D1 96 ± 0

E1-D1 double-layer 92 ± 1
E1-D1-E1 triple-layer 90 ± 0
D1-E1-D1 triple-layer 91 ± 1

3.4.2. Mechanical Tests

Tensile tests were performed on all multi-material 3D-printed dog bone-shaped spec-
imens. The results are reported in Figure 11 (one representative curve per material or
material combination) and summarised in Table 4.

Table 4. Mechanical properties obtained by tensile tests.

Young’s Modulus (MPa) Tensile Strength
(MPa) Elongation at Break (%)

E1 505 ± 46 15.4 ± 1.2 4.7 ± 0.7
D1 1615 ± 132 33.3 ± 7.0 2.7 ± 0.7

E1-D1 double-layer 1312 ± 102 33.2 ± 10.9 3.0 ± 1.4
E1-D1-E1 triple-layer 1105 ± 96 32.3 ± 0.5 4.2 ± 1.2
D1-E1-D1 triple-layer 1589 ± 67 28.4 ± 5.4 1.9 ± 0.5

The elastic modulus of the pristine light-cured epoxy materials agrees with the evalu-
ated Tg values, showing a modulus of 505 MPa for the E1 polymeric network and a modulus
of 1615 MPa for the D1 light-cured material, proving that an increase in the cross-linking
density of D1 leads to a higher Tg and a higher modulus. The values (Young’s modulus
and tensile strength) obtained for the multi-material specimen are located between the two
extremes. The bi-material E1-D1 curve aligns closer to the stiff material, proving that the
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D1 layer contributes significantly to the structural properties that absorb the majority of the
force during the test. In the three-layer specimen tests, the curves remain situated between
the outer layers. The curve regarding the specimen containing a higher layer amount
of D1 is positioned above the double-layer material, suggesting that the stiffer portion
absorbs the overall stresses. However, the outcomes are as expected. The stiffer material,
D1, contributes to the increase in strength and stiffness, while the softer components of E1
enhance the elongation at break.
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In Figure 12, the results obtained from the flexural tests are illustrated (one represen-
tative curve per material or material combination). The results, encompassing stiffness,
strength, and elongation at break, are summarised in Table 5. Despite the different stress
states within the samples for bending and tensile, the curve profiles of the mono-materials
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and the multi-materials closely align with those observed in tensile tests. The pure UV
Cured epoxy materials exhibited the highest or lowest stiffness and strength for D1 and E1,
respectively. The multi-material samples were located between these two extremes.
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Table 5. Values obtained from the flexural tests.

Flexural Modulus
(MPa)

Flexural Strength
(MPa) Elongation at Break (%)

E1 523 ± 25 7.1 ± 0.5 15.1 ± 01.0
D1 1422 ± 331 18.4 ± 1.8 6.4 ± 1.4

E1-D1 490 ± 140 8.9 ± 0.1 12.2 ± 0.5
E1-D1-E1 523 ± 5 7.4 ± 1.0 11.6 ± 1.2
D1-E1-D1 1217 ± 250 13.6 ± 0.5 7.2 ± 1.1

The decrease in strength and stiffness from D1 to E1 by using multi-materials can
mainly be found in the phenomenon of stress decoupling compared to the tensile test
data. Embedding a soft layer into a stiff matrix prevents significant stresses from being
transmitted across this soft layer when it is subjected to bending. The stiffer matrix ligament
behaves like a single bending beam [58,59]. This essentially explains why the mechanical
properties of E1-D1 and E1-D1-E1 are very similar and significantly different from those
of D1-E1-D1. The proportions of D1 enhance stiffness and strength but adversely affect
elongation at break.

In particular, the embedding of a soft interlayer into a stiff matrix, as in the case of
D1-E1-D1, has been shown in various publications [60–64] to have a positive effect on
toughness enhancement. However, this effect did not manifest here, likely due to an
insufficient mismatch in mechanical properties. Nevertheless, in future endeavours, it
may be possible to customise the mechanical properties to align with a specific desired
mechanical profile by manipulating factors such as the number [59], arrangement [58], or
thickness [64] of the layers.

3.4.3. TGA

The thermal stability of the 3D-printed samples was determined by means of ther-
mogravimetric analysis (TGA), focusing on single-material specimens. The results are
illustrated in Figure 13. Both samples exhibit a single degradation step, wherein the
DGEVA-based sample experiences degradation around 410 ◦C with the onset of thermal
degradation at approximately 310 ◦C. On the other hand, the ELO-based resin demonstrates
a maximum degradation rate at 400 ◦C and an onset of thermal degradation at 330 ◦C. The
single step of degradation for both resins explains the degradation of the singular ther-
moset structure. The E1 degradation derivative, despite being similar to the D1 analogue, is
broader, and that has to be attributed to the lower conversion of the D1 resin, which brings
differences in the chain length of the UV-cured thermoset, hence a broader degradation
derivative. On the other hand, since the D1 resin reached the highest conversion of the
epoxy groups, it contains a linear structure that degrades faster. Overall, both formulations
show high thermal degradation resistance.

3.5. Shape Memory

The printed flower structure, illustrated in Figure 11, was investigated as a shape
memory structure. The 3D-printed object was heated up to 115 ◦C and then deformed into
a closed flower shape. After deformation, the structure was cooled to room temperature to
stabilise the programmed temporary shape. The chosen heating temperature was set above
the two epoxy networks’ Tg but below the degradation temperature measured by TGA.

After the initial programming, the flower was placed on a heating plate, and its
behaviour was observed when the temperature was raised (the video can be viewed in
supplementary materials). As expected, upon heating, different sections of the flowers
recovered their initial planar shape at different temperatures. Above the first glass transition
temperature (T > Tg1) attributable to the lower Tg material E1, the softer petals printed with
the E1 resin recovered their initial position, while the stiff petals maintained their curved
shape. Once the temperature rises above D1 Tg (T > Tg2), the other part of the object returns
to its initial shape, obtaining once again the printed permanent structure. The different
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steps are reported in Figure 14. This process can be repeated various times and showed the
shape memory behaviour of the 3D printed structure, which was achieved by exploiting
the possibility to printing the object with two different materials characterised by a large
temperature interval of Tg.
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Figure 13. Thermal degradation of cured E1 resin (a) and D1 resin (b) obtained by TGA. 
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characterised.

Initially, the characterisation focused on individual pristine materials for each formu-
lation (E1 for ELO-based and D1 for DGEVA-based), followed by a detailed analysis of
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the multilayer objects. Preliminary studies conducted by means of photo-DSC and FTIR
played a crucial role in determining the optimal composition of photocurable formulations
in terms of photoinitiator and photosensitizer content and the ideal temperature for the
occurrence of the cationic light-activated cross-linking reaction.

Dynamic mechanical thermal analysis showed a higher glass transition temperature
(Tg) for D1 crosslinked material compared to E1. Furthermore, DMTA analyses highlighted
the synergistic behaviour of the multi-material specimens, revealing a glass transition
temperature shifted towards a higher value in the multilayer structure, proving the positive
effect of the multiple layers.

Mechanical tests revealed a superior Young and flexural modulus in D1 resin compared
to E1. During the tensile tests, the multilayer specimens demonstrated properties close
to D1 crosslinked material, indicating enhanced mechanical performance for multilayer
materials. The flexural tests supported the tensile tests, proving that the D1 component
increases strength and stiffness while the softer E1 component enhances the elongation
at break.

The shape memory capabilities of the 3D printed flower structure highlighted the
innovative potential of multilayer printing, particularly in applications involving thermal
responsiveness. The structures exhibited the ability to change shape on demand, activated
by temperature. The properties make the material suitable for various industrial applica-
tions, such as automotive and aerospace, consumer electronics, innovative smart textiles,
and revolutionary medical devices. The utilisation of multi-materials in this sector can
bring new properties and functions to the already known excellent properties of epoxy
thermosets, while also increasing their sustainability thanks to the biobased nature of
the monomers.

In essence, this study showcased the remarkable capabilities of dual-vat 3D printing
using biobased epoxy resins. The versatility of the technique allows the printing of an
extensive range of materials, with the flexibility to vary the chamber temperature and the
UV-light intensity during the process.

Supplementary Materials: The following supporting information can be downloaded at: https:
//www.mdpi.com/article/10.3390/polym16111510/s1, Figure S1: Video S1: Different shape of the
printed flower at different temperatures.

Author Contributions: Investigation, M.B., C.W. and F.A.; Data curation, E.R., S.S., T.G. and M.S. All
authors have read and agreed to the published version of the manuscript.

Funding: This paper is part of a project that has received funding from the European Union’s Hori-
zon2020 research and innovation programme under the Marie Skłodowska-Curie grant agreement,
No 101085759 (SURE-Poly).

Data Availability Statement: Data are contained within the article and supplementary materials.

Conflicts of Interest: Author Elisabeth Rossegger and Sandra Schlögl were employed by the company
Polymer Competence Center Leoben GmbH. The remaining authors declare that the research was
conducted in the absence of any commercial or financial relationships that could be construed as a
potential conflict of interest.

References
1. Ligon, S.C.; Liska, R.; Stampfl, J.; Gurr, M.; Mülhaupt, R. Polymers for 3D Printing and Customized Additive Manufacturing.

Chem. Rev. 2017, 117, 10212–10290. [CrossRef]
2. Ngo, T.D.; Kashani, A.; Imbalzano, G.; Nguyen, K.T.Q.; Hui, D. Additive Manufacturing (3D Printing): A Review of Materials,

Methods, Applications and Challenges. Compos. B Eng. 2018, 143, 172–196. [CrossRef]
3. Guo, N.; Leu, M.C. Additive Manufacturing: Technology, Applications and Research Needs. Front. Mech. Eng. 2013, 8, 215–243.

[CrossRef]
4. Huang, S.H.; Liu, P.; Mokasdar, A.; Hou, L. Additive Manufacturing and Its Societal Impact: A Literature Review. Int. J. Adv.

Manuf. Technol. 2013, 67, 1191–1203. [CrossRef]
5. Tofail, S.A.M.; Koumoulos, E.P.; Bandyopadhyay, A.; Bose, S.; O’Donoghue, L.; Charitidis, C. Additive Manufacturing: Scientific

and Technological Challenges, Market Uptake and Opportunities. Mater. Today 2018, 21, 22–37. [CrossRef]

https://www.mdpi.com/article/10.3390/polym16111510/s1
https://www.mdpi.com/article/10.3390/polym16111510/s1
https://doi.org/10.1021/acs.chemrev.7b00074
https://doi.org/10.1016/j.compositesb.2018.02.012
https://doi.org/10.1007/s11465-013-0248-8
https://doi.org/10.1007/s00170-012-4558-5
https://doi.org/10.1016/j.mattod.2017.07.001


Polymers 2024, 16, 1510 16 of 18

6. Truby, R.L.; Lewis, J.A. Printing Soft Matter in Three Dimensions. Nature 2016, 540, 371–378. [CrossRef]
7. Lee, J.-Y.; An, J.; Chua, C.K. Fundamentals and Applications of 3D Printing for Novel Materials. Appl. Mater. Today 2017, 7,

120–133. [CrossRef]
8. Parandoush, P.; Lin, D. A Review on Additive Manufacturing of Polymer-Fiber Composites. Compos. Struct. 2017, 182, 36–53.

[CrossRef]
9. Pagac, M.; Hajnys, J.; Ma, Q.-P.; Jancar, L.; Jansa, J.; Stefek, P.; Mesicek, J. A Review of Vat Photopolymerization Technology:

Materials, Applications, Challenges, and Future Trends of 3D Printing. Polymers 2021, 13, 598. [CrossRef]
10. Bagheri, A.; Jin, J. Photopolymerization in 3D Printing. ACS Appl. Polym. Mater. 2019, 1, 593–611. [CrossRef]
11. Yao, J.; Morsali, M.; Moreno, A.; Sipponen, M.H.; Hakkarainen, M. Lignin Nanoparticle-Enhanced Biobased Resins for Digital

Light Processing 3D Printing: Towards High Resolution and Tunable Mechanical Properties. Eur. Polym. J. 2023, 194, 112146.
[CrossRef]

12. Chaudhary, R.; Fabbri, P.; Leoni, E.; Mazzanti, F.; Akbari, R.; Antonini, C. Additive Manufacturing by Digital Light Processing: A
Review. Prog. Addit. Manuf. 2023, 8, 331–351. [CrossRef]

13. Luongo, A.; Falster, V.; Doest, M.B.; Ribo, M.M.; Eiriksson, E.R.; Pedersen, D.B.; Frisvad, J.R. Microstructure Control in 3D Printing
with Digital Light Processing. Comput. Graph. Forum 2020, 39, 347–359. [CrossRef]

14. Xiao, C.; Zheng, K.; Chen, S.; Li, N.; Shang, X.; Wang, F.; Liang, J.; Khan, S.B.; Shen, Y.; Lu, B.; et al. Additive Manufacturing of
High Solid Content Lunar Regolith Simulant Paste Based on Vat Photopolymerization and the Effect of Water Addition on Paste
Retention Properties. Addit. Manuf. 2023, 71, 103607. [CrossRef]

15. Zhang, Y.; Huang, Z.; Wang, H.; Li, J. Regulation of the Interface Compatibility of the 3D-Printing Interpenetration Networks
Toward Reduced Structure Anisotropy and Enhanced Performances. ACS Appl. Mater. Interfaces 2023, 15, 32984–32992. [CrossRef]

16. Bergoglio, M.; Najmi, Z.; Cochis, A.; Miola, M.; Vernè, E.; Sangermano, M. UV-Cured Bio-Based Acrylated Soybean Oil Scaffold
Reinforced with Bioactive Glasses. Polymers 2023, 15, 4089. [CrossRef]

17. Liz-Basteiro, P.; Reviriego, F.; Martínez-Campos, E.; Reinecke, H.; Elvira, C.; Rodríguez-Hernández, J.; Gallardo, A. Vat Photopoly-
merization 3D Printing of Hydrogels with Re-Adjustable Swelling. Gels 2023, 9, 600. [CrossRef]

18. Cazin, I.; Gleirscher, M.O.; Fleisch, M.; Berer, M.; Sangermano, M.; Schlögl, S. Spatially Controlling the Mechanical Properties of
3D Printed Objects by Dual-Wavelength Vat Photopolymerization. Addit. Manuf. 2022, 57, 102977. [CrossRef]

19. Borrello, J.; Nasser, P.; Iatridis, J.C.; Costa, K.D. 3D Printing a Mechanically-Tunable Acrylate Resin on a Commercial DLP-SLA
Printer. Addit. Manuf. 2018, 23, 374–380. [CrossRef]

20. Hansen, A.; Renner, M.; Griesbeck, A.G.; Büsgen, T. From 3D to 4D Printing: A Reactor for Photochemical Experiments
Using Hybrid Polyurethane Acrylates for Vat-Based Polymerization and Surface Functionalization. Chem. Commun. 2020, 56,
15161–15164. [CrossRef]

21. Wang, X.; Jiang, M.; Zhou, Z.; Gou, J.; Hui, D. 3D Printing of Polymer Matrix Composites: A Review and Prospective. Compos. B
Eng. 2017, 110, 442–458. [CrossRef]

22. Park, S.; Shou, W.; Makatura, L.; Matusik, W.; Fu, K. (Kelvin) 3D Printing of Polymer Composites: Materials, Processes, and
Applications. Matter 2022, 5, 43–76. [CrossRef]

23. Peerzada, M.; Abbasi, S.; Lau, K.T.; Hameed, N. Additive Manufacturing of Epoxy Resins: Materials, Methods, and Latest Trends.
Ind. Eng. Chem. Res. 2020, 59, 6375–6390. [CrossRef]

24. Al-Qatatsheh, A.; Peerzada, M.; Salim, N.; Parameswaranpillai, J.; Hameed, N. Introduction to Rapidly Cured Epoxy Resins and
Composites. In Rapid Cure Composites; Elsevier: Amsterdam, The Netherlands, 2023; pp. 1–14.

25. Bajpai, A.; Kadiyala, A.K.; Ó Brádaigh, C.M. Introduction to Epoxy/Synthetic Fiber Composites. In Handbook of Epoxy/Fiber
Composites; Springer Nature Singapore: Singapore, 2022; pp. 3–34.

26. Cain, M.L. Epoxy Resins: Synthesis, Applications and Recent Developments; Nova Science Publishers: Hauppauge, NY, USA, 2016.
27. Jiang, Y.; Liu, L.; Yan, J.; Wu, Z. Room-to-Low Temperature Thermo-Mechanical Behavior and Corresponding Constitutive Model

of Liquid Oxygen Compatible Epoxy Composites. Compos. Sci. Technol. 2024, 245, 110357. [CrossRef]
28. Jiang, H.; Xie, Y.; Zhu, R.; Luo, Y.; Sheng, X.; Xie, D.; Mei, Y. Construction of Polyphosphazene-Functionalized Ti3C2TX with High

Efficient Flame Retardancy for Epoxy and Its Synergetic Mechanisms. Chem. Eng. J. 2023, 456, 141049. [CrossRef]
29. Yang, S.; Zhang, Y.; Sha, Z.; Huang, Z.; Wang, H.; Wang, F.; Li, J. Deterministic Manipulation of Heat Flow via Three-Dimensional-

Printed Thermal Meta-Materials for Multiple Protection of Critical Components. ACS Appl. Mater. Interfaces 2022, 14, 39354–39363.
[CrossRef]

30. Dall’Argine, C.; Hochwallner, A.; Klikovits, N.; Liska, R.; Stampf, J.; Sangermano, M. Hot-Lithography SLA-3D Printing of Epoxy
Resin. Macromol. Mater. Eng. 2020, 305, 2000325. [CrossRef]

31. Aggarwal, L.K.; Thapliyal, P.C.; Karade, S.R. Anticorrosive Properties of the Epoxy–Cardanol Resin Based Paints. Prog. Org. Coat.
2007, 59, 76–80. [CrossRef]

32. Ma, S.; Li, T.; Liu, X.; Zhu, J. Research Progress on Bio-based Thermosetting Resins. Polym. Int. 2016, 65, 164–173. [CrossRef]
33. Flint, S.; Markle, T.; Thompson, S.; Wallace, E. Bisphenol A Exposure, Effects, and Policy: A Wildlife Perspective. J. Environ.

Manag. 2012, 104, 19–34. [CrossRef]
34. Koundouri, P.; Devves, S.; Plataniotis, A. Alignment of the European Green Deal, the Sustainable Development Goals and the

European Semester Process: Method and Application. Theor. Econ. Lett. 2021, 11, 743–770. [CrossRef]

https://doi.org/10.1038/nature21003
https://doi.org/10.1016/j.apmt.2017.02.004
https://doi.org/10.1016/j.compstruct.2017.08.088
https://doi.org/10.3390/polym13040598
https://doi.org/10.1021/acsapm.8b00165
https://doi.org/10.1016/j.eurpolymj.2023.112146
https://doi.org/10.1007/s40964-022-00336-0
https://doi.org/10.1111/cgf.13807
https://doi.org/10.1016/j.addma.2023.103607
https://doi.org/10.1021/acsami.3c06514
https://doi.org/10.3390/polym15204089
https://doi.org/10.3390/gels9080600
https://doi.org/10.1016/j.addma.2022.102977
https://doi.org/10.1016/j.addma.2018.08.019
https://doi.org/10.1039/D0CC06512A
https://doi.org/10.1016/j.compositesb.2016.11.034
https://doi.org/10.1016/j.matt.2021.10.018
https://doi.org/10.1021/acs.iecr.9b06870
https://doi.org/10.1016/j.compscitech.2023.110357
https://doi.org/10.1016/j.cej.2022.141049
https://doi.org/10.1021/acsami.2c09602
https://doi.org/10.1002/mame.202000325
https://doi.org/10.1016/j.porgcoat.2007.01.010
https://doi.org/10.1002/pi.5027
https://doi.org/10.1016/j.jenvman.2012.03.021
https://doi.org/10.4236/tel.2021.114049


Polymers 2024, 16, 1510 17 of 18

35. Tian, W.; Wang, X.; Ye, Y.; Wu, W.; Wang, Y.; Jiang, S.; Wang, J.; Han, X. Recent Progress of Biomass in Conventional Wood
Adhesives: A Review. Green Chem. 2023, 25, 10304–10337. [CrossRef]

36. Noè, C.; Hakkarainen, M.; Malburet, S.; Graillot, A.; Adekunle, K.; Skrifvars, M.; Sangermano, M. Frontal-Photopolymerization of
Fully Biobased Epoxy Composites. Macromol. Mater. Eng. 2022, 307, 2100864. [CrossRef]

37. Fache, M.; Auvergne, R.; Boutevin, B.; Caillol, S. New Vanillin-Derived Diepoxy Monomers for the Synthesis of Biobased
Thermosets. Eur. Polym. J. 2015, 67, 527–538. [CrossRef]

38. Noè, C.; Hakkarainen, M.; Sangermano, M. Cationic UV-Curing of Epoxidized Biobased Resins. Polymers 2020, 13, 89. [CrossRef]
[PubMed]

39. Sesia, R.; Cardone, A.G.; Ferraris, S.; Spriano, S.; Sangermano, M. Exploitation of Tannic Acid as Additive for the Adhesion
Enhancement of UV-Curable Bio-Based Coating. Prog. Org. Coat. 2024, 189, 108311. [CrossRef]

40. Bergoglio, M.; Reisinger, D.; Schlögl, S.; Griesser, T.; Sangermano, M. Sustainable Bio-Based UV-Cured Epoxy Vitrimer from
Castor Oil. Polymers 2023, 15, 1024. [CrossRef] [PubMed]

41. Pezzana, L.; Melilli, G.; Guigo, N.; Sbirrazzuoli, N.; Sangermano, M. Cross-Linking of Biobased Monofunctional Furan Epoxy
Monomer by Two Steps Process, UV Irradiation and Thermal Treatment. Macromol. Chem. Phys. 2023, 224, 2200012. [CrossRef]

42. Tan, S.G.; Chow, W.S. Curing Characteristics and Thermal Properties of Epoxidized Soybean Oil Based Thermosetting Resin. J.
Am. Oil Chem. Soc. 2011, 88, 915–923. [CrossRef]

43. Pezzana, L.; Wolff, R.; Stampfl, J.; Liska, R.; Sangermano, M. High Temperature Vat Photopolymerization 3D Printing of Fully
Bio-Based Composites: Green Vegetable Oil Epoxy Matrix & Bio-Derived Filler Powder. Addit. Manuf. 2024, 79, 103929. [CrossRef]

44. Pezzana, L.; Wolff, R.; Melilli, G.; Guigo, N.; Sbirrazzuoli, N.; Stampfl, J.; Liska, R.; Sangermano, M. Hot-Lithography 3D Printing
of Biobased Epoxy Resins. Polymer 2022, 254, 125097. [CrossRef]

45. Lu, Y.; Mantha, S.N.; Crowder, D.C.; Chinchilla, S.; Shah, K.N.; Yun, Y.H.; Wicker, R.B.; Choi, J.-W. Microstereolithography and
Characterization of Poly(Propylene Fumarate)-Based Drug-Loaded Microneedle Arrays. Biofabrication 2015, 7, 045001. [CrossRef]

46. Joung, D.; Truong, V.; Neitzke, C.C.; Guo, S.; Walsh, P.J.; Monat, J.R.; Meng, F.; Park, S.H.; Dutton, J.R.; Parr, A.M.; et al. 3D Printed
Stem-Cell Derived Neural Progenitors Generate Spinal Cord Scaffolds. Adv. Funct. Mater. 2018, 28, 1801850. [CrossRef] [PubMed]

47. Terryn, S.; Roels, E.; Brancart, J.; Van Assche, G.; Vanderborght, B. Self-Healing and High Interfacial Strength in Multi-Material
Soft Pneumatic Robots via Reversible Diels–Alder Bonds. Actuators 2020, 9, 34. [CrossRef]

48. Valentine, A.D.; Busbee, T.A.; Boley, J.W.; Raney, J.R.; Chortos, A.; Kotikian, A.; Berrigan, J.D.; Durstock, M.F.; Lewis, J.A. Hybrid
3D Printing of Soft Electronics. Adv. Mater. 2017, 29, 1703817. [CrossRef]

49. Shaukat, U.; Rossegger, E.; Schlögl, S. A Review of Multi-Material 3D Printing of Functional Materials via Vat Photopolymerization.
Polymers 2022, 14, 2449. [CrossRef]

50. Shaukat, U.; Thalhamer, A.; Rossegger, E.; Schlögl, S. Dual-Vat Photopolymerization 3D Printing of Vitrimers. Addit. Manuf. 2024,
79, 103930. [CrossRef]

51. Rossegger, E.; Strasser, J.; Höller, R.; Fleisch, M.; Berer, M.; Schlögl, S. Wavelength Selective Multi-Material 3D Printing of Soft
Active Devices Using Orthogonal Photoreactions. Macromol. Rapid Commun. 2023, 44, 2200586. [CrossRef]

52. Cho, J.-D.; Hong, J.-W. UV-Initiated Free Radical and Cationic Photopolymerizations of Acrylate/Epoxide and Acrylate/Vinyl
Ether Hybrid Systems with and without Photosensitizer. J. Appl. Polym. Sci. 2004, 93, 1473–1483. [CrossRef]

53. Bennett, J. Measuring UV Curing Parameters of Commercial Photopolymers Used in Additive Manufacturing. Addit. Manuf.
2017, 18, 203–212. [CrossRef]

54. NEN-EN-ISO 527-2:2012; Plastics—Determination of Tensile Properties—Part 2: Test Conditions for Moulding and Extrusion
Plastics. ISO: Geneva, Switzerland, 2012.

55. BS-EN-ISO-178-2019; Plastics—Determination of Flexural Properties. ISO: Geneva, Switzerland, 2019.
56. Pezzana, L.; Emanuele, A.; Sesana, R.; Delprete, C.; Malmström, E.; Johansson, M.; Sangermano, M. Cationic UV-Curing of

Isosorbide-Based Epoxy Coating Reinforced with Macadamia Nut Shell Powder. Prog. Org. Coat. 2023, 185, 107949. [CrossRef]
57. Crivello, J.V.; Lam, J.H.W. Diaryliodonium Salts. A New Class of Photoinitiators for Cationic Polymerization. Macromolecules

1977, 10, 1307–1315. [CrossRef]
58. Wiener, J.; Arbeiter, F.; Kolednik, O.; Pinter, G. Influence of Layer Architecture on Fracture Toughness and Specimen Stiffness in

Polymer Multilayer Composites. Mater. Des. 2022, 219, 110828. [CrossRef]
59. Wiener, J.; Kaineder, H.; Kolednik, O.; Arbeiter, F. Optimization of Mechanical Properties and Damage Tolerance in Polymer-

Mineral Multilayer Composites. Materials 2021, 14, 725. [CrossRef] [PubMed]
60. Tiwari, A.; Wiener, J.; Arbeiter, F.; Pinter, G.; Kolednik, O. Application of the Material Inhomogeneity Effect for the Improvement

of Fracture Toughness of a Brittle Polymer. Eng. Fract. Mech. 2020, 224, 106776. [CrossRef]
61. Waly, C.; Petersmann, S.; Arbeiter, F. Multimaterial Extrusion-Based Additive Manufacturing of Compliant Crack Arrester:

Influence of Interlayer Length, Thickness, and Applied Strain Rate. Adv. Eng. Mater. 2023, 25, 2101703. [CrossRef]
62. Arbeiter, F.J.; Petersmann, S.; Wiener, J.; Oesterreicher, F.; Spoerk, M.; Pinter, G. Using Compliant Interlayers as Crack Arresters in

3-D-Printed Polymeric Structures. Mater. Perform. Charact. 2020, 9, 688–700. [CrossRef]

https://doi.org/10.1039/D3GC03441K
https://doi.org/10.1002/mame.202100864
https://doi.org/10.1016/j.eurpolymj.2014.10.011
https://doi.org/10.3390/polym13010089
https://www.ncbi.nlm.nih.gov/pubmed/33379390
https://doi.org/10.1016/j.porgcoat.2024.108311
https://doi.org/10.3390/polym15041024
https://www.ncbi.nlm.nih.gov/pubmed/36850307
https://doi.org/10.1002/macp.202200012
https://doi.org/10.1007/s11746-010-1748-x
https://doi.org/10.1016/j.addma.2023.103929
https://doi.org/10.1016/j.polymer.2022.125097
https://doi.org/10.1088/1758-5090/7/4/045001
https://doi.org/10.1002/adfm.201801850
https://www.ncbi.nlm.nih.gov/pubmed/32595422
https://doi.org/10.3390/act9020034
https://doi.org/10.1002/adma.201703817
https://doi.org/10.3390/polym14122449
https://doi.org/10.1016/j.addma.2023.103930
https://doi.org/10.1002/marc.202200586
https://doi.org/10.1002/app.20597
https://doi.org/10.1016/j.addma.2017.10.009
https://doi.org/10.1016/j.porgcoat.2023.107949
https://doi.org/10.1021/ma60060a028
https://doi.org/10.1016/j.matdes.2022.110828
https://doi.org/10.3390/ma14040725
https://www.ncbi.nlm.nih.gov/pubmed/33557160
https://doi.org/10.1016/j.engfracmech.2019.106776
https://doi.org/10.1002/adem.202101703
https://doi.org/10.1520/MPC20190201


Polymers 2024, 16, 1510 18 of 18

63. Stögerer, J.; Baumgartner, S.; Hochwallner, A.; Stampfl, J. Bio-Inspired Toughening of Composites in 3D-Printing. Materials 2020,
13, 4714. [CrossRef]

64. Schwaiger, M.; Waly, C.; Huszar, M.; Oreski, G.; Feuchter, M.; Arbeiter, F.; Resch-Fauster, K. Bioinspired Fracture Toughness
Enhancement of a Fully Bio-Based Epoxy Resin. Polym. Test. 2023, 124, 108098. [CrossRef]

Disclaimer/Publisher’s Note: The statements, opinions and data contained in all publications are solely those of the individual
author(s) and contributor(s) and not of MDPI and/or the editor(s). MDPI and/or the editor(s) disclaim responsibility for any injury to
people or property resulting from any ideas, methods, instructions or products referred to in the content.

https://doi.org/10.3390/ma13214714
https://doi.org/10.1016/j.polymertesting.2023.108098

	Introduction 
	Materials and Methods 
	Materials 
	Preparation of Photocured Formulations 
	Characterisation Methods 
	Photo Dynamic Scanning Calorimetry (Photo-DSC) 
	Attenuated Total Reflectance Fourier Transform Infrared Spectroscopy (ATR-FTIR) 

	Dual-Vat Digital Light Processing (DLP) 3D Printing 
	Single-Material DLP 3D Printing 
	Multi-Material DLP 3D Printing 

	Jacobs Working Curves 
	Mechanical and Thermomechanical Properties 
	Shape Memory Tests 

	Results and Discussion 
	Photo-Curing Process 
	Single-Material DLP 3D Printing 
	Multi-Material DLP 3D Printing 
	Characterisation Tests 
	DMTA 
	Mechanical Tests 
	TGA 

	Shape Memory 

	Conclusions 
	References

