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fibre thicknesses and fibre patterns.
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* Test Scaffolds using Dynamic Mechanical Analysis (DMA) with tissue engineering requirements in mind. Actual size of scaffold. laser cutter.
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p \ ( ] The result of using G-Code was

PLA: The material used for the scaffolds was Poly-Lactic acid (PLA), which is a synthetic
polymer which is importantly biocompatible and biodegradable. This allows for the
placement inside the human body and means the by-products of degradation are safe
for the body to absorb. PLA is also relatively cheap and readily available.

more control over the extrusion of

Tissue Engineering is a rapidly developing area which combines the biology of ez e llowed for sresie;

cells, materials science and engineering. The aim is to restore, maintain or
improve tissue function. The key to successful Tissue Engineering is the bio-
mimicry of the human body. This is achieved through a combination of cells,

biological signals and 3D scaffolds.
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materials that are safe to be placed inside the i language for the 3D printer. However due to the BEB 3000 i samples batches of better quality could be produced. The best results were scaffolds with
human body. Most scaffolds are designed to be i intricate geometries involved in the designs, the 3D Printer i consistent fibre quality and small consistent pore sizes.
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>Catio S_ cefa a. |on. Pro !e 'S |rT1por ant. € | machines. Learning to use this language was language many iterations of codes | N was related to the complex modulus. As
scaffolds involved in thls project are intended to be i time consuming however the results attained were produced. To begin the disc | | | the porosity of the sample increased as did
used to regrow bone tissue. | showed it was a valuable investment. shaped scaffolds were produced i Loourg [ the magnitude of the complex modulus
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I Table scaffold can be controlled and it allows for [ \ | Ji Y & lmeal | seeded on to samples and then left to culture
—) the predictable production of an | Testing the scaffolds was done by using Dynamic Mechanical || somear «f inside a bioreactor which would attempt to
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mo en. PO ym:arl(cj maherlz rTohm totvpi g . | | : i accurately measures tiny deformations in the material. From i many more customisations could be made to
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