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Abstract: This study investigates using lightweight concrete in 3D printing to reduce transportation
costs and maintain structural strength. Normal-weight river (RS) sand was replaced with pumice
and expanded glass at 50% and 100% volumes to decrease the material density. This substitution
reduced the weight of various mixes up to 25.1%, with apparent porosity ranging from 11.37% to
27.9%. This study found that aggregate characteristics, including the shape, size, and absorption
capacity, influenced printability. Rounded aggregates like expanded glass flowed better and required
less water than irregular pumice. Lightweight aggregates had finer textures and higher porosity,
needing more water. According to the extrudability results, the best print quality was achieved using
100% expanded glass, incorporating methylcellulose (MC) and polyethylene (PE) fibers. Moreover,
the buildability outcomes highlighted a reliance on the printing speed and the water-to-binder (W/B)
ratio. Comparing cast and 3D printed specimens, cast concrete reached a maximum compressive
strength of 65.6 MPa, while 3D printed concrete achieved a maximum strength of 43.4 MPa. RS had
the highest strength (65.6 MPa), while expanded glass showed the lowest (17.5 MPa) in both cast and
3D printed specimens. Adding PE and MC enhanced the print quality and increased the compressive
strength due to the fibers’ bridging capacity.

Keywords: 3D printed concrete; lightweight concrete; rheology; extrudability; buildability; pumice;
expanded glass; fiber reinforcement; viscosity modifying agent

1. Introduction

3D printing, or additive manufacturing, has empowered engineers to leverage comput-
erized programs for constructing elements by systematically printing layers of cementitious
materials to achieve the desired final shape [1]. The introduction of innovative technologies,
such as 3D printing, has revolutionized the construction industry by offering the ability to
create intricate and complex geometries directly through printing, eliminating the need
for traditional formwork methods [2]. Compared to conventional construction methods,
additive manufacturing offers several advantages, including faster construction processes,
decreased labor requirements, a safer environment, and reduced material waste [3]. How-
ever, the in situ construction of 3D-printed concrete structures faces challenges due to the
prolonged exposure of fresh concrete to ambient conditions, potentially affecting the perfor-
mance of the final structures. Therefore, large-scale 3D printing technology is better suited
for the prefabrication industry. However, prefabrication may incur additional costs, such
as transportation expenses for different elements. In this regard, different alternatives have
been suggested to reduce the self-weight of 3Dprinted concrete, including creating textures
of additive manufacturing for design [4], designing smaller modules for construction [5,6],
and lightweight aggregate concrete [7]. Using lightweight materials can help mitigate these
costs and facilitate the assembly of the components. Additionally, reducing the self-weight
of concrete components would give more freedom in designing high-rise buildings with
concrete and save more energy and material [4]. This paper investigates the feasibility of 3D
printing lightweight cementitious mixes using locally sourced and sustainable alternatives.
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3D printing could be adapted to form lightweight structures. In this regard, there
are two approaches to making lightweight structural components. The first approach is
using lightweight ingredients such as foam concrete [8,9], autoclave-aerated concrete [10]
(producing lightweight concrete with a density lower than 1400 kg/cm3), lightweight aggre-
gate concrete [11] (producing lightweight concrete with a density lower than 1680 kg/cm3

according to ASTM C90 [12]) and expanded polystyrene (EPS) geofoam concrete [13,14].
The second approach is the topology optimization of structural elements [2,9,15], mean-
ing that using the optimized geometries and shapes to lower the material consumption
and reducing the self-weight of elements. In addition to reducing the overall weight of
structures, previous studies have shown that lightweight concrete offers improved thermal
insulation performance compared to normal-weight concrete [2,3,16]. This paper focuses
on utilizing lightweight aggregates to create printable cementitious mixes. The additive
manufacturing of concrete poses certain requirements at different phases of the printing
for a material to qualify as a printable. The material should be pumpable, extrudable, and
buildable to qualify as a printable material. In addition, the printability of cementitious
materials has a strong relationship with the rheological properties. All these important
aspects of the additive manufacturing of concrete are addressed in this manuscript.

Certain challenges in the material mix design must be addressed to achieve printable
lightweight mixes. Compared to cast concrete, 3D printed cementitious mixes need the
adjustment of fresh properties to be pumped through the hose and adequately extruded
from the nozzle; however, it should also reach enough strength to retain its shape under
the weight of the upper layers added over time. Thus, some special terms for 3D printing
have been introduced and widely used by previous studies to evaluate the printability and
the fresh properties of 3D printing cementitious mixes that can be summarized as follows.

Flowability refers to the capacity of fresh cementitious mixes to flow smoothly through
the pumping system, which is directly influenced by the rheological properties of fresh
concrete within the pumping system [17]. The printable materials should possess enough
flowability to get pumped easily and exit the nozzle head without clogging [15]. The
flowability of 3D printing lightweight concrete was investigated in the present study to
guarantee that developed mixtures will move through the pumping system without putting
pressure on the pump for moving forward and with a low risk of clogging the hose.

Extrudability refers to the ability of fresh materials to pass through the printing nozzle
and extrude consistently without flaws or cracks while maintaining dimensional accu-
racy for the size of the filaments. [18]. Based on previous research, it is recommended
to keep the yield stress of the cementitious mortars within the range of 1.5–2.5 kPa to
ensure proper extrudability. Values below this range can lead to a lack of shape sta-
bility, while values above this range can cause difficulties in printing and discontinu-
ity in the extruded filament [19,20]. In line with this, the extrudability of cementitious
materials has been investigated by testing the effective parameters such as mix propor-
tions [11,18,21,22], fiber reinforcement [18,21,22], extrusion speed [19,23], and printing
speed (nozzle travel speed) [19,24]. The present study also evaluated the extrudability of
the 3D printing of lightweight concrete to make sure the designed mixes are meeting the
extrudability requirements.

Buildability refers to the resistance of freshly printed materials to hold their shape
under their own weight and the weight of subsequent layers without collapse (either buck-
ling or plastic collapse) [25,26]. It is essential to evaluate possible failure criteria, including
elastic buckling, plastic collapse, and their combination [13,14]. Thus, the extruded materi-
als should have enough yield strength to minimize the deformation at the bottom layers;
otherwise, the excessive applied stress from the weight of the upper layer(s) would result
in plastic collapse. Additionally, the elastic buckling should also be evaluated, especially in
the slender shape [11,17]. In this study, the buildability of 3D printed concrete is measured
in terms of the number of layers that can be printed for each mix. This characteristic
gave insight into the effect of lightweight aggregate on the maximum height that can be
continuously printed with lightweight concrete mixtures.
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Previous research on the 3D printing of lightweight concrete has provided valuable
insights and knowledge in this field. Cuevas et al. [7] investigated the rheological, thermal,
and mechanical properties of 3D printable lightweight concrete using waste glass (WG)
sand and expanded thermoplastic microspheres (ETMs) to replace natural aggregates.
The addition of WG and ETMs resulted in accelerating and retarding effects, respectively.
Moreover, the rheological behavior was changed by the ETM spherical particles, where
the yield stress was reduced while plastic viscosity was improved. However, in the
case of WG, both the yield stress and plastic viscosity were improved. The yield stress
and plastic viscosity were 608 Pa and 548 Pa, 1.975 Pa.s, and 2.188 Pa.s for 50% and
100% content of ETM, respectively. However, the incorporation of 50% and 100% of WG
led to yield stress values of 614 Pa and 737 Pa and a plastic viscosity of 1.575 Pa.s and
1.672 Pa.s, respectively. Furthermore, the buildability of ETM-enriched mixes was also
improved due to the tailored rheological properties. As far as the mechanical properties
are concerned, adding 50% WG improved the compressive and flexural strength; however,
at 100% replacement, a decline in compressive strength was reported. In addition, the
ETM has contrasting responses where mechanical properties were improved at 50% and
100% ETM contents. Inozemtcev and Duong [27] studied the efficiency of using high-
strength, lightweight fiber-reinforced concrete in construction. The authors concluded
that material consumption was reduced by 6.1–19.1%, machine hours were reduced by
29.6–37.4%, and useful space increased by 1.1–5.4%. However, the overall efficiency of
construction considering both economic and technical aspects was 30.8–50.4%. Furthermore,
Ting et al. [28] investigated the influence of recycled glass aggregates as a replacement
for river sand in 3D printed concrete. The plastic viscosity and dynamic yield stress were
reduced, which improved the flowability of the mix; however, the buildability was weaker
during the printing process. Also, mechanical properties such as compressive, flexural,
and tensile strength were decreased. Mohammad et al. [29] used expanded perlite to
produce printable lightweight mixtures. The replacement of expanded perlite led to a
decrement in compressive strength, thermal conductivity, and flexural strength. Similarly,
various lightweight aggregates can be incorporated, including fly ash cenospheres or
hollow glass microspheres, to produce low-density printable mixtures [30]. To discuss
further, the introduction of fiber to the printing mixture can improve the cracking resistance
and prevent deformation in the plastic state. Le et al. [18] investigated the printability
of fiber-reinforced mix design by evaluating the extrudability by printing a 9 mm width
straight printing path with a 300 mm length. The results indicated the successful printability
without segregation and breakage when the shear strength of fresh reinforced mixtures is
between 0.3 and 0.9 kPa. Lee et al. examined the effects of the printing speed (i.e., 50 mm/s,
75 mm/s, 100 mm/s, and 125 mm/s) on the width of curved path width, where they found
that, as the printing speed increased to 75 mm/s, 100 mm/s, and 125 mm/s, the layer
width decreased by 28%, 42%, and 51%, respectively. Kruger et al. [31] proposed a model to
predict the combined effect of the printing speed and filament layer height on the structural
buildup rate of the 3D-printed concrete. The present study endeavored to take advantage
of the fiber reinforcement of the 3D printable lightweight concrete.

To design a printable cementitious mix, after ensuring the quality of printing per layer,
it is necessary to see the effect of layer weight on the maximum printed height that concerns
the buildability. The buildability of printing materials has been investigated through
different test methods [11,21]. Among the proposed methods, printing different objects
and recording the maximum number of layers causing the failure is common [18,21,32,33],
while shape retention under the dead load was also proposed as the method to assess the
buildability of 3D printable cementitious materials at the fresh state [34,35].

This research paper explores the potential benefits of using lightweight aggregates,
such as pumice and expanded glass, in large-scale 3D printing for the construction industry.
It investigates the fresh and hardened properties of lightweight cementitious mixes and
builds upon previous work in this area [36]. This paper investigated the potential of
using lightweight aggregates to make 3D printed lightweight concrete. In this regard, the
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physical properties of 3D printed lightweight concrete in terms of density and porosity
were evaluated. The fresh properties of 3D printed concrete were investigated to assess the
effect of fiber reinforcement and viscosity modifying agent to reduce early age cracking
and improve the quality of printing. In addition to the effect of mold casting and 3D
printing, other parameters such as the type and content of sand and fiber reinforcement
were analyzed for a compressive strength test.

2. Materials and Methods
2.1. Materials

Type I/II ordinary Portland cement (C) supplied by GCC Cement in New Mexico,
meeting the requirements of ASTM C150 [37] for Type I/II, was used [38]. Additionally,
silica fume (SF) with an average particle size of d50 = 0.15 µm and a bulk density of
2.2 kg/m3 was used. The dry binder (B) of all mixes consisted of a combination of C and
SF whose chemical compositions are presented in Table 1.

Table 1. The chemical compositions (mass percentage) of C, and SF, expanded glass, pumice

Solid
Materials SiO2 Al2O3 Fe2O3 CaO MgO SO3 K2O TiO2 Na2O Specific

Gravity

C 19.24 4.75 3.35 65.80 2.20 3.61 0.54 0.21 - 3.13

SF 97.80 0.20 0.03 0.19 0.48 0.30 - - 0.001 2.20

Expanded
Glass 68.6 5.46 0.451 12.0 1.06 0.155 0.521 0.167 11.2 0.55

Pumice 75.1 12.5 2.00 0.425 0.072 0.018 5.67 0.086 3.55 1.35

A control mix was formulated using a normal weight aggregate to assess the per-
formance of lightweight aggregates. The control mix used natural river sand (RS) with a
dry specific gravity of 2.59 and an absorption capacity of 0.44%. Two different grades of
pumice and expanded glass were used to design the lightweight mixes. Poraver supplied
the expanded glass in two different grades: Grade 1, with a specific gravity of 0.55, named
Glass 1, and Grade 2, with a specific gravity of 0.43, named Glass 2. Pumice was supplied
by CR Minerals in New Mexico in two grades, comprising Grade 3, named Pumice 3,
and Grade 4, named Pumice 4. The chemical composition of the lightweight aggregate
is reported in Table 1. Figure 1 shows the gradation curve of RS [39], Glass 1, Glass 2,
Pumice 3, and Pumice 4. Table 2 displays the physical properties of these three aggregates,
including the specific gravity, absorption, and thermal conductivity used in this paper. To
achieve a diverse particle size distribution within each category of lightweight aggregate,
the various grades of expanded glass (Glass 1 and 2) and the two grades of pumice (Pumice
3 and 4) were carefully blended.

All designed mixes include 0.002% of the total mix’s weight proportion of ADVA 195,
high-range water reducer (HRWR) with a polycarboxylate composition, designed to comply
with the requirements outlined in ASTM C494 [40]. Furthermore, a viscosity-modifying ad-
mixture (MC) was utilized in set-2 and set-3 of the mixes to tailor the rheological properties
and enhance the printing quality of lightweight cementitious mixes, and Table 3 displays
its properties. To mitigate the early age cracks of 3D printed filaments, the PE fibers were
added by 0.35% of the total volume of each mix. The properties of the PE fiber are shown
in Table 4.
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Figure 1. The gradation curve of the aggregates.

Table 2. The physical properties of different types of aggregate.

Type Grade Absorption Thermal Conductivity
(w/m.k) Specific Gravity

RS River Sand 0.44 0.25 2.59

Expanded Glass Glass 1 0.50 0.04 0.55
Glass 2 0.66 0.05 0.43

Pumice
Pumice 3 1.20 0.13 1.35
Pumice 4 1.30 0.11 1.12

This study investigates three sets of mixes, as displayed in Table 5, including:

1. Set-1(S1): S1 includes five distinct mixes (M1–M5) based on previous research find-
ings [36]. M1 represents a control mix with normal weight aggregate, serving as a
reference or control mix. In M2 and M4, half of the normal weight aggregate (RS)
volume was substituted with lightweight aggregates (a combination of two grades
of pumice and glass, as previously described). In M3 and M5, the normal weight
aggregate (RS) was entirely replaced with lightweight aggregates. S1 aims to assess
the overall printability of lightweight mixes by comparing them to the normal-weight
mix (M1).

2. Set-2(S2): S2 comprises five mixes (MC1–MC5) created by incorporating 0.007 (wt%)
MC of binder content into M1–M5 developed in S1. The objective of S2 was to
investigate the impact of adding a viscosity-modifying agent on the printability of
lightweight mixes. The content of MC was determined through several trials to
achieve the desired fresh performance.

3. Set-3 (S3): S3 consists of five mixes (FRM1–FRM5) created by incorporating PE fiber
(0.35% of the total volume of each mix) into MC1–MC5 developed in S2. The de-
signed mixes in S3 aimed to minimize the occurrence of early age cracks. The fiber
content was determined by evaluating various levels to ensure the production of
crack-free filaments.

Table 3. Properties of MC as viscosity-modifying admixture.

Material Viscosity (cP) Degree of
Substitution

Methoxy
Substitution

Molecular
Weight

MC 15 1.5–1.9 27.5–31.5 14,000
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Table 4. Properties of PE fibers.

Material Diameter
(microns)

Length
(mm)

Specific
Gravity

Tensile
Strength

(MPa)

Flexural
Strength

(GPa)
Color

PE Fibers 15 8 0.97 3000 100 White

Across all fifteen formulations spanning S1–S3, the initial water-to-binder (W/B)
content was established at a consistent ratio (W/B = 0.3). This initial ratio was then
fine-tuned individually for each mixture, considering both the specific flowability (as
determined by the flow table test) and the requisite buildability criteria. As explained
in Sections 3.1 and 3.3, the pronounced porosity exhibited by the lightweight aggregate
engendered heightened water absorption. Consequently, the application of a uniform
W/B ratio of 0.3 proved unsuitable for all mixtures, as certain mixes displayed drying and
non-printability. Ultimately, a decision was made to calibrate the W/B ratio to ensure the
printability of each distinct mixture. The corresponding adjustments in water content for
each formulation are comprehensively presented in Table 5.

Table 5. Mix proportions of designed lightweight cementitious mixes.

Set Mix
ID

Aggregate (Agg)-vol(%) C/B
(wt)

SF/B
(wt)

Agg/B
(wt)

Adjusted
W/B (wt)

MC
(wt%)

HRWR
(wt%)

PE Fibers
(vol%)RS/Agg Glass/Agg Pumice/Agg

S1

M1 100 0.00 0.00 0.85 0.15 0.62 0.29 0.00 0.002 0.00
M2 50 0.00 50 0.85 0.15 0.62 0.30 0.00 0.002 0.00
M3 0.00 0.00 100 0.85 0.15 0.62 0.35 0.00 0.002 0.00
M4 50 50 0.00 0.85 0.15 0.62 0.32 0.00 0.002 0.00
M5 0.00 100 0.00 0.85 0.15 0.62 0.33 0.00 0.002 0.00

S2

MC1 100 0.00 0.00 0.85 0.15 0.62 0.30 0.005 0.002 0.00
MC2 50 0.00 50 0.85 0.15 0.62 0.35 0.005 0.002 0.00
MC3 0.00 0.00 100 0.85 0.15 0.62 0.35 0.005 0.002 0.00
MC4 50 50 0.00 0.85 0.15 0.62 0.35 0.005 0.002 0.00
MC5 0.00 100 0.00 0.85 0.15 0.62 0.33 0.005 0.002 0.00

S3

FRM1 100 0.00 0.00 0.85 0.15 0.62 0.33 0.005 0.002 0.350
FRM2 50 0.00 50 0.85 0.15 0.62 0.35 0.005 0.002 0.350
FRM3 0.00 0.00 100 0.85 0.15 0.62 0.38 0.005 0.002 0.350
FRM4 50 50 0.00 0.85 0.15 0.62 0.34 0.005 0.002 0.350
FRM5 0.00 100 0.00 0.85 0.15 0.62 0.32 0.005 0.002 0.200

Note: wt = weight; vol = volume; Agg = aggregate; B = binder, MC = methylcellulose; HRWR = high-range water
reducer; PE = polyethylene.

The mixing procedure involves 5 min dry mixing at a low speed plus 5 min of adding
water to reach a consistent mix. Also, this procedure was extended by 5 min for the
fiber-reinforced mixes, including 2 min at low speed, and then the speed was increased to
medium to ensure the uniform dispersion of fibers within the mix.

2.2. Methods

This experimental study encompasses various aspects, including surface morphology
and microscopic properties, fresh properties (setting time, rheology, and printability),
and hardened properties (physical properties and compressive strength of both cast and
3D printed samples). The following section provides a detailed explanation of the test
methods employed.

2.2.1. Surface Morphology and Microscopic Properties

Understanding cementitious mixes’ rheology and water requirements relies signif-
icantly on the aggregate shape. Scanning electron microscopy (SEM) was employed to
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investigate the particle shape and various aggregate types and micro images of three dis-
tinct mixes (M1, M3, and M5) in each set (S1, S2, and S3). The SEM micro images facilitated
a comparative assessment of the aggregate surface topography, particle, and grain shape
within each aggregate, as well as the pore distribution in different mixes, considering aggre-
gate type, MC, and fiber inclusion. Additionally, their microscopic properties significantly
influence the mechanical and physical characteristics of cementitious materials. These prop-
erties are influenced by the interfacial transition zones (ITZs) that exist between the various
phases of the matrix, such as the ITZ between the cement paste and aggregates and the ITZ
between cement paste and fibers [41,42]. The distribution of hydration products, notably
ettringite, CSH (calcium silicate hydrate), and CH (calcium hydroxide), with an emphasis
on CSH, plays a crucial role. Therefore, comprehensive SEM analysis was dedicated to
investigating these aspects.

The test was performed using JEOL 5800LV SEM equipped with the secondary and
backscattered electron and cathodoluminescence (CL) imaging detectors at the Institute of
Meteoritics, University of New Mexico. The samples were prepared by sawing pieces with
the dimension of 10 mm × 10 mm × 10 mm from the printed prism and then in the oven at
110 ◦C for 48 h. Then, the dried oven samples were coated for the SEM test.

2.2.2. Fresh Properties

To investigate the printability of designed mixes in terms of their fresh properties,
a series of experiments were conducted to establish the relationship between the fresh
characteristics and the printing performance of 3D printed elements, including extrudability,
shape retention, and buildability, which are all explained herein.

Flow Table Test

The quick preliminary flow test of mortars was performed following ASTM C1437–15
to determine the adequacy of the adjusted water content for each mix. To perform this test,
the fresh mix was placed in the center of the flow table, filling half of the cone. The material
was then tamped 20 times, followed by adding a second layer to fill the cone, tamping it as
specified for the first layer. Excess material on the cone’s surface was removed, and the
cone was gently lifted. Subsequently, the flow table was dropped 25 times within 15 s, and
the diameter of specimens was measured following the end of the test. Finally, an average
of three replicates was calculated for each mix.

Setting Time

The initial setting time of the designed mixes was determined according to ASTM C
191–19 [43]. To just see the effect of lightweight aggregate, the setting characteristics of
M1, M3, and M5 were measured. Additionally, to evaluate the impact of MC and Fiber
incorporation on setting properties, the setting of MC1, MC3, MC5, and FRM1, FRM 3, and
FRM 5 were measured. The mixed materials were placed in a mold for the Vicat needle
test in this test. After being conditioned in the moisture room for 30 min after mixing,
the remaining procedures for the setting time test were carried out according to ASTM C
191–19 [43].

Rheology

Rheological evaluations of lightweight mixes were carried out utilizing a Brook-
field Rheometer RST-SST equipped with a vane spindle VT-40–20 (length = 40 mm,
diameter = 20 mm). Rheology measurements were obtained employing the hysteresis
technique, adapted from the existing literature [44], as shown in Figures 2 and 3. The
concrete mixes underwent rheological measurements for a total duration of 120 s. The
initial 60 s encompassed a gradual increase in shear rate from 0 s−1 to 100 s−1, followed
by a decrease from 100 s−1 back to 0 s−1 during the final 60 s. The Bingham model was
utilized to analyze the various rheological parameters, as depicted in Figure 3. Each mix-
ture underwent the experiment three times, and the average readings were recorded. The
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measurements were conducted under controlled environmental conditions, with regulated
temperature and humidity levels.
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Extrudability and Buildability

To evaluate the printability of the designed mixtures, a gantry 3D printer was em-
ployed within the Dana C. Wood Materials and Structures Lab at the University of New
Mexico. The printing system comprises a control unit, a gantry robot, a concrete mixture,
and a pump. The gantry system possesses three degrees of freedom. The control unit
serves the purpose of interpreting STL files and converting them into G-code, a format
readable by the system. Additionally, this control unit oversees the management of printing
process parameters, including printing speeds along the horizontal axes (X and Y), vertical
direction (Z), extrusion rate, infill pattern, nozzle diameter, and layer height. The nozzle
system is guided by drive motors in horizontal and vertical directions, moving on guide
rails. The configuration of the printing system and its constituent parts is illustrated in
Figure 4. Throughout the printing process, a circular nozzle with a diameter of 20 mm
was consistently utilized. Printability was evaluated based on two critical parameters:
extrudability and buildability.
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University of New Mexico.

A zigzag pattern (with six different sides), as shown in Figure 5, was printed to
evaluate the extrudability. Prior to printing the pattern, the mixes were tested to calibrate
the extrusion rate at 0.1 round/s, 0.15 round/s, or 0.20 round/s for each mix. The extrusion
speed was carefully determined for each mix to ensure proper material deposition from
the nozzle. Then, each side of the zigzag pattern (in total, six sides) were 3D printed with
varying printing speed, including 10 mm/s, 15 mm/s, 20 mm/s, 25 mm/s, 30 mm/s,
and 35 mm/s to obtain an optimized printing speed which resulted in consistent filament
width that was as close to the design width as possible. To determine the shape retention
of printed filament for each mix, the width of each side of the zigzag pattern (printed at
different speeds) was measured after 24 h at three different points along the filament. The
consistency of the recorded values was analyzed to assess the reliability and uniformity of
the printed filaments for each mix and each printing speed.
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Moreover, the buildability evaluation was performed by printing a 20 mm × 300 mm
wall, as shown in Figure 6, and the maximum wall height that was printed for each mix
design before failure was measured.
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2.2.3. Hardened Properties

The properties of the designed mixes were measured after setting and hardening. This
included evaluating the physical properties to assess the weight reduction and porosity of
the lightweight 3D printed components. Additionally, the compressive strength of both
cast and 3D printed samples was determined to investigate whether the use of lightweight
aggregate affected the compressive strength of the materials. The details of each test are
presented here.

Physical Properties

To assess the weight reduction and porosity of the designed lightweight cementitious
mixes, the characteristics such as apparent porosity and dry bulk density were evalu-
ated in accordance with ASTM C830 [45]. For each mix, the sample with the size of
25 mm × 25 mm × 25 mm was extracted from a 3D-printed rectangular prism with the
size of 140 mm × 140 mm × 50 mm which was moist cured for 28 days in 100% relative
humidity and 25 ◦C. Also, three repetitions were considered for each mix. Apparent poros-
ity determines the pores in the matrix, and in order to measure it, the cut samples were
then placed in an oven at a temperature of 110 ◦C until a constant dry weight (D) was
achieved. Then, after saturating the samples in a vacuum-pressure vessel, the suspended
weight (S) and saturated weight (W) were determined. Equation (1) was used to measure
the apparent porosity (P in %) of cut samples from the 3D printed prisms of each mix:

Apparent porosity (P, %) =
(W − D)

(W − S)
× 100 (1)

Additionally, Equation (2) was employed to calculate the bulk density for each mix
and assess the weight reduction achieved by substituting the normal weight aggregate
with different lightweight aggregates:

Dry bulk density (B) =
W

(W − S)
× Density of water (2)

Compressive Strength

The potential impact of lightweight mixes on strength and bearing capacity is a concern.
To investigate this, the compressive strength of both cast and 3D printed lightweight mixes
was assessed using 50 × 50 × 50 mm cubes following ASTM C109 standards [46]. For the
3D printed samples, cubic 50 × 50 × 50 mm specimens were extracted from rectangular
prisms with dimensions of 140 × 140 × 50 mm and a loading direction was considered
to be perpendicular to the printing direction. Compressive strength measurements were
conducted on three cast specimens for each mix at 28 days.
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3. Results and Discussion
3.1. Surface Morphology and Microscopic Properties

The SEM images of various aggregate types used in this study are presented in Figure 7
at three different scales from left to right (i.e., 2 mm, 200 µm and 20 µm for Figure 7a (RS)
and 2 mm, 500 µm and 50 µm for RS for others Figure 7b–e). It has been observed in SEM
micrographs that both expanded glass (Figure 7b,c) and pumice (Figure 7d,e) have highly
porous structures. Nevertheless, the finer grades of both materials (Glass 1 and Pumice 3)
are more porous than the coarser grades (Glass 2 and Pumice 4). Thus, as demonstrated in
Table 5, the lightweight mixes exhibited the highest amount of adjusted water-to-binder
(W/B) ratio.
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In terms of grain shape, the shape of the expanded glass particles is mostly rounded
with mixtures of smaller irregular fragments, which agrees with the study’s observation
by Chung et al. [47]. However, pumice particles possess an irregular shape characterized
by a rough texture and numerous hollow cavities. This fact is validated by their higher
absorption capacity, as indicated in Table 2, which aligns with findings previously reported
by Lura et al. [48]. However, the RS particles, in comparison, were irregular/partly rounded
aggregate shapes with less porous and more impermeable surface texture. Thus, since
cementitious mixes containing irregularly shaped or rough-textured particles demand
more water to achieve the adequate workability and filling of voids, the mix with 100%
pumice (M3, MC3, and FRM3) required more water to be flowable, as displayed in Table 5.
On the other hand, mixes with well-graded and rounded particles may require less water
due to better packing and improved flowability. Therefore, mixes that included expanded
glass showed a lower water demand, but their finer porous structure made their adjusted
water-to-binder (W/B) ratio larger in comparison with RS mixes [49–51].

Figures 8–10 show SEM micro images of mixes containing different types of aggregate
(RS and lightweight aggregates) from three sets (S1, S2, S3), each captured at three different
scales. The samples were taken from the broken cubes printed for the compressive strength
test. As we progress from left to right in all these images, moving closer to a smaller
scale, the structures exhibit increased disconnection, pores, and discontinuity, especially
in their ITZ zones. Figures 8 and 9 represent the SEM micrographs of the outer surface,
pore structure, and hydration products of lightweight cementitious mixes. Figure 10
represents SEM micro images of ITZs between PE fibers and a matrix of lightweight
cementitious mixes.

After comparing micrographs from different sets of mixes (S1, S2, and S3), it becomes
evident that the mixes in S1 (M1, M3, and M5) exhibit a dense structure, characterized by a
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high quantity of CSH (calcium silicate hydrate) phase. This observation is consistent with
the fact that these mixes have a lower adjusted W/B ratio. Additionally, incorporating
MC into mixes led to a dense and compacted matrix. Conversely, in S3 mixes (FRM1,
FRM3, FRM5), the inclusion of fibers led to the formation of another ITZ zone between
the cement paste and fibers, resulting in the presence of more gaps and pores around the
interface zones.

Regarding the three types of aggregate used, the mixes developed with RS (M1, MC1,
and FRM1) exhibit a densely packed microstructure with an abundance of the CSH phase.
This outcome can be attributed to the size, porosity, and shape of the RS aggregate, which
resulted in a lower water demand during mixing. Consequently, more CSH product was
formed, contributing to the denser structure observed in these mixes. On the other hand, the
mixes containing 100% of lightweight aggregates (expanded glass and pumice) exhibited a
higher porosity and a less dense structure. This observation is correlated with the inherent
porous nature of lightweight aggregates.

3.2. Physical Properties

Table 6 presents the measured values for apparent porosity and the dry bulk density
of 3D printed samples. Comparing the apparent density results of S1 mixes (M1–M5), it is
observed that the addition of more lightweight aggregates increases the apparent porosity of
the 3D printed specimens, ranging from 11.78% to 19.95%. Among the different aggregates,
the mixes containing RS and expanded glass (MC1 and MC5) exhibited the lowest and
highest apparent porosity in the S2 mixes, respectively, which could be attributed to the
porous structures of expanded glass [52–54], resulting in a more porous matrix.
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It was found that, when MC was added, lower apparent porosity was observed for
MC2 and MC3 in S2 mixes and FRM2 and FRM3 in S3 mixes. Conversely, MC4 and MC5 in
S2 mixes and FRM4 and FRM5 in S3 mixes had higher apparent porosity. These differing
trends in observations highlight the effect of aggregate texture and shape on porosity.
Expanded glass aggregates have a round shape with a porous internal structure, with fewer
pores on their surface, as shown in Figure 7b,c. In contrast, the external surface of pumice
aggregate is irregular and covered with pores.

This discrepancy can be attributed to the fact that, when expanded glass aggregates
come into contact with the gel structures of the cement paste, most of the porous internal
structures remain unfilled, and only the external surface of the expanded glass aggregates
is covered with the gel structures of the cement paste. Conversely, most of the gel fills the
pores on the surface of pumice aggregates. This observation is supported by the micro
images of M3, MC3, and FRM3, as presented in Figures 8–10.

For S3 mixes (FRM1–FRM5), it is noticeable that the addition of fiber resulted in more
porosity for the FRM1, FRM4, and FRM5, which is in good agreement with SEM micro
images and the formation of a new ITZ zone between fibers and cement paste. However,
adding fiber did not change the dense structure of mixes with pumice (FRM2 and FRM3).
Figure 8 shows that M3 has voids on its surface compared to MC3 and FRM3. This showed
the presence of MC in both MC3 and FRM3, which facilitated the cement paste filling the
porous structure of samples incorporating pumice aggregate.

Based on the findings shown in Table 6, substituting 50% and 100% of normal weight
aggregate (RS) with lightweight aggregate led to a weight reduction in the range of
9.49–25.1% in the various cementitious mixes. Of all the mixes, M5, consisting of 100%
expanded glass as the aggregate, exhibited the highest reduction in bulk density, measuring
25.1%. This reduction aligns with the specific gravity values of the aggregates listed in
Table 2, where the average specific gravity of expanded glass is 0.4 and 0.2 times that
of pumice and RS aggregates, respectively. The highest reduction in bulk density for S1,
S2, and S3 mixes was obtained for M3, MC5, and FRM5 with 24.81%, 25.1%, and 21.42%,
respectively, compared to the control mix in each set.

A comparison of the results of this study with the literature [53,54] shows that the
densities of designed materials in this study are in the range of 1500–2081 kg/m3 and,
therefore, could be considered lightweight cementitious mixes (with density in the range
of 225–2400 kg/m3. However, in general, the collected results of porosity and density are
subjective, and experimenting with a larger number of samples could reduce the errors and
provide more precise and accurate information for future research.
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Table 6. Results of apparent porosity and bulk density.

Set Mix ID Apparent Porosity (%) Bulk Density (kg/m3)

S1

M1 11.78 2081.25
M2 15.55 1804.27
M3 18.54 1564.79
M4 15.82 1883.72
M5 19.95 1602.23

S2

MC1 11.37 2011.55
MC2 13.97 1789.25
MC3 12 1631.73
MC4 24.35 1748.85
MC5 27.9 1507.58

S3

FRM1 18.37 1909.24
FRM2 14.59 1733.68
FRM3 11.56 1578.58
FRM4 27.29 1762.23
FRM5 26.12 1500.14

3.3. Flow Table and Setting Time

The flow table test and setting time results were analyzed, as presented in Tables 7 and 8,
respectively. The addition of lightweight aggregate almost increased the water demand
for all mixes compared to the control mix (except FRM5), which is attributed to the higher
absorption of lightweight aggregates compared to the RS aggregate. Moreover, as previ-
ously discussed, the aggregate shape influences the water demand across different mixes.
Rounded particles in the expanded glass, for instance, necessitate less water content than
pumice particles while maintaining similar flowability characteristics. The adjusted W/B
ratio was provided in the last column in Table 7 for further comparison. The results showed
that the flow table test results range for the printable mix is approximately 12–17 cm.
When comparing the results of the three different sets, it was revealed that S2 had a higher
adjusted W/B ratio but lower flowability than S1 mixes. The higher adjusted W/B ratio in
S2 mixes could be attributed to adding MC, as MC increases the viscosity of cement paste
by retaining water. Chen et al. [55] stated that a linear relationship exists between water
retention and the plastic viscosity of concrete mixes modified with MC. Therefore, efforts
were made to ensure that the mix design is printable with the specified water-to-binder
ratio for the remainder of this research, and the adjusted water-to-binder ratio was used for
mixes based on their flowability and ease of printing. As a result, S2 mixes yielded a higher
printing quality, as discussed in the following sections.
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Table 7. The results of the flow table test.

Set Mix ID Flow Table (cm) Adjusted W/B

S1

M1 14.5 0.29
M2 16.0 0.30
M3 18.1 0.35
M4 16.5 0.32
M5 17.1 0.33

S2

MC1 12.7 0.30
MC2 14.1 0.35
MC3 12.5 0.35
MC4 15.4 0.35
MC5 15.1 0.33

S3

FRM1 14.6 0.33
FRM2 13.3 0.35
FRM3 13.4 0.38
FRM4 14.8 0.34
FRM5 14.4 0.32

Table 8. The results of setting time tests.

Set Mix ID Initial Setting Time (min)

S1
M1 222
M3 211
M5 189

S2
MC1 247
MC3 307
MC5 347

S3
FRM1 322
FRM3 273
FRM5 340

The change in the flowability of mixes with MC can be attributed to the influence
of MC, such as increased viscosity, thixotropy, and the prevention of segregation [56,57].
These factors contribute to the retention of shape for mixes with MC, as opposed to those
without MC. On the other hand, S1 mixes were dry and exhibited low-quality printing and
filament separation during the buildability test. Additionally, the inclusion of 0.35% fiber
helped, to some extent, in retaining the shape of cementitious materials due to the increase
in the surface area of interfaces between the PE fibers and water in the motor. Thus, this
increase in the interfaces reduced the workability [58,59].

The initial setting time of different types of aggregate in S1, S2, and S3 are presented
in Table 8, indicating that lightweight aggregates, especially pumice, generally exhibited a
longer setting time. This can be attributed to lightweight aggregates’ high water absorption
capacity compared to RS sand. Furthermore, S2 and S3 mixes exhibited an increase in
the initial setting time, which can be attributed to the incorporation of MC into these
mixes that surround the cement particles by long-chain polymer and the retention of free
water [60]. Adding MC alters these mixes’ water demand and setting properties, leading to
the observed increase in the setting time. Also, the final setting time was not measured as
the previous study pointed out that the setting time of the mixes is more sensitive to the
MC application [60].

3.4. Rheology

In the realm of 3D printing, careful control of rheological parameters is crucial for the
successful production of printable mixes. These parameters, including plastic viscosity,
dynamic yield stress, and static yield stress, play a significant role in determining the
flowability, extrudability, buildability, and shape retention of the materials. By accurately
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measuring and controlling these rheological properties, this study aimed to achieve a print-
able lightweight cementitious mix with enhanced printability. The rheological parameters
investigated in this study encompass plastic viscosity, dynamic yield stress, and static yield
stress. Plastic viscosity refers to the resistance of the fresh mix to deformation, and it is an
essential parameter in studying the flowability and extrudability of different 3D printed
mixes. Dynamic yield stress represents the minimum stress required to sustain flow after
the structural breakdown occurs, and it depends on the extent of the structural breakdown,
which is a crucial factor for the pumpability and extrudability of mixes used in 3D printing.
Static yield stress, on the other hand, signifies the critical stress at which the structure of
the fresh mix experiences deformations, and it relies on structural buildup, which is an
effective parameter for the buildability criteria [17].

Figures 11–13 illustrate the rheology results of three different mixes from the three
sets (S1, S2, and S3). The findings revealed varying trends for the same mixes across
different sets. In S1 mixes (M1, M3, and M5), substituting RS with lightweight aggregate
led to a decrease in viscosity and yield stress, aligning with the W/B ratio of these mixes.
Specifically, when RS was fully replaced by expanded glass and pumice, the dynamic
yield stress and static yield stress decreased by 6%, 7%, 29%, and 16%, respectively. As
indicated in Figure 7, expanded glass particles are rounded and show lower flow resistance.
Additionally, lightweight aggregates are more porous and require a larger water content; as
shown in Table 5, the adjusted W/B ratio needed to achieve flowability was highest for M3
and lowest for M1 (with the lowest absorption capacity). The introduction of additional
water to fill the pores and voids in the lightweight aggregate could contribute to the lower
viscosity and yield stress observed in lightweight mixes of S1 mixes. To further optimize
the rheological properties and enhance the printability, a viscosity modifier (MC) was
incorporated in the mixes, as discussed in subsequent sections.
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In the S2 and S3 mixes (MCs and FRMs), including MC and fibers into mixes improved
the rheological parameters, plastic viscosity, and dynamic yield stress, directly impacting
their extrudability. Including the MC could increase rheological parameters due to its
adsorption capacity on the cement particle by creating particle bridges [61]. Chen et al. [55]
found that an increase in the content of MC increased the plastic viscosity. They also
pointed out that cellulose ether can be partly absorbed by the surface of cement paste,
increasing its viscosity [55]. The plastic viscosity of the M1 in the S1 mix increased by 73%
and 143% for the MC1 and FRM1 mixes, respectively. Similarly, the plastic viscosity of
lightweight mixes, M3 and M5, in S1 increased by 115% and 221% in S2 mixes and by 133%
and 181% in S3 mixes, respectively. A similar trend was observed for the dynamic yield
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stress. [61]. Furthermore, the inclusion of fiber also affects the fresh characteristics of the
concrete mix [62]. The resistance to flow can be expected to increase with the addition
of the fibers due to their needle-shaped particles forming internal structures [62]. Hence,
the enhancement of the rheological parameters with fiber inclusion can be attributed to
these facts.

Despite the incorporation of MC or fibers, no notable change or improvement is
observed in terms of static yield stress. Notably, the mix containing 100% expanded glass
reduces up to 54% in static yield stress by incorporating MC and fibers compared to the
control mix. This reduction can be attributed to the rounded particle shape of the aggregate,
which impacts their stability as they settle during the fresh stage of the mixture. The
granular shape [54] and finer particle size of the expanded glass aggregate compared to
the angular shape and coarser size of RS and pumice give it better flowability and, as such,
improves the quality of printing in the next sections, while these characteristics would
decrease the interlocking between the aggregate in the matrix as the particles are sliding
on each other and decrease the strength of materials to hold the shape after printing [24].
The static yield stress directly affects the buildability response of the mixes, as will be
demonstrated in the following section. As stated by Kim et al. [63], the order of adding MC
and HRWR influences the rheological evolution of the mix. Their observations revealed that
introducing MC before HRWR resulted in a much lower enhancement of the rheology over
time compared to adding HRWR first. This phenomenon was explained by the formation
of electrostatic forces on the particle’s surface. In line with this research, in the present
study, MC was added to the mix before HRWR in dry form, potentially contributing to
a lower static yield stress for mixes containing MC and, consequently, it could reduce
their buildability.

3.5. Extrudability

In this study, extrudability refers to the ability of the 3D printing process to produce
printed components with satisfactory dimensions in terms of conformity, consistency, and
the surface quality of the printed filaments. It assesses the overall quality and performance
of the printed objects in terms of their dimensional accuracy, uniformity, and surface finish.
A zigzag path was printed at various speeds to assess the extrudability of the designed
mixes. Prior to the extrudability test, the extrusion rate was calibrated for each mix. Once
a consistent extrusion rate was determined, the extrudability of the mixes was evaluated
using a constant extrusion speed. The printing speed was incrementally increased from
10 mm/s to 35 mm/s on each side of the zigzag pattern, as shown in Figure 14, to identify
the optimal printing speed for each mix. The printing path width of the extruded mixes was
measured immediately after finishing the zigzag printing path width. This was performed
to select the suitable printing speed that would result in the printing path width with
less deviation from the design. After the selection of printing speed, the extrudability test
was conducted with a constant extrusion rate and printing speed. After 24 h, the printed
filament width was measured to ensure the dimensional conformity of each mix.



Sustainability 2023, 15, 14425 22 of 37

Sustainability 2023, 15, x FOR PEER REVIEW 23 of 37 
 

printing path width of 20 mm compared to S1 and S2, which can be attributed to the higher 
adjusted W/B ratio and fiber reinforcement, which resulted in the low shape accuracy and 
the shape retention after 24 h of hydration. 

The occurrence of early age cracks in lightweight mixes, resulting from their high 
water content and subsequent plastic shrinkage, can be effectively managed by incorpo-
rating PE fibers  [65]. As illustrated in Figure 14, adding fibers acts as an internal reinforce-
ment to mitigate cracks and surface imperfections effectively on the filaments in both the 
fresh and hardened states. Therefore, incorporating MC and PE fibers was crucial in de-
signing printable lightweight cementitious mixes. 

To evaluate the dimensional conformity of the selected mixes in each set, the width 
of the filaments was measured at three different points along the side of the zigzag path 
that was printed at the speeds marked in Table 9. The measurements were taken 24 h after 
printing, and the results for each designed mix are presented in Figure 15. The standard 
deviation is shown to represent the spread of the measured widths. There are two criteria 
used to assess the dimensional conformity: (C1) the proximity of the average measured 
width for each mix to the designed printing width of 20 mm, and (C2) the consistency of 
the width along the filament, which can be evaluated by comparing the standard devia-
tion. A lower standard deviation indicates a better dimensional conformity. 

Figure 15 illustrates that S2 mixes showed the highest dimensional consistency (C1) 
and the lowest standard deviation (C2), emphasizing the significant role of MC in enhanc-
ing the rheological properties, including viscosity and dynamic yield stress. In lightweight 
mixes of S3, it is evident that the average measured width is larger than the S1 and S2 
mixes, indicating the influence of fiber addition on the fresh properties of the printed ma-
terials. Furthermore, considering the impact of the aggregate type and content, it is note-
worthy that mixes containing 50% and 100% expanded glass exhibited a superior dimen-
sion conformity in terms of proximity to the designed filament width (C1) and a lower 
standard deviation. Conversely, mixes with 50% and 100% pumice displayed larger devi-
ations from the designed filament width and higher standard deviations. Finally, it is con-
cluded that FRM5 with 100% expanded glass, MC, and fibers can be selected as the one 
with the best printing quality among all three sets. 

  

M5 fresh M5 hardened 

1 
 

  

MC5 fresh MC5 hardened 

  
FRM5 fresh FRM5 hardened 

(a) (b) 

Figure 14. The zigzag printing path for (a) fresh and (b) hardened states of 
M5, MC5, and FRM5. 

 

Figure 14. The zigzag printing path for (a) fresh and (b) hardened states of M5, MC5, and FRM5.

Table 9 marked the printing speeds at which the width of the printed patterns remained
consistent and closely matched the intended design width for each mix. Additionally, it
provides the corresponding adjusted extrusion rates for each printing speed and mix. This
information helped identify the optimal printing parameters for achieving the desired
dimensional accuracy and consistency in the printed components. The results show that
the S1 mixes exhibited higher extrusion rates than the S2 and S3 series. This can be
attributed to their lower adjusted W/B ratio, which required higher pressure for successful
extrusion. Although adding MC facilitated extrusion by reducing the extrusion speed to
0.1 round/s, the incorporation of fibers necessitated increased pressure on the extruder to
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ensure a continuous flow of printing materials. As a result, the extrusion speed had to be
adjusted accordingly.

Table 9. The results of the extrudability test of fresh mixes.

Set Mix ID
Printing Speed (mm/s) Extrusion

Speed
(RPS)

Adjusted
W/B10 15 20 25 30 35

S1

M1 - - - 4 - - 0.2 0.29
M2 - - 4 - - - 0.2 0.30
M3 - - - - 4 - 0.2 0.35
M4 - - 4 - - 0.15 0.32
M5 - - 4 - - - 0.15 0.33

S2

MC1 - - - 4 - - 0.15 0.30
MC2 - - 4 - - - 0.1 0.35
MC3 - - 4 - - - 0.1 0.35
MC4 - - 4 - - - 0.1 0.35
MC5 - - 4 - - - 0.1 0.33

S3

FRM1 - - - 4 - - 0.15 0.33
FRM2 - - - 4 - - 0.15 0.35
FRM3 - - 4 - - - 0.15 0.38
FRM4 - - - 4 - - 0.15 0.34
FRM5 - - - 4 - - 0.15 0.32

The findings presented in Table 9 indicate that most mixes exhibited favorable extrud-
ability when the printing speed ranged between 20 mm/s and 30 mm/s, resulting in com-
patible printing paths with a target printing width of 20 mm. Deviating below this range
led to over-extrusion, while exceeding this range resulted in separated printed filaments.

To evaluate the extrudability of each mix in terms of the printing quality and consis-
tency of printed filament, the images of the extruded mixes were collected immediately
after printing and after 24 h of printing. The fresh and hardened images of mixes developed
by 100% expanded glass in S1, S2, and S3 (i.e., M5, MC5, and FRM5) are presented in
Figure 14. The results revealed that the printing quality of the S1 lightweight mixes was
not satisfactory, as evidenced by the presence of small wrinkles and hairline cracks along
the freshly printed filaments. Furthermore, a significant number of filaments exhibited
cracking within 24 h after printing. A similar trend was observed (as displayed in Figure A1
from Appendix A of this paper) for the other lightweight mixes in S1, including M2, M3,
and M4. This can be attributed to the high absorption capacity of the lightweight aggregate
used in these mixes, which increased their water demand. Consequently, this led to the
formation of early age cracks in both the fresh and hardened states of the printed elements.
According to the Figure A1, the M1 showed the lowest printing quality during the fresh
state compared to the MC1 and FRM1. The low quality of printing in S1 mixes can be
attributed to the absorption of water by the aggregate; however, the S2 and S3 mixes
had viscosity modifying agents (MC) that can help the printing materials have a higher
quality of printing absorbing water on the methoxyl group, and it forms a gel structure that
provides a good surfactant [63,64], preventing the water from being absorbed to the pores
and voids in the dry ingredients immediately after the mixing.

In S2 mixes, adding the viscosity modifier, MC, improved the rheological characteris-
tics of the mixes, as mentioned earlier. This resulted in excellent printing quality in terms of
consistency and the absence of any hairline cracks in the fresh state, as depicted in Figure 14
for MC5. However, after 24 h, early plastic shrinkage caused significant cracks to appear
on the surface of the printed filaments of lightweight mixes, including MC5, as shown in
Figure 14. A similar response was observed for other lightweight mixes in S2, as shown in
the Figure A1. This shows that MC, as a viscosity modifying agent, cannot help prevent
the cracking. Therefore, the mixes in S2 are not printable yet and require modifications
to prevent the formation of cracks in the fresh and hardened states. On the other hand,
fresh S3 mixes, compared to S1, had a better printing quality but lower than S2. However,
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referring to Figure 15, S3 mixes had a higher deviation from the designed printing path
width of 20 mm compared to S1 and S2, which can be attributed to the higher adjusted
W/B ratio and fiber reinforcement, which resulted in the low shape accuracy and the shape
retention after 24 h of hydration.
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The occurrence of early age cracks in lightweight mixes, resulting from their high water
content and subsequent plastic shrinkage, can be effectively managed by incorporating
PE fibers [65]. As illustrated in Figure 14, adding fibers acts as an internal reinforcement
to mitigate cracks and surface imperfections effectively on the filaments in both the fresh
and hardened states. Therefore, incorporating MC and PE fibers was crucial in designing
printable lightweight cementitious mixes.

To evaluate the dimensional conformity of the selected mixes in each set, the width
of the filaments was measured at three different points along the side of the zigzag path
that was printed at the speeds marked in Table 9. The measurements were taken 24 h after
printing, and the results for each designed mix are presented in Figure 15. The standard
deviation is shown to represent the spread of the measured widths. There are two criteria
used to assess the dimensional conformity: (C1) the proximity of the average measured
width for each mix to the designed printing width of 20 mm, and (C2) the consistency of
the width along the filament, which can be evaluated by comparing the standard deviation.
A lower standard deviation indicates a better dimensional conformity.

Figure 15 illustrates that S2 mixes showed the highest dimensional consistency (C1)
and the lowest standard deviation (C2), emphasizing the significant role of MC in enhancing
the rheological properties, including viscosity and dynamic yield stress. In lightweight
mixes of S3, it is evident that the average measured width is larger than the S1 and S2
mixes, indicating the influence of fiber addition on the fresh properties of the printed
materials. Furthermore, considering the impact of the aggregate type and content, it is
noteworthy that mixes containing 50% and 100% expanded glass exhibited a superior
dimension conformity in terms of proximity to the designed filament width (C1) and a
lower standard deviation. Conversely, mixes with 50% and 100% pumice displayed larger
deviations from the designed filament width and higher standard deviations. Finally, it is
concluded that FRM5 with 100% expanded glass, MC, and fibers can be selected as the one
with the best printing quality among all three sets.
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3.6. Buildability

In the context of 3D concrete printing, achieving buildability and shape stability are
key objectives. These aspects play a crucial role in ensuring that the printed objects adhere
to the intended dimensions and prevent any possible failure in their fresh state. Table 10
and Figure 16 present the results of the buildability test. The images in Figure 16 were
captured just before the single-layer printed wall experienced failure.

Table 10. The results of the buildability test.

Set Mix ID Maximum Number of
Printed Layers Printing Speed (mm/s)

S1

M1 30 25
M2 30 20
M3 17 30
M4 24 20
M5 29 20

S2

MC1 21 25
MC2 20 20
MC3 23 20
MC4 10 20
MC5 13 20

S3

FRM1 13 25
FRM2 18 25
FRM3 23 20
FRM4 13 25
FRM5 12 25

Generally, buildability is closely linked to the rheological properties, especially static
yield stress, of the printing material. As depicted in Figure 13, adding MC and fibers (S2
and S3 mixes) did not lead to any notable change in the static yield stress. Interestingly, the
mix containing 100% expanded glass aggregate reduced the static yield stress. The results
from the buildability test align well with the static yield stress of the rheology measurement.
As presented in Table 9, all S1 mixes, except for the one with 100% pumice, were printed to
a greater number of layers than S2 mixes (with MC). Additionally, the shortest printed wall
was observed for S3 mixes. Despite the improved printing quality observed in Figure 15
and the extrudability results due to the addition of expanded glass, MC, and fibers in S3
mixes, their buildability was reduced. This reduction in buildability can be attributed to the
yield stress of these mixes. Particularly, as depicted in Figure 13, MC5 and FRM5 exhibited
a reduction in yield stress, which can be correlated with the shape of the expanded glass
particles. This reduction ultimately led to the 3D printing of less buildable materials.

The observation for mixes with 100% pumice demonstrates an Improvement in build-
ability and the number of printed layers from M3 to MC3 and FRM3. This improvement
can be partly attributed to the printing process parameters, particularly the printing speed.
In M3, the printing speed is higher than other mixes in S1 mixes and MC3 and FRM3. Con-
sequently, besides rheology, the printing speed becomes a critical parameter influencing
buildability and explaining the results obtained in this test. Specifically, the higher printing
speed for M3 (30 mm/s) led to the printing of just 17 layers. In contrast, for MC3 and FRM3,
the yield stress improved, and the printing speed decreased, resulting in better material
stability and allowing the printing of a taller wall (23 layers).
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3.7. Compressive Strength

One concern in utilizing lightweight concrete for load-bearing walls is its relatively
low mechanical performance. This section aimed to evaluate the changes in the mechanical
properties of the designed mixes and investigate the impact of replacing a normal-weight
aggregate with lightweight alternatives and the influence of 3D printing on mechanical
performance. For this purpose, the compressive strength of the designed mixes in both cast
and 3D-printed samples was compared after 28 days of curing. The results of compressive
strength are provided in Figure 17. Generally, the compressive strength of the cast samples
was higher than the 3D-printed ones. The observed reduction in compressive strength
for the 3D-printed specimens can be attributed to the absence of vibration during the
printing process, which limits the densification and compaction of the printed material. As
a result, voids, both within each filament and between extruded filaments, are likely to
form, leading to a decrease in compressive strength [66,67]. This finding is consistent with
the previous studies, further supporting the impact of void formation on the mechanical
properties of 3D-printed samples [66,68–72]. This strength reduction is the most significant
for 3D printed M1 (51.76%) and the least for 3D printed FRM3 (16.18%). Furthermore, it
is worth noting that the standard deviation bar is larger for the printed specimens, which
can be related to the presence of void areas between the filaments and the weak interface
formed during the printing.
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Figure 17. The results of 28-day compressive strength.

The highest strength among the cast-in-place samples is achieved by the M1 mixes,
with a maximum compressive strength of 65.6 MPa. On the other hand, the maximum
compressive strength for the 3D printed specimens is reported in the FRM2, which equals
43.4 MPa. The addition of MC generally resulted in a reduction in the compressive strength
of the cast samples. This reduction can be attributed to the increase in entrapped air content
due to the reduced workability and the retardation effect of HPMC molecules on cement
hydration [60]. Figure 17a demonstrates that S1 mixes exhibited higher strength than S2
mixes. Furthermore, including fibers in cast S3 specimens led to a slight decrease in the
compressive strength of the cast-in-place samples compared to S2 and, accordingly, S1
mixes. This observation can be attributed to the lower adjusted W/B ratio of S1 mixes (as
shown in Table 5) compared to S2 and S3 mixes, which may have contributed to a higher
porosity and lower mechanical performance [73]. Moreover, as illustrated in Figures 8–10,
adding fibers introduces more pores and new interfacial transition zones (ITZs) between
the fibers and cement paste. These changes have the potential to result in a reduction
in strength.

In contrast, this trend among different series (S1, S2, S3) varies in the case of 3D-
printed specimens. Except for the 100% expanded glass mix, the S3 mixes exhibited a larger
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compressive strength, increasing up to 36.44% compared to the S1 mixes. In general, a
trade-off exists between the adjusted W/B ratio and the quality of the printed filament
in terms of dimensional conformity and early age cracks for the 3D printed specimens,
which helps explain this observation. The improvement in compressive strength in most S3
3D-printed specimens (except FRM5) can be attributed to the higher quality of the printed
samples. As explained in the extrudability evaluation section, adding MC and fiber is
crucial for achieving acceptable printing quality. Additionally, the beneficial effects of the
fiber-reinforced 3D printed sample (S3 mixes) can be justified by several factors. Firstly,
the presence of PE fibers provides a bridging effect [57,58], enhancing the overall strength
of the material. Additionally, the interfacial bond between the PE fibers and the matrix
improves the mechanical properties [74]. Furthermore, the orientation of the fibers plays a
role in reinforcing the structure [75,76]. These factors help somewhat mitigate the negative
impact of air void formation and a weak filament interface. Thus, for all the mixes except
the 100% expanded glass mix, the high printing quality resulted in the highest compressive
strength. Although Figure 17 indicates that S2 mixes have the lowest compressive strength
(reaching as low as 17.6 MPa for M5) than S1 and S3 mixes for 3D printed cubes, a few
factors contribute to this observation. Firstly, the adjusted W/B ratio of S2 mixes is larger
than that of S1 mixes, which can result in a more porous matrix. Additionally, the formation
of early age cracks can adversely affect the serviceability and mechanical properties of
the printed materials, leading to a lower compressive strength. Therefore, while adding
MC can improve the dimensional conformity of 3D printed filaments, early age cracks can
reduce their compressive strengths.

When comparing different types of aggregates, it is evident that RS (normal-weight
sand) exhibited the highest compressive strength (reaching as high as 65.6 MPa), while the
expanded glass aggregate showed the lowest compressive strength (as low as 17.5 MPa)
for both the cast and 3D printed specimens. The presence of lightweight aggregates such as
pumice and expanded glass, which have a porous structure and lower mechanical strength,
along with their influence on increasing the adjusted W/B ratio, resulted in a decrease in
the compressive strength of both cast and 3D printed specimens [52,54].

By considering the extrudability, buildability, and mechanical properties of the differ-
ent mixes, it is possible to define specific functionalities for each mix designed in the S3
series. For example, mixes containing expanded glass may result in a lower weight, indicat-
ing potentially better thermal resistance, but they exhibit a lower mechanical properties or
buildability. On the other hand, pumice mixes are not as lightweight as expanded glass
mixes, but they offer higher buildability and compressive strength. Consequently, all mixes
should be classified based on their physical, printing, and mechanical properties, allowing
for their specific application in appropriate contexts.

4. Conclusions

This paper aimed to develop lightweight 3D-printed cementitious mixes using lightweight
aggregate by evaluating the printability and mechanical properties and finding solutions
to improve these properties. The findings demonstrate that replacing normal-weight
aggregate (RS) with lightweight alternatives (i.e., expanded glass and pumice) enhances
the flowability and extrudability of 3D-printed components while reducing the dry density.
However, this substitution also leads to a decrease in mechanical strength. Based on the
aforementioned discussion, the following conclusions can be drawn:

• Analyzing the SEM images of the RS, expanded glass, and pumice aggregates revealed
that pumice aggregates are more porous and have irregular shapes compared to the
RS and expanded glass, while the expanded glass was more rounded than the other
two aggregates. Additionally, the analysis of the SEM images for the 3D printed
concrete samples indicated that S1 mixes had a denser structure characterized by
high quantities of CSH structures. Adding MC to the mixes in S2 resulted in a dense
structure; however, adding fiber in S3 mixes introduced pores and voids at the interface
of the fiber and the mixes.
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• Replacing the RS aggregate with lightweight aggregates (expanded glass and pumice)
at two levels of 50% and 100% by volume in S1 mixes (M2–M5) resulted in the reduction
in dry density to M1 by 13.3%, 24.81%, 9.49%, and 23.01%, respectively. This trend
was also consistently observed for MC1–MC5 and FRM1–FRM5.

• The flow table and setting time showed that adding MC to the mixture increased the
shape retention ability of mixes and decreased the workability. However, the adjusted
W/B ratio was higher for both S2 and S3 mixes compared to S1 mixes. To ensure the
adequate flowability of mixes containing the lightweight aggregates, a higher W/B
ratio was increased to compensate the high-water absorption capacity of lightweight
aggregates in the mixes. Thus, the W/B ratio increased up to 0.38 for FRM3.

• The extrudability test was performed to evaluate the printing quality at the early age of
printed material. The results indicated that incorporating lightweight aggregates in S1
mixes contributed to the plastic shrinkage cracking, and that the filament experienced
small wrinkles during printing and small cracks. Although MC addition helped
to some extent by improving the printing quality at the fresh level, hairline cracks
appeared after 24 h, even in S2 mixes, suggesting that MC was not fully effective
in preventing these cracks. Adding fibers at a volume fraction of 0.35% in S3 mixes
enhanced the shrinkage cracking resistance but lowered the printing quality compared
to S2 mixes. Furthermore, mixes containing 50% and 100% expanded glass exhibited
higher dimensional conformity in proximity to the designed filament width and a
lower standard deviation.

• The buildability test results revealed that S1 mixes had a higher number of printed
layers than S2 and S3 mixes, which can be attributed to a lower adjusted W/B ratio.
Also, comparing the results for mixes in S1, S2, and S3 sets with RS, expanded glass,
and pumice aggregates indicated that the addition of MC expanded glass and fiber
resulted in a further reduction in the buildability of S3 mixes that can be related to
the low static yield stress of S3. Also, comparing the pumice and expanded glass, it is
concluded that expanded glass would lower the buildability of cementitious materials
due to the rounded shape and less interlock between the aggregates and cement paste
compared to RS and pumice aggregates.

• Control mixes and the mix with 100% pumice replacement had higher static yield
stresses compared to the mix with 100% expanded glass. Although the addition of
fiber increased the plastic viscosity of the M1 in the S1 mix by 73% and 143% for the
MC1 and FRM1 mixes, respectively, the M3 and M5 in S1 increased by 115% and 221%
in S2 mixes, and 133% and 181% in S3 mixes; however, this did not result in a good
conclusion for yield stress. The yield stresses for FRM3 and FRM5 showed a 48.88%
and 54.16% decline compared with FRM1, respectively.

• The compressive strength of 3D printed concrete specimens decreased compared to the
cast ones, ranging from 16.18% (for 3D printed M1) to 51.76% (for 3D printed FRM3).
This reduction is likely attributed to the formation of voids within each filament and
between extruded filaments, leading to a decrease in compressive strength. Among the
cast and 3D printed concrete specimens, cast M1 exhibited the maximum compressive
strength of 65.6 MPa, while the minimum compressive strength was recorded for
3D printed FM5 at 17.5 MPa. The reduction in compressive strength of lightweight
concrete is attributed to its porous structure, lower mechanical strength, and higher
adjusted water-to-binder ratio.
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