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Abstract: Recently, additive manufacturing (AM) processes applied to the micrometer range are
subjected to intense development motivated by the influence of the consolidated methods for the
macroscale and by the attraction for digital design and freeform fabrication. The integration of AM
with the other steps of conventional micro-electro-mechanical systems (MEMS) fabrication processes
is still in progress and, furthermore, the development of dedicated design methods for this field is
under development. The large variety of AM processes and materials is leading to an abundance
of documentation about process attempts, setup details, and case studies. However, the fast and
multi-technological development of AM methods for microstructures will require organized analysis
of the specific and comparative advantages, constraints, and limitations of the processes. The goal of
this paper is to provide an up-to-date overall view on the AM processes at the microscale and also to
organize and disambiguate the related performances, capabilities, and resolutions.

Keywords: additive manufacturing; 3D printing; MEMS; microstructures; digital manufacturing; IOT

1. Introduction

Additive manufacturing (AM) and 3D printing are consolidated processes for the pro-
duction of components at the macroscale at the industrial level, although many optimization
issues still remain open and motivate academic research. Instead, the AM of microstructures
and MEMS (micro-electro-mechanical systems) is based on dedicated processes that are still
under development and validation. In particular, some relevant process performances such as
accuracy, resolution, and repeatability are not fully consolidated, and materials availability is
still limited [1-10]. The AM processes are classified into seven categories according to the inter-
national standard [11]: binder jetting, directed energy deposition, material extrusion, material
jetting, powder bed fusion, sheet lamination, and vat photopolymerization. By starting from
the original processes classification, many variations were introduced and original methods
were developed. As a result, a very high number of fabrication methods are available today,
with different levels of maturity and reliability. Similarly, many associated acronyms can be
found, sometimes with the same meaning.

The development of a MEMS based on 3D printing and AM always needs a specific
design approach. The knowledge of the available process typologies, combinations, per-
formances, and available materials is mandatory to improve the manufacturability and
sustainability of micro 3D-printed devices. The common advantage of all AM methods
is the direct building from the digital geometry file or model (computer-aided design,
CAD) to the real component. This conversion is possible with wider shape freedom than
with conventional micromachining building processes [7,12]. At the present level of de-
velopment, some AM methods demonstrated resolutions up to the nanometer range and
improved the quality of structures in terms of surface finishing and parts geometry. The
integration of AM methods into high-performance technologies (nanoimprint lithography,
roll-to-roll processing, etc.) is possible, as the development of combinations of different
additive methods.
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The AM available materials are increasing in number, increasing those ones with func-
tional properties. The compatible materials are polymers (polyamide, acrylates, polylactic
acid or “PLA”, acrylonitrile butadiene styrene or “ABS”, epoxy resins, polycarbonate) [13],
metals (titanium, aluminum and nickel alloys, stainless steel) [14], ceramics (alumina,
lead zirconate titanate or “PZT”, silicon carbide, titanium dioxide) [15], and soft materials
(hydrogel, liquid crystals, polydimethylsiloxane or “PDMS”) [16]. Many AM methods
show recurring issues related to dimensional accuracy and thermal shrinkage, especially in
polymer-based processes, ceramic green parts sintering, and metal parts fabrication.

The emerging AM technologies applied to the micro- and nanoscales [3,6] demonstrate
preliminary applications in mechanics [17], electronics (sensors, light-emitting diodes-
LEDs) [18,19], optics and photonics (filters, photonic crystals, meta-materials, diffractive
elements) [20-22], medicine [23] and bionics [24-26]. The rise of AM is expected in some
emerging fields of microstructures such as wearable electronics [27,28], flexible batteries
management, internet of things (IOT) [29], printed bionics/biomechanics [19], lab-on-
chip [30], and self-powered sensors.

2. Classification of AM Processes for MEMS

The comprehensive review of the presently available AM processes suitable for the
microscale can be divided into four categories: powder-based processes, other laser-based
processes, extrusion-based processes, and other processes. The next sessions report the
description of these processes, the associated materials, and features size. The differences
among the process variants are reported and the multitude of acronyms available in the
literature are disambiguated.

The nomenclature of AM processes is subjected to frequent revisions and updates,
under the guidelines given by ASTM standards. However, many acronyms used in the
past, although formally outdated, are still commonly used in scientific papers and technical
reports due to their clear technological significance. For example, the selective laser melting
(SLM) process has been re-named as laser-based powder bed fusion of metals (PBF-LB/M) and
laser-based powder bed fusion of polymers (PBF-LB/P) [31]. In this paper, the AM processes
nomenclature cited is not limited to the international standards presently active and also
includes widely used terms and definitions.

The powder-based AM processes refer to the presence of powder bed or powder
injection feedstock. The laser-based processes (excluding those already described in the
first category) refer to laser power sources. The extrusion-based processes identify the
building growth through extruded layers of materials. Finally, the other processes not
included in the previous categories are reported. The block diagram of Figure 1 reports the
AM processes for the microscale organized in their respective categories.
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Figure 1. Classification of the AM processes for MEMS fabrication.

3. Powder-Based Processes

The AM processes based on powders management are suitable to many compatible
materials, provide fast production speed thanks to the limited supports needed, and offer
high accuracy. For these reasons, they have a high potential for MEMS fabrication. Another
advantage is the reduced waste materials due to the reusability of unprocessed powder [4].
With reference to the seven AM methods mentioned in the standards [11], the powder-based
processes include three of them: powder bed fusion (PBF), powder directed energy deposition
(PDED), and powder bed binder jetting (PBBJ). Other variants of these processes have been
developed: the multi jet fusion (MJF), the selective laser sintering (SLS), the selective laser
melting (SLM), and the electron beam melting (EBM). In all cases, the powder is processed by
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starting from a powder bed feedstock (metals and polymers) or from a powder injection,
or blown powder, feedstock (metals only).

The challenges and limitations of this group of processes in the MEMS field are
associated with the resolution of the energetic source and the powder granulometry. The
average spot size of laser beams or electron beams is able to produce structures with
dimensions largely below 500 um, generally down to 100 um. The surface roughness is
critical because for MEMS the post-process mechanical tooling is generally not applicable,
and the “as-built” accuracy is the only one available. For MEMS, the process parameters
are much more sensitive than in the macro-scale, in terms of laser speed, layer thickness,
and laser power (contributing to the definition of the volume energy density, VED). The
combination of these parameters affects the so-called “up-skin” and “down-skin” printing
resolution, referred to as the horizontal planes. Furthermore, in the microscale, the printing
parameters variation between the contour (the perimeter of the structure) and the inner
parts is very critical due to the small structure dimensions. Here, the fast and high gradient
of the VED may produce local melting/sintering issues (distortion and porosity).

3.1. Powder Bed Fusion (PBF)

The powder bed fusion (PBF) method was introduced the first time by Deckard and
Beaman [32]. It is based on a feedstock where the powder is exposed selectively to a
descendent energy source that causes the powder to sinter or melt [33,34]. Depending on
the energy source (laser, electron beam, infrared, thermal) and powder pre-heating, the
process gets different names. The materials compatible with PBF processes are metals,
polymers, and ceramics, although other typologies can be used as composite powders,
calcium carbonate, and sand. With exposure to the energetic source, the powder is locally
sintered or melted and the object is created layer by layer. Vertically movable stages and
powder re-coaters are needed to run the process into confined chambers with a controlled
atmosphere. When the structure is completed, the un-exposed powder is removed and
possibly reused. The standard manufacturing guidelines indicate a minimum feature size
of 500 um for PBF of polymers and metals [35]. The next sessions (from 3.2 to 3.5) describe
the variants of the PBF process.

3.2. Multi Jet Fusion (M]JF)

The multi jet fusion (MJF) process, introduced by Hewlett-Packard (HP), belongs to the
PBF category and operates with polymers [36-38]. Generally, it is used for low volumes
and fast components production with high mechanical strength as an AM alternative
to the traditional injection molding [34,36,39,40]. The powder feedstock is similar to
the other PBF processes but the polymer material is fused by using an infrared heating
source combined with chemical agents. The print surface is pre-heated to a uniform
temperature and then a thin layer of powder is deposited on it (Figure 2a). The HP thermal
inkjet of the printing head is then used to deposit on the powder layer a combination
of fusing and detailing agents on different selected areas. After that, the print surface is
exposed to an infrared source and the powder is fused only where the fusing solution
(i.e., radiation absorbing agent) is present [34,36,41,42]. The available polymers for MJF
are polyamide (PA 11, PA 12) and thermoplastic polyurethane (TPU). MJF is suitable for
printing functional mechanical parts or devices, biomedical lattices structures, medical
orthotics and prosthetics, mechanical tools, and fluid-tight devices [36,39,43-48].
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Figure 2. Powder-based processes for AM of microstructures: (a) multi jet fusion (MJF), (b) selective laser sintering/melting
(SLS/SLM), (c) electron beam melting (EBM), (d) powder bed binder jetting (PBBJ), (e) powder directed energy deposition (°PDED).

3.3. Selective Laser Sintering (SLS)

In this process, a laser beam is directed against the upper surface of the powder as
represented in Figure 2b. The SLS is the most common AM process for polymers (nylon,
polycarbonate, polymer composites, etc.), although metals, ceramics, hydroxyapatite,
and glasses are also compatible [34,49-51]. The laser-scanning path is obtained from the
processing and slicing of the digital 3D drawing. The 3-dimensional object is obtained as
the result of layer-by-layer fusion and sintering of the powder, by eventually pre-heating
the material and by using inert atmosphere into the printing chamber. The vertical stage is
moved downward, a powder layer is deposited by the recoater arm and then exposed to
the laser source [52]. The maximum accuracy of the resulting SLS features is in the range
40-100 pum [10,53-55].

The definition of SLS is associated with a large variety of materials, including metals.
However, in this case, the alternative names of direct metal laser sintering (DMLS) or direct
selective laser sintering (DSLS) are preferably used in literature and practice [52,56]. The
documented typical feature size of DMLS is around 500 pm, although the minimum docu-
mented values reached 380 um and 153 um for standard and high-resolution processes [57].

3.4. Selective Laser Melting (SLM)

The SLM process is addressed to metals, and it is also referenced as direct metal
laser melting (DMLM) or laser powder bed fusion (LPBF). It is very similar to SLS, but the
powder particles are heated until the full melting by using laser beams with higher power
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(Figure 2b) [58-62]. This difference provides higher mechanical strength of the processed
materials than SLS [63-65]. The process sequence is similar to SLS, where the layer thickness
ranges between 20 and 100 pm and the metal powder granulometry is about 20-50 um [66].
The minimum feature size reported for SLM is 40-200 pm [67,68]. Some examples of
micro-channels fabricating with SLM in steel parts with 120 pm wall thickness and square
cross-section were documented [69]. In glass material, SLM was used to build channels
with 1.1 mm cross-section [70]. The so-called micro-SLM process, recently developed
achieved microscale features of 60 um and 1.3 pm minimum surface roughness (Ra) [66].

3.5. Electron Beam Melting (EBM)

The EBM process is applied exclusively to pre-heated metal powders in a vacuum
chamber. As reported in Figure 2c, an electron beam heat source is used to fully melt the
powder grains [71]. The pre-heating increases the stability and compactness of powder,
then suspended parts can be obtained with reduced supports density, as a general rule. The
process resolution is in the range 100-200 um [72,73]. As an example, different versions of
scaffolds with gyroid shape and composed of unit cells with a minimum feature size of
500 um were built [74].

3.6. Powder Bed Binder Jetting (PBBJ)

The PBBJ is applicable to a large variety of materials, including polymers, metals, sand,
ceramics, and mixtures of them [75-80]. The powder grains are deposited together with a liquid
binding agent working as cohesive media (Figure 2d). The layers are sequentially deposited
upon a platform that moves progressively downwards. The result of the first phase of the
process is a 3D object called the “green part”. The green part is then subjected to extensive
post-processing, including debinding, sintering and, eventually, infiltration and hipping (hot
isostatic pressure) to remove the binder solution and increase the mechanical strength by
reducing porosity [76,77,79,81-85]. In the case of ceramics, the resolution of PBBJ is largely
variable in the range 22-500 um [86,87], while in the case of metals and polymers the typical
feature size is about 100 pm [13], with variations related to the powder grains dimension [86].
In fact, the performances of surface roughness and mechanical resistance increase with finer
powder below 20 um. The presence of the binder is responsible for accuracy issues in terms of
shrinkage and deviations from the nominal dimensions.

3.7. Powder Directed Energy Deposition (PDED)

The PDED process is based on injection feedstock of powder supported by robotic
systems with multiple axes. The heat source is generally represented by a laser source but
other sources can be used (electron beam, plasma, electric arc). The PDED process is also
called direct laser metal deposition (DLMD).

The injector and heat source are coupled, then the metal powder injected is immedi-
ately melted and deposited on the target surface, where the temperature rapidly decreases
and causes the solidification (Figure 2e). The physical and chemical bonding between the
target and the deposited materials is obtained [88,89]. The applicable strategies of injection
include the lateral and off-axis orientation, and the continuous or discontinuous powder
injection [59]. The different injection methods associated with the specific heat source and
kinematic system lead to the sub-categories of PDED known as laser engineered net shaping
(LENS), laser metal deposition (LMD), direct laser deposition (DLD), direct light fabrication (DLF),
laser deposition welding (LDW) and powder fusion welding (PFW) [88,89].

The mechanical characteristics of the process do not consent to reach high resolutions,
which are limited to values included between 500 and 3000 pum [57]. The process variant
associated with the lowest values of this range is also defined micro-PDED/DLMD process
(u-PDED/DLMD) [90-92]. Some features represented by 20 um single pattern tracks were
fabricated by u-PDED/DLMD [90].
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4. Other Laser-Based Processes

This category includes all the laser-based processes for MEMS fabrication which are
not mentioned in the previous section. In particular, the group of processes based on
the photopolymerization of liquid resins are reported. The main challenges of these AM
processes are associated with the limitation of resolution due to the optical properties of the
polymers used. The light refraction and diffraction aredirectly responsible for the thickness
of the transition region between exposed and unexposed liquid volumes. In the MEMS
scale, the small liquid volume involved limits the light deviation, then dimensions below
50 pum are easily achievable with high precision. The situation is different for the two-
photon polymerization (TPP) process, where the pulse light generated by a laser transparent
photopolymer is able to expose the resin exactly at the beam focal point, with a precision in
the order of a few nanometers.

4.1. Micro-Stereolithography (u-SLA)

The so-called “stereolithography apparatus” (SLA) is the name assigned by Charles W.
Hull to the system he patented in 1984 [93], together with the successful STL file format for
the digital slicing of 3D models. They became the tool to support the most diffused, cheap,
and fast 3D printing method for polymers for many years [6]. The basic principle is to excite
with light source a bath of liquid photosensitive material to induce the polymerization and
solidification (photocuring) in selected regions [93-98].

The two main sub-categories of SLA are defined in relation to the exposure strategy:
scanning and light projection [94]. In the scanning laser stereolithography (SLSLA), as reported
in Figure 3a, the laser beam produces the local polymerization of the liquid resin point-by-
point on its surface. The laser pattern is defined by the digital processing of the original
geometry, which is preliminarily sliced to identify the exposure areas corresponding to
each layer. The thickness of each layer is in the range 10-100 pm. The layers’ superposition
is achievable thanks to a building platform that moves downwards [6]. In the projection
stereolithography (PSLA) process (Figure 3b), the entire surface of the liquid photosensitive
resin is exposed to the light source simultaneously. Digital micro-mirror devices (DMD)
composed of a matrix of reflecting and orientable surfaces, individually controllable,
provide the shaping of light. The DMD chip may contain several million micro-mirrors,
combined together to define the entire image [6].

4.2. Mask-Image-Projection Stereolithography (MIP-SLA)

This process, similar to stereolithography and represented by Figure 3c, is based on
the localized polymerization of liquid resin through laser light exposure. Different from
the projection stereolithography, a green part is preliminarily fabricated and used as a light
mask to define complex profiles. In [99], for instance, the authors used the MIP-SLA process
to build BaTiOs-based piezoelectric composite ceramics with a honeycomb structure design
with a wall thickness of 450 um.

4.3. Continuous Liquid Interphase Printing (CLIP)

The continuous liquid interphase printing (CLIP), also known as continuous liquid interface
production, is similar to the projection stereolithography (PSLA). Figure 3d shows that the
liquid resin is contained in a pool with the bottom side transparent to ultraviolet light. The
light source is positioned below the transparent window; the printed object rises during
the polymerization allowing other resin to flow below the exposed layer. An optically
transparent membrane, permeable to oxygen, is situated below the resin [100]. The photo-
polymerization is quenched by the oxygen and the membrane creates a persistent liquid
interface that prevents the adhesion of the part with the pool [101].
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Figure 3. Other laser-based processes for AM of microstructures: (a) scanning and (b) projection
micro-stereolithography (u-SLA), (c) mask-image-projection stereolithography with 3D mask (MIP-
SLA) [99], (d) continuous liquid interphase printing (CLIP), (e) computed axial lithography (CAL),
(f) digital light processing (DLP), (g) two-photon polymerization (TPP) or direct laser writing (DLW).

4.4. Computed Axial Lithography (CAL)

In the computed axial lithography (CAL) there are multiple light sources, oriented along
many different directions. The photoresist is contained in a cylindrical tank with transpar-
ent walls and it is exposed by 2D images along different orientations. The composition
of all the exposures provides the 3D target object, according to previous calculations on
the light patterns. A rotation stage can be used to obtain the same exposure condition,
as represented in Figure 3e. The unexposed or underexposed resin is removed after the
process. The typical features dimension is in the range 100 pm-1000 pm [102,103].

4.5. Digital Light Processing (DLP)

Many 3D printers are able to convert the digital object file into sliced geometry and
sequential building. The digital light processing stereolithography (DLP-SLA) is used for
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building direct polymeric devices [104,105] or to support the fabrication steps of a more
complicated process with different materials (Figure 3f). In [106] the DLP-SLA process is
used with zirconia to build the UV-curable supports and to shape the green part, which is
then sintered. The minimum feature size achieved is about 50 um [105,106].

4.6. Two-Photon Polymerization (TPP) or Direct Laser Writing (DLW)

This 3D building process is based on the two-photon absorption proposed by Maruo
in 1997 [107] and allows fabricating parts with extremely small dimensions, in the order
of 1/100 the laser wavelength (with reference to ~810 nm wavelength of the femtosecond
lasers generally used) [108,109]. In the TPP process, a laser beam transparent to the
photosensitive polymer is used to generate a pulse light with high peak power (Figure 3g).
When the laser is focused on a specific point, a threshold photon flux density is achieved
in the middle of the focal spot [6]. The non-linear process of two-photon absorption is
induced by the high-intensity light source [3]. The polymerization area (called “voxel”)
is then significantly smaller than the laser wavelength [110-112]. The TPP allows us to
control the polymerization point along the 3-dimensions with resolution below 100 nm and,
for this reason, the process is also known as direct laser writing (DLW) [107]. The effective
resolution of the process is related to many factors: laser power and wavelength, photoresist
properties, oxygen diffusion, etc. [113]. The optical resolution of 5.6 nm with visible light
was documented [114] and suspended lines with 9 nm feature size and interlinear resolution
of 52 nm were achieved [115]. An axial resolution of 40 nm was also obtained [109].

The TPP process has recently attracted increasing attention for MEMS and NEMS
(nano electro-mechanical systems) applications [116,117]; in addition, the same interaction
principle between the femtolaser and the photosensitive material is applicable to other
microfabrication processes as laser ablation [118,119], laser melting [120,121], and photoreduc-
tion [122,123].

5. Extrusion-Based Processes
5.1. Fused Deposition Modelling (FDM)

The fused deposition modeling (FDM), also referenced as fused filament fabrication (FFF),
is a 3D printing method based on the material extrusion through a nozzle, as introduced by
S. Scott Crump in 1988 [124]. An electric resistance heats and fuses the solid filament that
is immediately extruded along the desired pattern to compose each layer (Figure 4a). Com-
patible materials are thermoplastic and thermosetting polymers, including acrylonitrile
butadiene styrene (ABS), polylactic acid (PLA), and polyethylene terephthalate (PET).

In the MEMS fabrication, the limitations associated with the FDM process are the
nozzle dimension and the viscosity of the materials used. The minimum size of structures
is in order of 200 um with PDMS and 400 um with PLA and ABS.

5.2. Ink Jet 3D Printing (IJP)

The AM methods based on extruded materials without thermal heating are identified
with the definition of direct ink writing (DIW) [125]. The main advantages of these methods
are low cost, a large variety of materials, large printing area, and high throughput [126,127].

The ink jet 3D printing (IJP) is based on the deposition of small ink droplets on the
substrate. Different to traditional 2D printing, the print head (or, alternatively, the substrate)
is controlled also in the vertical direction. This allows building objects by superimposing
successive layers [128]. The material is extruded through a nozzle and deposited along
a linear pattern (continuous ink jet printing) or point-to-point (drop-on-demand ink jet
printing) [129]. The most frequent method for AM is the second one [130].
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Figure 4. Extrusion-based processes for AM of microstructures: (a) fused deposition modelling (FDM), (b) electro-
hydrodynamic ink jet printing (EHD-IJP), (c) multi jet modelling (MJM).

The materials suitable for IJP have low viscosity and they are generally polymers,
waxes, bio-inks, and hydrogels [131]. The building of 3D ink jet printed microstructures
was demonstrated [132]. More specifically for microscale printing, other available materials
are colloid solutions of nanoparticles, metals, composites, glasses, and biological tissues.
The material is usually named “ink” in relation to this particular process [6]. The ink jet
printing method allows fabricating metal electronic elements on plastic substrates thanks
to the low temperatures involved and by using solder materials. Metals with low melting
temperatures have been used in the jetting process to build 3D microstructures [133,134].

The low viscosity allows achieving features size of about 10 um [135] or lower [136].
The features size also depends on the droplet’s size and nozzle diameter. The size of
droplets is determined by the ejection system (or activator), normally based on piezoelectric
or thermal principles. The ejection control signal (pulse shape and length) determines
the formation of droplets and their size, velocity, and repeatability [137]. Other factors
influencing droplets properties and objects resolution are ink surface tension, viscosity
and inertia, and ink-substrate affinity. After the deposition, ink drying or annealing are
provided. Extensive simulations and experiments on droplets formation with various
materials are available [138].

The evolution of IJP, called electro-hydrodynamic ink jet printing (EHD-IJP), reported in
Figure 4b, provides the reduction of droplets size by means of an additional electric field
between the printhead nozzle and the substrate [139,140]. The electric field produces a
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sequence of small ink volumes leaving the droplet and migrating towards the substrate. The
dimension of these new droplets is much smaller than the nozzle diameter, around 100 nm.
Then, the EHD-IJP is suitable for printing high-resolution micro and nano-structures (e.g.,
50 nm gold nanocolumns [141] and 10 um wax-polymer capillaries [142]) and supports the
combination of multiple materials [141,143].

5.3. Multi Jet Modelling (MJM)

The multi jet modeling (MJM) is based on the parallel and simultaneous ink jet deposi-
tion of multiple materials including sacrificial support material (gray) and photocurable
materials (colored). This method was introduced by Yamane et al. [144] in the 1990s and
it is also referenced as “Polyjet” 3D printing. The deposition of photopolymer droplets
and sacrificial material is accompanied by continuous ultraviolet (UV) photocuring, as
represented in Figure 4c. The sacrificial material is generally a water-soluble gel or meltable
wax, which is removed with post-processing steps [145]. Recent developments report
polymer jetting processes (where aerosol jet printers are used) assisted by UV LEDs (light-
emitting diodes) through focal lenses. The LEDs light is used to provide instant curing
of the polymer and the lenses to focus the light beam more effectively. Polymer pillars
with 20 um diameter were built with this technique by achieving 16° light beam angle and
100 ms/ pillar velocity including the curing [146].

6. Other Processes
6.1. Electron/lon Beam Induced Deposition (E/IBID)

The (focused) electron beam induced deposition (EBID) starts from a low-pressure envi-
ronment with gaseous material, which is deposited on a substrate by the power source
(Figure 5a). A similar alternative version uses an ion-beam source (ion beam induced
deposition-IBID). The ideal resolution of the process is very high and related to the molecular
size of the deposited material. However, many geometrical and directional constraints are
present. A large variety of materials are compatible including polymers and metals [147].
The E/IBID are characterized by very low printing speed (below 1 voxel/s) [148].

An improved variant of this process, with a high impact on the MEMS scale, also
called focused ion beam (FIB), includes the gas supply through a nozzle close to the focused
ion beam source [149]. The same ion beam is used for etching (subtractive operation) and
depositing (additive operation) the material. Both insulators and metals can be processed,
and high-resolution patterning is possible (below 10 um).

6.2. Casting with Sacrificial Mold

The combination of different AM processes can potentially provide improved perfor-
mances. The most relevant case is the preliminary fabrication of molds through various
methods (SLA, SLA, SLM, etc.) followed by a casting process. In the microscale, the separa-
tion of the part from the mold is challenging and it is preferable to use sacrificial molds that
are etched or dissolved after the casting. This method provides good results in particular
with soft material components with complex shapes (micropillars, membranes, lattices,
channels, etc.) In [12], the authors used a metal sacrificial mold with thin walls fabricated
by AM to cast and cure the soft polymer (PDMS in this case). The mold is then dissolved
by acids without affecting the polymer object. The challenges for MEMS fabrication are
associated with the final dimensional tolerances and with parts accuracy. The tolerance is
affected by the material shrinkage during the casting process, although the small volumes
involved cause in general proportionally low deviations. Instead, the final accuracy of the
microstructure derives from the contributions of the mold dimensional tolerances and the
mold release. The sum of accuracy errors may lead to the MEMS scale of large deviations
from the nominal dimensions without precise control of all the intermediate steps.
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Figure 5. Other processes for AM of microstructures: (a) electron/ion beam induced deposition (E/IBID), (b) laminated
resin printing (LRP), (c) ink jet selective laser sintering (IJ-SLS), (d) transfer printing.

6.3. Laminated Resin Printing (LRP)

The LRP process is suitable for MEMS fabrication and consists in stacking many layers
of dry resin previously patterned by stereolithography. As reported in Figure 5b, each layer
is made by a negative photoresist that is exposed to a light source and shaped. A rapid
automated process provides the sequential stacking of the resin blocks giving the growth
of the 3D microstructure. The stacked layers may also work as supports for successive
suspended layers forming membranes or overhangs. With reference to Figure 5b, the
projector exposes the active layer while the shutter protects the building part below. The
shutter is then moved and the vertical stage translates upwards so that the part and the
new layer are put in contact. The heated roller provides the pressure needed for lamination,
then the stage returns in a down position and the shutter returns to protection mode.
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Complex shapes with low cost and fast cycle time are feasible with LRP, and post-
processes as metallization, etching, or microfabrication steps are applicable. Small machines
composed of a DLP projector and lamination system (shutter and movable stage) support
the process. Typical resolutions achievable are in the order of 10 um with 1920 x 1080
resolution projectors [150].

6.4. Ink Jet Selective Laser Sintering (IJ-SLS)

This process is the evolution of selective laser sintering (SLS) and ink jet printing
(IJP). The special setup of this process allows achieving probably the highest resolutions in
metal 3D printed microstructures (in the order of 5 um) and the fastest velocities (about
60 mm3/h). The process, described in [54] and represented in Figure 5¢, provides the
preliminary substrate coating with ink including metal nanoparticles inside. The layer
of ink is then dried and exposed to a light source by means of nano-positioners for high
precision alignment. The laser light beam used for the exposition is preliminary patterned
by DMDs. The exposure causes metal particles to sinter and form a layer formation. The
process is repeated to build multiple stacked layers.

6.5. Transfer Printing

The transfer printing process provides the translation of solid material blocks from
a donor substrate (where the material is preliminary grown or deposited) to a receiving
substrate (Figure 5d) [151-153]. The solid materials transferred are also called “solid inks”.
The transfer is performed through an elastomeric stamp with sharp tips provided with
shape memory. The flexible stamp is contacted and preloaded upon the solid material
to induce local adhesion with the sharp tips. The stamp-ink assembly is then moved to
the target position and heated. The thermal heating restores the original shape of stamp
tips and the solid ink is released. The process was initially applied to single-crystal silicon
inks (namely “micro-masonry”), then extended to silicon dioxide, gold, and epoxy polymer
(SUS8). The process is also known as micro-LEGO and supports many geometrical variants
and configurations for the creation of MEMS assemblies (rotors [154], comb-drives [155],
micromirrors [156], resonators [157], and cantilevers [158]).

7. Discussions

The AM of microstructures, similarly to the macroscale field, allows the fabrication of
complicated shapes that are impossible to obtain with other processes. The AM methods
also permit to use a large variety of materials and materials combinations [159-163]. Some
of the processes described have been developed by starting from the macroscale to increase
their performances and resolutions, making them suitable for building microstructures
and MEMS. The comparison between AM at micro and macro scales shows significant
differences among the two fields. The fabrication of structures at the micrometer range
requires many steps including traditional micromachining methods and AM. Then, the
integration and compatibility of these production phases is very significant (e.g., the
deposition of conductive electrodes on structural parts) and causes strong constraints to the
spread of AM that are not present in the macroscale. The standardization and stabilization
of many processes are almost mature at the macroscale, while large variability of results
still exists in the microscale, as the literature demonstrates. The constant advantage of AM
is the possibility to build structures with complex shapes not allowed by conventional
methods. The design digitalization provides high potential in managing complex MEMS
projects with high flexibility. This characteristic of AM also leads to the advantage related to
small volume production and parts parallelization, where small variations among samples
are possible.

Reasonably, the most promising AM processes for future evolution are those ones able
to extend their resolution up to the nanometer range and suitable for the simultaneous
or parallel building of 3D structures. Among these methods there is TPP (two-photon
polymerization). The ink jet process is also promising, in combination with other methods
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as IJ-SLS (ink jet selective laser sintering) or combined with subtractive processes to provide
hybrid fabrication.

The next perspectives of AM in the micrometer field are related to the following
expected advancements of the technologies [6]. Firstly, future processes will require higher
resolutions and will be targeted to the molecular scale. The quality of parts, referring to
dimensional accuracy, roughness, and process repeatability, need to be improved. New
materials, specifically designed and developed for AM, are needed to improve the func-
tional properties of structures. The AM processes themselves require enhanced efficiency,
higher throughputs (more parts per unit time), and parallelization. The AM process will be
integrated into larger high-performance processes to cover the entire MEMS fabrication.
Finally, dedicated tests and in-line controls are required for process management and qual-
ity monitoring. On the contrary, the traditional micromachining processes will experience
advancements on the typologies of compatible materials, on the processes throughput and
cost reduction of high volumes productions.

With reference to the mentioned process efficiency and throughput, associated with
parts details resolution, Figure 6, adapted from the original version published in [148],
reports the comparison of performances among the AM processes. Two figures of merit
are reported: “faster” and “finer”. The left vertical axis reports the printing speed in
terms of the number of voxels per second (“faster”), and the lower horizontal axis reports
the inverse voxel size (“finer”). Additionally, the upper horizontal axis is the voxel size
(10 nm-1 mm) scale, and the right vertical axis is the bit rate (in bits/s) at which the digital
information is converted into hardware.

More in detail, the definition of each process in terms of minimum feature size doc-
umented and available materials are listed in Table 1. The next Table 2 reports the most
relevant ceramic materials used in MEMS processed with AM.
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Figure 6. Performances comparison among AM processes in terms of printing velocity (left vertical
axis) and printing resolution (lower horizontal axis) [148].
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Table 1. Performances and suitable materials of AM processes for microstructures fabrication.

Process Min. Feature (um) Materials References
Powder-based processes
.. . Polymers
Multijet fusion (MJF) 250-500 (PA11, PA12, TPU) [35,46-48,164]
Selective laser sintering (SLS) 40-100 Polymers, metals, ceramics, 1,5 49 5 53 95 165-168]
hydroxyapatite, glasses
Selective laser melting (SLM) 40-200 Metals [73,167-171]
Electron beam melting (EBM) 100-200 Metals [73,168,170]

Powder bed binder jetting (PBB])

Powder directed energy deposition

100 (metals, polymers)
22-500 (ceramics)

Polymers, metals, ceramics,
composites, sand

Polymers, metals
[13,79,95,165-167]
Ceramics, composites
[13,15,79,95,166,167,172,173]

(PDED) 500-3000 Metals [73,168,170]
Other laser-based processes

Micro-stereolithography (u-SLA)  30-70 Ei‘f;ﬁif;si‘;er f:sllzl mers, [174,175]
Mask-image-projection o\

stereolithography (MIP-SLA) 450 Photosensitive polymers [99]
Continuous liquid interphase .

printing (CLIP) 100 Photosensitive polymers [100,101]
Computed axial lithography (CAL)  100-1000 Photosensitive polymers [102,103]
Digital light processing (DLP) 50 Polymers, ceramics [104-106]

Two-photon polymerization (TPP)
or Direct laser writing (DLW)

0.085-1.5 (photoresist)
25 (Poly-diacrylate)

Photoresist, Poly-diacrylate

[108,109,176-178]

Extrusion-based processes

200 (PDMS)

Fused deposition modeling (FDM) 400-500 (PLA, ABS) Polymers [179-183]
Polymers
. . [131,184]
Ink jet 3D printing (IJP) 10-200 Polymers, metals Metals
[135,136]
Multi jet modelling (MJM) 20-50 Photosensitive polymers [144-146]
Other processes
Electron/ion beam induced
deposition (E/IBID) 10 Polymers, metals [147-149]
Casting with sacrificial mold 150-500 Polymers [12,104]
Laminated resin printing (LRP) 10 Polymers, metals [150]
Ink jet selective laser sintering
(I1-SLS) 5 Metals [54]
- Single crystal silicon, silicon
Transfer printing 100 dioxide, gold, SUS [151-153]
Table 2. Fundamental ceramic materials suitable for AM processes.
Material Process Resolution Reference
Alumina Micro-stereolithography (u-SLA) 150 nm [185-188]
Digital light processing (DLP) 100 um [189,190]
Selective laser sintering (SLS) 50 um [191-193]
Ink jet 3D printing (IJP) 100 pm [194]
SiC Casting with sacrificial mold 76 pm [195]
Selective laser sintering (SLS) 50 um [191-193,196]
Sheet lamination - [197]
Hydroxyapatite Fused deposition modeling (FDM) 200 um [198]
Zirconia Micro-stereolithography (u-SLA) 150 nm [185-188]
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Table 2. Cont.

Material Process Resolution Reference
Ink jet 3D printing (IJP) 100 pm [194]

Polymer derived ceramics Micro-stereolithography (u-SLA) 150 nm [185-188,199]
Digital light processing (DLP) 100 pum [189]
Continuous liquid interphase printing (CLIP) 64 pm [200]

8. Conclusions

The most important AM processes suitable for building microstructures and MEMS
are identified and described with the goal being to organize the updated information
associated with the state of the art of this field.

The AM at the micrometer scale is producing some preliminary relevant examples
demonstrating the processes performances and their potential. These experiences are
diffused in academia and industry but globally they are still considered as pioneering
exploration related to an embryonal field waiting for long-term evolution. Today, the
fabrication speed and production parallelization issues are limiting the AM technologies to
stand-alone microsystems or case studies. Furthermore, the limitations related to the simul-
taneous fabrication of electrically conductive parts and insulating parts are reducing the
applicability of the AM processes not supported by other traditional steps. The next-future
progress of additive technologies must necessarily overcome these issues to expand their
applicability. Additionally, it is not reasonable to push the AM to replace extensively the
conventional micromachining processes, which have undoubtedly superior performances.
Instead, the future MEMS designers will probably exploit the specific performances of
novel methods when they are unique and without alternatives. For this purpose, the
combination of consolidated and innovative skills and competencies will be required for
the next generation of MEMS designers. The knowledge of AM processes details and of
electro-mechanical design opportunities provided by the freeform design will be crucial.
This will lead to the development of design skills dedicated to the AM of microstructures,
not limited to alternative ways to provide the same output of conventional processes but
able to sustain the real technological evolution of MEMS.

The processes described in this paper are always associated with the digitalization of
the production, which is probably the next improvement expected in manufacturing at the
micrometer range. In fact, 3D printing is associated with geometries preliminary optimized
through digital operations and then converted to physical objects. This also preludes
to the transition from centralized computation to individual distributed manufacturing
supported by personal computers and local efforts. Furthermore, another typology of
digitalization, called the Internet of Things (IoT) will interest most of the manufacturing
areas in the future and it will be powered by MEMS, preliminarily based on the AM
process. MEMS-based devices will support the monitoring and management of tools,
systems, physical parameters, wearable devices, machines, and buildings.

Funding: This research funded by a grant from the Italian Ministry of Foreign Affairs and Interna-
tional Cooperation.

Conflicts of Interest: The author declare no conflict of interest.
Nomenclature

ABS  acrylonitrile butadiene styrene

AM  additive manufacturing

CAD computer aided design

CAL  computed axial lithography

CLIP  continuous liquid interphase printing
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DIW direct ink writing

DLD direct laser deposition

DLF direct light fabrication

DLMD direct laser metal deposition

DLP digital light processing

DLW direct laser writing

DMD digital micro-mirror device
DMLM direct metal laser melting

DMLS direct metal laser sintering

DSLS direct selective laser sintering
EBID electron beam induced deposition
EBM electron beam melting

EHD-IJP electrohydrodynamic ink jet printing
FDM fused deposition modelling

FIB focused ion beam

FFF fused filament fabrication

IBID ion beam induced deposition

gp ink jet 3D printing

IJ-SLS ink jet selective laser sintering
LDW laser deposition welding

LED light-emitting diode

LENS laser engineered net shaping
LPBF laser powder bed fusion

LMD laser metal deposition

LRP laminated resin printing

MEMS micro electro-mechanical systems
MIP-SLA mask-image-projection stereolithography
MJF multi jet fusion

MM multi jet modelling

NEMS nano electro-mechanical systems
PA polyamide

PBBJ powder bed binder jetting

PBF powder bed fusion

PBF-LB/M laser-based powder bed fusion of metals
PBF-LB/P  laser-based powder bed fusion of polymers

PDED powder directed energy deposition
PDMS polydimethylsiloxane

PET polyethylene terephthalate

PFW powder fusion welding

PLA polylactic acid

PSLA projection stereolithography
PZT lead zirconate titanate

SLA (micro) stereolithography

SLM selective laser melting

SLS selective laser sintering

SLSLA scanning laser stereolithography
TPP two-photon polymerization

uv ultraviolet

VED volume energy density

References

1. Mao,M,; He, ],; Li, X.; Zhang, B.; Lei, Q.; Liu, Y.; Li, D. The emerging frontiers and applications of high-resolution 3D printing.
Micromachines 2017, 8, 113. [CrossRef]

2. Scott, S.M.; Ali, Z. Fabrication methods for microfluidic devices: An overview. Micromachines 2021, 12, 319. [CrossRef]

3. Ding, H.; Zhang, Q.; Gu, H,; Liu, X,; Sun, L.; Gu, M.; Gu, Z. Controlled Microstructural Architectures Based on Smart Fabrication
Strategies. Adv. Funct. Mater. 2020, 30, 1901760. [CrossRef]

4. Chin, S.Y.; Dikshit, V.; Priyadarshini, B.M.; Zhang, Y. Powder-based 3D printing for the fabrication of device with micro and
mesoscale features. Micromachines 2020, 11, 658. [CrossRef] [PubMed]


http://doi.org/10.3390/mi8040113
http://doi.org/10.3390/mi12030319
http://doi.org/10.1002/adfm.201901760
http://doi.org/10.3390/mi11070658
http://www.ncbi.nlm.nih.gov/pubmed/32630141

Micromachines 2021, 12, 1374 18 of 24

10.

11.

12.

13.

14.

15.

16.
17.

18.

19.

20.
21.

22.

23.

24.

25.

26.

27.

28.

29.

30.

31.

32.

33.

34.

Blachowicz, T.; Ehrmann, A. 3D printed MEMS technology-recent developments and applications. Micromachines 2020, 11, 434.
[CrossRef]

Fritzler, K.B.; Prinz, V.Y. 3D printing methods for micro- and nanostructures. Uspekhi Fiz. Nauk 2019, 189, 55-71. [CrossRef]
Sochol, R.D.; Sweet, E.; Glick, C.C.; Wu, S.Y.; Yang, C.; Restaino, M.; Lin, L. 3D printed microfluidics and microelectronics.
Microelectron. Eng. 2018, 189, 52—68. [CrossRef]

Rupal, B.S.; Garcia, E.A.; Ayranci, C.; Qureshi, A.J. 3D Printed 3D-Microfluidics: Recent Developments and Design Challenges. .
Integr. Des. Process Sci. 2019, 22, 5-20. [CrossRef]

Lifton, V.A ; Lifton, G.; Simon, S. Options for additive rapid prototyping methods (3D printing) in MEMS technology. Rapid
Prototyp. ]. 2014, 20, 403—412. [CrossRef]

Vaezi, M.; Seitz, H.; Yang, S. A review on 3D micro-additive manufacturing technologies. Int. J. Adv. Manuf. Technol. 2013, 67,
1721-1754. [CrossRef]

ISO/ASTM 52900:2015(E). Standard Terminology for Additive Manufacturing—General Principles—Terminology; ISO/ASTM: West
Conshohocken, PA, USA, 2015.

Kamat, A.M,; Pei, Y.; Jayawardhana, B.; Kottapalli, A.G.P. Biomimetic Soft Polymer Microstructures and Piezoresistive Graphene
MEMS Sensors Using Sacrificial Metal 3D Printing. ACS Appl. Mater. Interfaces 2021, 13, 1094-1104. [CrossRef]

Ligon, S.C.; Liska, R.; Stampf], J.; Gurr, M.; Miilhaupt, R. Polymers for 3D Printing and Customized Additive Manufacturing.
Chem. Rev. 2017, 117, 10212-10290. [CrossRef]

DebRoy, T.; Wei, H.L.; Zuback, ].S.; Mukherjee, T.; Elmer, ] W.; Milewski, J.O.; Beese, A.M.; Wilson-Heid, A.; De, A.; Zhang, W.
Additive manufacturing of metallic components—Process, structure and properties. Prog. Mater. Sci. 2018, 92, 112-224. [CrossRef]
Chen, Z,; Li, Z; Li, J.; Liu, C.; Lao, C.; Fu, Y,; Liu, C,; Li, Y.; Wang, P; He, Y. 3D printing of ceramics: A review. J. Eur. Ceram. Soc.
2019, 39, 661-687. [CrossRef]

Truby, R.L.; Lewis, J.A. Printing soft matter in three dimensions. Nature 2016, 540, 371-378. [CrossRef]

Wegst, U.G.K,; Bai, H.; Saiz, E.; Tomsia, A.P; Ritchie, R.O. Bioinspired structural materials. Nat. Mater. 2015, 14, 1053-1054.
[CrossRef] [PubMed]

Sun, H.; Zhu, J.; Baumann, D.; Peng, L.; Xu, Y.; Shakir, I.; Huang, Y.; Duan, X. Hierarchical 3D electrodes for electrochemical
energy storage. Nat. Rev. Mater. 2019, 4, 45-60. [CrossRef]

Kong, Y.L.; Gupta, M.K,; Johnson, B.N.; McAlpine, M.C. 3D printed bionic nanodevices. Nano Today 2016, 11, 330-350. [CrossRef]
[PubMed]

Luo, X. Subwavelength Artificial Structures: Opening a New Era for Engineering Optics. Adv. Mater. 2019, 31, 1804680. [CrossRef]
Turner, M.D.; Saba, M.; Zhang, Q.; Cumming, B.P.; Schroder-Turk, G.E.; Gu, M. Miniature chiral beamsplitter based on gyroid
photonic crystals. Nat. Photonics 2013, 7, 801-805. [CrossRef]

Gissibl, T.; Thiele, S.; Herkommer, A.; Giessen, H. Two-photon direct laser writing of ultracompact multi-lens objectives. Nat.
Photonics 2016, 10, 554-560. [CrossRef]

Ovsianikov, A.; Khademhosseini, A.; Mironov, V. The Synergy of Scaffold-Based and Scaffold-Free Tissue Engineering Strategies.
Trends Biotechnol. 2018, 36, 348-357. [CrossRef] [PubMed]

Duan, B. State-of-the-Art Review of 3D Bioprinting for Cardiovascular Tissue Engineering. Ann. Biomed. Eng. 2017, 45, 195-209.
[CrossRef] [PubMed]

Zhang, Y.S.; Yue, K.; Aleman, J.; Mollazadeh-Moghaddam, K.; Bakht, S.M.; Yang, ].; Jia, W.; Dell’Erba, V.; Assawes, P; Shin, S.R.;
et al. 3D Bioprinting for Tissue and Organ Fabrication. Ann. Biomed. Eng. 2017, 45, 148-163. [CrossRef] [PubMed]

Joshi, S.; Cook, E.; Mannoor, M.S. Bacterial Nanobionics via 3D Printing. Nano Lett. 2018, 18, 7448-7456. [CrossRef]

Park, M.; Do, K.; Kim, J.; Son, D.; Koo, ].H.; Park, J.; Song, ].-K.; Kim, ].H.; Lee, M.; Hyeon, T.; et al. Skin Electronics: Oxide
Nanomembrane Hybrids with Enhanced Mechano- and Thermo-Sensitivity for Semitransparent Epidermal Electronics (Adv.
Healthcare Mater. 7/2015). Adv. Healthc. Mater. 2015, 4, 991. [CrossRef]

Kanao, K.; Harada, S.; Yamamoto, Y.; Honda, W.; Arie, T.; Akita, S.; Takei, K. Printable flexible tactile pressure and temperature
sensors with high selectivity against bending. In Proceedings of the IEEE International Conference on Micro Electro Mechanical
Systems (MEMS), Estoril, Portugal, 18-22 January 2015.

Ortiz, A.M.; Hussein, D.; Park, S.; Han, S.N.; Crespi, N. The cluster between internet of things and social networks: Review and
research challenges. IEEE Internet Things |. 2014, 1, 206-215. [CrossRef]

Yazdi, A.A.; Popma, A.; Wong, W.; Nguyen, T.; Pan, Y.; Xu, ]J. 3D printing: An emerging tool for novel microfluidics and
lab-on-a-chip applications. Microfluid. Nanofluidics 2016, 20, 50. [CrossRef]

ISO/ASTM 52911-1:2019(E). Additive Manufacturing—Design—Part 1: Laser-Based Powder Bed Fusion of Metals. Available
online: http://www.pkn.pl (accessed on 12 January 2021).

Deckard, C.; Beaman, J.J. Process and control issues in selective laser sintering. ASME Prod. Eng. Div. (Publication)
1988, 33, 191-197.

Vock, S.; Kloden, B.; Kirchner, A.; Weifigérber, T.; Kieback, B. Powders for powder bed fusion: A review. Prog. Addit. Manuf.
2019, 4, 383-397. [CrossRef]

Chatham, C.A.; Long, T.E.; Williams, C.B. A review of the process physics and material screening methods for polymer powder
bed fusion additive manufacturing. Prog. Polym. Sci. 2019, 93, 68-95. [CrossRef]


http://doi.org/10.3390/mi11040434
http://doi.org/10.3367/UFNr.2017.11.038239
http://doi.org/10.1016/j.mee.2017.12.010
http://doi.org/10.3233/jid-2018-0001
http://doi.org/10.1108/RPJ-04-2013-0038
http://doi.org/10.1007/s00170-012-4605-2
http://doi.org/10.1021/acsami.0c21295
http://doi.org/10.1021/acs.chemrev.7b00074
http://doi.org/10.1016/j.pmatsci.2017.10.001
http://doi.org/10.1016/j.jeurceramsoc.2018.11.013
http://doi.org/10.1038/nature21003
http://doi.org/10.1038/nmat4089
http://www.ncbi.nlm.nih.gov/pubmed/25344782
http://doi.org/10.1038/s41578-018-0069-9
http://doi.org/10.1016/j.nantod.2016.04.007
http://www.ncbi.nlm.nih.gov/pubmed/27617026
http://doi.org/10.1002/adma.201804680
http://doi.org/10.1038/nphoton.2013.233
http://doi.org/10.1038/nphoton.2016.121
http://doi.org/10.1016/j.tibtech.2018.01.005
http://www.ncbi.nlm.nih.gov/pubmed/29475621
http://doi.org/10.1007/s10439-016-1607-5
http://www.ncbi.nlm.nih.gov/pubmed/27066785
http://doi.org/10.1007/s10439-016-1612-8
http://www.ncbi.nlm.nih.gov/pubmed/27126775
http://doi.org/10.1021/acs.nanolett.8b02642
http://doi.org/10.1002/adhm.201570042
http://doi.org/10.1109/JIOT.2014.2318835
http://doi.org/10.1007/s10404-016-1715-4
http://www.pkn.pl
http://doi.org/10.1007/s40964-019-00078-6
http://doi.org/10.1016/j.progpolymsci.2019.03.003

Micromachines 2021, 12, 1374 19 of 24

35.

36.

37.

38.

39.

40.

41.

42.

43.

44.

45.

46.

47.

48.

49.

50.

51.

52.

53.

54.

55.

56.
57.

58.

59.

60.

61.

62.

Diegel, O.; Nordin, A.; Motte, D. Polymer Design Guidelines. In A Practical Guide to Design for Additive Manufacturing; Springer:
Singapore, 2019.

O’Connor, H.J.; Dickson, A.N.; Dowling, D.P. Evaluation of the mechanical performance of polymer parts fabricated using a
production scale multi jet fusion printing process. Addit. Manuf. 2018, 22, 381-387. [CrossRef]

Caffrey, T.; Wohlers, T. Wohlers Report 2015: 3D Printing and Additive Manufacturing State of the Industry Annual Worldwide Progress
Report; Wohler Associates Publishers: Fort Collins, CO, USA, 2015.

Molitch-Hou, M. Overview of additive manufacturing process. In Additive Manufacturing: Materials, Processes, Quantifications and
Applications; Elsevier: Amsterdam, The Netherlands, 2018.

Sillani, F,; Kleijnen, R.G.; Vetterli, M.; Schmid, M.; Wegener, K. Selective laser sintering and multi jet fusion: Process-induced
modification of the raw materials and analyses of parts performance. Addit. Manuf. 2019, 27, 32—41. [CrossRef]

Xu, Z.; Wang, Y.; Wu, D.; Ananth, K.P; Bai, J. The process and performance comparison of polyamide 12 manufactured by multi
jet fusion and selective laser sintering. J. Manuf. Process. 2019, 47, 419-426. [CrossRef]

Mele, M.; Campana, G.; Monti, G.L. Modelling of the capillarity effect in Multi Jet Fusion technology. Addit. Manuf. 2019, 30,
100879. [CrossRef]

Goodridge, R.; Ziegelmeier, S. Powder bed fusion of polymers. In Laser Additive Manufacturing: Materials, Design, Technologies, and
Applications; Elsevier: Amsterdam, The Netherlands, 2017.

Narkhede, S.; Sur, A.; Darvekar, S. Applications, manufacturing and thermal characteristics of micro-lattice structures: Current
state of the art. Eng. J. 2019, 23, 419-431. [CrossRef]

Kajzer, W.; Gieracka, K.; Pawlik, M.; Basiaga, M.; Kajzer, A.; Szewczenko, ]. Tests of threaded connections made by additive
manufacturing technologies. In Proceedings of the Conference on Innovations in Biomedical Engineering (IBE), Katowice, Poland,
18-20 October 2018; Volume 925, pp. 329-337.

Kim, H.; Zhao, Y.; Zhao, L. Process-level modeling and simulation for HP’s Multi Jet Fusion 3D printing technology. In
Proceedings of the 2016 1st International Workshop on Cyber-Physical Production Systems, CPPS 2016, Vienna, Austria,
4 December 2016.

Frizziero, L.; Donnici, G.; Dhaimini, K.; Liverani, A.; Caligiana, G. Advanced design applied to an original multi-purpose
ventilator achievable by additive manufacturing. Appl. Sci. 2018, 8, 2635. [CrossRef]

Liu, Z.; Zhang, P; Yan, M.; Xie, Y.; Huang, G. Additive manufacturing of specific ankle-foot orthoses for persons after stroke: A
preliminary study based on gait analysis data. Math. Biosci. Eng. 2019, 16, 8134-8143. [CrossRef] [PubMed]

Habib, EN.; Iovenitti, P.; Masood, S.H.; Nikzad, M. Fabrication of polymeric lattice structures for optimum energy absorption
using Multi Jet Fusion technology. Mater. Des. 2018, 155, 86-98. [CrossRef]

Tan, K.H.; Chua, C.K,; Leong, K.F,; Cheah, C.M.; Gui, W.S.; Tan, W.S.; Wiria, EE. Selective laser sintering of biocompatible
polymers for applications in tissue engineering. Biomed. Mater. Eng. 2005, 15, 113-124.

Zhou, W.Y,; Lee, S.H.; Wang, M.; Cheung, W.L.; Ip, W.Y. Selective laser sintering of porous tissue engineering scaffolds from
poly(L-lactide)/carbonated hydroxyapatite nanocomposite microspheres. J. Mater. Sci. Mater. Med. 2008, 19, 2535-2540.
[CrossRef] [PubMed]

Munir, K.S,; Li, Y.; Wen, C. Metallic scaffolds manufactured by selective laser melting for biomedical applications. In Metallic
Foam Bone: Processing, Modification and Characterization and Properties; Elsevier: Amsterdam, The Netherlands, 2017.

Yap, C.Y.; Chua, CK,; Dong, Z.L.; Liu, Z.H.; Zhang, D.Q.; Loh, L.E; Sing, S.L. Review of selective laser melting: Materials and
applications. Appl. Phys. Rev. 2015, 2, 041101. [CrossRef]

Yeong, W.Y.; Sudarmadji, N.; Yu, H.Y.; Chua, C.K,; Leong, K.F,; Venkatraman, S.S.; Boey, Y.C.F,; Tan, L.P. Porous polycaprolactone
scaffold for cardiac tissue engineering fabricated by selective laser sintering. Acta Biomater. 2010, 6, 2028-2034. [CrossRef]
[PubMed]

Roy, N.K,; Behera, D.; Dibua, O.G.; Foong, C.S.; Cullinan, M.A. A novel microscale selective laser sintering (u-SLS) process for the
fabrication of microelectronic parts. Microsystems Nanoeng. 2019, 5, 64. [CrossRef] [PubMed]

Kazmer, D. Three-Dimensional Printing of Plastics. In Applied Plastics Engineering Handbook: Processing, Materials, and Applications:
Second Edition; Elsevier: Amsterdam, The Netherlands, 2017.

Duda, T.; Raghavan, L.V. 3D Metal Printing Technology. IFAC-PapersOnLine 2016, 49, 103-110. [CrossRef]

Sun, Z.; Vladimirov, G.; Nikolaev, E.; Velasquez-Garcia, L.F. Exploration of metal 3-D printing technologies for the microfabrication
of freeform, finely featured, mesoscaled structures. ]. Microelectromech. Syst. 2018, 27, 1171-1185. [CrossRef]

Hwa, L.C; Rajoo, S.; Noor, A.M.; Ahmad, N.; Uday, M.B. Recent advances in 3D printing of porous ceramics: A review. Curr.
Opin. Solid State Mater. Sci. 2017, 21, 323-347. [CrossRef]

Brandt, M. The role of lasers in additive manufacturing. In Laser Additive Manufacturing: Materials, Design, Technologies, and
Applications; Elsevier: Amsterdam, The Netherlands, 2017.

De Pasquale, G.; Luceri, E; Riccio, M. Experimental evaluation of selective laser melting process for optimized lattice structures.
Proc. Inst. Mech. Eng. Part E |. Process Mech. Eng. 2019, 233, 763-775. [CrossRef]

De Pasquale, G.; Luceri, E; Riccio, M. Experimental Characterization of SLM and EBM Cubic Lattice Structures for Lightweight
Applications. Exp. Mech. 2019, 59, 469—482. [CrossRef]

De Pasquale, G.; Luceri, F. Experimental validation of Ti6Al4V bio-inspired cellular structures from additive manufacturing
processes. Mater. Today Proc. 2019, 7, 566-571. [CrossRef]


http://doi.org/10.1016/j.addma.2018.05.035
http://doi.org/10.1016/j.addma.2019.02.004
http://doi.org/10.1016/j.jmapro.2019.07.014
http://doi.org/10.1016/j.addma.2019.100879
http://doi.org/10.4186/ej.2019.23.6.419
http://doi.org/10.3390/app8122635
http://doi.org/10.3934/mbe.2019410
http://www.ncbi.nlm.nih.gov/pubmed/31698659
http://doi.org/10.1016/j.matdes.2018.05.059
http://doi.org/10.1007/s10856-007-3089-3
http://www.ncbi.nlm.nih.gov/pubmed/17619975
http://doi.org/10.1063/1.4935926
http://doi.org/10.1016/j.actbio.2009.12.033
http://www.ncbi.nlm.nih.gov/pubmed/20026436
http://doi.org/10.1038/s41378-019-0116-8
http://www.ncbi.nlm.nih.gov/pubmed/34567614
http://doi.org/10.1016/j.ifacol.2016.11.111
http://doi.org/10.1109/JMEMS.2018.2875158
http://doi.org/10.1016/j.cossms.2017.08.002
http://doi.org/10.1177/0954408918803194
http://doi.org/10.1007/s11340-019-00481-8
http://doi.org/10.1016/j.matpr.2018.12.009

Micromachines 2021, 12, 1374 20 of 24

63.

64.

65.

66.

67.

68.

69.

70.

71.

72.

73.

74.

75.

76.
77.

78.

79.

80.

81.

82.

83.

84.

85.

86.

87.
88.

89.
90.

91.

92.

Wang, D.; Wang, Y.; Wang, J.; Song, C.; Yang, Y.; Zhang, Z.; Lin, H.; Zhen, Y.; Liao, S. Design and fabrication of a precision
template for spine surgery using selective laser melting (SLM). Materials 2016, 9, 608. [CrossRef]

Sing, S.L.; Yeong, W.Y.; Wiria, FE.; Tay, B.Y.; Zhao, Z.; Zhao, L.; Tian, Z.; Yang, S. Direct selective laser sintering and melting of
ceramics: A review. Rapid Prototyp. . 2017, 23, 611-623. [CrossRef]

Sing, S.L.; An, ]J.; Yeong, W.Y.; Wiria, FE. Laser and electron-beam powder-bed additive manufacturing of metallic implants: A
review on processes, materials and designs. |. Orthop. Res. 2016, 34, 369-385. [CrossRef]

Nagarajan, B.; Hu, Z.; Song, X.; Zhai, W.; Wei, ]. Development of Micro Selective Laser Melting: The State of the Art and Future
Perspectives. Engineering 2019, 5, 702-720. [CrossRef]

Chua, C.K.; Matham, M.V.; Kim, Y.J. Lasers in 3D Printing and Manufacturing; World Scientific Publishing: Singapore, 2018.
Fayazfar, H.; Salarian, M.; Rogalsky, A.; Sarker, D.; Russo, P; Paserin, V.; Toyserkani, E. A critical review of powder-based additive
manufacturing of ferrous alloys: Process parameters, microstructure and mechanical properties. Mater. Des. 2018, 144, 98-128.
[CrossRef]

Yadroitsev, I.; Shishkovsky, L; Bertrand, P.; Smurov, I. Manufacturing of fine-structured 3D porous filter elements by selective
laser melting. Appl. Surf. Sci. 2009, 255, 5523-5527. [CrossRef]

Datsiou, K.C.; Saleh, E.; Spirrett, F.; Goodridge, R.; Ashcroft, L; Eustice, D. Additive manufacturing of glass with laser powder
bed fusion. J. Am. Ceram. Soc. 2019, 102, 4410-4414. [CrossRef]

Zhang, D.; Qiu, D.; Gibson, M.A.; Zheng, Y.; Fraser, H.L.; StJohn, D.H.; Easton, M.A. Additive manufacturing of ultrafine-grained
high-strength titanium alloys. Nature 2019, 576, 91-95. [CrossRef] [PubMed]

Ameen, W.; Al-Ahmari, A.; Mohammed, M.K.; Mian, S.H. Manufacturability of overhanging holes using electron beam melting.
Metals 2018, 8, 397. [CrossRef]

Bhavar, V.; Kattire, P.; Patil, V.; Khot, S.; Gujar, K.; Singh, R. A review on powder bed fusion technology of metal additive
manufacturing. In Additive Manufacturing Handbook: Product Development for the Defense Industry; Routledge Publishing: Abingdon,
UK; Taylor & Francis Group: Abingdon, UK, 2017.

Ataee, A; Li, Y; Fraser, D.; Song, G.; Wen, C. Anisotropic Ti-6Al-4V gyroid scaffolds manufactured by electron beam melting
(EBM) for bone implant applications. Mater. Des. 2018, 137, 345-354. [CrossRef]

Gokuldoss, PK.; Kolla, S.; Eckert, ]. Additive manufacturing processes: Selective laser melting, electron beam melting and binder
jetting-selection guidelines. Materials 2017, 10, 672. [CrossRef] [PubMed]

Ziaee, M.; Crane, N.B. Binder jetting: A review of process, materials, and methods. Addit. Manuf. 2019, 28, 781-801. [CrossRef]
Miyanaji, H.; Orth, M.; Akbar, ].M.; Yang, L. Process development for green part printing using binder jetting additive manufac-
turing. Front. Mech. Eng. 2018, 13, 504-512. [CrossRef]

Dini, F; Ghaffari, S.A.; Jafar, J.; Hamidreza, R.; Marjan, S. A review of binder jet process parameters; powder, binder, printing and
sintering condition. Met. Powder Rep. 2020, 75, 95-100. [CrossRef]

Mostafaei, A.; Elliott, A.M.; Barnes, ].E; Li, E; Tan, W.; Cramer, C.L.; Nandwana, P.; Chmielus, M. Binder jet 3D printing—Process
parameters, materials, properties, modeling, and challenges. Prog. Mater. Sci. 2021, 119, 100707. [CrossRef]

Czyzewski, J.; Burzynski, P.; Gawet, K.; Meisner, ]. Rapid prototyping of electrically conductive components using 3D printing
technology. J. Mater. Process. Technol. 2009, 209, 5281-5285. [CrossRef]

Kumar, A.; Bai, Y.; Eklund, A.; Williams, C.B. Effects of Hot Isostatic Pressing on Copper Parts Fabricated via Binder Jetting.
Procedia Manuf. 2017, 10, 935-944. [CrossRef]

Lores, A.; Azurmendi, N.; Agote, I.; Zuza, E. A review on recent developments in binder jetting metal additive manufacturing;:
Materials and process characteristics. Powder Metall. 2019, 62, 267-296. [CrossRef]

Lv, X.; Ye, F; Cheng, L.; Fan, S.; Liu, Y. Binder jetting of ceramics: Powders, binders, printing parameters, equipment, and
post-treatment. Ceram. Int. 2019, 45, 12609-12624. [CrossRef]

Cramer, C.L.; Nandwana, P;; Yan, J.; Evans, S.F; Elliott, A.M.; Chinnasamy, C.; Paranthaman, M.P. Binder jet additive man-
ufacturing method to fabricate near net shape crack-free highly dense Fe-6.5 wt.% Si soft magnets. Heliyon 2019, 5, e02804.
[CrossRef]

Le Néel, T.A.; Mognol, P.; Hascoét, ].Y. A review on additive manufacturing of sand molds by binder jetting and selective laser
sintering. Rapid Prototyp. ]. 2018, 24, 1325-1336. [CrossRef]

Mirzababaei, S.; Pasebani, S. A review on binder jet additive manufacturing of 316L stainless steel. ]. Manuf. Mater. Process. 2019,
3, 82. [CrossRef]

Lu, K.; Reynolds, W.T. 3DP process for fine mesh structure printing. Powder Technol. 2008, 187, 11-18. [CrossRef]

Ghosal, P.; Majumder, M.C.; Chattopadhyay, A. Study on direct laser metal deposition. Mater. Today Proc. 2018, 5, 12509-12518.
[CrossRef]

Ahmed, N. Direct metal fabrication in rapid prototyping: A review. J. Manuf. Process. 2019, 42, 167-191. [CrossRef]
Khademzadeh, S.; Carmignato, S.; Parvin, N.; Zanini, F.; Bariani, P.F. Micro porosity analysis in additive manufactured NiTi parts
using micro computed tomography and electron microscopy. Mater. Des. 2016, 90, 745-752. [CrossRef]

Khademzadeh, S.; Zanini, F.; Bariani, P.F.; Carmignato, S. Correction to: Precision additive manufacturing of NiTi parts using
micro direct metal deposition. Int. ]. Adv. Manuf. Technol. 2018, 98, 2239. [CrossRef]

Khademzadeh, S.; Bariani, P.F,; Bruschi, S. Textural evolution during micro direct metal deposition of NiTi alloy. Met. Mater. Int.
2018, 24, 869-876. [CrossRef]


http://doi.org/10.3390/ma9070608
http://doi.org/10.1108/RPJ-11-2015-0178
http://doi.org/10.1002/jor.23075
http://doi.org/10.1016/j.eng.2019.07.002
http://doi.org/10.1016/j.matdes.2018.02.018
http://doi.org/10.1016/j.apsusc.2008.07.154
http://doi.org/10.1111/jace.16440
http://doi.org/10.1038/s41586-019-1783-1
http://www.ncbi.nlm.nih.gov/pubmed/31802014
http://doi.org/10.3390/met8060397
http://doi.org/10.1016/j.matdes.2017.10.040
http://doi.org/10.3390/ma10060672
http://www.ncbi.nlm.nih.gov/pubmed/28773031
http://doi.org/10.1016/j.addma.2019.05.031
http://doi.org/10.1007/s11465-018-0508-8
http://doi.org/10.1016/j.mprp.2019.05.001
http://doi.org/10.1016/j.pmatsci.2020.100707
http://doi.org/10.1016/j.jmatprotec.2009.03.015
http://doi.org/10.1016/j.promfg.2017.07.084
http://doi.org/10.1080/00325899.2019.1669299
http://doi.org/10.1016/j.ceramint.2019.04.012
http://doi.org/10.1016/j.heliyon.2019.e02804
http://doi.org/10.1108/RPJ-10-2016-0161
http://doi.org/10.3390/jmmp3030082
http://doi.org/10.1016/j.powtec.2007.12.017
http://doi.org/10.1016/j.matpr.2018.02.232
http://doi.org/10.1016/j.jmapro.2019.05.001
http://doi.org/10.1016/j.matdes.2015.10.161
http://doi.org/10.1007/s00170-018-2268-3
http://doi.org/10.1007/s12540-018-0104-9

Micromachines 2021, 12, 1374 21 of 24

93.
94.
95.
96.
97.

98.

99.

100.

101.

102.

103.

104.

105.

106.

107.

108.

109.

110.
111.

112.

113.

114.

115.

116.
117.

118.

119.

120.

121.

122.

Hull, C.W. Apparatus for Production of Three-Dimensional Objects by Stereolithography. U.S. Patent No 4,575,300, 1986.
Bartolo, PJ. Stereolithography—Materials, Processes and Applications; Springer: Berlin/Heidelberg, Germany, 2011.

Gibson, I.; Rosen, D.; Stucker, B. Additive Manufacturing Technologies: 3D Printing and Direct Digital Manufacturing, Springer,
New York. Johnson Matthey Technol. Rev. 2015, 59, 63-398.

De Pasquale, G.; Bertana, V.; Scaltrito, L. Experimental evaluation of mechanical properties repeatability of SLA polymers for
labs-on-chip and bio-MEMS. Microsyst. Technol. 2018, 24, 3487-3497. [CrossRef]

De Pasquale, G.; Zappulla, L.; Scaltrito, L.; Bertana, V. Numerical and experimental evaluation of SLA polymers adhesion for
innovative bio-MEMS. Mater. Today: Proc. 2019, 7, 572-577. [CrossRef]

Bertana, V.; De Pasquale, G.; Ferrero, S.; Scaltrito, L.; Catania, F.; Nicosia, C.; Marasso, S.L.; Cocuzza, M.; Perrucci, F. 3D printing
with the commercial UV-curable standard blend resin: Optimized process parameters towards the fabrication of tiny functional
parts. Polymers 2019, 11, 292. [CrossRef]

Zeng, Y.; Jiang, L.; Sun, Y.; Yang, Y.; Quan, Y.; Wei, S.; Lu, G; Li, R.; Rong, ].; Chen, Y,; et al. 3D-printing piezoelectric composite
with honeycomb structure for ultrasonic devices. Micromachines 2020, 11, 713. [CrossRef]

Janusziewicz, R.; Tumbleston, J.R.; Quintanilla, A.L.; Mecham, S.J.; DeSimone, ].M. Layerless fabrication with continuous liquid
interface production. Proc. Natl. Acad. Sci. USA 2016, 113, 11703-11708. [CrossRef]

Tumbleston, ].R.; Shirvanyants, D.; Ermoshkin, N.; Janusziewicz, R.; Johnson, A.R; Kelly, D.; Chen, K.; Pinschmidt, R.; Rolland,
J.P; Ermoshkin, A.; et al. Continuous liquid interface production of 3D objects. Science (80-) 2015, 347, 1352-1355. [CrossRef]
[PubMed]

Kelly, B.E.; Bhattacharya, I.; Heidari, H.; Shusteff, M.; Spadaccini, C.M.; Taylor, H.K. Volumetric additive manufacturing via
tomographic reconstruction. Science (80-) 2019, 363, 137-139. [CrossRef] [PubMed]

Shusteff, M.; Browar, A.E.M.; Kelly, B.E.; Henriksson, J.; Weisgraber, T.H.; Panas, R.M.; Fang, N.X.; Spadaccini, C.M. One-step
volumetric additive manufacturing of complex polymer structures. Sci. Adv. 2017, 3, eaao5496. [CrossRef]

Vittayarukskul, K.; Lee, A.P. A truly Leg0®-like modular microfluidics platform. J. Micromech. Microeng. 2017, 27, 035004.
[CrossRef]

Gong, H.; Woolley, A.T.; Nordin, G.P. High density 3D printed microfluidic valves, pumps, and multiplexers. Lab Chip 2016, 16,
2450-2458. [CrossRef] [PubMed]

Zhang, ].; Wei, L.; Meng, X.; Yu, E; Yang, N.; Liu, S. Digital light processing-stereolithography three-dimensional printing of
yttria-stabilized zirconia. Ceram. Int. 2020, 46, 8745-8753. [CrossRef]

Maruo, S.; Kawata, S. Two-photon-absorbed near-infrared photopolymerization for three-dimensional microfabrication. ].
Microelectromech. Syst. 1998, 7, 411-415. [CrossRef]

Fischer, J.; Mueller, J.B.; Quick, A.S.; Kaschke, J.; Barner-Kowollik, C.; Wegener, M. Exploring the mechanisms in sted-enhanced
direct laser writing. Adv. Opt. Mater. 2015, 3, 221-232. [CrossRef]

Li, N.; Gattass, R.R.; Gershgoren, E.; Hwang, H.; Fourkas, ].T. Achieving 1/20 resolution by one-color initiation and deactivation
of polymerization. Science (80-) 2009, 324, 910-913. [CrossRef] [PubMed]

Maruo, S. Three-Dimensional Microfabrication with Two-Photon Absorbed Photopolymerization. Optics Lett. 1997, 22, 132-134.
Sugioka, K.; Cheng, Y. Ultrafast Laser Processing: From Micro-to Nanoscale; Routledge Publishing: Abingdon, UK; Taylor & Francis
Group: Abingdon, UK, 2013.

Sugioka, K.; Cheng, Y. Femtosecond laser three-dimensional micro-and nanofabrication. Appl. Phys. Rev. 2014, 1, 041303.
[CrossRef]

Malinauskas, M.; Kir§anskeé, G.; Rekstyte, S.; Jonavic¢ius, T.; Kaziulionyté, E.; Jonusauskas, L.; Zukauskas, A.; Gadonas, R.;
Piskarskas, A. Nanophotonic lithography: A versatile tool for manufacturing functional three-dimensional micro-/nano-objects.
Lith. ]. Phys. 2012, 52, 312-326. [CrossRef]

Rittweger, E.; Han, K.Y,; Irvine, S.E.; Eggeling, C.; Hell, S.W. STED microscopy reveals crystal colour centres with nanometric
resolution. Nat. Photonics 2009, 3, 220-224. [CrossRef]

Gan, Z.; Cao, Y.; Evans, R.A.; Gu, M. Three-dimensional deep sub-diffraction optical beam lithography with 9 nm feature size.
Nat. Commun. 2013, 4, 2061. [CrossRef]

Kawata, S.; Sun, H.B.; Tanaka, T.; Takada, K. Finer features for functional microdevices. Nature 2001, 412, 697. [CrossRef]

Jia, B,; Li, J.; Gu, M. Two-photon polymerization for three-dimensional photonic devices in polymers and nanocomposites. Aust.
J. Chem. 2007, 60, 484-495. [CrossRef]

Liu, X.Q.; Chen, Q.D.; Guan, KM.; Ma, Z.C; Yu, Y.H,; Li, QK Tian, Z.N.; Sun, H.B. Dry-etching-assisted femtosecond laser
machining. Laser Photonics Rev. 2017, 11, 1600115. [CrossRef]

Jeon, H.; Koo, S.; Reese, WM.; Loskill, P; Grigoropoulos, C.P.; Healy, K.E. Directing cell migration and organization via
nanocrater-patterned cell-repellent interfaces. Nat. Mater. 2015, 14, 918-923. [CrossRef] [PubMed]

Skylar-Scott, M.A.; Gunasekaran, S.; Lewis, J.A. Laser-assisted direct ink writing of planar and 3D metal architectures. Proc. Natl.
Acad. Sci. USA 2016, 113, 6137-6142. [CrossRef]

Zijlstra, P.; Chon, ].W.M.; Gu, M. Five-dimensional optical recording mediated by surface plasmons in gold nanorods. Nature
2009, 459, 410-413. [CrossRef] [PubMed]

Formanek, F.; Takeyasu, N.; Tanaka, T.; Chiyoda, K.; Ishikawa, A.; Kawata, S. Three-dimensional fabrication of metallic
nanostructures over large areas by two-photon polymerization. Opt. Express 2006, 14, 800-809. [CrossRef] [PubMed]


http://doi.org/10.1007/s00542-018-3753-1
http://doi.org/10.1016/j.matpr.2018.12.010
http://doi.org/10.3390/polym11020292
http://doi.org/10.3390/mi11080713
http://doi.org/10.1073/pnas.1605271113
http://doi.org/10.1126/science.aaa2397
http://www.ncbi.nlm.nih.gov/pubmed/25780246
http://doi.org/10.1126/science.aau7114
http://www.ncbi.nlm.nih.gov/pubmed/30705152
http://doi.org/10.1126/sciadv.aao5496
http://doi.org/10.1088/1361-6439/aa53ed
http://doi.org/10.1039/C6LC00565A
http://www.ncbi.nlm.nih.gov/pubmed/27242064
http://doi.org/10.1016/j.ceramint.2019.12.113
http://doi.org/10.1109/84.735349
http://doi.org/10.1002/adom.201400413
http://doi.org/10.1126/science.1168996
http://www.ncbi.nlm.nih.gov/pubmed/19359543
http://doi.org/10.1063/1.4904320
http://doi.org/10.3952/physics.v52i4.2570
http://doi.org/10.1038/nphoton.2009.2
http://doi.org/10.1038/ncomms3061
http://doi.org/10.1038/35089130
http://doi.org/10.1071/CH06484
http://doi.org/10.1002/lpor.201600115
http://doi.org/10.1038/nmat4342
http://www.ncbi.nlm.nih.gov/pubmed/26213899
http://doi.org/10.1073/pnas.1525131113
http://doi.org/10.1038/nature08053
http://www.ncbi.nlm.nih.gov/pubmed/19458719
http://doi.org/10.1364/OPEX.14.000800
http://www.ncbi.nlm.nih.gov/pubmed/19503400

Micromachines 2021, 12, 1374 22 of 24

123.

124.

125.
126.

127.

128.

129.

130.

131.

132.

133.

134.

135.

136.

137.

138.

139.

140.

141.

142.

143.

144.

145.

146.

147.

148.

149.

150.

151.

Cao, Y.Y,; Takeyasu, N.; Tanaka, T.; Duan, X.M.; Kawata, S. 3D metallic nanostructure fabrication by surfactant-assisted
multiphoton-induced reduction. Small 2009, 5, 1144-1148. [CrossRef]

Crump, S. Apparatus and Method for Creating Three-Dimensional Objects. U.S. Patent 5,121,329, 9 June 1992. Available online:
https:/ /patents.google.com/patent/US5121329A /en (accessed on 1 November 2021).

Lewis, J.A. Direct ink writing of 3D functional materials. Adv. Funct. Mater. 2006, 16, 2193-2204. [CrossRef]

Kullmann, C.; Schirmer, N.C.; Lee, M.T.; Ko, S.H.; Hotz, N.; Grigoropoulos, C.P.; Poulikakos, D. 3D micro-structures by
piezoelectric inkjet printing of gold nanofluids. J. Micromech. Microeng. 2012, 22, 055022. [CrossRef]

Walczak, R. Inkjet 3D printing—Towards new micromachining tool for MEMS fabrication. Bull. Polish Acad. Sci. Tech. Sci. 2018,
66, 179-186. [CrossRef]

Ru, C,; Luo, J.; Xie, S.; Sun, Y. A review of non-contact micro- and nano-printing technologies. J. Micromech. Microeng. 2014, 24,
053001. [CrossRef]

Korvink, J.G.; Smith, PJ.; Shin, D.Y. Inkjet-Based Micromanufacturing; Wiley Online Library: Hoboken, NJ, USA, 2012.

Nee, A.Y.C. Handbook of Manufacturing Engineering and Technology; Springer Nature: Basingstoke, UK, 2015.

Malda, J.; Visser, J.; Melchels, EP; Jiingst, T.; Hennink, W.E.; Dhert, W.J.A.; Groll, J.; Hutmacher, D.W. Engineering hydrogels for
biofabrication. Adv. Mater. 2013, 25, 5011-5028. [CrossRef]

Haferl, S.; Poulikakos, D. Experimental investigation of the transient impact fluid dynamics and solidification of a molten
microdroplet pile-up. Int. |. Heat Mass Transf. 2003, 46, 535-550. [CrossRef]

Ko, S.H.; Chung, J.; Hotz, N.; Nam, K.H.; Grigoropoulos, C.P. Metal nanoparticle direct inkjet printing for low-temperature 3D
micro metal structure fabrication. J. Micromech. Microeng. 2010, 20, 125010. [CrossRef]

Kim, H.Y,; Karahalios, T.; Qiu, T.; Chum, ].H. Microsensor for impact of molten metal microdrops. Sens. Actuators A Phys. 2004,
116, 417-423. [CrossRef]

Barton, ].H.; Garcia, C.R.; Berry, E.A.; May, R.G.; Gray, D.T.; Rumpf, R.C. All-dielectric frequency selective surface for high power
microwaves. IEEE Trans. Antennas Propag. 2014, 62, 3652-3656. [CrossRef]

Prinz, A.V.; Prinz, V.Y.; Seleznev, V.A. Semiconductor micro- and nanoneedles for microinjections and ink-jet printing. Microelec-
tron. Eng. 2003, 67-68, 782-788. [CrossRef]

Gan, H.Y,; Shan, X; Eriksson, T.; Lok, B.K.; Lam, Y.C. Reduction of droplet volume by controlling actuating waveforms in inkjet
printing for micro-pattern formation. J. Micromech. Microeng. 2009, 19, 055010. [CrossRef]

Schiaffino, S.; Sonin, A.A. Molten droplet deposition and solidification at low Weber numbers. Phys. Fluids 1997, 9, 3172-3187.
[CrossRef]

Onses, M.S.; Sutanto, E.; Ferreira, PM.; Alleyne, A.G.; Rogers, ].A. Mechanisms, Capabilities, and Applications of High-Resolution
Electrohydrodynamic Jet Printing. Small 2015, 11, 4237-4266. [CrossRef] [PubMed]

Park, J.U.; Hardy, M.; Kang, S.J.; Barton, K.; Adair, K.; Mukhopadhyay, D.K.; Lee, C.Y.; Strano, M.S.; Alleyne, A.G.; Georgiadis,
J.G.; et al. High-resolution electrohydrodynamic jet printing. Nat. Mater. 2007, 6, 782-789. [CrossRef] [PubMed]

Galliker, P,; Schneider, J.; Eghlidi, H.; Kress, S.; Sandoghdar, V.; Poulikakos, D. Direct printing of nanostructures by electrostatic
autofocussing of ink nanodroplets. Nat. Commun. 2012, 3, 890. [CrossRef]

Han, Y.; Wei, C.; Dong, J. Super-resolution electrohydrodynamic (EHD) 3D printing of micro-structures using phase-change inks.
Manuf. Lett. 2014, 2, 96-99. [CrossRef]

Schneider, J.; Rohner, P.; Thureja, D.; Schmid, M.; Galliker, P.; Poulikakos, D. Transparent Electrodes: Electrohydrodynamic
NanoDrip Printing of High Aspect Ratio Metal Grid Transparent Electrodes (Adv. Funct. Mater. 6/2016). Adv. Funct. Mater. 2016,
26, 805. [CrossRef]

Yamane, M.; Kawaguchi, T.; Kagayama, S.; Higashiyama, S.; Suzuki, K.; Sakai, J.; Imaeda, M.; Inaishi, K. Apparatus and Method
for Forming three-Dimensional Article. US Patent US5059266A, 1991.

Sochol, R.D.; Sweet, E.; Glick, C.C.; Venkatesh, S.; Avetisyan, A.; Ekman, K.F,; Raulinaitis, A.; Tsai, A.; Wienkers, A.; Korner, K.;
et al. 3D printed microfluidic circuitry via multijet-based additive manufacturing. Lab Chip 2016, 16, 668—678. [CrossRef]

Qiu, X;; Lo, J.C.C.; Cheng, Y.; Ricky Lee, S.W.; Tseng, Y.J.; Yi, HK.; Chiu, P. UV LED Assisted Printing Platform for Fabrication of
Micro-Scale Polymer Pillars. J. Microelectromech. Syst. 2020, 29, 1523-1530. [CrossRef]

Utke, I; Hoffmann, P.; Melngailis, J. Gas-assisted focused electron beam and ion beam processing and fabrication. J. Vac. Sci.
Technol. B Microelectron. Nanom. Struct. 2008, 26, 1197-1276. [CrossRef]

Hahn, V;; Kiefer, P; Frenzel, T.; Qu, J.; Blasco, E.; Barner-Kowollik, C.; Wegener, M. Rapid Assembly of Small Materials Building
Blocks (Voxels) into Large Functional 3D Metamaterials. Adv. Funct. Mater. 2020, 30, 1907795. [CrossRef]

Watanabe, K.; Kinoshita, M.; Mine, T.; Morishita, M.; Fujisaki, K.; Matsui, R.; Sagawa, M.; Machida, S.; Oba, H.; Sugiyama, Y.;
et al. Plasma ion-beam 3D printing: A novel method for rapid fabrication of customized MEMS sensors. In Proceedings of the
Proceedings of the IEEE International Conference on Micro Electro Mechanical Systems (MEMS), Belfast, UK, 21-25 January 2018.
Jones, H.; Moore, C.P; Best, A.; Bubendorfer, A.; Glasson, N. Rapid prototyping MEMS using Laminated Resin Printing. In
Emerging Digital Micromirror Device Based Systems and Applications XII; SPIE: Bellingham, WA, USA, 2020; p. 1129407.

Kim, S.; Wu, J.; Carlson, A; Jin, S.H.; Kovalsky, A.; Glass, P; Liu, Z.; Ahmed, N.; Elgan, S.L.; Chen, W,; et al. Microstructured
elastomeric surfaces with reversible adhesion and examples of their use in deterministic assembly by transfer printing. Proc. Natl.
Acad. Sci. USA 2010, 107, 17095-17100. [CrossRef] [PubMed]


http://doi.org/10.1002/smll.200801179
https://patents.google.com/patent/US5121329A/en
http://doi.org/10.1002/adfm.200600434
http://doi.org/10.1088/0960-1317/22/5/055022
http://doi.org/10.24425/122098
http://doi.org/10.1088/0960-1317/24/5/053001
http://doi.org/10.1002/adma.201302042
http://doi.org/10.1016/S0017-9310(02)00289-2
http://doi.org/10.1088/0960-1317/20/12/125010
http://doi.org/10.1016/j.sna.2004.05.022
http://doi.org/10.1109/TAP.2014.2320525
http://doi.org/10.1016/S0167-9317(03)00139-4
http://doi.org/10.1088/0960-1317/19/5/055010
http://doi.org/10.1063/1.869434
http://doi.org/10.1002/smll.201500593
http://www.ncbi.nlm.nih.gov/pubmed/26122917
http://doi.org/10.1038/nmat1974
http://www.ncbi.nlm.nih.gov/pubmed/17676047
http://doi.org/10.1038/ncomms1891
http://doi.org/10.1016/j.mfglet.2014.07.005
http://doi.org/10.1002/adfm.201670034
http://doi.org/10.1039/C5LC01389E
http://doi.org/10.1109/JMEMS.2020.3025564
http://doi.org/10.1116/1.2955728
http://doi.org/10.1002/adfm.201907795
http://doi.org/10.1073/pnas.1005828107
http://www.ncbi.nlm.nih.gov/pubmed/20858729

Micromachines 2021, 12, 1374 23 of 24

152.

153.
154.

155.

156.

157.

158.

159.

160.

161.

162.

163.

164.

165.

166.

167.

168.

169.

170.

171.
172.

173.

174.

175.

176.

177.

178.

179.

180.

Meitl, M.A.; Zhu, Z.T.; Kumar, V.; Lee, K.J.; Feng, X.; Huang, Y.Y.; Adesida, I.; Nuzzo, R.G.; Rogers, J.A. Transfer printing by
kinetic control of adhesion to an elastomeric stamp. Nat. Mater. 2006, 5, 33-38. [CrossRef]

Kim, S. Micro-LEGO for MEMS. Micromachines 2019, 10, 267. [CrossRef] [PubMed]

Eisenhaure, ].D.; Rhee, S.I.; Al-Okaily, A.M.; Carlson, A.; Ferreira, PM.; Kim, S. The Use of Shape Memory Polymers for MEMS
Assembly. J. Microelectromech. Syst. 2016, 25, 69-77. [CrossRef]

Jeong, K.H.; Lee, L.P. A novel microfabrication of a self-aligned vertical comb drive on a single SOI wafer for optical MEMS
applications. J. Micromech. Microeng. 2005, 15, 277. [CrossRef]

Jeong, ]-W.; Park, B.; Keum, H.; Kim, S.; Rogers, ].A.; Solgaard, O. Two-axis MEMS scanner with transfer-printed high-reflectivity,
broadband monolithic silicon photonic crystal mirrors. Opt. Express 2013, 21, 13800-13809. [CrossRef] [PubMed]

Bhaswara, A.; Keum, H.; Rhee, S.; Legrand, B.; Mathieu, F; Kim, S.; Nicu, L.; Leichle, T. Fabrication of nanoplate resonating
structures via micro-masonry. J. Micromech. Microeng. 2014, 24, 115012. [CrossRef]

Potekin, R.; Dharmasena, S.; Keum, H.; Jiang, X.; Lee, J.; Kim, S.; Bergman, L.A.; Vakakis, A.F,; Cho, H. Multi-frequency Atomic
Force Microscopy based on enhanced internal resonance of an inner-paddled cantilever. Sens. Actuators A Phys. 2018, 273, 206-220.
[CrossRef]

Hassanin, H.; Essa, K.; Elshaer, A.; Imbaby, M.; El-Mongy, H.H.; El-Sayed, T.A. Micro-fabrication of ceramics: Additive
manufacturing and conventional technologies. J. Adv. Ceram. 2021, 10, 1-27. [CrossRef]

He, R.; Zhou, N.; Zhang, K.; Zhang, X.; Zhang, L.; Wang, W.; Fang, D. Progress and challenges towards additive manufacturing of
SiC ceramic. J. Adv. Ceram. 2021, 10, 637-674. [CrossRef]

Tan, ] HK,; Sing, S.L.; Yeong, W.Y. Microstructure modelling for metallic additive manufacturing: A review. Virtual Phys. Prototyp.
2020, 15, 87-105. [CrossRef]

Chang, J.; He, J.; Mao, M.; Zhou, W,; Lei, Q.; Li, X,; Li, D.; Chua, C.K.; Zhao, X. Advanced material strategies for next-generation
additive manufacturing. Materials 2018, 11, 166. [CrossRef]

Behera, D.; Chizari, S.; Shaw, L.A.; Porter, M.; Hensleigh, R.; Xu, Z.; Zheng, X.; Connolly, L.G.; Roy, N.K,; Panas, R.M.; et al.
Current challenges and potential directions towards precision microscale additive manufacturing—Part IV: Future perspectives.
Precis. Eng. 2021, 68, 197-205. [CrossRef]

Riedelbauch, J.; Rietzel, D.; Witt, G. Analysis of material aging and the influence on the mechanical properties of polyamide 12 in
the Multi Jet Fusion process. Addit. Manuf. 2019, 27, 259-266. [CrossRef]

Butscher, A.; Bohner, M.; Hofmann, S.; Gauckler, L.; Miiller, R. Structural and material approaches to bone tissue engineering in
powder-based three-dimensional printing. Acta Biomater. 2011, 7, 907-920. [CrossRef]

Vithani, K.; Goyanes, A.; Jannin, V.; Basit, A.\W.; Gaisford, S.; Boyd, B.J. An Overview of 3D Printing Technologies for Soft
Materials and Potential Opportunities for Lipid-based Drug Delivery Systems. Pharm. Res. 2019, 36, 4. [CrossRef]

Jiménez, M.; Romero, L.; Dominguez, L. A.; Espinosa, M.D.M.; Dominguez, M. Additive Manufacturing Technologies: An
Overview about 3D Printing Methods and Future Prospects. Complexity 2019, 2019, 9656938. [CrossRef]

Yuan, L.; Ding, S.; Wen, C. Additive manufacturing technology for porous metal implant applications and triple minimal surface
structures: A review. Bioact. Mater. 2019, 4, 56-70. [CrossRef]

Jauer, L.; Meiners, W.; Vervoort, S.; Gayer, C.; Zumdick, N.A.; Zander, D. Selective laser melting of magnesium alloys. In
Proceedings of the World PM 2016 Congress and Exhibition, Hamburg, Germany, 9-13 October 2016.

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. Part B Eng. 2018, 143, 172-196. [CrossRef]

Liu, S.; Guo, H. Balling behavior of selective laser melting (SLM) magnesium alloy. Materials 2020, 13, 3632. [CrossRef]
Dumitrescu, I.B.; Lupuliasa, D.; Dragoi, C.M.; Nicolae, A.C.; Pop, A.; Saramet, G.; Draganescu, D. The age of pharmaceutical 3D
printing. Technological and therapeutical implications of additive manufacturing. Farmacia 2018, 66, .365-389. [CrossRef]
Jamréz, W.; Szafraniec, J.; Kurek, M.; Jachowicz, R. 3D Printing in Pharmaceutical and Medical Applications—Recent Achieve-
ments and Challenges. Pharm. Res. 2018, 35, 176. [CrossRef]

Wang, Z.; Abdulla, R.; Parker, B.; Samanipour, R.; Ghosh, S.; Kim, K. A simple and high-resolution stereolithography-based 3D
bioprinting system using visible light crosslinkable bioinks. Biofabrication 2015, 7, 045009. [CrossRef]

Knowlton, S.; Yu, C.H.; Ersoy, F.; Emadi, S.; Khademhosseini, A.; Tasoglu, S. 3D-printed microfluidic chips with patterned,
cell-laden hydrogel constructs. Biofabrication 2016, 8, 025019. [CrossRef]

Straub, M.; Gu, M. Near-infrared photonic crystals with higher-order bandgaps generated by two-photon photopolymerization.
Opt. Lett. 2002, 27, 1824-1826. [CrossRef]

Thiel, M.; Fischer, J.; Von Freymann, G.; Wegener, M. Direct laser writing of three-dimensional submicron structures using a
continuous-wave laser at 532 nm. Appl. Phys. Lett. 2010, 97, 221102. [CrossRef]

Lamont, A.C.; Reggia, E.C.; Sochol, R.D. In situ nano 3D printing of a microfluidic diode. In Proceedings of the IEEE International
Conference on Micro Electro Mechanical Systems (MEMS), Las Vegas, NV, USA, 22-26 January 2017.

Moroni, L.; De Wijn, J.R.; Van Blitterswijk, C.A. 3D fiber-deposited scaffolds for tissue engineering: Influence of pores geometry
and architecture on dynamic mechanical properties. Biomaterials 2006, 27, 974-985. [CrossRef]

Li, Z.; Yang, J.; Li, K,; Zhu, L.; Tang, W. Fabrication of PDMS microfluidic devices with 3D wax jetting. RSC Adv. 2017, 7,
3313-3320. [CrossRef]


http://doi.org/10.1038/nmat1532
http://doi.org/10.3390/mi10040267
http://www.ncbi.nlm.nih.gov/pubmed/31010089
http://doi.org/10.1109/JMEMS.2015.2482361
http://doi.org/10.1088/0960-1317/15/2/005
http://doi.org/10.1364/OE.21.013800
http://www.ncbi.nlm.nih.gov/pubmed/23736634
http://doi.org/10.1088/0960-1317/24/11/115012
http://doi.org/10.1016/j.sna.2018.01.063
http://doi.org/10.1007/s40145-020-0422-5
http://doi.org/10.1007/s40145-021-0484-z
http://doi.org/10.1080/17452759.2019.1677345
http://doi.org/10.3390/ma11010166
http://doi.org/10.1016/j.precisioneng.2020.12.014
http://doi.org/10.1016/j.addma.2019.03.002
http://doi.org/10.1016/j.actbio.2010.09.039
http://doi.org/10.1007/s11095-018-2531-1
http://doi.org/10.1155/2019/9656938
http://doi.org/10.1016/j.bioactmat.2018.12.003
http://doi.org/10.1016/j.compositesb.2018.02.012
http://doi.org/10.3390/ma13163632
http://doi.org/10.31925/farmacia.2018.3.1
http://doi.org/10.1007/s11095-018-2454-x
http://doi.org/10.1088/1758-5090/7/4/045009
http://doi.org/10.1088/1758-5090/8/2/025019
http://doi.org/10.1364/OL.27.001824
http://doi.org/10.1063/1.3521464
http://doi.org/10.1016/j.biomaterials.2005.07.023
http://doi.org/10.1039/C6RA24884E

Micromachines 2021, 12, 1374 24 of 24

181.

182.

183.

184.

185.

186.

187.

188.

189.

190.

191.

192.

193.

194.

195.

196.

197.

198.

199.

200.

Li, F,; Smejkal, P.; Macdonald, N.P,; Guijt, R.M.; Breadmore, M.C. One-Step Fabrication of a Microfluidic Device with an Integrated
Membrane and Embedded Reagents by Multimaterial 3D Printing. Anal. Chem. 2017, 89, 4701-4707. [CrossRef]

Tothill, A.M.; Partridge, M.; James, S.W.; Tatam, R.P. Fabrication and optimisation of a fused filament 3D-printed microfluidic
platform. . Micromech. Microeng. 2017, 27, 035018. [CrossRef]

Su, W.; Bahr, R.; Nauroze, S.A.; Tentzeris, M.M. 3D printed reconfigurable helical antenna based on microfluidics and liquid metal
alloy. In Proceedings of the 2016 IEEE Antennas and Propagation Society International Symposium, APSURSI 2016, Fajardo, PR,
USA, 26 June-1 July 2016.

Walczak, R.; Adamski, K.; Lizanets, D. Inkjet 3D printed check microvalve. J. Micromech. Microeng. 2017, 27, 047002. [CrossRef]

Chu, G.T.M.; Brady, G.A.; Miao, W.; Halloran, ].W.; Hollister, S.J.; Brei, D. Ceramic SFF by direct and indirect stereolithography.
Mater. Res. Soc. Symp. Proc. 1999, 542, 119. [CrossRef]

Liu, W,; Wu, H.; Tian, Z; Li, Y,; Zhao, Z.; Huang, M.; Deng, X.; Xie, Z.; Wu, S. 3D printing of dense structural ceramic
microcomponents with low cost: Tailoring the sintering kinetics and the microstructure evolution. J. Am. Ceram. Soc. 2019, 102,
2257-2262. [CrossRef]

Varadan, V.V.; Materials, A. Micro Stereo Lithography for Fabrication of 3D Polymeric and Ceramic MEMS. In Proceedings of The
International Society for Optical Engineering-MEMS Design, Fabrication, Characterization, and Packagin; SPIE: Bellingham, WA, USA, 2001.
Zheng, X.; Lee, H.; Weisgraber, T.H.; Shusteff, M.; DeOtte, ]J.; Duoss, E.B.; Kuntz, ].D.; Biener, M.M.; Ge, Q.; Jackson, J.A_; et al.
Ultralight, ultrastiff mechanical metamaterials. Science 2014, 344, 1373-1377. [CrossRef]

Wang, M.; Xie, C.; He, R.; Ding, G.; Zhang, K.; Wang, G.; Fang, D. Polymer-derived silicon nitride ceramics by digital light
processing based additive manufacturing. . Am. Ceram. Soc. 2019, 102, 5117-5126. [CrossRef]

Hatzenbichler, M.; Geppert, M.; Gruber, S.; Ipp, E.; Almedal, R.; Stampfl, ]. DLP-based light engines for additive manufacturing
of ceramic parts. In Proceedings of the Emerging Digital Micromirror Device Based Systems and Applications IV, San Francisco,
CA, USA, 23-25 January 2012; Volume 8254.

Regenfuss, P; Streek, A.; Hartwig, L.; Klotzer, S.; Brabant, T.; Horn, M.; Ebert, R.; Exner, H. Principles of laser micro sintering.
Rapid Prototyp. J. 2007, 13, 204-212. [CrossRef]

Petsch, T.; Regenfuf3, P.; Ebert, R.; Hartwig, L.; Klotzer, S.; Brabant, T.; Exner, H. Industrial laser micro sintering. In Proceedings
of the ICALEO 2004—23rd International Congress on Applications of Laser and Electro-Optics, Congress Proceedings, San
Francisco, California, 4-7 October 2004.

Chen, J.; Yang, J.; Zuo, T. Micro fabrication with selective laser micro sintering. In Proceedings of the 1st IEEE International
Conference on Nano Micro Engineered and Molecular Systems, Zhuhai, China, 18-21 January 2006.

Zhao, X.; Evans, ].R.G.; Edirisinghe, M.].; Song, ].H. Direct ink-jet printing of vertical walls. J. Am. Ceram. Soc. 2002, 85, 2113-2115.
[CrossRef]

Peng, E.; Zhang, D.; Ding, J. Ceramic Robocasting: Recent Achievements, Potential, and Future Developments. Adv. Mater. 2018,
30, 1802404. [CrossRef]

Essa, K.; Hassanin, H.; Attallah, M.M.; Adkins, N.J.; Musker, A.].; Roberts, G.T.; Tenev, N.; Smith, M. Development and testing
of an additively manufactured monolithic catalyst bed for HTP thruster applications. Appl. Catal. A Gen. 2017, 542, 125-135.
[CrossRef]

Windsheimer, H.; Travitzky, N.; Hofenauer, A.; Greil, P. Laminated object manufacturing of preceramic-paper-derived Si-SiC
composites. Adv. Mater. 2007, 19, 4515-4519. [CrossRef]

Huang, W.; Zhang, X.; Wu, Q.; Wu, B. Fabrication of HA /-TCP scaffolds based on micro-syringe extrusion system. Rapid
Prototyp. ]. 2013, 19, 319-326. [CrossRef]

Eckel, Z.C.; Zhou, C.; Martin, ].H.; Jacobsen, A.].; Carter, W.B.; Schaedler, T.A. Additive manufacturing of polymer-derived
ceramics. Science (80-) 2016, 351, 58—62. [CrossRef]

Ware, H.O.T.; Sun, C. Method for attaining dimensionally accurate conditions for high-resolution three-dimensional printing
ceramic composite structures using microclip process. J. Micro Nano-Manuf. 2019, 7, 031001. [CrossRef]


http://doi.org/10.1021/acs.analchem.7b00409
http://doi.org/10.1088/1361-6439/aa5ae3
http://doi.org/10.1088/1361-6439/aa6152
http://doi.org/10.1557/PROC-542-119
http://doi.org/10.1111/jace.16241
http://doi.org/10.1126/science.1252291
http://doi.org/10.1111/jace.16389
http://doi.org/10.1108/13552540710776151
http://doi.org/10.1111/j.1151-2916.2002.tb00414.x
http://doi.org/10.1002/adma.201802404
http://doi.org/10.1016/j.apcata.2017.05.019
http://doi.org/10.1002/adma.200700789
http://doi.org/10.1108/RPJ-01-2012-0004
http://doi.org/10.1126/science.aad2688
http://doi.org/10.1115/1.4044128

	Introduction 
	Classification of AM Processes for MEMS 
	Powder-Based Processes 
	Powder Bed Fusion (PBF) 
	Multi Jet Fusion (MJF) 
	Selective Laser Sintering (SLS) 
	Selective Laser Melting (SLM) 
	Electron Beam Melting (EBM) 
	Powder Bed Binder Jetting (PBBJ) 
	Powder Directed Energy Deposition (PDED) 

	Other Laser-Based Processes 
	Micro-Stereolithography (-SLA) 
	Mask-Image-Projection Stereolithography (MIP-SLA) 
	Continuous Liquid Interphase Printing (CLIP) 
	Computed Axial Lithography (CAL) 
	Digital Light Processing (DLP) 
	Two-Photon Polymerization (TPP) or Direct Laser Writing (DLW) 

	Extrusion-Based Processes 
	Fused Deposition Modelling (FDM) 
	Ink Jet 3D Printing (IJP) 
	Multi Jet Modelling (MJM) 

	Other Processes 
	Electron/Ion Beam Induced Deposition (E/IBID) 
	Casting with Sacrificial Mold 
	Laminated Resin Printing (LRP) 
	Ink Jet Selective Laser Sintering (IJ-SLS) 
	Transfer Printing 

	Discussions 
	Conclusions 
	References

