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Additive manufacturing or three-dimensional printing (3DP) has recently
received increased attention, resulting in a larger pool of available 3D printers
to choose from. In this research, we analyzed the problem related to the
selection of 3D printers using integrated fuzzy analytic hierarchy process (FAHP)
and technique for order preference and similarity to ideal solution (TOPSIS).
Three key criteria/factors were considered, namely, product, materials and
printer characteristics; 11 sub-criteria indeed arose from the above-mentioned
3 criteria viz. accuracy, part smoothness, part cost, build time, attractiveness,
materials cost, tensile strength, elongation, printer cost, maximum build size
and user preference. In addition, group decision making was analyzed based
on two groups of decision makers, which are 3DP experts and 3DP users.
Analyzed results revealed that the product factor was the most important;
this was followed by the material factor and printer factor, with associated
weights of 0.528, 0.298, and 0.173, respectively. Furthermore, the best
alternative of 3D printers in this case study depended not only on the types
of medical model, but also on the analyzed factors of interest. In particular,
the best printer in terms of the product factor was noted to be SLA Ultra 3SP,
with advantages of accuracy and user preference. The best printer with regard
to the material factor was found to be FDM XYZ 3DP daVincil.0A. FDM
Flashforge Guider2s printer was found to be the most preferred 3D printer
when considering the printer factor.
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aaunfmsavdududmeuiuefign (NIS) unuiie 4" daandluaunisfl (10) way (1) audwiv lne J Aewsves

Jagunllanwardalmunngen dmw J' Aewnvesdadeluungdatosdem
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max(v,)if jeJ

A*z{vl*,...,v*} v (10)

") min(v,)if je T

. min(v,)if jeJ

A'z{vi,...,v;} 3V, (11)

- . . (]
max(v,)if jeJ
Jupsusenndunsmuuirianisuen (Separation measure) éviuunazmaden lngmuimirinnisuenain
AneulugauAiniauIn (S, %) wazArminnsuenandmeulugauainisau (S, ') dwansluaunisi (12) uag (13)
AEIPU
(12)

(13)

FumouanieidumsiuneailndTadinivg (Relative closeness) fidlndmnauifian dwmsuuazmaden
wnuiie C fauandluaunisi (14) uag (15) Taeeiflfazdenssuig 0 fa 1 Wil 0 wansiomadeniudan Tae
amingAeilumadeniilnaain PIS uazlnd NIS igalasniwsan Tuvaiil 1 uansfamadoniiiian lnsenumne
foflumadentllng Pis uaglna NIS snnilan Tagansnsavimsindusiu (Ranking) vesmaidentilufian

d=—4£—— (14)
S*+ 8

.l ifA=4%

C = 74 (15)
0 if 4=4"

4, ﬂiﬂﬁﬂ‘lﬁ%tﬁzﬂ’]ﬁtﬂi'}zﬁwa 3‘1/]8']58%8\‘12@58 675&Lﬁumwﬁamﬂ%aaﬂmﬁﬂszmw FDM1
4.1 NSAIANYILATDY 3DP LATTUIY

N9NITHINNE

FDM2 waw FDM3 finddeladssanunuiisidu lnofinse
fuusdnmey Wudiless lwgdud nvu. Jaduuidneny

Tusidet 18ldnsdiAnvveanias 30P 910
wielulafaeaUsean Felldnwasfiuandieiu Tagld
wAlulaBuszinn FOM $1uau 3 1des wa SLA $1uiu
2 w30 FeliTanfuisnsviniu Tnefisazidonves
madoniedesiianit 5 13es dandunised 2 Wl
shedediameiuuszianveaeies 30P Aflegitumn-

Faiasosuiu lngldifiumadenvenaiosfinsiseiam
SLAT wa SLA2 dianiu aghslsfinny madenveanias-
fsiluenddol il ludnvazvensdifinw deannse
Ussndlildtunuideidussamedosiusiinainans
Ayl dui
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AN5199 2 yadenAsad 3DP Tunsalfnu

3DP | 3w/Spec S0 Hud®
FDM1 | XYZ Da Vinci 1.0A Inmnavinaiiagrssanil Sasida Tdniu
FDM2 | Flash forge Guider2s | anenuingnenaas . auasamit i
FDM3 | SINDOH 3DWOX1 AMLAFINTINANEAT ¥, QUaTITTH inwmalel
SLA1 | Ultra 3SP UsEnmy Buduitese logdud nn. waINil
SLA2 | Desktop XL Vit Budiiled Iﬁﬁg“fua‘ . waINit

Wiy smswmdlunsaifneluanudsel Hu
Funuitile wavnsuily S1uau 2 Suiitidnuasiuansing
fu Tnefuanuilafivunlng warillaseadrslunuads
Tuvafitununsuiiulivunmdnuasiilasiadlunvey
Tnouanstunuivinssanannadeniesesiissiaue
Tupsn97i 3 %ﬂﬁwmimémﬁwi’aaﬁﬁmmLmﬂﬁmﬁué’m%ﬂ

1589 3DP wiarUselnm g lavinn1suantuauanneses

AN5199 3 FUNUNEINSHINNENNARINNLATES 3DP

30P Teiingfide sufamafvtoyasms q fAerdesiv
MUY mﬂﬂ'?u%’qﬁwamsLﬁuﬁa;ﬂamiwﬁm%umuﬁié'
SLumi"??Lmﬁ’meﬁmﬁuh Tnglgnsdunwalsinnunig
AUNULUUNGY (Focus Group) e?iaﬁ‘;lumiaaumuqﬂﬂa
TunguiitelilsunfamnuAniiu dmsudeyannudidy
menudadeuazmsiasgvinansly

naidan iagalt Fuaunala uaznauWu
FDM1 PETG »
FDM2 PLA
m

SR -

FDM3 ABS ¥
A

SLA1 E-Model
SLA2 E-Denstone

P,
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4.2 nM5asziUadelnedsnis FAHP

iAfelivhnsduanzideyatiaduiinertes Tne
wandlassaadeiudulifuanduguil 5 Ussnauludne
Yadeudnanuaiu Ao A SNYULIANIZVDINARIU
(Product characteristic) B ﬂ’l'ﬂ%"’f@lﬁ]ﬁu (Material charac-
teristic) waw C AndnwzvaATasiini (Printer charac-
teristic) lngUseneulunistadudessiu 11 Yady fe Al
Aiue FeinsTaNaINAIATIIARALARDUSEIING
LSBT UILTIHERS3S (% error ww) A2:
AU (wAsow) A3 Fumuluny (Um) Ad: ban

MIENTIFBLATIAL U5, TN 44 aUUN 1 unsiaN-Tuna 2564

Tumssdn (W1fl) AS: AnuEBIDTLLTIHAR (Aziuy
1 doggn - 5 Wnan) BL: 51A17a0 (U1M) B2: AUIIAS
vae7an (Mpa) B3: Aanudaveuvesian (%) C1: 51
iwdoaiiust (um) C2: yweiRusildgegaveseiesiian
(cm3) wae C3: Ananilfupaidesiiand (Azuuu 1 toegn -
5 1ngn) Taevinsrurudady innsnumunyide
MAgtes [360-35] uazmsuszyusmiuuisienyud
yhnsmiieaies 30P il waninegdayannns
Anngiamuuiuiuarausuivestun i uans
lusuil 6

o
nsidenLASes 3DP

AEnwUHAA U9

Product characteristic

AndnuIngAu ANGNYMLIATEY 3DP

Material characteristic 3D Printer characteristic

AT
ANNAWIN

AMUSBUED
Funuiuen
narlumswan

v

AT
ARG VU
I NATORN

amnily

{ wuiifiuildaean

5 8 B §iF

i g g i

JUN 6 Mslasenlade (uu) muanuuludiay (619) muanuiseui
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ynmsivteyamsiesziladsnndinnisdnduls
saanun 6 au Tnedunguiiderngmamaiedid
Uszaumsalinisvhanulaisnnd 3 U TushunsTiuims
mawadaagnsueieiesiiusi 30P Midumsuszynd
Tiasunsunndlasiante 91uu 3 Au wasnguldau
\Sesiani 30P MiUszaunsaimevhaniReaiunsld
\doafiant 30P 1Andn 1 T S 3 Ay Jauanswans
Ansgieiminvestadendnuasiadedesduansly
5U 7 lngnanFieneviinnnuaenndesesdiaya (Con-
sistency Ratio) Wudwﬁmm?{aagﬁ 0.08 %aaq”lumm%ﬁ
gausuldl [30] nan1siiesesinudy ‘Yademainunansion’
\Hutedeiiddyiianmuse ‘Uadomeiuingiv’ ua
‘Dademasnugnuidnvazveaniediat’ muddy Tned
Athmtiningy 0.528 (52.8%), 0.298 (29.8%) uaz 0.173

product (LL1)

printer

2.52
0.50
0.79

product [ 2.08
0.41
10.58

7 =material

printer

0.66
0.13
0.21

product [ 0.45
0.08
10.13

w =material

printer

wenanilidiefnsanasigosvounms ‘Audnuy
wAnfaust wuindadeden ‘anuuiugy ddnniian
femiwmiin 0.219 (21.9%) mudne ‘PuEuin’ ‘A
RN ‘ﬁuﬂqu%umu’ way ‘Lattuniswdn’ dmsudady
‘Auidnvuzvesingiv’ wuirtladedesiiddniigade
‘erenuBa’ fAnviin 0.106 (10.6%) MuFae 51A7

o

Jan’ waz ‘AuseRy uasledy ‘AudnvanIosuW

3,4,5)
A=material (%,y,%) (1,11 (%,y,l)
BASARES

2.92
0.69
1.00

(17.3%) suansiu lnglansiiegnan1smuludmsutlade
winvesinmsindula 1 Ay Fauandluaunsd (16) -
(17) wu (2.08, 2.52, 2.92) Tuaun1sfi (17) furadléan
((1%3%3)%, ((1%6%6)"”, (1%5*5)"%) wena1nd (0.45, 0.66,
0.95) Tugunnsit (18) fwaalléann 2.08/(2.92+0.69+1.00),
2.52/(2.52+0.50+0.79), 2.92/(2.08+0.41+0.58) Aua9U
Feenunsoudasrndminuuuitsdlidusniminuestade
1#luilan uarlutunouaniing \unsdaaseiidue
5ﬂwﬁfﬂmaﬂﬁa€fmuumju (Group Decision) Gaanansai
Tgvaneds wensldszuudumui (Consensus) wagnsld
FBmsadinmans ({aulaluiSes Group Decision awnsa
Anwiiudnainenansensds [36)) Tnglumdded 1933
msmsadinanans Tnemuiuaadsvessziunnnes
ﬁﬂﬁumméwﬁmaqQﬁm%ﬂaﬁy’wm

(3.4,5)
(16)
(LLD

(17

0.95
0.22
0.33

(18)

wuhiladugesiiddniigafio ‘vumitiuriligega’
thutin 0.086 (8.6%) s ‘mmld’ way “Fuu
wesfiant” suddu uentnildlefansumimiinues
YadeiiAeadedlnoutsmuussiamvesdindule 2 ngu
AonguiiBeimamanadiaetes 30P uarglfia3es 30P

wuh awsndinnegilanauanduzui 8
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77/ 3
Accuraey 0219
Anish suface. Y 0:092
partcost N\ 0.084
suidTime N\ 0.045
partsmoothness NN\ 0.089
Vet 0 0
Material cost N\ 0099
Tensile strength NN\ 0.003
Elongaton NN\ 0106
achine/princer 7770024 0113
printer cost N\ 0.035
max suildsize N\ 0.086
user preference N\ 0.052

JUN 7 anwiinvesladendnuasUadedes

| N\so? users
0.300 - % % °< 0.276

o I B
wl B W
Product/Part Material Machine/ Printer

Yy a

JUN 8 Anthnidndadeuenmunguirnaula

v v
o

Winuhmsaengulinseitady ‘audnvasnds-  A3saiud 30P wennildledesziluszauladuees
W’ ddgunigasesasnde ‘Msliingav’ uay  vewwdaznguivinisdndulas wudgliiaTesiiud 30P

‘AaudnwaizATaiun’ Tudnwaifiodniu lnefidnimin - Weanwddyiu ‘wuaifiuiligean’ uag ‘Aanuda’

Uadeiuansiraiu Fagly 30P Ianuddyiudnuazaes  unnndg@esmamumailaniosiia 3DP

o

‘AMNYULLATEINUN WINNIFBIvIRYNIBnAile

q
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4.3 Msdaszimadeniaios 3DP Tneds
TOPSIS
NaMTiATERERUALd A yueteSoiu tng

THimeda TOPSIS Guannisifudeyadmiutladusng 9
lumstantunudmiuutasmadeniaias 30P Iiuans
Tupms1eit 4 snshegradu dmsuiladudes AL fhua
wiug devhmswantunuilannindesfiviiig 5 ndes
LAYYNNSIAR % error NUINBUNUTINLASE ST SLA2
1 % error Youiian Fsuansindiauusiudgerign Tuma
aseiudy vinfiasandade BL swusendan wudi
\3esfiuni FOM2 Afigaiesnnniisiagnitan dudede
C1 Fusaasasiian nuiwesesiinsg FOM1 uedes
ﬁﬁﬁqmﬁaqmmwmgﬂﬁqm Fouandlmduinnadon
idesiuriithuninsest Tderdeudeiunndneiu Jufu
Hadeiivhunfiansan Fennsafnnudmiudadedu o
Ialudnwauzieniu

venanil namsias1eilaglds TOPSIS sauiue
Yminuestadeannds FAHP 41edu anunsauansiiegng
miﬁflmmﬁm%’uma‘jmaﬂﬁL%HJ%ngﬁWM%U%uaﬂuﬁaiﬂlﬁ

fauandlumsadl 5 neEuaminsdunuivestoya
ldvhnisusuainaudn (7)) Tagldaunsi (8) wuen
Fopyia (0.921) @ mdumaion FOMI uavlads Al
Amnalaan 0.138/(0.138/2 + 0.032/2 + 0.038/2 +
0.013/2 + 0.028A2)1/2 A5 4 INTuanann
A v, paumsf 9) Tngldamiminvesilade
dwsundufideangy (w)) flgreuntiuainds raHP
Tuaums?l (7) e S, * uae S,' muawnsi (12) -
(13) Gaazannsadmnen C; Tagldaunisi (10) 16
Tufiga wu dw3umaden FOM1 wuien 0.303 lupnss
7l 6 anunsadwIlFIN 0.105/(0.242+0.105) AT
i 5 Hudu Inguanamanisienesigvlunnssd 6 sufls
nsfwadlunsdivesiununsiuity Fadehminues
Yaduiunnsaiy Tnewuihdudumadeniaiesiiusiia

v

fandmivtunuilalifanuwnndeiulussasngug
yhmssndulalneiaies FOM3 idumadeniiniian luvae
firdes 30P fiRfigadmuTuURTues BTy
fio SLA2 uardwiugldaude FOM2 Jeunndnafu
puaRUANLE Aoty

a v a & '3 PN v & 5
19190 4 ma;ﬂamiwamumumqmiLL‘wmLLaﬂmm{]%amﬂq TngldnadoniaIas 30P

madan | ade A a9t B a3t C
3DP A1 A2 A3 A4 A5 B1 B2 B3 C1 Cc2 C3
Min Min Min Min Max Min Max Max Min Max Max
Fuaumle
FDM1 0.138 8.669 369.38 245 3.00 800 45 24 16,990 5,359 3.00
FDM2 0.032 8.788 339.73 194 2.83 650 56 8 77,900 21,000 | 4.17
FDM3 0.038 9.425 588.01 428 3.67 850 41 10 55,000 8,190 3.83
SLA1 0.013 3.374 3,254.68 | 360 4.67 8,920 49 3.5 2,800,000 | 8,984 4.33
SLA2 0.028 2.978 2,913.06 | 269 4.83 8,920 56 18.9 3,300,000 | 750 417
FuaunTuiu
FDM1 0.298 9.700 171.65 69 2.50 800 45 24 16,990 5,359 3.00
FDM2 0.154 6.584 177.29 67 2.80 650 56 8 77,900 21,000 | 4.17
FDM3 0.154 9.100 231.73 119 3.00 850 41 10 55,000 8,190 3.83
SLA1 0.060 3.151 1,165.45 | 113 4.50 8,920 49 3.5 2,800,000 | 8,984 4.33
SLA2 0.077 3.488 1,283.16 | 113 4.83 8,920 56 18.9 3,300,000 | 750 417




76

MIENTIFBLATIAL U5, TN 44 aUUN 1 unsiaN-Tuna 2564

A58 5 waneinegsnsAmwnlunsdivesiunuiilawaruivindadelnedive sy

maudan | Tads A 231 B a3 C S* S
3DP A1 A2 A3 A4 A5 B1 B2 B3 C1 Cc2 C3
Min Min Min Min Max Min Max Max Min Max Max
w; 0.283 | 0.109 | 0.083 | 0.018 | 0.124 | 0.104 | 0.113 | 0.095 | 0.017 | 0.033 | 0.019
i
FDM1 0.921 | 0.536 | 0.083 | 0.353 | 0.345 | 0.063 | 0.404 | 0.721 | 0.004 | 0.216 | 0.341
FDM2 0.213 | 0.543 | 0.077 | 0.279 | 0.325 | 0.051 | 0.503 | 0.240 | 0.018 | 0.845 | 0.475
FDM3 0.254 | 0.583 | 0.133 | 0.616 | 0.422 | 0.067 | 0.368 | 0.300 | 0.013 | 0.329 | 0.436
SLA1 0.087 | 0.209 | 0.734 | 0.518 | 0.537 | 0.703 | 0.441 | 0.105 | 0.647 | 0.361 | 0.493
SLA2 0.187 | 0.184 | 0.657 | 0.387 | 0.555 | 0.703 | 0.503 | 0.567 | 0.762 | 0.030 | 0.475
Vi = Wil
FDM1 0.261 | 0.059 | 0.007 | 0.006 | 0.043 | 0.007 | 0.046 | 0.069 | 0.000 | 0.007 | 0.007 | 0.242 0.105
FDM2 0.060 | 0.059 | 0.006 | 0.005 | 0.040 | 0.005 | 0.057 | 0.023 | 0.000 | 0.028 | 0.009 | 0.076 0.221
FDM3 0.072 | 0.064 | 0.011 | 0.011 | 0.052 | 0.007 | 0.042 | 0.029 | 0.000 | 0.011 | 0.008 | 0.081 0.208
SLA1 0.025 | 0.023 | 0.061 | 0.009 | 0.067 | 0.073 | 0.050 | 0.010 | 0.011 | 0.012 | 0.010 | 0.107 | 0.241
SLA2 0.053 | 0.020 | 0.055 | 0.007 | 0.069 | 0.073 | 0.057 | 0.054 | 0.013 | 0.001 | 0.009 | 0.094 0.219
a597 6 Han1TIATIZYE TOPSIS $auffu FAHP
N9 EEL%EJ’J”H’]EQ dlTu MW
\Ran Azl | Rank | Azl | Rank | @zl | Rank
Fuauila
FDM1 | 0.303 | 5 0413 | 5 0.364 | 5
FDM2 | 0.744 1 0.738 1 0.734 1
FDM3 | 0.719 2 0.593 2 0.670 2
SLA1 0.692 | 4 0.528 | 3 0.616 | 3
SLA2 0.700 3 0.484 4 0.604 4
B un TN
FDM1 | 0.357 | 5 0.451 4 0417 | 5
FDM2 | 0.609 | 3 0.689 1 0.640 | 1
FDM3 | 0.584 4 0.527 2 0.568 2
SLA1 0.641 2 0478 | 3 0.562 | 3
SLA2 | 0.659 1 0439 | 5 0.557 | 4
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5. dgUnauazudvgluauinn
muATelidumsfinudgmmsideniaies 30p lums
NAATUNUNIISUIWE TanfunTieseitladeiidoa
selymnsidenaiosiin 30P Tngldmsiasezinng
andulanuuatstady menszuumsiATIEATEay
Fuwvuitsd (FAHP) Saufumnafinesdidunugaued
(Topsis) Tasfinguinegradufidermaymanaiauas
fldfuedasian 30P Feduamuminisusiivhnisuan
Hutunuiifidnear g Guauile) wastun
fildnuasdnuuiuey @ununsuiiy) Samadeninies
30P uipesfiurivseinn FOM $1uau 3 1A3e9 uay
iSesfiuiusznam SLA S1uau 2 wndes Selidnuwarain
vounouaz Tanfiurifiunnseiy lnsnamsiinsesinuin
P304 FDM1 (XYZ 3DP daVinci1.0A) Slgausiu 3 #u léiun
fumAaTasiivsioh ﬁwuﬁunu%umuﬁ? wagAANEANEY
g4 1A3as FOM2 (Flashforge Guider2s) fiqaisiu 4 s
Tun funatlunisudns é’wuwmi’a@ﬁ’] GRITENONG
wazsufvuaiiuiigegauniign Tuvaefinios FOM 3
(SINDOH 3DWOX1) Tinugawainluladesiieg uananil
Tuduveanias SLAT (Ultra 35P) flgaeiu 2y léun
HA1AULLIUER waz ﬂzLLuummﬂﬂ%mnﬁqm dnuaes
SLA2 (Desktop XL) qaisiu 3 fu lauA muanuiey
RASosfiunt AZILLAAENBNLLNNGR WagATIAIY
TngnansinGeadiunadeniiniaalngds TOPSIS
youAsesTiuihe 5 Maden wuedosunifiAfigndmsy
Furilalugiuuuunidasfidomguasgldon Ao
\A3e4 FDM2 (Flashforge Guider2s) ?jaﬁﬁ;wiuiuﬂyﬂunm
Tunsudndn fusianTans Aussiege wazLAiT
eanunTign a'aumnLﬁaﬂLﬂ%‘laﬁuﬁﬁaﬁqmaﬁwu
ﬂimﬂw,l,uwaui%;iil,%wmzy Jupdes SLA2 (Desktop
XL) %Qﬁﬁ;mﬁﬂuéj’mﬂﬁ’mL%‘EJUQ’JLF]%‘IENﬁMﬁ AZLUUAIIY
munuNTign wazAUsIRegs Inaiades FOM2 (Flash-

Aaa o w

forge Guider2s) JunIesfinnandmns

q Al uonanil
Tudumadeniniesiiunnanand miudadenandule
SosfiuninAnanlusudade

= o i

HAnS T Aewp3as SLAT (Ultra 3SP) dsflgauiulugiy

q

AUNTE WUINNIEDNLA

| N

AMUIUER war At ldingn dauniadeniaes-

farinafigelusuiladoingiu Ae 1a3es FOM1 (XYZ
3DP daVinci1.0A) wagnadeniaiesiuiinfianlusu
Haduiedosfiu Aewdos FOM2 (Flashforge Guider2s)
ANAIAU

dwsusuimanidelusuan Jlavateiidnie wuy
1) Wuihaulslunsyhnsuangunumensunndia
AUENNTANENNTY TIE e s Tadedy 17919
danansenuRunseutuuivhnsnanlneany

2) 3NVBINTIANAIUNIAABNLATBINUAN G UNITHER

]
N al

TurAdedifiduaiesussinn FOM uas SLA uwiymands
Tumidelueuandemaiiiumadoniados 30P annie-
TulaBuszundus wu SLS wde SLM 1Judu 3) leswin
fodiameshuiagiifidmiuiedes 30P {ideldidentd
FunuvesTanewizagns dmiueiesiuviudazyszian
aglsfnuduihaulslunisinsesnuuunismaaes
Tnsfinrsanaiesfanifuaniaiu Taglidaguszian
Wenfumaun vieeafintsanieesiiniiamyesie il
Sanfiunnseriu \udu 4) lusuvesnguiinnsdnaula
Alunsdfnuilunudded Wuihadaitoninsiy
naueinMsandulaemiziy Wy nquuAaINTNIeeY
w1 Judu

6. NAANITUUTZNA

muAteildsunuaamuanddnnuangnssums
nseauAny (ane.) uwardinaunamuativayun1sive
(@n3.) meldnuideimuienansdsulud MRG6180181
anuiulusenunansidedureadide dninnunne
n3sunsgaNAnwkardinaunemuaiuayunsIve
L dusoniumeaualy
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