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Abstract 27 

3D printing, and particularly fused deposition modeling (FDM), has rapidly brought the possibility 28 

of personalizing drug therapies to the forefront of pharmaceutical research and media attention. 29 

Applications for this technology, described in published articles, are expected to grow significantly 30 

in 2020. Where are we on this path, and what needs to be done to develop a FDM 2.0 process and 31 

make personalized medicines available to patients? Based on literature analysis, this manuscript 32 

aims to answer these questions and highlight the critical technical aspects of FDM as an emerging 33 

technology for manufacturing safe, high-quality personalized oral drug products. In this 34 

collaborative paper, experts from different fields contribute strategies for ensuring the quality of 35 

starting materials and discuss the design phase, printer hardware and software, the process, the 36 

environment and the resulting products, from the perspectives of both patients and operators. 37 

 38 
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1. Introduction 72 

1.1 Overview of 3D printing through 2020 73 

3D printing began officially in 1984, with the approval of the first stereolithography patent (Hull, 74 

1986). However, this technology did not achieve widespread adoption for more than 10 years, as its 75 

use was limited by numerous other patents 76 

(https://www.wipo.int/edocs/pubdocs/en/wipo_pub_944_2015.pdf). Only after the patents’ 77 

expiration did desktop 3D printers become easily available on the market, resulting in the birth of 78 

the consumer 3D printing community. Thereafter, the 3D printing industry, encompassing not only 79 

companies employing printers but also those building them, grew very quickly. It is likely to reach a 80 

market size of more than $17 B in 2020 and is expected to increase to $34.8 B by 2024 81 

(https://www2.deloitte.com/content/dam/Deloitte/de/Documents/operations/Deloitte_Challenges_of82 

_Additive_Manufacturing.pdf; https://downloads.3dhubs.com/3D_printing_trends_report_2020.pdf; 83 

https://www.grandviewresearch.com/industry-analysis/3d-printing-industry-analysis; 84 

https://www.marketsandmarkets.com/Market-Reports/3d-printing-market-1276.html; 85 

https://www.marketresearch.com/Expeditious-Research-v4071/3D-Printing-Outlook-9903905/). 86 

This expected continuous growth spurred venture capital funding of 3D printing-related startups, 87 

which exceeded $300 M in 2019. 88 

In its evolution, 3D printing has shifted from being considered just a prototyping tool, to being 89 

employed as the additive manufacturing (AM) method of choice for low-volume batches of high-90 

value products. For such products, the upfront investment in tooling required by subtractive 91 

methods would not be cost-effective (Ford and Despeisse, 2016; 92 

https://nvlpubs.nist.gov/nistpubs/SpecialPublications/NIST.SP.1176.pdf). Moreover, novel 93 

interesting applications have been identified. These include printing of metals and electronics to 94 

reduce assembly time and human labor in the manufacturing of sensors; generative design in the 95 

fields of art, architecture, communication and product design (i.e., a fast method to explore design 96 
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possibilities providing physical prototypes to simplify visualization); and 4D printing (i.e., the 97 

fabrication of objects capable of changing their shape in response to an external non-mechanical 98 

stimulus) (Lukin et al., 2019; Maroni et al., 2019; Mehrpouya  et al., 2019; Melocchi et al., 2019a; 99 

Savolainen et al., 2020; Trenfield et al., 2019a). 100 

Given the improvement of 3D printing and the widespread awareness that it can help connect 101 

marginalized and difficult-to-reach populations with essential products, several industries (including 102 

automotive, defense and healthcare) have begun to experience 3D printing-related production, 103 

business and supply-chain transformations (Chan et al., 2018; Despeisse et al., 2017; Ghobadian et 104 

al., 2020). In this respect, the percentage of companies using AM for specific production purposes 105 

increased from 24% to 65% in 2019 (https://assets.ey.com/content/dam/ey-sites/ey-106 

com/en_gl/topics/advisory/ey-3d-printing-game-changer.pdf; 107 

https://cdn2.hubspot.net/hubfs/5154612/downloads/Sculpteo_The%20State%20of%203D%20Printi108 

ng_2019.pdf). At the same time, the news media started to pay great attention to 3D printing and to 109 

incorporate it into the concepts of the fourth industrial revolution and a new manufacturing 110 

renaissance (Baines et al., 2019; Berman, 2012; Garret 2014; Prince, 2014). 111 

Despite the initial enthusiasm about 3D printing technology, its actual application potential in 112 

different industries is only now beginning to be tested in depth (Achillas et al., 2015; Anton et al., 113 

2014; Bogers et al., 2016; Culot et al., 2019; Garmulewicz et al., 2018; Huang et al., 2013; Kleer et 114 

al., 2019; Mir and Nakamura, 2017;  Petrick and Simpson, 2013; Rehnberg and Ponte, 2016; Tran 115 

2017; Yao and Lin, 2015). In particular, due to a few technological bottlenecks such as production 116 

speed, as well as cost and labor associated with pre- and post-printing operations, 3D printing 117 

currently is filling a niche as a complement to other existing manufacturing processes. In this 118 

context, the unique capabilities of 3D printing in terms of on-demand and delocalized production, 119 

product customization and realization of complex designs might find their full application. 120 

 121 
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1.2. 3D printing for precision medicine 122 

In parallel with the increasing attention to 3D printing in many different areas, scientists have been 123 

investigating its suitability for the manufacturing of drug products enabling precision medicine, for 124 

the treatment of subpopulations with specific needs even of a single patient (i.e. personalized drug 125 

products) (Alhnan et al., 2016; Economidou et al., 2018; Jamróz et al., 2018a; Kjar and Huang, 126 

2019; Musazzi et al., 2020; Trenfield et al., 2018a, b; Zhang et al., 2018). Indeed, the concept of 127 

precision medicine, an emerging approach regarding treatment and prevention of illness that 128 

accounts for each individual’s genes, environment and lifestyle, is completely transforming the 129 

healthcare field (Collins et al., 2016; https://ghr.nlm.nih.gov/primer/precisionmedicine/definition; 130 

https://www.fda.gov/drugs/precision-dosing-defining-need-and-approaches-deliver-individualized-131 

drug-dosing-real-world-setting; https://www.fda.gov/Drugs/NewsEvents/ucm132703.htm; 132 

Lamichhane et al., 2019; Mirza and Iqbal, 2018; Rahman et al., 2018). For instance, the importance 133 

of genomics has been highlighted in clinical decision making and for identifying optimal 134 

pharmacological treatments (Alomari et al., 2015; Kaae et al., 2018; Menditto et al., 2020; 135 

Radhakrishnan et al., 2020). However, an unmet need exists in the caring cycle for drug products 136 

tailored to the variables identified as crucial for a specific subject. In this respect, 3D printing is 137 

described as one of the most cost-effective alternatives for moving from mass production (i.e., a 138 

one-size-fits-all approach) to fabrication of small batches that are not all the same (Aquino et al., 139 

2018; Awad et al., 2018; Chandekar et al., 2019; Fastø et al., 2019; Goole and Amighi, 2016; 140 

Goyanes et al., 2017; Kjar and Huang, 2019; Liang et al., 2019). Indeed, 3D printing would enable: 141 

i) personalization of the amount of active ingredient in a drug product, ii) achievement of high drug 142 

loads, iii) co-administration of drugs in the same dosage form, iv) avoidance of the use of specific 143 

excipients in cases of intolerance, v) modulation of the release kinetics of drugs, and vi) definition 144 

of the flavor and other aspects of drug products in order to improve patient compliance, for instance 145 

favoring swallowability, especially from a psychological point of view. Adjustments and 146 

modifications needed would be made possible by real-time changes in the digital models of 147 
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products and process parameters (e.g., number of shells, infill percentage, layer overlap), as 148 

discussed extensively in the recent literature (Trenfield et al., 2018a, b, 2019; Joo et al., 2020; 149 

Norman et al., 2017; Zema et al., 2017). A new and exciting possibility with AM is the 150 

manufacturing of medicines on demand and at the point of care, thus removing the need for long-151 

term storage and stability studies. In addition, 3D printing can easily be adapted to fulfill the need 152 

for continuous manufacturing, taking advantage of the limited space required to set up a production 153 

facility (Cunha-Filho et al., 2017; Desai et al., 2017; Mascia et al., 2013; Melocchi et al., 2015a; 154 

Puri et al., 2017; Zhang et al., 2017a). In this respect, it may be possible to implement an innovative 155 

AM-based approach to larger-scale production. 156 

The availability of customized drug products not only would decrease healthcare system expenses 157 

associated with side effects and hospitalization, but it also may be of utmost importance for patients 158 

with special needs (Norman et al., 2017; Hsiao et al., 2018). These patients include, in particular, 159 

those affected by rare diseases, children, the elderly, the poor or the high metabolizers, individuals 160 

with illnesses affecting elimination organs and people taking multiple medicines. Indeed, 161 

concomitant use of numerous prescription drugs, or polypharmacy, has largely increased in recent 162 

years. Combination products, in addition to enhancing patient adherence, also have the potential to 163 

extend commercial interest in specific drug molecules after the expiration of the relevant patents 164 

and improve cost-effectiveness by creating a single product pipeline. This would reduce the costs 165 

associated with packaging, prescribing and dispensing. Moreover, the design versatility of 3D 166 

printed products makes it possible to formulate non-compatible molecules within separated 167 

compartments of the same dosage unit. 168 

Finally, 3D printing may become an effective tool in the near future for developing telemedicine 169 

(Araújo et al., 2019; Johnson and Brownlee, 2018; Wang and Kricka, 2018; Wen, 2017). This is 170 

defined as the remote delivery of healthcare services (i.e., consultation, diagnosis, intervention, 171 

monitoring and education) by taking advantage of communication technologies whenever 172 

physicians and patients are not physically close. Telemedicine could advantageously be integrated 173 
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with other technological advancements, such as smart health monitors, mobile applications and 174 

cloud-based computing, which would allow physicians to evaluate patient health in real-time and to 175 

collect any data about modifications of the status quo. Telemedicine could also provide a tool to 176 

enable the adjustment of the pharmacological treatment when needed. In this respect, an FDM 177 

printer, supplied with the necessary raw materials and remotely controlled, may become a crucial 178 

element in making home therapy possible. 179 

Despite the great potential for 3D printing to change current treatment strategies, one 3D-printed 180 

drug product is on the market, i.e. Spritam. It consists of fast-dissolving tablets containing 181 

levetiracetam, manufactured by the binder jetting technology initially developed in the late 1980s in 182 

the labs of the Massachusetts Institute of Technology and then fully redesigned by Aprecia 183 

Pharmaceuticals (Alhnan et al., 2016; https://www.spritam.com/#/hcp/zipdose-technology/what-is-184 

zipdose-technology). This 3D printing technique was selected to give a specific quality attribute to 185 

the product, i.e. an extremely rapid disintegration, which increases the dissolution rate and improves 186 

the bioavailability of the drug, enabling better treatment of epileptic patients suffering from 187 

seizures. Although Spritam is available on the market in few different dosages, all the units 188 

belonging to a single batch contain the same drug strength. Therefore, it may not be considered a 189 

personalized medicine. Indeed, it was approved by the U.S. Food and Drug Administration (FDA) 190 

in 2015 through a traditional regulatory pathway, after years of research aimed at making the 191 

technology suitable for mass manufacturing (Goole and Amighi, 2016; Boudriau et al., 2016; Preis 192 

and Öblom, 2017). Some of the challenges of producing 3D-printed personalized drug products 193 

include difficulties in generating real-world evidence during the new drug development process to 194 

support precision dosing and the application of individualized dosing regimens in clinical practice. 195 

In addition, a specific regulatory framework for assessing the quality and safety of personalized 196 

medicine is lacking. Indeed, the conventional approach of quality assurance would hardly apply in 197 

this respect (Khairuzzaman, 2018). For example, quality controls (e.g., content uniformity, weight 198 

uniformity, dissolution rate) established in traditional manufacturing based on sampling units from 199 
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each batch and evaluating them for critical parameters, while retaining at least twice the quantity 200 

necessary to perform all the required tests, would be difficult to apply to personalized products. In 201 

this case, the result would be numerous batches, each consisting of a few units and each differing 202 

from the others. Therefore, new strategies to ensure quality of the starting materials, robustness of 203 

the printing process, and specification of finished product should be developed by the 204 

pharmaceutical industry and assessed by regulators for suitability. In this context, newly-on-the-205 

market startups involved in the manufacturing of 3D printed products could play a pivotal role 206 

because they benefit from greater flexibility, cutting-edge approaches and an application-specific 207 

focus. 208 

In recent years, the research community has focused their interest on investigating the feasibility of 209 

3D printing in manufacturing a range of customizable dosage forms and drug delivery systems 210 

(DDSs). They considered not only binder jetting, but also extrusion printing, encompassing gel 211 

deposition and fused deposition modeling (FDM), selective laser sintering and stereolithography 212 

techniques. Among those technologies, the last probably was the most challenging, as evidenced by 213 

the limited number of applications proposed in the scientific literature. This could be associated 214 

with the need for using photosensitive polymers, which have to be cured upon irradiation with UV 215 

light, to build up the item structure layer by layer. The polymers currently used for this process are 216 

smelly and potentially toxic, which would hardly fulfill the safety and quality requirements of drug 217 

products. 218 

Based on the analyses of the scientific literature published so far, FDM was found to be the most 219 

studied 3D printing technique (Lamichhane et al., 2019; Gioumouxouzis et al., 2019). Indeed, the 220 

number of research articles increased from fewer than five in 2014 to almost forty in 2019, with a 221 

growth trend confirmed for 2020 and an evident focus on the oral route of administration (Figure 1). 222 

This phenomenon could be explained by the similarity of FDM to other hot processing techniques 223 

already known in the pharmaceutical industry, for example hot melt extrusion (HME), and the 224 

possibility of using thermoplastic polymers commonly employed in the formulation of drug 225 
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products (Norman et al., 2017; Thakkar et al., 2020; Zema et al., 2012, 2017). Moreover, the cost-226 

accessibility of desktop FDM equipment and the possibility of modifying it were key factors 227 

favoring its adoption. Analyzing the available scientific literature, in the following sections we 228 

made an effort in this critical overview to highlight all aspects that should be addressed before 229 

implementing FDM in the fabrication of personalized drug products for human use, which could 230 

correspond with the beginning of a new FDM era we named FDM 2.0. Notably, we purposely 231 

focused solely on the oral route, which allows us to circumvent at least those issues associated with 232 

sterility. 233 

 234 

2. Technology implementation challenges of FDM 235 

The FDM process involves deposition of softened/molten material layers that are fused together in a 236 

controlled pattern to create a 3D object, following its digital model. The material is generally fed 237 

into the FDM equipment in the form of a filament, with defined size and thermo-mechanical 238 

characteristics, fabricated by HME starting from a thermoplastic polymer (Araújo et al., 2019; Aho 239 

et al., 2019; Azad et al., 2020; Long et al., 2017; Palo et al., 2017; Konta et al., 2017; Zema et al., 240 

2017). The filament is then heated in the 3D printer and extruded onto the build plate through the 241 

nozzle. Objects produced by FDM are generally characterized by good mechanical resistance, 242 

except for highly porous structures that may be friable. On the other hand, surface smoothness often 243 

needs to be enhanced eventually through post-processing operations, as the layer deposition pattern 244 

often can be evident and might affect user compliance. Resolution of details also can be an issue, 245 

particularly when these are geometric features critical to the printed item’s performance (e.g,. 246 

thickness of a release-modifying coating layer, overlapping parts of capsule closure). 247 

According to the analyzed literature, FDM was initially investigated for its intrinsic suitability for 248 

low-volume production of traditional orally-administered dosage forms such as tablets, capsules and 249 

matrices). This was translated to the fabrication of personalized medicines (Algahtani et al., 2018; 250 
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Awad et al., 2018; Cunha-Filho et al., 2017; Tan et al., 2018). In this respect, the main advantages 251 

of FDM resemble those already identified for other hot-processing techniques, such as the lack of 252 

solvents, which both reduces overall time and cost of the manufacturing process and is beneficial to 253 

product stability (Zema et al., 2017). Moreover, the operating temperatures limit microbial 254 

contamination and promote drug-polymer interaction with the formation of solid dispersions, 255 

possibly leading to better bioavailability of the active pharmaceutical ingredient (API). 256 

On the other hand, temperature could impact the chemical as well as physical stability of drug and 257 

excipients, leading for instance to changes in the solid state. As a consequence, the finished item 258 

itself could be affected by the presence of byproducts, shrinkage/warpage and recrystallization 259 

phenomena. In a narrow and more advanced set of applications, FDM also was tested as a rapid 260 

prototyping tool with respect to other processes that are more suitable for mass manufacturing, for 261 

example injection molding (IM) (Melocchi et al., 2015b; Maroni et al., 2017; Shin et al., 2019). 262 

Currently, FDM is undergoing a reevaluation for the fabrication of DDSs with increasing design 263 

complexity (e.g., coated, hollow, pierced, multilayered and with gradient composition) and 264 

performance (e.g., combined-release kinetics, shape memory response), using the same equipment, 265 

possibly in a single production step (Genina et al., 2017; Joo et al., 2020; Matijašić et al., 2019a; 266 

Melocchi et al., 2020a,b). Indeed, this would hardly be achievable by employing other production 267 

methods. In addition, some of the new proposed systems target either novel or uncommon 268 

therapeutic needs (e.g., microneedles for transdermal drug delivery, biodegradable prolonged-269 

release projectiles for administration of contraceptives to wildlife) as well as administration routes 270 

(e.g., topical, vaginal, rectal, intraauricular, intragastric and intravesical) (Fu et al., 2018; Liang et 271 

al., 2018; Lim et al., 2018; Long et al., 2018; Luzuriaga et al., 2018; Melocchi et al., 2019b; Tagami 272 

et al., 2019). 273 

Extemporaneous 3D printing by FDM within pharmacies was initially described in the scientific 274 

literature as a way to make personalized drug products available (Araújo et al., 2019; Jamróz et al., 275 

2018a; Lind et al., 2016; Prasad and Smyth, 2016; Rautamo et al., 2020)]. In this environment, 276 
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FDM would increase not only the variety of products that could be prepared (e.g., controlled-release 277 

DDSs), but also their reproducibility, thanks to the intrinsic automation of the 3D printing process. 278 

This approach was proposed as it could in principle take advantage of i) the presence of educated 279 

staff, ii) the already-regulated possibility of preparing extemporaneous medicines tailored to single 280 

patients, and iii) the well-established system for dispensing drug products. However, it could result 281 

in poor quality control for these more complex finished products, in view of the limited 282 

resources/instrumentations available within compounding and hospital pharmacies. 283 

On the other hand, the chance to decentralize printing infrastructures (i.e., the availability of printers 284 

to fabricate medications at home and in small clinics; these printers would be operated either by the 285 

patients themselves or remotely/in person by healthcare professionals other than pharmacists) might 286 

not be feasible, as it would raise issues not only of quality but also of responsibility (Trenfield et al., 287 

2018a). Currently, such issues can be better addressed in an industrial-like environment, which 288 

generally is characterized by a quality-oriented mindset. By way of example, this results in, the 289 

enforcement of standard operating procedures, the presence of trained and continuously updated 290 

personnel, the possibility of performing an increased number and a wider range of quality control 291 

tests. However, even considering this approach to the production of personalized pharmaceuticals, 292 

concerns about differing social and/or regulatory impact and relevant questions remain that need to 293 

be answered, such as the following (Mirza and Iqbal, 2018; Kaae et al., 2018; Awad et al., 2018; 294 

Preis and Öblom, 2017): 295 

i) Should all patients have access to personalized products, or should they be available only to 296 

people with identified special needs? 297 

ii) If the 3D printing of drug products were to be implemented within a pharmacy, would this 298 

be an optional or a mandatory service?  299 

iii) In the case of at-home printing, what would happen if patients were to unintentionally print 300 

in a wrong way, or if they decided to print too many drug products for selling/abuse 301 

purposes? 302 
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iv) How could counterfeiting issues be prevented? How supply chain and pricing topics may be 303 

addressed? 304 

v) Who would be responsible for the finished product quality and its evaluation? 305 

vi) In the case of combination products, how would manufacturers address side effects possibly 306 

related to a combination of multiple active ingredients that either were not previously in the 307 

same product or have been combined, but in different doses? 308 

To find solutions, increasing awareness of these issues among experts in different domains (e.g. 309 

pharmaceutical technology, process engineering, quality control, regulatory affairs, supply chain 310 

and public health) and establishing relevant multidisciplinary collaborations may be necessary. 311 

Quality, regardless of where the personalized product ultimately is manufactured, is of paramount 312 

importance, both from patients’ and operators’ perspectives. In this respect, control of all the 313 

variables involved in the fabrication of drug products by FDM will play a pivotal role (Figure 2). 314 

Indeed, the quality of the final product will depend on the design phase of the dosage form, slicing 315 

parameters, starting materials and software settings, as well as mechanical performance achievable 316 

by the printers and on the environmental conditions at the production site. Based on these 317 

considerations, all abovementioned aspects will be discussed in depth in the following sections. 318 

 319 

2.1. Geometric design of the product 320 

Product design and all iterations needed to fabricate customized medicines should be carried out 321 

through an appropriate computer aided design (CAD) suite enabling the 3D representation of 322 

objects in a file format, which can then be transformed into instructions for the printer (i.e., .stl file) 323 

(Zhang et al., 2018; Heikkinen et al., 2018; Junk and Kuen, 2016). Currently, a large variety of 324 

commercial and non-commercial CAD systems with a range of licensing features and computing 325 

requirements are available. The selection of the CAD software generally is a trade-off between ease 326 

of use (i.e. easy and intuitive operability) and scope of function (i.e., range of available geometric 327 
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features and the possibility of modifying them afterwards). Most high-performance CAD systems 328 

also allow simulations, enabling the reduction of prototyping needs and physical testing costs by 329 

identifying and correcting possible issues during the core design phase. Some of these software 330 

suites are tailored for use in specific fields, such as automotive and aerospace (Cicconi et al., 2018; 331 

Hirz et al., 2017). However, users need to complete comprehensive training and accumulate years 332 

of experience before being able to fully benefit from and master all of the functionalities (Chester, 333 

2007; Ye et al., 2004). Actual printing then requires a .stl file, generally written in a binary format, 334 

which specifies the x, y and z coordinates of the vertices of the triangular elements adapted to 335 

approximate the surface of the object in the so-called tessellation process (Adhikary and 336 

Gurumoorthy, 2018; Leong et al., 1996a,b; Liu et al., 2009; Livesu et al., 2017; Ma et al., 2001; 337 

Manmadhachary et al., 2016; Rypl and Bittnar, 2006). Notably, the more detailed and complex the 338 

digital model, and the higher the accuracy sought for fabrication, the more triangular elements the 339 

program will use to create its representation. The main advantages associated with the .stl file are its 340 

simplicity and independence from the 3D software and the AM process employed. For many 341 

shapes, this file format can provide an effective and accurate model. 342 

This approach, however, is very limited in the functionality it supports. For example, duplicating 343 

vertices and edges results in a high degree of redundancy. In the case of electronic models with 344 

smooth curves, thousands of triangles may be required to represent the shapes with sufficient 345 

accuracy/precision. Moreover, complex geometries, as for example pierced or encompassing hollow 346 

parts, often have led to defective .stl files that are time-consuming to fix. Similarly, the tessellation 347 

process can be challenging, leading to the formation of gaps and holes in the cross-sections of the 348 

model, which impair the deposition of continuous layers. Many repair tools have been developed to 349 

improve the generation of .stl files and reduce errors, although their use always entails a trial-and-350 

error approach. 351 

Finally, the file encoding the entire surface geometry of the object is processed by slicer software to 352 

convert the model into a series of thin layers and produce the associated G-code, i.e., a series of 353 
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instructions written in a numerical control programming language that should, in principle, be 354 

tailored to a specific printer (Leong et al., 1996a,b). Indeed, the FDM equipment follows the G-code 355 

to fabricate successive layers of material and additively build the item through a series of cross-356 

sections from the CAD model. Currently, a variety of available slicing tools, both open-source and 357 

proprietary, are available. Evaluating their advantages and disadvantages when used with specific 358 

equipment and materials is ongoing in the desktop 3D printing community. Such an approach also 359 

would be worth implementing in the pharmaceutical field, considering the possible impact of the 360 

thermomechanical characteristics of the formulation on the selection of slicing parameters. 361 

 362 

2.2 FDM equipment 363 

FDM printers, like any other machine used in pharmaceutical manufacturing, should comply with 364 

current good manufacturing practices (cGMP) 365 

(https://www.accessdata.fda.gov/scripts/cdrh/cfdocs/cfcfr/CFRSearch.cfm?CFRPart=211). Indeed, 366 

as per CFR 21 Part 211 Section 211.63 “equipment used in the manufacturing, processing, packing, 367 

or holding of a drug product shall be of appropriate design, adequate size, and suitably located to 368 

facilitate operations for its intended use and for its cleaning and maintenance.” Moreover, these 369 

machines should be built so that the surfaces that contact components, in-process materials, or 370 

finished products should not be reactive, additive or absorptive so as to alter the safety, identity, 371 

strength, quality or purity of the drug product beyond the official or other established requirements. 372 

Currently, commercially available 3D printers, which generally are those used in research 373 

applications, hardly meet the cGMP regulations, and thus may render the 3D printed drug products 374 

unsafe for human consumption. Consequently, a limited number of publications have focused on 375 

the in vivo performance of 3D printed medicines, mainly on those orally administered (Arafat et al., 376 

2018; Charoenying et al., 2020; Genina et al., 2017; Goyanes et al., 2018; Scoutaris et al., 2018; 377 

Shin et al., 2019). To overcome such limitations, preliminary attempts to attain equipment 378 
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compliance recently have been described (Araújo et al., 2019; 379 

https://www.fabrx.co.uk/technologies/?utm_term=0_13f427b78b-78b91812b1-41694769; Melocchi 380 

et al., 2018). Many involved with 3D printing of medicines are still developing their knowledge 381 

base on this topic. Most manufacturers that currently design and build 3D printers have relatively 382 

limited experience in pharmaceutical manufacturing and need to deepen their knowledge of specific 383 

strategies in this area (Lamichhane et al., 2019)]. Collaboration among engineers with different 384 

backgrounds, overseen by regulators, could be helpful in this regard. 385 

The quality of a final product depends not only on the printing settings but also on the ability of the 386 

printer to execute them consistently so that both software and hardware play pivotal roles (Livesu et 387 

al., 2017; Feuerbach et al., 2018; Roberson et al., 2013; Šljivic et al., 2019). As was mentioned 388 

previously, slicers are responsible for the conversion of the electronic model of the object into 389 

elaborated G-code, which serves as instructions for the printer. The latest software suites have setup 390 

configurations dedicated to specific printers and can manage many parameters independently, 391 

enabling the tuning of many details of the printing process in a way that determines the printing 392 

time and the quality of the finished product. Validation of the software per the Part 11 and 21 CFR 393 

211.68 would also be key components of meeting the CGMPs requirements 394 

(https://www.accessdata.fda.gov/scripts/cdrh/cfdocs/cfcfr/CFRSearch.cfm?fr=211.68; 395 

https://www.fda.gov/media/75414/download). Although developing new slicer software could make 396 

it possible to precisely set an even larger variety of parameters, the real limiting step is in the ability 397 

of the hardware to precisely execute the settings. In fact, the construction materials, the geometry of 398 

different parts and their assembly (including engineering design and tolerance stacks), are 399 

responsible for the precision of the response of the FDM machines to software commands. In this 400 

respect, there are important differences between printers specifically developed for industrial 401 

production and desktop printers for customer use. The former initially were developed in the field 402 

of plastics manufacturing as a powerful alternative to IM presses, enabling the fabrication of 403 

complicated geometries while maintaining repeatable quality. For these reasons, they were designed 404 
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from scratch to guarantee a certain level of performance, mainly working with high-quality 405 

materials and proprietary closed-source software. These characteristics are impediments to the 406 

operator’s ability to make adjustment and also make the equipment very expensive and strictly 407 

related to specific applications, both in terms of materials employed and its scope of use. 408 

As a result of these limitations, desktop FDM printers have drawn a lot of interest. They were 409 

derived from the industrial printers by simplifying both the hardware; for instance, in their structure, 410 

materials and the internal electronics, with the main objective of making them much more 411 

economical. Simplification of the hardware, however, caused a loss of mechanical performance, 412 

decreasing the tolerances and lowering the resolution of the objects printed. Initially, such a 413 

reduction in the FDM outcome was not considered a big limitation by the consumer community 414 

compared to the possibility of making the technology more affordable, and thus available to a wider 415 

variety of users. Indeed, the cost reduction played a key role in the widespread adoption of FDM 416 

technology, encouraging consumers to also be developers of new materials and products, including 417 

pharmaceuticals. Notably, the growing interest in personalized medicine, coupled with the low cost 418 

of desktop equipment, created fertile ground for the realization of FDM’s potential. However, after 419 

a promising initial exploration phase, the limitations became more evident. In this respect, the main 420 

issues were associated with the degree of resolution and with the reproducibility of the printing 421 

process itself, especially when small details were involved. Being aware of these challenges, 422 

different companies tried to improve their desktop 3D printers in the more recent years, thus 423 

providing the users with relatively better-performing equipment at limited costs. 424 

The requirements for final products are currently pushing standard desktop printers to their limits, 425 

demonstrating the drawbacks of the cheaper equipment in meeting the needs of pharmaceutical 426 

manufacturing. In fact, when dealing with DDSs, tolerances of tenths/hundreds of microns become 427 

crucial to product performance over time (Melocchi et al., 2020a). Some important restrictions need 428 

to be addressed in view of the low-budget printer hardware’s poor mechanical precision; for 429 

instance, by identifying their true achievement potential for a piece of equipment, i.e., the ratio of a 430 
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nominal software setting to the real output value. Table 1 is a matrix of the core parts of commercial 431 

desktop FDM equipment, analyzing their features, issues and possible improvements/insights. 432 
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Table 1: Function, features, issues and possible improvements/insights relevant to core parts of the FDM equipment currently in use. 433 

 FUNCTION FEATURES 

ISSUES 

IMPROVEMENTS/INSIGHTS 
AND RELEVANT IMPACT ON THE 

PRODUCT 

C
H

A
S

S
IS

 

- Holds the equipment 

- Determines the shape of the 

printing chamber 

- Locates the electric motors and 

control electronics 

- Acts as a guide for all the moving 

parts 

- Consists of extruded bars of round 

section made of basic steel (balance 

between cost, resistance, straightness 

and weight) 

Equipment examples: makerbot 

replicator ii, prusa i3, duplicator i3, 

ultimaker 

- Comprises coupling parts with high 

tolerances  

Equipment examples: Makerbot 

replicator II (e.g. The building plate 

position is set manually by screws 

and springs) 

- Vibrations, deflections and oscillations during 

the nozzle/printing head movements 

- Using more rigid and expensive material 

(e.g. Grounded tempered steel) 

- Implementing an isolated, heated and 

closed chamber to stabilize the 

conditions of the printing area 

Equipment examples: Kloner twin, 

DaVinci series 

- Loss of uniformity of deposited layers, 

impacting on 

- adherence to the electronic model in terms 

of dimension 

- mechanical properties 

- uniformity of composition 

- Unstable printing conditions due to absence of 

isolation from the external environment 

- Variation in the rheological properties of the 

material to be deposited impacting on 

- uniformity of deposited layers 

- solid state of the formulation components  

- chemical stability with the formation of 

byproducts (e.g. depolymerization, 

carbonization, degradation) 

- physical stability (e.g. shrinking, cracking, 

deflection, fragility, layer detaching) 
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M
O

V
IN

G
 P

A
R

T
S

 
- Stepper motors connected to a 

single endless screw for the 

movement in the z axis 

- Stepper motors connected to 

pulley-belt transmission for the 

movement on x and y axes 

Equipment examples: Ninjabot, 

Zmorph, UP plus, Makerbot 

replicator 

 

OR 

 

- Stepper motors connected to belts 

and brackets for the movement on 

x, y and z axes 

Equipment examples: Kloner twin, 

Delta wasp 

- Rigidity and straightness 

- Presence of intermediate parts 

- Mechanical connections to 

convert force in the actual x- and 

y-axis translation (belt-mediated 

transmission) 

- A single mechanical connection 

coupling moving parts to only one 

end of the endless screw 

Equipment examples: Printrbot 

simple metal, Lulzbot taz 

 

- High tolerances in coupling between 

transmission components and loose 

connections 

- Deviations between the pulling value given by 

the code and the actual movement of the parts  

- Oscillations 

- Non-linear loss of force in the translation of 

the endless screw movement 

- Improving assembly including tighter 

tolerances 

- Reducing number of intermediate parts 

- Using double joints on the two ends of 

the endless screw 

- Using backlash for the mechanical 

connection between the screw and the 

arm 

- Limiting as much as possible the 

reciprocal motion of the parts 

- Implementing an isolated, heated and 

closed chamber to stabilize the 

conditions of the printing area 

- Loss of uniformity of deposited layers, 

impacting on 

- adherence to the electronic model in terms 

of dimension 

- mechanical properties 

- uniformity of composition 

- Uncontrolled cooling of the material due to 

ventilation phenomena 

- Variation in the rheological properties of the 

material to be deposited impacting on 

- uniformity of deposited layers 

- solid state of the formulation components 

- formation of byproducts 

- stability (e.g. shrinking, cracking, 

deflection, fragility, layer detaching) 

E
L

E
C

T
R

O
N

IC
S

 

- Regulate movements and 

temperature 

- Low-performance and low-budget 

electronics 

- Instability in temperature control - Increasing processor computing power 
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- Variation in the rheological properties of the 

material to be deposited impacting on 

- uniformity of deposited layers (e.g. due to 

nozzle clogging and filament 

erosion/sticking to the gear) 

- solid state of the formulation components 

- formation of byproducts 

- stability (e.g. shrinking, cracking, 

deflection, fragility, layer detaching) 

- Oscillation in positioning of the moving 

elements 

- Loss of uniformity of deposited layers, 

impacting on 

- adherence to the electronic model in terms 

of dimension 

- mechanical properties 

- uniformity of composition 

P
R

IN
T

IN
G

 H
E

A
D

 

- Extrusion of the material - Composed of: 

- Heating block, containing thermal 

resistor for increasing the 

temperature and thermocouple for 

temperature control; 

- Nozzle, i.e. A metallic channel 

composed of 

- A steel or aluminum cold end, 

where the filament is gripped 

by a gear placed on a motor and 

- Gears with limited ability to generate pressure 

and to force the material through the nozzle  

- Using custom-designed parts 

- Using compatible materials (in terms of 

thermal exchange) for interconnected 

parts 

- Improving the feeding mechanism to 

allow the generation of greater pressures 

- Loss of uniformity of deposited layers, 

impacting on 

- adherence to the electronic model in terms 

of dimension 

- mechanical properties 

- uniformity of composition 

- Variable and uncontrollable thermal exchange 
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is pulled down in the hot end 

- An aluminum or brass hot end 

directly in touch with the 

heating block, allowing the 

thermal exchange needed to 

soften/melt the material and the 

relevant extrusion through a 

calibrated orifice 

- Parts made of different materials and 

adapted from existing components 

coming from other fields (e.g. brass 

nozzles are those used in gas plants) 

- Variation in the rheological properties of the 

material to be deposited impacting on 

- uniformity of deposited layers (e.g. due to 

nozzle clogging and filament 

erosion/sticking to the gear) 

- solid state of the formulation components 

- formation of byproducts 

- stability (e.g. shrinking, cracking, 

deflection, fragility, layer detaching) 

 434 
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As we discuss more extensively in the next section, attempts to overcome limitations encountered in 435 

the FDM process generally were made by tuning material behavior to adapt to the printer setup 436 

instead of empowering the machinery. However, some attempts to use already well-known 437 

technologies like piston-based extruders and auger conveyors have been proposed to move FDM 438 

printers beyond filament-based processes (Figure 3a, b) (Fanous et al., 2020; Goyanes et al., 2019; 439 

Musazzi et al., 2018; Ong et al., 2020). This would enable the machines not only to overcome 440 

specific issues related to raw materials, but also to avoid one of the two hot-processing steps 441 

required by current FDM printers, removing at least the need for filament production. In particular, 442 

the power and robustness of the abovementioned setups might be rapidly adapted to 3D printing 443 

hardware, allowing operators to feed the machine with many grades of raw material, in the form 444 

either of granules/pellets or powders (Guo et al., 2019). Although skipping the use of filaments 445 

represents a significant improvement, in most reviewed cases this was still achieved with custom 446 

adjustments to commercial printers. On the other hand, when dealing with pharmaceutical 447 

processes, many further improvements are required: for instance, the ability of the device to 448 

effectively mix, plasticize and achieve steady flow of the homogeneous melt through the nozzle. In 449 

this respect, few researchers have investigated the use of more expensive industrial FDM 450 

equipment, comparing the characteristics of the final products with those obtained by other mass 451 

manufacturing processes, such as IM (Welsh et al., 2019). By way of example, an open droplet-452 

based printing system was developed by Arburg. This was built starting from the experience gained 453 

on IM presses traditionally used in the plastics industry to process polymeric granules/pellets 454 

(https://www.arburg.com/products-and-services/additive-manufacturing/; Ceskova and Lenfeld, 455 

2018). As occurs during an IM process, the material is conveyed from the hopper of such a printer 456 

into a heated barrel where it melts, as a result of temperature increase and rotation of a never-ending 457 

screw. When a sufficient amount of material accumulates in front of the screw, the latter stops 458 

rotating and moves forward to inject it into the nozzle. In contrast to IM, there is no mold and the 459 

nozzle works directly within the build chamber to fabricate the final object bottom up, thus recalling 460 
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an FDM process. The equipment can operate at temperatures and pressures greater than 300 °C and 461 

400 bar, respectively, being particularly suitable for viscous melts (Figure 3c).  462 

The equipment was initially implemented with two separate material preparation units and other 463 

specific tools for the fabrication of medical devices in agreement with ISO 13485 standards. It was 464 

also provided with precise linear axes for positioning the micrometer of the part carrier, and a 465 

closed air/ventilation system for ensuring uniform temperature control in the heated build chamber. 466 

One of the main differentiation elements of this new type of printer from desktop FDM ones is the 467 

presence of a piezo controlled nozzle to finely control the flow of material as a continuous strand of 468 

droplets. As each layer would be composed of a number of these droplets, a higher level of control 469 

of shape and morphology as well as density - impacting overall performance of the printed drug 470 

product - would be assured. With freedom in adjusting slicing and process parameters an 471 

undeniable advantage of new FDM printers, the software was designed as an open system in which 472 

the user can fine-tune the conditions to different formulations. Moreover, the extruder assembly can 473 

be disassembled for cleaning, and all the parts in contact with the in-process material can be 474 

changed. In this respect, it should be stressed that the central problem is still that actual FDM 475 

equipment available on the market is generally very far from being standardized for fabricating 476 

medicines. Indeed, it lacks many industrial-grade requirements, due to the absence of: i) a printing 477 

environment well isolated from either the external environment or contaminants, such as lubricants 478 

and oils coming from the moving parts; ii) the entire assembly made of compliant materials and 479 

designed to be safely disassembled for cleaning and maintenance, including parts dedicated to the 480 

processing of specific materials; iii) the evaluation of any possible contaminants released during a 481 

single process and along the entire life of the machine; and iv) standards of process-process and 482 

printer-printer reproducibility. 483 

 484 

2.3 Raw materials 485 
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A strict control on the characteristics of raw materials may be applied to ensure the quality of the 486 

FDM process and the safety of the printed products (Awad et al., 2018; Joo et al., 2020; Jain et al., 487 

2018). With FDM 3D printing, the most common form for raw materials is currently represented by 488 

filaments prepared by HME. Depending on the intended use, filaments may be formulated starting 489 

from a thermoplastic polymer either adding only processing adjuvants and release modifiers, or also 490 

drugs (Hsiao et al., 2018; Melocchi et al., 2016). While in the latter case monolithic dosage forms 491 

(either having immediate or modified release performance) would be printed, in the former case, 492 

shells, coatings or separating structures may be fabricated to be combined with drug-containing 493 

parts. 494 

Initially, researchers resorted to polymeric filaments already available on the market, loading the 495 

active ingredients from solutions by soaking or by re-extrusion (Goyanes et al. 2014, 2015a, b, c; 496 

Saviano et al., 2019; Skowyra et al., 2015). However, the main drawbacks of the former process were 497 

the limited drug loading (< 2%), swelling of the filament during immersion, and shrinkage after 498 

drying. Re-extrusion instead enabled incorporation of relatively higher amounts of drug. Moreover, 499 

resorting to re-extrusion enabled the preparation of solid dispersions with an improvement in the 500 

dissolution rate of poorly soluble drugs (Jamróz et al., 2018b; Sandler et al., 2014; Solanki et al., 501 

2018). Subsequently, the research focus shifted on evaluating the possibility of preparing filaments 502 

by HME starting from pharmaceutical-grade polymers (Alhijjaj et al., 2015; Genina et al., 2016; 503 

Holländer et al., 2016; Melocchi et al., 2016). In the frits attempts, simple equipment was tested, for 504 

instance, machinery that allow the recycling of plastics (e.g., Filabot). Afterwards, more 505 

sophisticated single- and twin-screw extruders (e.g., HAAKE MiniLab and Process 11 parallel 506 

twin-screw extruder by Thermo Scientific) were evaluated. 507 

The feeding material (i.e. the thermoplastic polymer-based formulation undergoing HME) is of 508 

primary importance; as a matter of fact, the need for pharmaceutical-grade ingredients greatly limits 509 

the type of polymers that can be used. Even when thermoplastic polymers approved for 510 

pharmaceutical use can be identified as suitable candidates, a further requirement comes from the 511 
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need for the material to flow through the printer nozzle at temperatures that will not cause the 512 

degradation of any of the components, i.e., the polymer, the API and other excipients (Aho et al., 513 

2019; https://www.fabrx.co.uk/technologies/?utm_term=0_13f427b78b-78b91812b1-41694769) 514 

[84,130]. This often requires the addition of plasticizers, capable of decreasing the viscosity of the 515 

raw materials and making them printable at suitably low temperatures (Kempin et al., 2018; 516 

Kollamaram et al., 2018; Pereira et al., 2019; Pietrzak et al., 2018). Indeed, the plasticizer reduces 517 

the process temperature of the polymer in use and also acts as a softener for the solid filament. This, 518 

however, may impair the feeding of the filament into the nozzle of the FDM printer. Therefore, a 519 

trade-off between the reduction in melt viscosity at printing temperature and the maintenance of 520 

stiffness of the solid filament at feeding - typically room-temperature - is always needed. Besides 521 

the need to check that the composition of the filament is homogeneous (particularly when 522 

containing a drug either dissolved or suspended), the material itself must fulfill several contrasting 523 

requirements to ensure printability as well as quality and safety of the final product (Aho et al., 524 

2019). For example, after deposition from the printer nozzle, the material must solidify fast enough 525 

to sustain the weight of upcoming layers but slow enough to allow interdiffusion between adjacent 526 

layers, thus ensuring cohesion and structural integrity of the printed product. These opposite 527 

requirements are associated with the polymer’s thermal behavior and diffusivity, respectively, with 528 

the latter ultimately correlated to its melt-viscosity. In this respect, Table 2 lists the most important 529 

thermo-mechanical requirements for each phase of the FDM process and the actions to be taken to 530 

fulfill them, along with the material/filament properties involved. Specific methods proposed in the 531 

literature for their characterization are also reported. 532 
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Table 2: FDM process requirements, relevant material/filament properties and characterization methods. 533 

FDM PHASE REQUIREMENT PROPERTY CHARACTERIZATION METHODS 

Filament supply The filament must be spooled in order 

to be supplied to the printing facility 

Mechanical: 

- Limited stiffness (limited Young Modulus) 

- High strength (high stress and strain at yielding/fracture) 

- Tensile tests 

- Bending tests 

Feeding and nozzle 

extrusion 
The filament must be pushed into the heating chamber 

- Without breaking within the 

feeding gears 

Mechanical: 

- High strength (high stress and strain at fracture) 

- Tensile tests 

- Bending tests 

- Ad hoc tests (e.g. Repka-Zhang test)  

- Without slippage within the 

feeding gears 

Mechanical: 

- Adequate resistance to yielding to compression (high yield 

stress) / hardness 

- Compression tests 

- Bending tests 

- Hardness tests 

- Without breaking after the 

feeding gears and in the nozzle 

Mechanical / rheological: 

- Adequate buckling resistance (e.g. Venkataraman criterion) 

- Tensile tests 

- Rotational/capillary rheometry 

- Without excessive deformation 

between the feeding gears and the 

nozzle 

Mechanical: 

- Limited dependence of young modulus on temperature 

- Dynamic mechanical analysis 

Thermal: 

- Limited thermal conductivity/diffusivity 

- Thermal analysis (Laser flash method) 

The material must flow 

- Through the nozzle Rheological: 

- Adequate viscosity  

- Melt flow index 

- Rotational/capillary rheometry 

- At a controlled rate Dimensional: 

- Circular filament cross section 

- Constant filament diameter 

- X and y axes laser measurements, e.g. 

Ovalization 

- Without degradation Thermal/chemical: 

- Degradation temperature higher than process temperature 

- Thermogravimetry 

- Without instability Rheological - Capillary rheometry 

Layer by layer 

deposition / 

solidification 

Deposited layers 

- Must have the desired size Rheological: 

- Adequate extensional viscosity 

- Extensional rheometry 

- Must weld to each other Physical/rheological: 

- Adequate macromolecule interdiffusion 

- Rotational rheometry (as indirect method) 

- Must keep their shape (control 

over expansion or contraction 

post extrusion) 

Mechanical: 

- Limited dependence of young modulus on temperature 
- Dynamic mechanical analysis 

Thermal: 

- Adequate thermal conductivity/ diffusivity 
- Thermal analysis (Laser flash method) 
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Thermal characterization was generally carried out through standard techniques, such as 534 

thermogravimetry to inspect material degradation behavior, differential scanning calorimetry to 535 

determine the thermal behavior and transition temperatures of the material, and to investigate any 536 

modification in the glassy/crystalline phase of the API, if present (Alhijjaj et al., 2016; Korte and 537 

Quodbach, 2018; Melocchi et al., 2018; Öblom et al., 2019; Sadia et al., 2016). Chemical analyses 538 

and solid-state characterization of formulation components were also performed by other analytical 539 

techniques (e.g., x-rays, infrared spectroscopy and high performance liquid chromatography) to rule 540 

out any modification associated with hot-processing. Rheological characterization was performed 541 

by standard methods, such as melt-flow index determination, to get a first indication of material 542 

printability; and rotational or capillary rheometry when more accurate data were needed, also in 543 

view of the modeling of the FDM process (Aho et al., 2015, 2017; Baldi et al., 2014, 2017; Casati et 544 

al., 2018; Matijašić et al., 2019; Sadia et al., 2016). A strict control over the filament diameter and 545 

shape is needed, as dimensional fluctuations cause changes in the flow of material through the 546 

nozzle and subsequent potential nonconformities in printed part dimensions and drug content. As 547 

for the evaluation of mechanical performance, no well-established protocol is available yet. 548 

According to recent literature, filaments were characterized in terms of mechanical and surface 549 

properties, for example stiffness, brittleness, roughness, using commercially available polylactic 550 

acid filament as a reference. In parallel, the suitability of custom-made filaments for loading into 551 

commercial 3D printers was only qualitatively evaluated by identifying possible issues that could 552 

arise during the process: breakup, wrapping around the loading gears and loading process 553 

robustness. Manual adjustment of the equipment configuration (e.g., the compression force applied 554 

by the gears) together with changes in the filament formulation (e.g., variation in the amount of 555 

plasticizer, addition of reinforcement and blending of different polymers) were shown as 556 

alternatives to achieve effective loading (Alhijjaj et al., 2016; Melocchi et al., 2016; Solanki et al., 557 

2018). More specifically, the main methods described for characterizing the mechanical properties 558 

of filaments span from standard tensile or flexural testing to dedicated procedures, such as the 559 
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Repka-Zhang tests, the combination of dynamic mechanical analysis and tensile tests, as well as 560 

various hardness measurements (Aho et al., 2019; Fuenmayor et al., 2018; Nasereddin et al., 2018; 561 

Palekar et al., 2019; Yang et al., 2018; Zhang et al., 2017a, 2019). 562 

The information provided by these tests, however, is not enough to predict printability and cannot 563 

be used to completely set up or fully control the printing process. Conversely, investigating the 564 

characteristic behavior (stress-strain) of the material should be carried out by standard techniques to 565 

determine its intrinsic mechanical properties, such as the elastic modulus. At a minimum, these 566 

properties can be taken into account to determine the printability of a material by comparison with 567 

the reference standard. In more refined setups, these properties could be exploited to design the 568 

printing process, taking advantage of purposely built mathematical models. Finally, regarding the 569 

definition of reference values for each of the properties highlighted here, the main challenge is 570 

represented by the strong and complex correlations between material properties, printer features 571 

(e.g., nozzle dimensions and shape, feeding system) and process parameters (e.g., feeding rate, 572 

nozzle temperature, relative speed between nozzle and tray). Only in a few cases was it possible to 573 

identify material attributes that are independent from the printing parameters, such as those 574 

proposed by Venkataraman and colleagues to predict filament buckling in the printer nozzle 575 

(Venkataraman et al., 2006). 576 

Besides the difficulties and questions raised by the need for a rigorous characterization of the 577 

filament, its use in most FDM equipment poses a fundamental issue related to the presence of a 578 

double heating cycle to the material, first in the filament production by HME and then in its 579 

deposition by the printer. In fact, even when working with pharmaceutical-grade excipients, the 580 

stability of the intermediate and final products should be verified. Moreover, the second heating 581 

step raises issues associated with the homogeneity of the molten formulation, especially when a 582 

high load of immiscible phase in the melt is involved, impacting the uniform composition of the 583 

final drug product. In addition, the configuration of the printer hardware that regulated the feeding 584 

rate of the filaments exhibits a limited ability to generate pressure and to force the material through 585 
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the nozzle, narrowing the number of polymers that can be processed. In this respect, printing relying 586 

on piston, auger and droplet-based deposition technology have very recently been tested in order to 587 

avoid the need for manufacturing an intermediate product, as was discussed previously. 588 

 589 

2.4 Controls 590 

For fabrication of personalized medicines by FDM 3D printing, non-destructive, real-time 591 

measurements of the critical quality attributes is a promising strategy for reducing the costs 592 

associated with testing while ensuring product quality (Trenfield et al., 2018a,b; Radhakrishnan et 593 

al., 2020; Preis and Öblom, 2017; Sandler et al., 2014; Edinger et al., 2018a; 594 

https://www.usp.org/sites/default/files/usp/document/our-work/research-innovation/research-595 

innovation-3d-printing-drug-products.PDF;  Markl et al., 2018). In this respect, the quality by design 596 

(QbD) approach is an essential reference (Chandekar et al., 2019; Aucamp and Milne, 2019; 597 

Grangeia et al., 2020; Mishra et al., 2018; Yu et al., 2014; Warsi et al., 2018). Its goal is to 598 

continuously deliver products with consistent performance by creating a control strategy to 599 

guarantee that all sources of process variability are identified, well understood and managed. Risk 600 

mitigation may be attained by fostering identification of the critical process parameters (CPPs), 601 

which potentially can impact the final product quality (i.e., critical quality attributes, CQAs) as well 602 

as its safety, and how these parameters interact with each other. However, such in depth-603 

understanding is yet to be fully attained. CPPs might include printing orientation, layer height, 604 

nozzle size, raw material feeding rate, printing speed, nozzle and build plate temperatures, fan speed 605 

and relevant variability during the process. Moreover, the characteristics of the starting material 606 

should be controlled within specific limits, as discussed before. 607 

Such an approach aimed at the optimization of FDM is being pursued in other fields, as it was 608 

recognized as critical to improving the overall quality of the printed objects, mostly in terms of 609 

aspect, mechanical resistance and sealing between layers (Bähr and Westkämper, 2018; Carlier et 610 

al., 2019; Gordeev et al., 2018; Martinez-Marquez et al., 2018; Mohamed et al., 2015; Sood et al., 611 
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2009). For example, a study evaluated the possibility of using a custom-made sensor (i.e., a rotation 612 

encoder driven by the movement of the filament) to detect the advancement of the filament in the 613 

extruder of any FDM printer (Soriano Heras et al., 2018). By checking the encoder rotation 614 

repeatedly, control software could determine if the filament is going forward at the desired rate. If 615 

no progress is detected, the equipment will stop, allowing the operator to intervene in a timely 616 

manner without having to discard the part. This approach, by providing feedback control on the 617 

amount of input filament, would also allow for the adjustment of extrusion speed if the measured 618 

value does not match the desired one. 619 

A few preliminary studies also can be found in the scientific literature relevant to the fabrication of 620 

dosage forms/DDSs (Alhijjaj et al., 2019; Gioumouxouzis et al., 2017; Markl et al., 2018; Palekar et 621 

al., 2019; Smith et al., 2018a, b). However, in these first attempts only a limited number of 622 

operating conditions were taken into account, while numerous processing variables - most of them 623 

with intrinsic dependence on each other - still need further investigation. These variables include 624 

release performance, aspect, density, porosity, friability, fragility and presence of contaminants, 625 

such as heavy metals, microbiological and byproducts. In addition, future studies should analyze the 626 

reproducibility of the printing process, not only for a single print but for all the products belonging 627 

to a single batch. 628 

In order to guarantee batch-to-batch uniformity and accelerate the final batch release, the integration 629 

of analytical techniques generally used in quality control laboratories into the printers would be 630 

highly beneficial (Aucamp and Milne, 2019; Edinger et al., 2018a; Goyanes et al., 2018; Khorasani 631 

et al., 2016; Lamichhane et al., 2019; Markl et al., 2017; Robles-Martinez et al., 2019; Scoutaris et 632 

al., 2018; Smith et al., 2018a; Trenfield et al., 2018c, 2020).This approach, already tested in 633 

continuous manufacturing processes, can be enabled by process analytical technologies (PAT) such 634 

as optical measurements and spectroscopic tools (e.g., different infrared spectroscopy techniques 635 

such as FTIR and NIR, X-ray, Raman) (Trenfield et al., 2018a; Rahman et al., 2018). Indeed, the 636 

latter has already been demonstrated to be suitable for real-time monitoring of various critical 637 
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quality attributes, such as mass uniformity, moisture content, polymorphism, purity, air entrapment, 638 

size, drug content, hardness and disintegration time. Temperature and image sensors, ultrasound, 639 

hyperspectral imaging and lasers also could be implemented in on-line measurement of melting 640 

temperature, individual layer thickness and product geometry. For example, image analysis would 641 

enable operators to obtain multiple views of a product during fabrication so it could be compared 642 

with a virtual model to rule out any possible deviations. Thermal imaging could provide insight into 643 

polymeric material interfaces, providing a tool to predict thermomechanical properties of the final 644 

product and give early warning of potential degradation. Terahertz pulsed imaging would yield data 645 

on the microstructure of the printed products. Mathematical models could also be built from the 646 

collected data in order to predict the quality attributes of the systems under fabrication (e.g. assay, 647 

dissolution and impurities), which then have to be confirmed by analytical testing. The proposed 648 

approach would in principle de-risk fabrication via 3D printing, especially when dealing with an 649 

extensively studied formulation. In this respect, by reducing the number of analytical tests required, 650 

it could decrease time and costs associated with the release of a specific batch (Aho et al., 2019). 651 

Indeed, the attainment of a personalized drug product might be considered an inverse problem, 652 

since its characteristics (e.g., combination of active molecules, release profiles, mechanical 653 

properties) are predetermined in view of the needs of specific patients, and the task is to establish 654 

which parameters (e.g., infill, number of shells, starting materials, product geometry) would assure 655 

their achievement in the printed products (Novák et al., 2018). The concept of finding the solution 656 

to an inverse problem, taking advantage of well-known correlations between operating parameters 657 

and outputs is a common strategy in many fields of product development. Obviously, before being 658 

able to enforce such mathematical models based on reliable correlations (of a deterministic or 659 

statistical nature), they need to be developed, optimized and validated. The availability of a 660 

significant amount of data collected during 3D printing prototyping campaigns and small-series 661 

production runs could help in building models with machine learning algorithms. The models could 662 

then be refined as more data are collected in larger-scale production campaigns. A few research 663 
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studies were very recently undertaken to focus on this topic, for instance with the goal of gaining 664 

insight into how and to which extent process parameters would affect the critical quality attributes 665 

of the finished products. The desired characteristics could be attained by following specific 666 

modifications of already identified critical 3D printing parameters, including those relevant to the 667 

design step (Korte and Quodbach, 2018; Markl et al., 2017, 2018; Smith et al., 2018a,b; Solanki et 668 

al., 2018). 669 

Notably, development of software able to create and store suitable digital models of specific items, 670 

set operating parameters and capture, manage and save resulting data and all other information 671 

associated with production records in a dedicated cloud-based system, would be equally important 672 

(Gioumouxouzis et al., 2019; Khatri et al., 2018). At the same time, such software has to be 673 

protected from undesired external access, as it would contain sensitive metadata. Moreover, it might 674 

be proprietary and developed to work with specific printers, thus increasing the security 675 

requirements, but also limiting sharing and accessibility. This software would also create a 676 

paperless quality control system, which is essential. For example, one could study the feasibility of 677 

QR codes to be verified by smart devices equipped with barcode scanners to enable the tracing of 678 

different batches, avoiding mix-ups. Recently, this strategy has also been applied to the fabrication 679 

of monolithic systems on top of which traceability codes were printed by inkjet printing (Edinger et 680 

al., 2018b; Trenfield et al., 2019b). 681 

Software should be checked at pre-established time intervals, to prevent any possible cyber risk 682 

(Gioumouxouzis et al., 2019; Khairuzzaman, 2018; Souto et al., 2019). Moreover, issues involving 683 

liability, intellectual property and data protection (e.g., digital model, profiles containing the 684 

operating parameters, patient data) would need to be addressed to protect manufacturers, operators 685 

and end-users. 686 

Appropriate procedures need to be developed, especially regarding batch acceptance/rejection. 687 

These would benefit from mathematical models built starting from PAT data. Employees should be 688 
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trained not only on the hardware (e.g., on how to operate, clean and maintain the printer and solve 689 

possible issues or deviations), but also on the software. 690 

 691 

2.5 Environment 692 

The environment where the FDM process is performed also is a key factor impacting the quality of 693 

the finished product, especially if unit operations other than 3D printing are carried out 694 

simultaneously, as this increases the risk of cross-contamination and hazards for all manufacturing 695 

operators involved (Araújo et al., 2019). Such facilities would benefit from a controlled modular 696 

structure, as this would reduce the abovementioned risks and simplify the replication of the 697 

manufacturing lines in different locations. In this respect, the number of modules to be installed 698 

might depend on the expected production volume. As previously discussed, these facilities might be 699 

viewed as small-scale manufacturing plants, as they would be conceived with an industrial mindset; 700 

for instance, they would be highly automated. Indeed, manual operation would not be suitable for 701 

the safe manufacturing of numerous batches of personalized drug products in view of possible 702 

issues related to traceability and mix-up. This awareness would open new and interesting 703 

opportunities in the application of robotics in pharmaceutical manufacturing, which has just begun 704 

to be explored (Fiorini and Botturi, 2008; Kapoor et al., 2020; Rutherford and Stinger, 2001). The 705 

new facilities also would be characterized by consistent design, well-established infrastructures, 706 

frequently updated procedures, well-maintained hardware/software and suitable and verified control 707 

tools, as well as trained personnel. Overall, these would be difficult and expensive to include in a 708 

traditional compounding pharmacy, also due to the considerable amount of electricity required to 709 

maintain the infrastructure.  710 

 711 
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3. Risks to the operator 712 

Although researchers currently are making significant efforts to quickly and thoroughly investigate 713 

the potential of FDM in fabricating drug products, safety-related studies so far have not been 714 

pursued with comparable intensity (Gioumouxouzis et al., 2019; Jamróz et al., 2018a). These issues 715 

are crucial in understanding the challenges entailed by a new manufacturing process, for which 716 

managing risks and guaranteeing adequate safety conditions for operators’ health and for the 717 

environment is essential. 718 

Fabricating medicines often entails extended exposure to chemicals and hazardous conditions 719 

(Bhusnure et al., 2018; Binks, 2003; Gathuru et al., 2015; 720 

https://www.who.int/medicines/areas/quality_safety/quality_assurance/ApplicationHACCPMethod721 

ologyPharmaceuticalsTRS908Annex7.pdf?ua=1). These conditions must be strictly controlled and 722 

highly regulated to guarantee that personnel will always work under specific levels of tolerated risk 723 

for each potentially hazardous variable (i.e., threshold limits). In traditional manufacturing that uses 724 

well-established machinery and processes, possible sources of risk are already well-known and 725 

easily predictable so that relevant countermeasures can be adopted. Novel technologies, on the other 726 

hand, require the development of specifically tailored risk-related studies. In this respect, safety 727 

evaluation of the mechanical hazards associated with FDM production cycles, such as hot parts and 728 

motors, and the risks associated with exposure to fumes, are needed. While the former would be 729 

relatively easy to handle, the latter is still at an initial phase outside of the pharmaceutical area 730 

(Byrley et al., 2018; Floyd et al., 2017; Gümperlein et al., 2018; Jeon et al., 2020; Yi et al., 2016; 731 

Zhang et al., 2017b). 732 

Indeed, this topic has begun to be addressed in view of the increasing popularity of FDM machines 733 

for at-home and office use. Researchers recently have evaluated the contaminants developed during 734 

3D printing processes, due to the high temperatures involved, and the effects of printer and filament 735 

properties on levels of contaminants (e.g., approximately 300,000 particles/cm
3
 and 736 

65,000 particles/cm
3
 for acrylonitrile butadiene styrene and polylactic acid filaments, respectively). 737 
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Overall, FDM equipment has been shown to release volatile organic chemicals (VOCs) and 738 

ultrafine airborne particles (i.e., < 100 nm in diameter), indicating the potential for inhalation and 739 

consequent health risks, especially with long-term exposure. These contaminants are emitted during 740 

the thermal processing of many thermoplastic materials and also can be generated when FDM is 741 

used to fabricate drug products starting from filaments based on pharmaceutical-grade polymers. 742 

While ultrafine particles may have serious health effects, such as increased oxidative stress, 743 

inflammation, cardiovascular effects and cytotoxicity, VOCs may contribute to the development of 744 

asthma, allergies, obstructive pulmonary disease and lung cancer (House et al., 2017). Particularly, 745 

people using 3D printers reportedly may be at risk for respiratory problems, including work-related 746 

asthma. Studies on animal models also have shown that such small particles may migrate to the 747 

brain through the olfactory system. 748 

Systematic studies have evaluated risks associated with FDM, relying on a wide range of 749 

experimental methods, mainly those using commercially available filaments and equipment 750 

(Stefaniak et al., 2017; Steinle, 2016; Wojtyła et al., 2017, 2020). Although nozzle temperature has 751 

largely been recognized as one of the most important variables for generating contaminants, other 752 

factors may play major roles. These include:  753 

i) the type and state of the printer, e.g., presence of an external enclosure, number of nozzles, 754 

state of maintenance; 755 

ii) the operating parameters, e.g., print speed, printer nozzle size, layer height, build plate 756 

temperature; 757 

iii) the characteristics of the employed filament, e.g., presence of adjuvants or undesired 758 

contaminants that could occur in degradation; 759 

iv) the characteristics of the item to be printed, e.g., weight and complexity, which impact 760 

fabrication time; 761 

v) environmental factors, e.g., room size, ventilation, presence of filters. 762 
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In order to develop a safer-by-design approach, FDM standard emissions testing protocols should 763 

be developed, for instance, drawing inspiration from those already available for laser printers. 764 

Scientific works have also advised transforming precautions into operator safety procedures. 765 

Recommendations include i) using a full enclosure, ii) operating the printer in a well-ventilated 766 

room and directly ventilating the printer, iii) maintaining a certain distance from the equipment to 767 

minimize inhalation of emitted particles, iv) turning off the printer, in the case of nozzle clogging, 768 

and allowing it to ventilate before removing the cover, and v) relying on the industrial hygiene 769 

hierarchy of controls to mitigate exposures (i.e., from most to least preferable: engineering controls, 770 

administrative controls, protective equipment). Also procedures relevant to FDM equipment 771 

cleaning should be developed, as heating and purging residues of a previously processed material 772 

through load of a new one and would not be compliant. Cleaning operations would be of utmost 773 

importance when a new batch of product with different composition has to be printed. In this 774 

respect, verification of the printer status should also be performed, taking advantage of analytical 775 

testing methods to ascertain the absence of contaminants. 776 

When considering structures dedicated to FDM, especially for drug products, installing special 777 

filters should be considered (Byrley et al., 2019; Floyd et al., 2017). While HEPA filters seem to be 778 

ineffective, filters relying on photocatalysis could represent a possible solution. These do not lead to 779 

the adsorption of pollutants, but instead degrade them via the activation of oxidative reactions. 780 

Moreover, photocatalysis can remove pollutants in very low concentrations, enabling odorless and 781 

safe printing. 782 

 783 

4. Regulatory engagement 784 

3D printing is considered as an emerging technology due to its potential to improve product safety, 785 

identity, strength, quality, or purity in certain applications (Khairuzzaman, 2018; Souto et al., 2019; 786 

Lee and Zidan, 2018; Zidan, 2019; Zidan et al., 2019a, b). Through the Emerging Technology 787 
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Program (ETP) developed by Office of Pharmaceutical Quality, Center for Drug Evaluation and 788 

Research (CDER), sponsors can engage with the Agency to discuss, identify, and resolve potential 789 

technical and regulatory issues regarding the development and implementation of a novel 790 

technology prior to filing a regulatory submission 791 

(https://cdn.ymaws.com/www.casss.org/resource/resmgr/dcdg_events/1218_DCDG_BrorsonKurt.p792 

df; https://www.fda.gov/about-fda/center-drug-evaluation-and-research-cder/emerging-technology-793 

program; https://www.fda.gov/files/drugs/published/Advancement-of-Emerging-Technology-794 

Applications-for-Pharmaceutical-Innovation-and-Modernization-Guidance-for-Industry.pdf; 795 

https://www.fda.gov/emergency-preparedness-and-response/mcm-issues/advanced-manufacturing). 796 

To support the ETP, FDA engages in proactive research on the impact of emerging technologies on 797 

product quality. Knowledge gained from the internal and sponsored research inform the feedback 798 

provided the ETP, ensuring that FDA regulatory policies reflect state-of-the-art manufacturing 799 

science. FDA representatives also actively participate in ongoing public-private partnerships to 800 

collaborate with a broad range of interdisciplinary stakeholders. FDA collaborates with America 801 

Makes organization and participates in research, definition of standards, and road-mapping 802 

activities to foster high quality innovation in 3D printed medical products 803 

(https://www.fda.gov/emergency-preparedness-and-response/mcm-issues/advanced-804 

manufacturing). 805 

The controls, characterization, and testing necessary to ensure product quality for 3D printed drug 806 

products may depend on a variety of factors, such as properties of the active ingredient and other 807 

formulation components, geometry of the product, 3D printing technology and parameters, drug 808 

loading and type of product, e.g., single, multiple, personalized or drug-device combination. Given 809 

the variety of 3D printing technologies, materials, geometries and designs, there is no one size fits 810 

all control strategy that may be applicable in all cases. In this respect, manufacturers are responsible 811 

for determining and justifying with supporting information an appropriate control strategy for their 812 

products. It is then anticipated that 3D printed drug products will generally follow the same 813 
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regulatory requirements in terms of safety, efficacy and quality, and submission expectations as any 814 

drug product manufactured using other techniques. In some cases of fixed dose combinations and 815 

drug-device combination products, 3D printing manufacturing may raise different questions of 816 

safety and/or effectiveness specifications. If the type of technical information to be provided in the 817 

submission for a 3D printed drug product is unclear, manufacturers may engage with ETP through 818 

the pre-submission process to obtain more detailed feedback. 819 

 820 

5. Conclusions 821 

Moving to FDM 2.0 in 2020 is a challenge the pharmaceutical community can win. In this respect, 822 

this manuscript aims to be a state-of-the-art portrait of FDM, providing readers with a wide and 823 

critical overview of the knowledge acquired and areas that still need to be addressed. Indeed, such a 824 

provocative approach could be useful in laying the foundation for implementing FDM in the 825 

manufacturing of efficacious, safe and high-quality drug products that are suitable for human use. 826 

Once the FDM 2.0 phase starts, a next step is to consider good distribution practices, in order to 827 

define the role of the printing infrastructure - either direct distribution or just manufacturing and 828 

reference for traditional distribution. 829 

Much work clearly needs to be done before personalized 3D printed products become widely 830 

available to patients, not just from the viewpoint of manufacturing. Understanding which regulatory 831 

paths apply to the different phases of the overall process (e.g., approval of starting materials, 832 

printers, software, control tools, environment) might be more difficult (Gioumouxouzis et al., 2019; 833 

Khairuzzaman, 2018; Stones and Jewell, 2017). 834 

Moreover, a debate still exists as to whether 3D printed medicines should be fabricated only for 835 

products with expired patents. For example, extemporaneous formulations following the 836 

prescription of a licensed professional are exempted and should not be considered patent violations, 837 

according to intellectual property law in several countries. On the other hand, if 3D printed 838 
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medicines will be industrially produced, the means of undertaking clinical trials or bioequivalence 839 

studies to ensure safety are still unclear. However, since these drug products would be fabricated for 840 

specific subjects with unique characteristics, and therefore would differ from each other, a quality 841 

approach based on the statistical analysis of the data for a predetermined number of volunteers 842 

would be particularly challenging and expensive, especially if such studies would be performed on 843 

each individual. Gathering patient feedback and monitoring the critical parameters for a specific 844 

disease (e.g., blood pressure, insulin level) would therefore represent a potential alternative to 845 

evaluating effectiveness of personalized products. 846 

In conclusion, to make FDM-printed personalized drug products available to patients, 847 

manufacturers and all the people involved must carefully consider all the aspects described in this 848 

review. The effective collaboration of different experts from academia, regulatory agencies, and 849 

industry may provide a great start for launching a first personalized product as a proof of concept. 850 

 851 

 852 

Conflict of interest 853 

No potential conflict of interest was reported by the authors. 854 

This research did not receive any specific grant from funding agencies in the public, commercial, or 855 

not-for-profit sectors. 856 

 857 

Acknowledgements 858 

The authors would like to thank Joanne Berger, FDA Library, and Karen Valentine, FDA Center for 859 

Devices and Radiological Health, for manuscript editing assistance. 860 

 861 



41 

References 862 

Achillas Ch., Aidonis D., Iakovou E., Thymianidis M., Tzetzis D., 2015, A methodological 863 

framework for the inclusion of modern additive manufacturing into the production portfolio of a 864 

focused factory, J. Manuf. Systems, 37: 328-339. 865 

Adhikary N., B. Gurumoorthy, 2018, A slice-based algorithm for automatic and feature-preserving 866 

hole-filling in a CAD mesh model, Comput. Aided Des. Appl., 15: 780-795. 867 

Aho J., Boetker J.P., Baldursdottir S., Rantanen J., 2015, Rheology as a tool for evaluation of melt 868 

processability of innovative dosage forms, Int. J. Pharm., 494: 623-642. 869 

Aho J., Van Renterghem J., Arnfast L., De Beer T., Rantanen J., 2017, The flow properties and 870 

presence of crystals in drug-polymer mixtures: rheological investigation combined with light 871 

microscopy, Int. J. Phram., 528: 383-394. 872 

Aho J., Bøtker J. P., GeninaN., Edinger M., Arnfast L., Rantanen J., 2019, Roadmap to 3D-printed 873 

oral pharmaceutical dosage forms: feedstock filament properties and characterization for fused 874 

deposition modeling, J. Pharm. Sci., 108: 26-35. 875 

Algahtani M. S., Mohammed A.A., Ahmad J., 2018, Extrusion-based 3D printing for 876 

pharmaceuticals: contemporary research and applications, Current Pharmaceutical Design, 24: 877 

4991-5008. 878 

Alhijjaj M., Belton P., Qi S., 2016, An investigation into the use of polymer blends to improve the 879 

printability of and regulate drug release from pharmaceutical solid dispersions prepared via fused 880 

deposition modeling (FDM) 3D printing, Eur. J. Pahrm and Biopharm., 108:111-125. 881 

Alhijjaj M., Nasereddin J., Belton P., Qi S., 2019, Impact of processing parameters on the quality of 882 

pharmaceutical solid dosage forms produced by fused deposition modeling (FDM), Pharmaceutics, 883 

11: 633. 884 



42 

Alhnan M. A., Okwuosa T. C., Sadia M., Wan K. W., Ahmed W., Arafat B., 2016, Emergence of 885 

3D printed dosage forms: opportunities and challenges, Pharm. Res., 33: 1817 - 1832. 886 

Alomari M., Mohamed F. H., Basit A. W., Gaisford S., 2015, Personalised dosing: Printing a dose 887 

of one's own medicine, Int. J. Pharm., 494: 568-577. 888 

Anton G., Schoot Uiterkamp A. J. M., Visser C., 2014, A global sustainability perspective on 3D 889 

printing technologies, Energy Policy, 74: 158-167. 890 

Aquino R. P., Barile S., Grasso A., Saviano M., 2018, Envisioning smart and sustainable 891 

healthcare: 3D Printing technologies for personalized medication, Futures, 103: 35-50. 892 

Arafat B., Qinna N., Cieszynska M., Forbes R.T., Alhnan M. A., 2018, Tailored on demand anti-893 

coagulant dosing: an in vitro and in vivo evaluation of 3D printed purpose-designed oral dosage 894 

forms, Eur. J. Pharm. Biopharm., 128: 282-289. 895 

Araújo M. R. P., Sa-Barreto L. L., Gratieri T., Gelfuso G. M., Cunha-Filho M., 2019, The digital 896 

pharmacies era: how 3D printing technology using fused deposition modeling can become a reality, 897 

Pharmaceutics, 11: 128. 898 

Attene M., Livesu M., Lefebvre S., Funkhouser T., Rusinkiewicz S., Ellero S., Martínez J., 899 

Bermano A. H., 2018, Design, representations, and processing for additive manufacturing, Morgan 900 

& Claypool Publisher, 17-86. 901 

Aucamp M., Milne M., 2019, The physical stability of drugs linked to quality-by-design (QbD) and 902 

in-process technology (PAT) perspectives, Eur. J. Pharm. Sci., 139: 105057. 903 

Awad A., Trenfield S.J., Goyanes A., Gaisford S., Basit A.W., 2018, Reshaping drug development 904 

using 3D printing, Drug Discov. Today, 23: 1547-1555. 905 



43 

Azad M. A., Olawuni D., Kimbell G., Badruddoza A. Z. M., Hossain M. S., Sultana T., 2020, 906 

Polymers for extrusion-based 3D printing of pharmaceuticals: a holistic materials-process 907 

perspective, Pharmaceutics, 12: 124. 908 

Bähr F., Westkämper E., 2018, Correlations between influencing parameters and quality properties 909 

of components produced by fused deposition modeling, Procedia CIRP, 72: 1214-1219. 910 

Baines D., Nørgaard L.S., Babar Z. - U. - D., Rossing C., 2019, The fourth industrial revolution: 911 

will it change pharmacy practice?, Res. Social. Adm. Pharm., doi:10.1016/j.sapharm.2019.04.003. 912 

Baldi F., Briatico-Vangosa F., Franceschini A., 2014, Experimental study of the melt fracture 913 

behavior of filled high-density polyethylene melts, Polym. Eng. Sci., 54: 364-377. 914 

Baldi F., Ragnoli J., Zinesi D., Bignotti F., Briatico-Vangosa F., Casati F., Loreti G., Melocchi A., 915 

Zema L., 2017, Rheological characterization of ethylcellulose-based melts for pharmaceutical 916 

applications, AAPS PharmSciTech., 18: 855-866. 917 

Baumann F., Bugdayci H., Grunert J., Keller F., Roller D., 2016, Influence of slicing tools on 918 

quality of 3D printed parts, Comput. Aided Des.. Appl. 13: 14-31. 919 

Berman B., 2012, 3-D printing: the new industrial revolution, Bus. Horiz., 55: 155-162. 920 

Bhusnure O. G., Dongare R. B., Gholve S. B., Giram P. S., 2018, Chemical hazards and safety 921 

management in pharmaceutical industry, J. Pharm. Res., 12: 257-269. 922 

Binks S. P., 2003, Occupational toxicology and the control of exposure to pharmaceutical agents at 923 

work, Occup. Med., 53: 363-370. 924 

Bogers M., Hadar R., Bilberg A., 2016, Additive manufacturing for consumer-centric business 925 

models: implications for supply chains in consumer goods manufacturing, Technol. Forecast. Soc. 926 

Change, 1102: 225-239. 927 



44 

Boudriau S., Hanzel C., Massicotte J., Sayegh L., Wang J., Lefebvre M., 2016, Randomized 928 

comparative bioavailability of a novel three-dimensional printed fast-melt formulation of 929 

levetiracetam following the administration of a single 1000-mg dose to healthy human volunteers 930 

under fasting and fed conditions, Drugs R. D., 16: 229-238. 931 

Byrley P., George B.J., Boyes W.K., Roger K., 2019, Particle emissions from fused deposition 932 

modeling 3D printers: evaluation and meta-analysis, Sci. Total Environ., 665: 395-407. 933 

Carlier E., Marquette S., Peerboom C., Denis L., Benali S., Raquezc J.-M., Amighia K., Goole J., 934 

2019, Investigation of the parameters used in fused deposition modeling of poly(lactic acid) to 935 

optimize 3D printing sessions, Int. J. Pharm., 565: 367-377. 936 

Ceskova, M., Lenfeld, P., 2018, Polymer cavity made by Freeformer
®
 3D printer: an influence on 937 

injection moulded parts, MM Sci. J., 2710-2714. 938 

Chan H., K., Griffin J., Lim J. J., Zeng F., Chiu A. S. F., 2018, The impact of 3D printing 939 

technology on the supply chain: manufacturing and legal perspectives, Int. J. Prod. Econ., 205: 156-940 

162. 941 

Chandekar A., Mishra D. K., Sharma S., Saraogi G. K., Gupta U., Gupta G., 2019, 3D printing 942 

technology: A new milestone in the development of pharmaceuticals, Current Pharm. Design 25: 943 

937-945. 944 

Casati F., Briatico-Vangosa F., Baldi F., Melocchi A., Maroni A., Gazzaniga A., Zema L., 2018, 945 

Assessment of hot-processability and performance of ethylcellulose-based materials for injection-946 

molded prolonged-release systems: an investigational approach, Int. J. Pharm., 548: 400-407. 947 

Charoenying T., Patrojanasophon P., Ngawhirunpat T., Rojanarata T., Akkaramongkolporn P., 948 

Opanasopit P., 2020, Fabrication of floating capsule - in- 3D - printed devices as gastro-retentive 949 

delivery systems of amoxicillin, J. Drug Deliv. Sci. Tech., 55: 101393. 950 



45 

Chester I., 2007, Teaching for CAD expertise, Des. Technol. Educ., 17: 23-35. 951 

Cicconi P., Raffaeli R., Marchionne M., Germani M., 2018, A model-based simulation approach to 952 

support the product configuration and optimization of gas turbine ducts, Comput. Aided Des. Appl., 953 

15: 807-818. 954 

Cunha-Filho M., Araújo M. R. P., Gelfuso G.M., Gratieri T., 2017, FDM 3D printing of modified 955 

drug-delivery systems using hot melt extrusion: a new approach for individualized therapy, Ther. 956 

Deliv., 8: 957-966. 957 

Collins H., Calvo S., Greenberg K., Forman Neall L., Morrison S., 2016, Information needs in the 958 

precision medicine era: how genetics home reference can help, Interact. J. Med. Res., 5: e13. 959 

Culot G., Orzes G., Sartor M., 2019, Integration and scale in the context of Industry 4.0: the 960 

evolving shapes of manufacturing value chains. IEEE Eng. Manag. Rev., 47: 45-51. 961 

Desai P. M., Hogan R. C., Brancazio D., Puri V., Jensen K. D., Chun J. - H., Myerson A. S., Trout 962 

B. L., 2017, Integrated hot-melt extrusion - injection molding continuous tablet manufacturing 963 

platform: effects of critical process parameters and formulation attributes on product robustness and 964 

dimensional stability, Int. J. Pharma., 531: 332-342. 965 

Despeisse M., Yang M., Evans S., Ford S., Minshall T., 2017, Sustainable value roadmapping 966 

framework for additive manufacturing, Procedia CIRP, 61: 594-599. 967 

Economidou S. N., Lamprou D. A., Douroumis D., 2018, 3D printing applications for transdermal 968 

drug delivery, Int. J. Pharm., 544: 415-424. 969 

Edinger M., Jacobsen J., Bar-Shalom D., Rantanen J., Genina N., 2018a, Analytical aspects of 970 

printed oral dosage forms, Int. J. Pharm., 553: 97-108. 971 

Edinger M., Bar-Shalom D., Sandler N., Rantanen J., Genina N., 2018b, QR encoded smart oral 972 

dosage forms by inkjet printing, Int. J. Pharm. 536: 138-145. 973 



46 

Fanous M., Gold S., Muller S., Hirsch S., Ogorka J., Imanidis G., 2020, Simplification of fused 974 

deposition modeling 3D-printing paradigm: Feasibility of 1-step direct powder printing for 975 

immediate release dosage form production, Int. J. Pharm., 578: 119124. 976 

Fastø M. M., Genina N., Kaae S., Kälvemark Sporrong S., 2019, Perceptions, preferences and 977 

acceptability of patient designed 3D printed medicine by polypharmacy patients: a pilot study, Int. 978 

J. Clin. Pharm., 41: 1290-1298. 979 

Feuerbach T., Kock S., Thommes M., 2018, Characterisation of fused deposition modeling 3D 980 

printers for pharmaceutical and medical applications, Pharm. Dev. Technol., 23: 1136-1145. 981 

Fiorini P., Botturi D., 2008, Introducing service robotics to the pharmaceutical industry, Intell. Serv. 982 

Robot., 1: 267-280. 983 

Floyd E. L., Wang J., Regens J. L, 2017, Fume emissions from a low-cost 3-D printer with various 984 

filaments, Occup. Environ. Hyg., 14: 523-533. 985 

Ford S., Despeisse M., 2016, Additive manufacturing and sustainability: an exploratory study of the 986 

advantages and challenges, J. Clean. Prod., 137: 1573-1587. 987 

Fu J., Yu X., Jin Y., 2018a, 3D printing of vaginal rings with personalized shapes for controlled 988 

release of progesterone, Int. J. Pharm., 539: 75-82. 989 

Fuenmayor E. Forde M., Healy A. V., Devine D. M., Lyons J. G., McConvill C., Major I., 2018, 990 

Material considerations for fused-filament fabrication of solid dosage forms, Pharmaceutics, 10: 44. 991 

Garmulewicz A., Holweg M., Veldhuis H., Yang A., 2018, Disruptive technology as an enabler of 992 

the circular economy: what potential does 3D printing hold? Calif. Manage. Rev., 60: 112-132. 993 

Garret B., 2014, 3D printing: new economic paradigms and strategic shifts, Glob. Policy, 5: 70-75. 994 

Gathuru I. M., Buchanich J. M., Marsh G. M., Dolan D. G., 2015, Health hazards in the 995 

pharmaceutical industry, Pharmaceut. Reg. Affairs. 4:3. 996 



47 

Genina N., Holländer J., Jukarainen H., Mäkilä E., Salonen J., Sandler N., 2016, Ethylene vinyl 997 

acetate (EVA) as a new drug carrier for 3D printed medical drug delivery devices, Eur. J. Pharm. 998 

Sci., 90: 53-63. 999 

Genina N., Boetker J.P., Colombo S., Harmankaya N., Rantanen J., Bohr A., 2017, Anti-1000 

tuberculosis drug combination for controlled oral delivery using 3D printed compartmental dosage 1001 

forms: from drug product design to in vivo testing, J. Control. Release, 268: 40-48. 1002 

Ghobadian A., Talavera I., Bhattacharya A., Kumar V., Garza-Reyes J. A., O' Regan N., 2020, 1003 

Examining legitimatisation of additive manufacturing in the interplay between innovation, lean 1004 

manufacturing and sustainability, Int. J. Econ., 2019: 457-468. 1005 

Gioumouxouzis C.I., Katsamenis O. L, Bouropoulos N., Fatouros D. G., 2017, 3D printed oral solid 1006 

dosage forms containing hydrochlorothiazide for controlled drug delivery, J. Drug. Deliv. Sci. 1007 

Technol., 40: 164-171. 1008 

Gioumouxouzis C.I., Karavasili C., Fatouro D. G., 2019, Recent advances in pharmaceutical dosage 1009 

forms and devices using additive manufacturing technologies, Drug Discov. Today, 24: 636-643. 1010 

Goole J., Amighi K., 2016, 3D printing in pharmaceutics: a new tool for designing customized drug 1011 

delivery systems, Int. J. Pharm., 499: 376-394. 1012 

Gordeev E. G., Galushko A. S., Ananiko V. P., 2018, Improvement of quality of 3D printed objects 1013 

by elimination of microscopic structural defects in fused deposition modeling, Plos One, 13: 1014 

e0198370. 1015 

Goyanes A., Buanz A.B.M., Basit A.W., Gaisford S., 2014, Fused-filament 3D printing (3DP) for 1016 

fabrication of tablets, Int. J. Pharm., 476: 88-92. 1017 



48 

Goyanes A., Buanz A. B. M., Hatton G. B., Gaisford S., Basit A. W., 2015a, 3D printing of 1018 

modified-release aminosalicylate (4-ASA and 5-ASA) tablets, Eur. J. Pharm. Biopharm., 89: 157-1019 

162. 1020 

Goyanes A., Robles Martinez P., Buanz A., Basit A.W., Gaisford S., 2015b, Effect of geometry on 1021 

drug release from 3D printed tablets, Int. J. Pharm. 494: 657-663. 1022 

Goyanes A., Wang J., Buanz A., Martínez-Pacheco R., Telford R., Gaisford S., Basit A.W., 2015c, 1023 

3D printing of medicines: engineering novel oral devices with unique design and drug release 1024 

characteristics, Mol. Pharm. 12: 4077-4084. 1025 

Goyanes A., Scarpa M., Kamlow M., Gaisford S., Basit A. W., Orlu M., 2017, Patient acceptability 1026 

of 3D printed medicines, Int. J. Pharm., 530: 71-78. 1027 

Goyanes A., Fernández-Ferreiro A., Majeed A., Gomez-Lado N., Awad A., Luaces-Rodríguez A., 1028 

Gaisford S., Aguiar P., Basit A.W., 2018, PET/CT imaging of 3D printed devices in the 1029 

gastrointestinal tract of rodents, Int. J. Pharm., 536: 158-164. 1030 

Goyanes A., Allahham N., Trenfield S. J., Stoyanov E., Gaisford S., Basit A. W., 2019, Direct 1031 

powder extrusion 3D printing: fabrication of drug products using a novel single-step process, Int. J. 1032 

Pharm., 567: 118471. 1033 

Grangeia H. B., Silva C., Simões S. P., Reis M. S., 2020, Quality by design in pharmaceutical 1034 

manufacturing: a systematic review of current status, challenges and future perspectives, Eur. J. 1035 

Pharm. Biopharm.,147: 19-37. 1036 

Gümperlein I., Fischer E., Dietrich-Gümperlein G., Karrasch S., Nowak D., Jörres R. A., Schierl R., 1037 

2018, Acute health effects of desktop 3D printing (fused deposition modeling) using acrylonitrile 1038 

butadiene styrene and polylactic acid materials: an experimental exposure study in human 1039 

volunteers, Indoor Air, 28: 611-623. 1040 



49 

Guo C. - F., Zhang M., Bhandari B., 2019. A comparative study between syringe-based and screw-1041 

based 3D food printers by computational simulation, Comput. Electron. Agric., 162: 397-404. 1042 

Heikkinen T., Johansson J., Elgh F., 2018, Review of CAD-model capabilities and restrictions for 1043 

multidisciplinary use, Comput. Aided Des. Appl., 15: 509-519. 1044 

Hirz M., Rossbacher P., Gulanová J., 2017, Future trends in CAD - from the perspective of 1045 

automotive industry, Comput. Aided Des. Appl., 14: 734-741. 1046 

Holländer J., Genina N., Jukarainen H., Khajeheian M., Rosling A., Mäkilä E., Sandler N., 2016, 1047 

Three-dimensional printed PCL-based implantable prototypes of medical devices for controlled 1048 

drug delivery, J. Pharm. Sci., 105: 2665-2676. 1049 

House R., Rajaram N., Tarlo S. M., 2017, Case report of asthma associated with 3D printing, 1050 

Occup. Med., 67:652-654. 1051 

Hsiao W.K., Lorber B., Reitsamer H., Khinast J., 2018, 3D printing of oral drugs: A new reality or 1052 

hype? Expert Opin. Drug Deliv., 15: 1-4. 1053 

https://assets.ey.com/content/dam/ey-sites/ey-com/en_gl/topics/advisory/ey-3d-printing-game-1054 

changer.pdf, last access on July 14, 2020 1055 

https://cdn2.hubspot.net/hubfs/5154612/downloads/Sculpteo_The%20State%20of%203D%20Printi1056 

ng_2019.pdf, last access on July 14, 2020. 1057 

https://cdn.ymaws.com/www.casss.org/resource/resmgr/dcdg_events/1218_DCDG_BrorsonKurt.pd1058 

f, last access on July 14, 2020. 1059 

https://downloads.3dhubs.com/3D_printing_trends_report_2020.pdf, last access on July 14, 2020. 1060 

https://ghr.nlm.nih.gov/primer/precisionmedicine/definition, last access on July 14, 2020 1061 

https://nvlpubs.nist.gov/nistpubs/SpecialPublications/NIST.SP.1176.pdf, last access on July 14, 1062 

2020. 1063 



50 

https://www2.deloitte.com/content/dam/Deloitte/de/Documents/operations/Deloitte_Challenges_of_1064 

Additive_Manufacturing.pdf, last access on July 14, 2020. 1065 

https://www.accessdata.fda.gov/scripts/cdrh/cfdocs/cfcfr/CFRSearch.cfm?fr=211.68, last access on 1066 

July 14, 2020 1067 

https://www.arburg.com/products-and-services/additive-manufacturing/, last access on July 14, 1068 

2020 1069 

https://www.fabrx.co.uk/technologies/?utm_term=0_13f427b78b-78b91812b1-41694769, last 1070 

access on July 14, 2020 1071 

https://www.fda.gov/about-fda/center-drug-evaluation-and-research-cder/emerging-technology-1072 

program, last access on July 14, 2020. 1073 

https://www.fda.gov/drugs/precision-dosing-defining-need-and-approaches-deliver-individualized-1074 

drug-dosing-real-world-setting, last access on July 14, 2020. 1075 

https://www.fda.gov/Drugs/NewsEvents/ucm132703.htm, last access on July 14, 2020. 1076 

https://www.fda.gov/emergency-preparedness-and-response/mcm-issues/advanced-manufacturing, 1077 

last access on July 14, 2020. 1078 

https://www.fda.gov/files/drugs/published/Advancement-of-Emerging-Technology-Applications-1079 

for-Pharmaceutical-Innovation-and-Modernization-Guidance-for-Industry.pdf, last access on July 1080 

14, 2020. 1081 

https://www.fda.gov/media/75414/download, last access on July 14, 2020 1082 

https://www.grandviewresearch.com/industry-analysis/3d-printing-industry-analysis, last access on 1083 

July 14, 2020. 1084 

https://www.marketsandmarkets.com/Market-Reports/3d-printing-market-1276.html, last access on 1085 

July 14, 2020. 1086 



51 

https://www.marketresearch.com/Expeditious-Research-v4071/3D-Printing-Outlook-9903905/, last 1087 

access on July 14, 2020. 1088 

https://www.spritam.com/#/hcp/zipdose-technology/what-is-zipdose-technology, last access on July 1089 

14, 2020 1090 

https://www.usp.org/sites/default/files/usp/document/our-work/research-innovation/research-1091 

innovation-3d-printing-drug-products.PDF, last access on July 14, 2020 1092 

https://www.who.int/medicines/areas/quality_safety/quality_assurance/ApplicationHACCPMethod1093 

ologyPharmaceuticalsTRS908Annex7.pdf?ua=1, last access on July 14, 2020 1094 

https://www.wipo.int/edocs/pubdocs/en/wipo_pub_944_2015.pdf, last access on July 14, 2020. 1095 

Hull C.W., 1986, Apparatus for production of three-dimensional objects by stereolithography, US 1096 

patent US4575330A. 1097 

Huang S.H., Liu P., Mokasdar A., Hou L., 2013, Additive manufacturing and its societal impact: a 1098 

literature review, Int. J. Adv. Manuf. Technol., 67: 1191-1203. 1099 

Jain A., Bansal K. K., Tiwari A., Rosling A., Rosenholm J. M., 2018, Role of polymers in 3D 1100 

printing technology for drug delivery - An overview, Cur. Pharm. Design, 24: 4979-4990. 1101 

Jamróz W., Szafraniec J., Kurek M., Jachowicz R., 2018a, 3D Printing in pharmaceutical and 1102 

medical applications - Recent achievements and challenges, Pharm. Res., 35: 176. 1103 

Jamróz W., Kurek M., Czech A., Szafraniec J., Gawlak K., Jachowicz R., 2018b, 3D printing of 1104 

tablets containing amorphous aripiprazole by filaments co-extrusion, Eur. J. Pharm. Biopharm., 1105 

131: 44-47. 1106 

Jeon H., Park J., Kim S., Park K., Yoon C., 2020, Effect of nozzle temperature on the emission rate 1107 

of ultrafine particles during 3D printing, Indoor air, 30:306-314. 1108 



52 

Johnson T. J., Brownlee M. J., 2018, Development and innovation of system resources to optimize 1109 

patient care, Am. J. Health Syst. Pharm., 75: 465-472. 1110 

Joo Y., Shin I., Ham G., Abuzar S., Hyun S. ‑ M., Hwang S. ‑  J., 2020, The advent of a novel 1111 

manufacturing technology in pharmaceutics: superiority of fused deposition modeling 3D printer, J. 1112 

Pharm. Investig., 50: 131-145. 1113 

Junk S., Kuen C., 2016, Review of open source and freeware cad systems for use with 3D-printing, 1114 

Procedia CIRP, 50: 430-435. 1115 

Kaae S., Lind J. L. M., Genina N., Sporrong S. K., 2018, Unintended consequences for patients of 1116 

future personalized pharmacoprinting, Int. J. Clin. Pharm., 40: 321-324. 1117 

Kapoor Y., Meyer R. F., Meyer B. K., DiNunzio J. C., Bhambhani A., Stanbro J., Ploeger K. J. M., 1118 

Guidry E. N., Troup G. M., Procopio A. T., Templeton A. C., 2020, Flexible manufacturing: the 1119 

future state of drug product development and commercialization in the pharmaceutical industry, J. 1120 

Pharm. Innov. https://doi.org/10.1007/s12247-019-09426-z. 1121 

Kempin W., Domsta V., Grathoff G., Brecht I., Semmling B., Tillmann S., Weitschies W., 2018, 1122 

Seidlitz A., Immediate release 3D-printed tablets produced via fused deposition modeling of a 1123 

thermo-sensitive, Drug. Pharm. Res., 35: 124. 1124 

Khairuzzaman A., Regulatory perspectives on 3D printing in pharmaceuticals, Chapter 11 in 1125 

Trenfield S. J., Madla C. M., Basit A. W., Gaisford S., 2018, The shape of things to come: 1126 

emerging applications of 3D printing in healthcare. In 3D printing of pharmaceuticals, 1
st
 Ed.; Basit 1127 

A. W., Gaisford S., Eds.; Springer: London (UK) Volume 31. 1128 

Khatri P., Shah M. K., Vora N., 2018, Formulation strategies for solid oral dosage form using 3D 1129 

printing technology: A mini-review, J. Drug Deliv. Sci. Technol., 46: 148-155. 1130 



53 

Khorasani M., Edinger M., Raijada D., Bøtker J., Aho J., Rantanen J., 2016, Near-infrared chemical 1131 

imaging (NIR-CI) of 3D printed pharmaceuticals, Int. J. Pharm., 515: 324-330. 1132 

Kjar A., Huang Y., 2019, Application of micro-scale 3D printing in pharmaceutics, Pharmaceutics, 1133 

11: 39. 1134 

Kleer R., Piller F. T., 2019, Local manufacturing and structural shifts in competition: market 1135 

dynamics of additive manufacturing, Int. J. Prod. Econ., 216: 23-34. 1136 

Kollamaram G., Croker D. M., Walker G. M., Goyanes A., Basit A.W., Gaisford S., 2018, Low 1137 

temperature fused deposition modeling (FDM) 3D printing of thermolabile drugs, Int. J. Pharm., 1138 

545: 144-152. 1139 

Konta A., García-Piña M., Serrano D., 2017, Personalised 3D printed medicines: which techniques 1140 

and polymers are more successful? Bioeng., 4: 79. 1141 

Korte C., Quodbach J., 2018, Formulation development and process analysis of drug-loaded 1142 

filaments manufactured via hot-melt extrusion for 3D-printing of medicines, Pharm. Dev. Technol., 1143 

23:1117-1127. 1144 

Lamichhane S., Bashyal S., Keum T., Noh G., Jo S., Rakesh E., Choi B., Sohn J., Hwan D., Sangkil 1145 

L., 2019, Complex formulations, simple techniques: can 3D printing technology be the Midas touch 1146 

in pharmaceutical industry?, Asian J. Pharm. Sci., 14: 465-479. 1147 

Lee S., Zidan A., 2018, Innovation gets regulatory backing, the fda is working to facilitate the 1148 

uptake of emerging manufacturing technologies, 1149 

https://www.pharmamanufacturing.com/articles/2018/innovation-gets-regulatory-backing/, last 1150 

access on July 14, 2020. 1151 

Leong K. F., Chua C. K., Ng Y. M., 1996a, A study of stereolithography file errors and repair. Part 1152 

1. generic solution, Int. J. Adv. Manuf. Technol., 12: 407-414. 1153 



54 

Leong K. F., Chua C. K., Ng Y. M., 1996b, A study of stereolithography file errors and repair. Part 1154 

2. special cases, Int. J. Adv. Manuf. Technol., 12: 415-422. 1155 

Liang K., Carmone S., Brambilla D., Leroux J.C., 2018, 3D printing of a wearable personalized oral 1156 

delivery device: a first-in-human study, Sci. Adv., 4: eaat2544. 1157 

Liang K., Brambilla D., Leroux J. - C., 2019, Is 3D printing of pharmaceuticals a disruptor or 1158 

enabler?, Adv. Mater., 31: e1805680. 1159 

Lim S. H., Kathuria H., Tan J. J. Y., Kang L., 2018, 3D printed drug delivery and testing systems - 1160 

A passing fad or the future?, Adv. Drug Deliv. Rev., 132: 139-168. 1161 

Lind, J., Kälvemark Sporrong, S., Kaae, S., Rantanen, J., Genina, N., 2016, Social aspects in 1162 

additive manufacturing of pharmaceutical products, Expert Opin. Drug Deliv., 14: 927-936. 1163 

Liu F., Zhou H., Li D., 2009, Repair of STL errors, Int. J. Prod. Res., 47: 105-118. 1164 

Livesu M., Ellero S., Martínez J., Lefebvre S., Attene M., 2017, From 3D models to 3D prints: an 1165 

overview of the processing pipeline, Comput. Graph. Forum, 36: 537-564. 1166 

Long J., Gholizadeh H., Lu J., Bunt C., Seyfoddin A., 2017, Application of fused deposition 1167 

modelling (FDM) method of 3D printing in drug delivery, Curr. Pharm. Des., 23: 433-439. 1168 

Long J., Nand A. V., Ray S., Mayhew S., White D., Bunt C.R., Seyfoddin A., 2018, Development 1169 

of customised 3D printed biodegradable projectile for administrating extended-release contraceptive 1170 

to wildlife, Int. J. Pharm., 548: 349-356. 1171 

Luzuriaga M. A., Berry D. R., Reagan J. C., Smaldone R. A., Gassensmith J. J., 2018, 1172 

Biodegradable 3D printed polymer microneedles for transdermal drug delivery, Lab. Chip, 18: 1173 

1223-1230. 1174 



55 

Lukin I., Musquiz S., Erezuma I., Al-Tel T. H., Golafshan N., Dolatshahi-Pirouz A., Orive G., 1175 

2019, Can 4D bioprinting revolutionize drug development?, Expert Opin. Drug Discov., 14: 953-1176 

956. 1177 

Ma D., Lin D., Chua C. K., 2001, Rapid Prototyping Applications in Medicine. Part 2: STL File 1178 

generation and case Studies, Int. J. Adv. Manuf. Technol. 18: 118-127. 1179 

Manmadhachary A., Ravi KumarY., Krishnanand L., 2016, Improve the accuracy, surface 1180 

smoothing and material adaption in STL file for RP medical models, J. Manuf. Process, 21: 46-55. 1181 

Markl D., Zeitler J.A., Rasch C., Michaelsen M. H., Müllertz A., Rantanen J., Rades T., Bøtker J., 1182 

2017, Analysis of 3D prints by x-ray computed microtomography and terahertz pulsed imaging, 1183 

Pharm. Res., 34: 1037-1052. 1184 

Markl D., Zeitler A., Rades T., Rantanen J., Bøtker J., 2018, Toward quality assessment of 3D 1185 

printed oral dosage forms, J. 3D Print. Med., 2: 27-33. 1186 

Maroni A., Melocchi A., Parietti F., Foppoli A., Zema L., Gazzaniga A., 2017, 3D printed multi-1187 

compartment capsular devices for two-pulse oral drug delivery, J. Control. Release, 268: 10-18. 1188 

Maroni A., Melocchi A., Zema, L., Foppoli A., Gazzaniga A., 2019, Retentive drug delivery 1189 

systems based on shape memory materials, J. Appl. Polym. Sci., 48798. 1190 

Martinez-Marquez D., Mirnajafizadeh A., Carty C. P., Stewart R. A., 2018, Application of quality 1191 

by design for 3D printed bone prostheses and scaffolds, Plos One, 13: e0195291. 1192 

Mascia S., Heider P. L., Zhang H., Lakerveld R., Benyahia B., Barton P.I., Braatz R. D., Cooney C. 1193 

L., Evans J. M. B., Jamison T. F., Jensen K. F., Myerson A. S., Trout B. L., 2013, End-to-end 1194 

continuous manufacturing of pharmaceuticals: integrated synthesis, purification, and final dosage 1195 

formation, Angew. Chem. Int. Ed. Engl., 52: 12359-12363. 1196 



56 

Matijašić G., Gretić M., Vinčić J., Poropat A., Cuculić L., Rahelić T., 2019a, Design and 3D 1197 

printing of multi-compartmental PVA capsules for drug delivery, J Drug Deliv. Sci. Technol., 52: 1198 

677-686. 1199 

Matijašić G., Gretić M., Kezerić K., Petanjek J., Vukelić E., 2019b, Preparation of filaments and the 1200 

3D printing of dronedarone hcl tablets for treating cardiac arrhythmias, AAPSPharmSciTech., 20: 1201 

310. 1202 

Mehrpouya M., Dehghanghadikolaei A., Fotovvati B., Vosooghnia A., Emamian S. S., Gisario A., 1203 

2019, The potential of additive manufacturing in the smart factory industrial 4.0: a review, Appl. 1204 

Sci. 9: 3865. 1205 

Melocchi A., Loreti G., Del Curto M.D., Maroni A., Gazzaniga A., Zema L., 2015a, Evaluation of 1206 

hot-melt extrusion and injection molding for continuous manufacturing of immediate-release 1207 

tablets, J. Pharm. Sci., 104: 1971-1980. 1208 

Melocchi A., Parietti F., Loreti G., Maroni A., Gazzaniga A., Zema, L., 2015b, 3D printing by fused 1209 

deposition modeling (FDM) of a swellable/erodible capsular device for oral pulsatile release of 1210 

drugs. J. Drug. Deliv. Sci. Technol., 30: 360-367. 1211 

Melocchi, A.; Parietti, F.; Maroni, A.; Foppoli, A.; Gazzaniga, A.; Zema, L., 2016, Hot-melt 1212 

extruded filaments based on pharmaceutical grade polymers for 3D printing by fused deposition 1213 

modeling, Int. J. Pharm., 509: 255-263. 1214 

Melocchi A., Parietti F., Maccagnan S., Ortenzi M.A., Antenucci S., Briatico-Vangosa F., Maroni 1215 

A., Gazzaniga A., Zema L., 2018, Industrial Development of a 3D-printed nutraceutical delivery 1216 

platform in the form of a multicompartment HPC capsule, AAPS PharmSciTech., 19: 3343-3354. 1217 

Melocchi A., Uboldi M., Inverardi N., Briatico-Vangosa F., Baldi F., Pandini S., Scalet G., 1218 

Auricchio F., Cerea M., Foppoli A., Maroni A., Zema L., Gazzaniga A., 2019a, Expandable drug 1219 



57 

delivery system for gastric retention based on shape memory polymers: Development via 4D 1220 

printing and extrusion, Int. J. Pharm., 571: 118700. 1221 

Melocchi A., Inverardi N., Uboldi M., Baldi F., Maroni A., Pandini S., Briatico-Vangosa F., Zema 1222 

L., Gazzaniga A., 2019b, Retentive device for intravesical drug delivery based on water-induced 1223 

shape memory response of poly(vinyl alcohol): design concept and 4D printing feasibility, Int. J. 1224 

Pharm., 559: 299-311. 1225 

Melocchi A., Uboldi M., Maroni A., Foppoli A., Palugan L., Zema L., Gazzaniga A., 2020a, 3D 1226 

printing by fused deposition modeling of single- and multi-compartment hollow systems for oral 1227 

delivery - A review, Int. J. Pharm., 579: 119155. 1228 

Melocchi A., Uboldi M., Parietti F., Cerea M., Foppoli A., Palugana L., Gazzaniga A., Maroni A., 1229 

L. Zema, 2020b, Lego-inspired capsular devices for the development of personalized dietary 1230 

supplements: proof of concept with multimodal release of caffeine, J. Pharm. Sci., 1231 

https://doi.org/10.1016/j.xphs.2020.02.013. 1232 

Menditto E., Orlando V., De Rosa G., Minghetti P., Musazzi U. M., Cahir C., Kurczewska-1233 

Michalak M., Kardas P., Costa E., Lobo J. M. S., Almeida I. F., 2020, Patient centric 1234 

pharmaceutical drug product design-the impact on medication adherence, Pharmaceutics,12: 44. 1235 

Mir T. A., Nakamura M., 2017, Three-Dimensional Bioprinting: toward the era of manufacturing 1236 

human organs as spare parts for healthcare and medicine, Tissue Eng. Part B Rev., 23: 245-256. 1237 

Mirza M. A., Iqbal Z., 2018, 3D Printing in pharmaceuticals: regulatory perspective, Curr. Pharm. 1238 

Des., 24: 5081-5083. 1239 

Mishra V., Thakur S., Patil A., Shukla A., 2018, Quality by design (QbD) approaches in current 1240 

pharmaceutical set-up, Expert Opin. Drug. Deliv., 15: 737-758. 1241 



58 

Mohamed O. A., Masood S. H., Bhowmik J. L., 2015, Optimization of fused deposition modeling 1242 

process parameters: a review of current research and future prospects, Adv. Manuf., 3:42-53. 1243 

Musazzi U.M., Khalid G.M., Selmin F., Minghetti P., Cilurzo F., 2020, Trends in the production 1244 

methods of orodispersible films, Int. J. Pharm., 576: 118963. 1245 

Nasereddin J. M., Wellner N., Alhijjaj M., Belton P., Qi S., 2018, Development of a simple 1246 

mechanical screening method for predicting the feedability of a pharmaceutical FDM 3D printing 1247 

filament, Pharm. Res., 35: 151. 1248 

Norman J., Madurawe R. D., Moore C. M. V., Khan M. A., Khairuzzaman A., 2017, A new chapter 1249 

in pharmaceutical manufacturing: 3D-printed drug products, Adv. Drug Deliv. Rev., 108: 39-50. 1250 

Novák M., Boleslavská T., Grof Z., Waněk A., Zadražil A., Beránek J., Kovačík P., Štěpánek F., 1251 

2018, Virtual prototyping and parametric design of 3D-printed tablets based on the solution of 1252 

inverse problem, AAPS PharmSciTech., 19: 3414-3424. 1253 

Musazzi U. M., Selmin F., Ortenzi M. A., Mohammed G. K., Franzé S., Minghetti P., Cilurzo F., 1254 

2018, Personalized orodispersible films by hot melt ram extrusion 3D printing, Int. J. Pharm., 551: 1255 

52-59. 1256 

Öblom H., Zhang J., Pimparade M., Speer I., Preis M., Repka M., Sandler N., 2019, 3D-printed 1257 

isoniazid tablets for the treatment and prevention of tuberculosis - Personalized dosing and drug 1258 

release, AAPS PharmSciTech., 20: 52. 1259 

Ong J. J., Awad A., Martorana A., Gaisford S., Stoyanov E., Basit A. W., Goyanes A., 2020, 3D 1260 

printed opioid medicines with alcohol-resistant and abuse-deterrent properties, Int. J. Pharm., 579: 1261 

119169. 1262 



59 

Palekar S., Nukala P.K., Mishra S. M., Kipping T., Patel K., 2019, Application of 3D printing 1263 

technology and quality by design approach for development of age-appropriate pediatric 1264 

formulation of baclofen, Int. J. Pharm., 556: 106-116. 1265 

Palo M., Holländer J., Suominen J., Yliruusi J., Sandler N., 2017, 3D printed drug delivery devices: 1266 

perspectives and technical challenges, Expert Rev. Med. Devices, 14: 685-696. 1267 

Pereira B. C., Isreb A., Forbes R. T., Dores F., Habashy R., Petit J. B., Alhnan M. A., Oga E. F., 1268 

2019, 'Temporary Plasticiser': a novel solution to fabricate 3D printed patient-centred 1269 

cardiovascular 'Polypill' architectures, Eur. J. Pharm. Biopharm., 135: 94-103. 1270 

Petrick I. J., Simpson T. W., 2013, 3D Printing disrupts manufacturing: how economies of one 1271 

create new rules of competition, Res. Technol. Manage., 56: 12-16. 1272 

Pietrzak K., Isreb A., Alhnan M. A., 2015, A flexible-dose dispenser for immediate and extended 1273 

release 3D printed tablets, Eur. J. Pharm. Biopharm. 96: 380-387. 1274 

Prasad L. K., Smyth H., 2016, 3D Printing technologies for drug delivery: a review, Drug. Dev. Ind. 1275 

Pharm., 42: 1019-1031. 1276 

Prince J. D., 2014, 3D Printing: an industrial revolution, J. Electron. Resour. Med. Libr., 11: 39-45. 1277 

Preis M., Öblom H., 2017, 3D-printed drugs for children-are we ready yet?, AAPSPharmSciTech 1278 

18: 303-308. 1279 

Puri V., Brancazio D., Desai P. M., Jensen K. D., Chun J. - H., Myerson A. S., Trout B. L., 2017, 1280 

Development of maltodextrin-based immediate-release tablets using an integrated twin-screw hot-1281 

melt extrusion and injection-molding continuous manufacturing process, J. Pharm. Sci., 106: 3328-1282 

3336. 1283 



60 

Radhakrishnan A., Kuppusamy G., Ponnusankar S., Shanmukhan N. K., 2020, Pharmacogenomic 1284 

phase transition from personalized medicine to patient-centric customized delivery. 1285 

Pharmacogenomics J., 20:1. 1286 

Rahman Z., Ali S.F.B., Ozkan T., Charoo N. A., Reddy I. K., Khan M. A., 2018, Additive 1287 

manufacturing with 3D printing: progress from bench to bedside, AAPS J., 20: 101. 1288 

Rautamo M., Kvarnström K., Sivén M., Airaksinen M., Lahdenne P., Sandler N., 2020, Benefits 1289 

and prerequisites associated with the adoption of oral 3D-printed medicines for pediatric patients: a 1290 

focus group study among healthcare professionals, Pharmaceutics, 12:229. 1291 

Rehnberg M, Ponte S., 2016, 3D Printing and global value chains: how a new technology may 1292 

restructure global production, GPN Working Paper Series, 1293 

http://gpn.nus.edu.sg/file/Stefano%20Ponte_GPN2016_010.pdf, last access on July 14, 2020. 1294 

Roberson D.A., Espalin D., Wicker R. B., 2013, 3D printer selection: A decision-making evaluation 1295 

and ranking model, Virtual Phys. Prototyp., 8: 201-212. 1296 

Robles-Martinez P., Xu X., Trenfield S. J., Awad A., Goyanes A., Telford R., Basit A. W., Gaisford 1297 

S., 2019, 3D printing of a multi-layered polypill containing six drugs using a novel 1298 

stereolithographic method, Pharmaceutics, 11: 27. 1299 

Rutherford M. L., Stinger T., 2001, Recent trends in laboratory automation in the pharmaceutical 1300 

industry, Curr. Opin. Drug Discov. Devel., 4: 343-346. 1301 

Rypl D., Bittnar Z., 2006, Generation of computational surface meshes of STL models, J. Comput. 1302 

Appl. Math., 192: 148-151. 1303 

Sadia M., Sośnicka A., Arafat B., Isreb A., Ahmed W., Kelarakis A., Alhnan M. A., 2016, 1304 

Adaptation of pharmaceutical excipients to FDM 3D printing for the fabrication of patient-tailored 1305 

immediate release tablets, Int. J. Pharm., 513: 659-668. 1306 



61 

Sandler N., Salmela I., Fallarero A., Rosling A., Khajeheian M., Kolakovic R., Genina N., Nyman 1307 

J., Vuorela P., 2014, Towards fabrication of 3D printed medical devices to prevent biofilm 1308 

formation, Int. J. Pharm. 45:  62-64. 1309 

Saviano M., Aquino R. P., Del Gaudio P., Sansone F., Russo P., 2019, Poly(vinyl alcohol) 3D 1310 

printed tablets: The effect of polymer particle size on drug loading and process efficiency, Int. J. 1311 

Pharm., 561: 1-8. 1312 

Savolainen J., Collan M., 2020, How additive manufacturing technology changes business models? 1313 

- review of literature, Addit. Manuf., 32: 101070. 1314 

Scoutaris N., Ross S.A., Douroumis D., 2018, 3D printed “Starmix” drug loaded dosage forms for 1315 

paediatric applications, Pharm. Res., 35: 34. 1316 

Shin S., Kim T. H., Jeong S. W., Chung S. E., Lee D. Y., Kim D.-H., Shin B. S., 2019, 1317 

Development of a gastroretentive delivery system for acyclovir by 3D printing technology and its in 1318 

vivo pharmacokinetic evaluation in Beagle dogs, PLoS ONE, 14: e0216875. 1319 

Skowyra J., Pietrzak K., Alhnan M. A., 2015, Fabrication of extended-release patient-tailored 1320 

prednisolone tablets via fused deposition modelling (FDM) 3D printing, Eur. J. Pharm. Sci., 68: 11-1321 

17. 1322 

Šljivic M., Pavlovic A., Kraišnik M., Ilić J., 2019, Comparing the accuracy of 3D slicer software in 1323 

printed endues parts, IOP Conf. Ser. Mater. Sci. Eng., 659: 012082. 1324 

Smith D. M., Kapoor Y., Klinzing G. R., Procopio A. T., 2018a, Pharmaceutical 3D printing: 1325 

design and qualification of a single step print and fill capsule, Int. J. Pharm., 544: 21-30. 1326 

Smith D., Kapoor Y., Hermans A., Nofsinger R., Kesisoglou F., Gustafson T. P., Procopio A., 1327 

2018b, 3D printed capsules for quantitative regional absorption studies in the GI tract, Int. J. 1328 

Pharm., 550: 418-428. 1329 



62 

Solanki N. G., Tahsin M., Shah A.V., Serajuddin A. T. M., 2018, Formulation of 3D printed tablet 1330 

for rapid drug release by fused deposition modeling: screening polymers for drug release, drug-1331 

polymer miscibility and printability, J. Pharm. Sci., 107: 390-401. 1332 

Sood A. K., Ohdar R.K., Mahapatra S.S., 2009, Improving dimensional accuracy of fused 1333 

deposition modelling processed part using grey Taguchi method, Mater. Des., 30: 4243-4252. 1334 

Soriano Heras E., Blaya Haro F., de Agustín Del Burgo J. M., Islán Marcos M., D'Amato R., 2018, 1335 

Filament advance detection sensor for fused deposition modelling 3D printers, 18:5. 1336 

Souto E. B., Campos J. C., Filho S. C., Teixeira M. C., Martins-Gomes C., Zielinska A., Carbone 1337 

C., Silva A. M., 2019, 3D printing in the design of pharmaceutical dosage forms, Pharm. Dev. 1338 

Technol., 24: 1044-1053. 1339 

Stefaniak A. B., LeBouf R. F., Yi J., Ham J., Nurkewicz T., Schwegler-Berry D. E., Chen B. T., 1340 

Wells J. R., Duling M. G., Lawrence R. B., Martin Jr. S. B., Johnson A. R., Virji M. A., 2017, 1341 

Characterization of chemical contaminants generated by a desktop fused deposition modeling 3-1342 

dimensional printer, J. Occup. Environ. Hyg., 14: 540-550. 1343 

Steinle P., 2016, Characterization of emissions from a desktop 3D printer and indoor air 1344 

measurements in office settings, J. Occup. Environ. Hyg., 2: 121-132. 1345 

Stones J. A., Jewell C. M., 2017, 3D printing of pharmaceuticals: patent and regulatory challenges, 1346 

Pharm. Pat. Anal., 2017 6: 145-149. 1347 

Tagami T., Hayashi N., Sakai N., Ozeki T., 2019, 3D printing of unique water-soluble polymer-1348 

based suppository shell for controlled drug release, Int. J. Pharm., 568: 118494. 1349 

Tan D.K., Maniruzzaman M., Nokhodchi A., 2018, Advanced pharmaceutical applications of hot-1350 

melt extrusion coupled with fused deposition modelling (FDM) 3D printing for personalised drug 1351 

delivery., Pharmaceutics, 10: 203. 1352 



63 

Thakkar R., Thakkar R., Pillai A., Ashour E. A., Repka M. A., 2020, Systematic screening of 1353 

pharmaceutical polymers for hot melt extrusion processing: a comprehensive review, Int. J. Pharm., 1354 

576: 118989.Tran T., 2017, On the bottleneck of adopting 3D printing in manufacturing, Virtual 1355 

and Physical Prototyping, 12: 333-334. 1356 

Trenfield S. J., Awad A., Goyanes A., Gaisford S., Basit A.W., 2018a, 3D printing pharmaceuticals: 1357 

drug development to frontline care, Trends Pharmacol. Sci., 39: 440-451. 1358 

Trenfield S. J., Madla C. M., Basit A. W., Gaisford S., 2018b, The shape of things to come: 1359 

emerging applications of 3D printing in healthcare. In 3D Printing of Pharmaceuticals, 1
st
 ed.; Basit 1360 

A. W., Gaisford S., Eds.; Springer: London, UK, Volume 31, pp. 1-19. 1361 

Trenfield S.J., Goyanes, A., Telford R., Wilsdon D., Rowland M., Gaisford S., Basit A.W., 2018c, 1362 

3D printed drug products: non-destructive dose verification using a rapid point-and-shoot approach, 1363 

Int. J. Pharm., 549: 283-292. 1364 

Trenfield, S. J., Awad, A., Madla, C. M., Hatton, G. B., Firth, J., Goyanes, A., Gaisford S., Basit, A. 1365 

W., 2019a, Shaping the future: recent advances of 3D printing in drug delivery and healthcare, 1366 

Expert Opin. Drug Deliv., 16: 1081-1094. 1367 

Trenfield S. J., Xian Tan H., Awad A., Buanz A., Gaisford S., Basit A. W., Goyanes A., 2019b, 1368 

Track-and-trace: novel anti-counterfeit measures for 3D printed personalized drug products using 1369 

smart material inks, Int. J. Pharm., 567: 118443. 1370 

Trenfield S. J., Tan H.X., Goyanes A., Wilsdon D., Rowland M., Gaisford S., Basit A. W., 2020, 1371 

Non-destructive dose verification of two drugs within 3D printed polyprintlets, Int. J. Pharm., 2020 1372 

577: 119066. 1373 

Venkataraman N., Rangarajan S., Matthewson M.J., Harper B., Safari A., Danforth S.C., Wu G., 1374 

Langrana N., Guceri S., Yardimci A., 2006, Feedstock material property - Process relationships in 1375 

fused deposition of ceramics (FDC), Rapid Prototyp. J., 6: 244-253. 1376 



64 

Wang P., Kricka L.J., 2018, Current and emerging trends in point-of-care technology and strategies 1377 

for clinical validation and implementation, Clin. Chem., 64: 1439-1452. 1378 

Warsi M. H., Yusuf M., Al Robaian M., Khan M., Muheem A., Khan S., 2018, 3D printing methods 1379 

for pharmaceutical manufacturing: opportunity and challenges, Cur. Pharm. Des., 24: 4949-4956. 1380 

Welsh N. R., Malcolm R. K., Devlin B., Boyd P., 2019, Dapivirine-releasing vaginal rings 1381 

produced by plastic freeforming additive manufacturing, Int. J. Pharm., 572: 118725. 1382 

Wen C. L., 2017, Telemedicine, eHealth and remote care systems, in Global health informatics: 1383 

how information technology can change our lives in a globalized world, Academic Pres, London 1384 

(UK), pgg: 168-194. 1385 

Wojtyła S., Klama P., Baran T., 2017, Is 3D printing safe? Analysis of the thermal treatment of 1386 

thermoplastics: ABS, PLA, PET, and nylon, J. Occup. Environ. Hyg., 14: D80-D85. 1387 

Wojtyła S., Śpiewak K., Barana T., 2020, Synthesis, characterization and activity of doped graphitic 1388 

carbon nitride materials towards photocatalytic oxidation of volatile organic pollutants emitted from 1389 

3D printer, J. Photochem. Photobiol. A Chem., 391: 112355. 1390 

Yang Y., Wang H., Li H., Ou Z., Yang G., 2018, 3D printed tablets with internal scaffold structure 1391 

using ethyl cellulose to achieve sustained ibuprofen release, Eur. J. Pharm. Sci., 115: 11-18. 1392 

Yao X., Lin Y., 2015, Emerging manufacturing paradigm shifts for the incoming industrial 1393 

revolution. Int. J. Adv. Manuf. Technol., 85: 1665-1676. 1394 

Ye X., Peng W., Chen Z., Y.-Y. Cai, 2004, Today's students, tomorrow's engineers: an industrial 1395 

perspective on CAD education, Comput. Aided Des., 2004, 36: 1451-1460. 1396 

Yi J., LeBouf R. F., Duling M. G., Nurkiewicz T., Chen B.T., Schwegler-Berry D., Virji M. A., 1397 

Stefaniak A. B., 2016, Emission of particulate matter from a desktop three-dimensional (3D) 1398 

printer, J. Environ. Sci. Health A, 79: 453:465. 1399 



65 

Yu L. X., Amidon G., Khan M. A., Hoag S. W., Polli J., Raju G. K., Woodcock J., 2014, 1400 

Understanding pharmaceutical quality by design, AAPS J., 16: 771-783. 1401 

Zema L., Loreti G., Melocchi A., Maroni A., Gazzaniga A., 2012, Injection molding and its 1402 

application to drug delivery, J. Control. Release, 159: 324-331. 1403 

Zema L., Melocchi A., Maroni A., Gazzaniga A., 2017, Three-dimensional printing of medicinal 1404 

products and the challenge of personalized therapy, J. Pharm. Sci., 106: 1697-1705. 1405 

Zhang J., Yang W., Vo A. Q., Feng X., Ye X., Kim D. W., Repka M. A., 2017a, Hydroxypropyl 1406 

methylcellulose-based controlled release dosage by melt extrusion and 3D printing: structure and 1407 

drug release correlation, Carbohydr. Polym., 177: 49-57. 1408 

Zhang Q., Wong J. P. S., Davis A.Y., Black M. S., Weber R. J., 2017b, Characterization of particle 1409 

emissions from consumer fused deposition modeling 3D printers, Aerosol Sci. Technol., 51: 1275-1410 

1286. 1411 

Zhang J., Vo A. Q., Feng X., Bandari S., Repka M. A., 2018, Additive manufacturing: a novel tool 1412 

for complex and personalized drug delivery systems, AAPS PharmSciTech., 19: 3388-3402. 1413 

Zhang J., Xu P., Vo A. Q., Bandari S., Yang F., Durig T., Repka M. A., 2019, Development and 1414 

evaluation of pharmaceutical 3D printability for hot melt extruded cellulose-based filaments, J. 1415 

Drug Delivery Sci. Tech., 52: 292-302. 1416 

Zidan A., 2019, Innovation gets regulatory backing: the fda is working to facilitate the uptake of 1417 

emerging manufacturing technologies, 1418 

https://www.pharmamanufacturing.com/articles/2018/innovation-gets-regulatory-backing/, last 1419 

access on July 14, 2020 1420 



66 

Zidan A., Alayoubi A., Asfari S., Coburn J., Ghammraoui B., Aqueel S., Cruz C. N., Ashraf M., 1421 

2019a, Development of mechanistic models to identify critical formulation and process variables of 1422 

pastes for 3D printing of modified release tablets, Int. J. Pharm., 555: 109-123.  1423 

Zidan A., Alayoubi A., Coburn J., Asfari S., Ghammraoui B., Cruz C.N., Ashraf M., 2019b, 1424 

Extrudability analysis of drug loaded pastes for 3D printing of modified release tablets, Int. J. 1425 

Pharm., 554: 292-301. 1426 

 1427 



Declaration of interests 
 

☒ The authors declare that they have no known competing financial interests or personal relationships 
that could have appeared to influence the work reported in this paper. 
 

☐The authors declare the following financial interests/personal relationships which may be considered 
as potential competing interests:  
 

 

 

 
 

 

*Conflict of Interest



Figure 1



Figure 2



Figure 3



Figure 1: Total number of research articles (review articles excluded) on FDM, sorted by year of 

publication (sources: PubMed, Web of Science and Embase; search terms used: ‘3D printing’ OR 

‘additive manufacturing’ OR ‘fused deposition modeling’ AND ‘dosage form’ OR ‘delivery 

system’ OR ‘drug.’ Only papers referring to drug-loaded formulations were included). 

 

Figure 2: Outline of key parameters involved in the quality of FDM drug products 

 

Figure 3: Outline of FDM 3D printers using granules/pellets as starting materials relying on (a) 

piston, (b) auger and (c) droplet-based deposition system (adapted from Welsh et al., 2019 and 

Ceskova and Lenfeld, 2018). 

 

Figure captions



*Graphical Abstract (for review)



Figure 1: Total number of research articles (review articles excluded) on FDM, sorted by year of 

publication (sources: PubMed, Web of Science and Embase; search terms used: ‘3D printing’ OR 

‘additive manufacturing’ OR ‘fused deposition modeling’ AND ‘dosage form’ OR ‘delivery 

system’ OR ‘drug.’ Only papers referring to drug-loaded formulations were included). 

 

Figure 2: Outline of key parameters involved in the quality of FDM drug products 

 

Figure 3: Outline of FDM printing systems using granules/pellets as starting materials relying on 

(a) piston, (b) auger and (c) Freeformer technology (adapted from Welsh et al., 2019 and Ceskova 

and Lenfeld 2018). 

 

Figure captions



Figure 1



Figure 2



Figure 3



1 

Quality considerations on the pharmaceutical applications of fused deposition 1 

modeling 3D printing 2 

 3 

 4 

Alice Melocchi
1,2

*, Francesco Briatico-Vangosa
3
, Marco Uboldi

1
, Federico Parietti

2
, Maximilian 5 

Turchi
4
, Didier von Zeppelin

5
, Alessandra Maroni

1
, Lucia Zema

1
*, Andrea Gazzaniga

1
, Ahmed 6 

Zidan
6
 7 

 8 

1
Sezione di Tecnologia e Legislazione Farmaceutiche "M. E. Sangalli", Dipartimento di Scienze 9 

Farmaceutiche, Università degli Studi di Milano, via G. Colombo 71, 20133 Milano, Italy; 10 

2
Multiply Labs, 1760 Cesar Chavez Street Unit D, San Francisco, CA 94124, USA; 11 

3
Dipartimento di Chimica, Materiali e Ingegneria Chimica “G. Natta”, Politecnico di Milano, Piazza 12 

Leonardo da Vinci 32, 20133 Milano, Italy; 13 

4
Clevertek snc, via Lorenzo di Credi 20, 50144 Firenze, Italy; 14 

5
ARBURG GmbH, Arthur-Hehl-Straße, 72290 Lossburg, Germany; 15 

6
Center for Drug Evaluation and Research, Food and Drug Administration, 10903 New Hampshire 16 

Avenue, Silver Spring, MD 20993-002, USA. 17 

 18 

 19 

DISCLAIMER 20 

This presentation reflects the views of the authors and should not be construed to represent the 21 

FDA’s views or policies. 22 

 23 

 24 

*corresponding authors: e-mail: alice.melocchi@unimi.it, lucia.zema@unimi.it; Tel. 0039 02 25 

50324654. 26 

*Manuscript
Click here to view linked References

http://ees.elsevier.com/ijp/viewRCResults.aspx?pdf=1&docID=50706&rev=1&fileID=1437259&msid={E71EA388-34B4-413A-B691-FA5AAEDD2092}


2 

Abstract 27 

3D printing, and particularly fused deposition modeling (FDM), has rapidly brought the possibility 28 

of personalizing drug therapies to the forefront of pharmaceutical research and media attention. 29 

Applications for this technology, described in published articles, are expected to grow significantly 30 

in 2020. Where are we on this path, and what needs to be done to develop a FDM 2.0 process and 31 

make personalized medicines available to patients? Based on literature analysis, this manuscript 32 

aims to answer these questions and highlight the critical technical aspects of FDM as an emerging 33 

technology for manufacturing safe, high-quality personalized oral drug products. In this 34 

collaborative paper, experts from different fields contribute strategies for ensuring the quality of 35 

starting materials and discuss the design phase, printer hardware and software, the process, the 36 

environment and the resulting products, from the perspectives of both patients and operators. 37 

 38 

Keywords: 3D printing, fused deposition modeling, drug product fabrication, quality, safety. 39 
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1. Introduction 72 

1.1 Overview of 3D printing through 2020 73 

3D printing began officially in 1984, with the approval of the first stereolithography patent (Hull, 74 

1986). However, this technology did not achieve widespread adoption for more than 10 years, as its 75 

use was limited by numerous other patents 76 

(https://www.wipo.int/edocs/pubdocs/en/wipo_pub_944_2015.pdf). Only after the patents’ 77 

expiration did desktop 3D printers become easily available on the market, resulting in the birth of 78 

the consumer 3D printing community. Thereafter, the 3D printing industry, encompassing not only 79 

companies employing printers but also those building them, grew very quickly. It is likely to reach a 80 

market size of more than $17 B in 2020 and is expected to increase to $34.8 B by 2024 81 

(https://www2.deloitte.com/content/dam/Deloitte/de/Documents/operations/Deloitte_Challenges_of82 

_Additive_Manufacturing.pdf; https://downloads.3dhubs.com/3D_printing_trends_report_2020.pdf; 83 

https://www.grandviewresearch.com/industry-analysis/3d-printing-industry-analysis; 84 

https://www.marketsandmarkets.com/Market-Reports/3d-printing-market-1276.html; 85 

https://www.marketresearch.com/Expeditious-Research-v4071/3D-Printing-Outlook-9903905/). 86 

This expected continuous growth spurred venture capital funding of 3D printing-related startups, 87 

which exceeded $300 M in 2019. 88 

In its evolution, 3D printing has shifted from being considered just a prototyping tool, to being 89 

employed as the additive manufacturing (AM) method of choice for low-volume batches of high-90 

value products. For such products, the upfront investment in tooling required by subtractive 91 

methods would not be cost-effective (Ford and Despeisse, 2016; 92 

https://nvlpubs.nist.gov/nistpubs/SpecialPublications/NIST.SP.1176.pdf). Moreover, novel 93 

interesting applications have been identified. These include printing of metals and electronics to 94 

reduce assembly time and human labor in the manufacturing of sensors; generative design in the 95 

fields of art, architecture, communication and product design (i.e., a fast method to explore design 96 
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possibilities providing physical prototypes to simplify visualization); and 4D printing (i.e., the 97 

fabrication of objects capable of changing their shape in response to an external non-mechanical 98 

stimulus) (Lukin et al., 2019; Maroni et al., 2019; Mehrpouya  et al., 2019; Melocchi et al., 2019a; 99 

Savolainen et al., 2020; Trenfield et al., 2019a). 100 

Given the improvement of 3D printing and the widespread awareness that it can help connect 101 

marginalized and difficult-to-reach populations with essential products, several industries (including 102 

automotive, defense and healthcare) have begun to experience 3D printing-related production, 103 

business and supply-chain transformations (Chan et al., 2018; Despeisse et al., 2017; Ghobadian et 104 

al., 2020). In this respect, the percentage of companies using AM for specific production purposes 105 

increased from 24% to 65% in 2019 (https://assets.ey.com/content/dam/ey-sites/ey-106 

com/en_gl/topics/advisory/ey-3d-printing-game-changer.pdf; 107 

https://cdn2.hubspot.net/hubfs/5154612/downloads/Sculpteo_The%20State%20of%203D%20Printi108 

ng_2019.pdf). At the same time, the news media started to pay great attention to 3D printing and to 109 

incorporate it into the concepts of the fourth industrial revolution and a new manufacturing 110 

renaissance (Baines et al., 2019; Berman, 2012; Garret 2014; Prince, 2014). 111 

Despite the initial enthusiasm about 3D printing technology, its actual application potential in 112 

different industries is only now beginning to be tested in depth (Achillas et al., 2015; Anton et al., 113 

2014; Bogers et al., 2016; Culot et al., 2019; Garmulewicz et al., 2018; Huang et al., 2013; Kleer et 114 

al., 2019; Mir and Nakamura, 2017;  Petrick and Simpson, 2013; Rehnberg and Ponte, 2016; Tran 115 

2017; Yao and Lin, 2015). In particular, due to a few technological bottlenecks such as production 116 

speed, as well as cost and labor associated with pre- and post-printing operations, 3D printing 117 

currently is filling a niche as a complement to other existing manufacturing processes. In this 118 

context, the unique capabilities of 3D printing in terms of on-demand and delocalized production, 119 

product customization and realization of complex designs might find their full application. 120 

 121 
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1.2. 3D printing for precision medicine 122 

In parallel with the increasing attention to 3D printing in many different areas, scientists have been 123 

investigating its suitability for the manufacturing of drug products enabling precision medicine, for 124 

the treatment of subpopulations with specific needs even of a single patient (i.e. personalized drug 125 

products) (Alhnan et al., 2016; Economidou et al., 2018; Jamróz et al., 2018a; Kjar and Huang, 126 

2019; Musazzi et al., 2020; Trenfield et al., 2018a, b; Zhang et al., 2018). Indeed, the concept of 127 

precision medicine, an emerging approach regarding treatment and prevention of illness that 128 

accounts for each individual’s genes, environment and lifestyle, is completely transforming the 129 

healthcare field (Collins et al., 2016; https://ghr.nlm.nih.gov/primer/precisionmedicine/definition; 130 

https://www.fda.gov/drugs/precision-dosing-defining-need-and-approaches-deliver-individualized-131 

drug-dosing-real-world-setting; https://www.fda.gov/Drugs/NewsEvents/ucm132703.htm; 132 

Lamichhane et al., 2019; Mirza and Iqbal, 2018; Rahman et al., 2018). For instance, the importance 133 

of genomics has been highlighted in clinical decision making and for identifying optimal 134 

pharmacological treatments (Alomari et al., 2015; Kaae et al., 2018; Menditto et al., 2020; 135 

Radhakrishnan et al., 2020). However, an unmet need exists in the caring cycle for drug products 136 

tailored to the variables identified as crucial for a specific subject. In this respect, 3D printing is 137 

described as one of the most cost-effective alternatives for moving from mass production (i.e., a 138 

one-size-fits-all approach) to fabrication of small batches that are not all the same (Aquino et al., 139 

2018; Awad et al., 2018; Chandekar et al., 2019; Fastø et al., 2019; Goole and Amighi, 2016; 140 

Goyanes et al., 2017; Kjar and Huang, 2019; Liang et al., 2019). Indeed, 3D printing would enable: 141 

i) personalization of the amount of active ingredient in a drug product, ii) achievement of high drug 142 

loads, iii) co-administration of drugs in the same dosage form, iv) avoidance of the use of specific 143 

excipients in cases of intolerance, v) modulation of the release kinetics of drugs, and vi) definition 144 

of the flavor and other aspects of drug products in order to improve patient compliance, for instance 145 

favoring swallowability, especially from a psychological point of view. Adjustments and 146 

modifications needed would be made possible by real-time changes in the digital models of 147 
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products and process parameters (e.g., number of shells, infill percentage, layer overlap), as 148 

discussed extensively in the recent literature (Trenfield et al., 2018a, b, 2019; Joo et al., 2020; 149 

Norman et al., 2017; Zema et al., 2017). A new and exciting possibility with AM is the 150 

manufacturing of medicines on demand and at the point of care, thus removing the need for long-151 

term storage and stability studies. In addition, 3D printing can easily be adapted to fulfill the need 152 

for continuous manufacturing, taking advantage of the limited space required to set up a production 153 

facility (Cunha-Filho et al., 2017; Desai et al., 2017; Mascia et al., 2013; Melocchi et al., 2015a; 154 

Puri et al., 2017; Zhang et al., 2017a). In this respect, it may be possible to implement an innovative 155 

AM-based approach to larger-scale production. 156 

The availability of customized drug products not only would decrease healthcare system expenses 157 

associated with side effects and hospitalization, but it also may be of utmost importance for patients 158 

with special needs (Norman et al., 2017; Hsiao et al., 2018). These patients include, in particular, 159 

those affected by rare diseases, children, the elderly, the poor or the high metabolizers, individuals 160 

with illnesses affecting elimination organs and people taking multiple medicines. Indeed, 161 

concomitant use of numerous prescription drugs, or polypharmacy, has largely increased in recent 162 

years.  Combination products, in addition to enhancing patient adherence, also have the potential to 163 

extend patency on the drugs involved and improve cost-effectiveness by creating a single product 164 

pipeline. This would reduce the costs associated with packaging, prescribing and dispensing. 165 

Moreover, the use of 3D printing can also facilitate the formulation of molecules that may interact 166 

by separating them into different compartments within the same product. 167 

Finally, 3D printing may become an effective tool in the near future for developing telemedicine 168 

(Araújo et al., 2019; Johnson and Brownlee, 2018; Wang and Kricka, 2018; Wen, 2017). This is 169 

defined as the remote delivery of healthcare services (i.e., consultation, diagnosis, intervention, 170 

monitoring and education) by taking advantage of communication technologies whenever 171 

physicians and patients are not physically close. Telemedicine could advantageously be integrated 172 

with other technological advancements, such as smart health monitors, mobile applications and 173 



8 

cloud-based computing, which would allow physicians to evaluate patient health in real-time and to 174 

collect any data about modifications of the status quo. Telemedicine could also provide a tool to 175 

enable the adjustment of the pharmacological treatment when needed. In this respect, an FDM 176 

printer, supplied with the necessary raw materials and remotely controlled, may become a crucial 177 

element in making home therapy possible. 178 

Despite the great potential for 3D printing to change current treatment strategies, only one 3D-179 

printed drug product is on the market, which was registered after years of research aimed at making 180 

the technology suitable for mass manufacturing. In fact, Spritam, was approved by the U.S. Food 181 

and Drug Administration (FDA) in 2015 only. It was manufactured by the binder jetting technology 182 

proposed in the late 1980s in the labs of the Massachusetts Institute of Technology and then fully 183 

developed by Aprecia Pharmaceuticals (Alhnan et al., 2016; 184 

https://www.spritam.com/#/hcp/zipdose-technology/what-is-zipdose-technology). Consequently, 185 

Spritam fast-dissolving tablets, with an increasing load of levetiracetam, were approved through a 186 

traditional regulatory pathway (Goole and Amighi, 2016; Boudriau et al., 2016; Preis and Öblom, 187 

2017). Some of the challenges of producing 3D-printed personalized drug products include 188 

difficulties in generating real-world evidence during the new drug development process to support 189 

precision dosing and the application of individualized dosing regimens in clinical practice. 190 

In addition, a specific regulatory framework for assessing the quality and safety of personalized 191 

medicine is lacking. Indeed, the conventional approach of quality assurance would hardly apply in 192 

this respect (Khairuzzaman, 2018). For example, quality controls (e.g., content uniformity, weight 193 

uniformity, dissolution rate) established in traditional manufacturing based on sampling units from 194 

each batch and evaluating them for critical parameters, while retaining at least twice the quantity 195 

necessary to perform all the required tests, would be difficult to apply to personalized products. In 196 

this case, the result would be numerous batches, each consisting of a few units and each differing 197 

from the others. Therefore, new strategies to ensure quality of the starting materials, robustness of 198 

the printing process, and specification of finished product should be developed by the 199 
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pharmaceutical industry and assessed by regulators for suitability. In this context, newly-on-the-200 

market startups involved in the manufacturing of 3D printed products could play a pivotal role 201 

because they benefit from greater flexibility, cutting-edge approaches and an application-specific 202 

focus. 203 

In recent years, the research community has focused their interest on investigating the feasibility of 204 

3D printing in manufacturing a range of customizable dosage forms and drug delivery systems 205 

(DDSs). They considered not only binder jetting, but also extrusion printing, encompassing gel 206 

deposition and fused deposition modeling (FDM), selective laser sintering and stereolithography 207 

techniques. Among those technologies, the last probably was the most challenging, as evidenced by 208 

the limited number of applications proposed in the scientific literature. This could be associated 209 

with the need for using photosensitive polymers to build up the item structure layer by layer. These 210 

polymers need to be cured upon irradiation with UV light, which would hardly fulfill the safety and 211 

quality requirements of drug products. 212 

Based on the analyses of the scientific literature published so far, FDM was found to be the most 213 

studied 3D printing technique (Lamichhane et al., 2019; Gioumouxouzis et al., 2019). Indeed, the 214 

number of research articles increased from fewer than five in 2014 to almost forty in 2019, with a 215 

growth trend confirmed for 2020 and an evident focus on the oral route of administration (Figure 1). 216 

This phenomenon could be explained by the similarity of FDM to other hot processing techniques 217 

already known in the pharmaceutical industry, for example hot melt extrusion (HME), and the 218 

possibility of using thermoplastic polymers commonly employed in the formulation of drug 219 

products (Norman et al., 2017; Thakkar et al., 2020; Zema et al., 2012, 2017). Moreover, the cost-220 

accessibility of desktop FDM equipment and the possibility of modifying it were key factors 221 

favoring its adoption. Analyzing the available scientific literature, in the following sections we 222 

made an effort in this critical overview to highlight all aspects that should be addressed before 223 

implementing FDM in the fabrication of personalized drug products for human use, which could 224 

correspond with the beginning of a new FDM era we named FDM 2.0. Notably, we purposely 225 
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focused solely on the oral route, which allows us to circumvent at least those issues associated with 226 

sterility. 227 

 228 

2. Technology implementation challenges of FDM 229 

The FDM process involves deposition of softened/molten material layers that are fused together in a 230 

controlled pattern to create a 3D object, following its digital model. The material is generally fed 231 

into the FDM equipment in the form of a filament, with defined size and thermo-mechanical 232 

characteristics, fabricated by HME starting from a thermoplastic polymer (Araújo et al., 2019; Aho 233 

et al., 2019; Azad et al., 2020; Long et al., 2017; Palo et al., 2017; Konta et al., 2017; Zema et al., 234 

2017). The filament is then heated in the 3D printer and extruded onto the build plate through the 235 

nozzle. Objects produced by FDM are generally characterized by good mechanical resistance, 236 

except for highly porous structures that may be friable. On the other hand, surface smoothness often 237 

needs to be enhanced eventually through post-processing operations, as the layer deposition pattern 238 

often can be evident and might affect user compliance. Resolution of details also can be an issue, 239 

particularly when these are geometric features critical to the printed item’s performance (e.g,. 240 

thickness of a release-modifying coating layer, overlapping parts of capsule closure). 241 

According to the analyzed literature, FDM was initially investigated for its intrinsic suitability for 242 

low-volume production of traditional orally-administered dosage forms such as tablets, capsules and 243 

matrices). This was translated to the fabrication of personalized medicines (Algahtani et al., 2018; 244 

Awad et al., 2018; Cunha-Filho et al., 2017; Tan et al., 2018). In this respect, the main advantages 245 

of FDM resemble those already identified for other hot-processing techniques, such as the lack of 246 

solvents, which both reduces overall time and cost of the manufacturing process and is beneficial to 247 

product stability (Zema et al., 2017). Moreover, the operating temperatures limit microbial 248 

contamination and promote drug-polymer interaction with the formation of solid dispersions, 249 

possibly leading to better bioavailability of the active pharmaceutical ingredient (API). 250 
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On the other hand, temperatures could impact the drug and excipient chemical stability and the 251 

physical stability of the finished item (e.g., presence of byproducts, shrinkage and warpage 252 

phenomena). In a narrow and more advanced set of applications, FDM also was tested as a rapid 253 

prototyping tool with respect to other processes that are more suitable for mass manufacturing, for 254 

example injection molding (IM) (Melocchi et al., 2015b; Maroni et al., 2017; Shin et al., 2019). 255 

Currently, FDM is undergoing a reevaluation for the fabrication of DDSs with increasing design 256 

complexity (e.g., coated, hollow, pierced, multilayered and with gradient composition) and 257 

performance (e.g., combined-release kinetics, shape memory response), using the same equipment, 258 

possibly in a single production step (Genina et al., 2017; Joo et al., 2020; Matijašić et al., 2019a; 259 

Melocchi et al., 2020a,b). Indeed, this would hardly be achievable by employing other production 260 

methods. In addition, some of the new proposed systems target either novel or uncommon 261 

therapeutic needs (e.g., microneedles for transdermal drug delivery, biodegradable prolonged-262 

release projectiles for administration of contraceptives to wildlife) as well as administration routes 263 

(e.g., topical, vaginal, rectal, intraauricular, intragastric and intravesical) (Fu et al., 2018; Liang et 264 

al., 2018; Lim et al., 2018; Long et al., 2018; Luzuriaga et al., 2018; Melocchi et al., 2019b; Tagami 265 

et al., 2019). 266 

Extemporaneous 3D printing by FDM within pharmacies was initially described in the scientific 267 

literature as a way to make personalized drug products available (Araújo et al., 2019; Jamróz et al., 268 

2018a; Lind et al., 2016; Prasad and Smyth, 2016; Rautamo et al., 2020)]. In this environment, 269 

FDM would increase not only the variety of products that could be prepared (e.g., controlled-release 270 

DDSs), but also their reproducibility, thanks to the intrinsic automation of the 3D printing process. 271 

This approach was proposed as it could in principle take advantage of i) the presence of educated 272 

staff, ii) the already-regulated possibility of preparing extemporaneous medicines tailored to single 273 

patients, and iii) the well-established system for dispensing drug products. However, it could result 274 

in poor quality control for these more complex finished products, in view of the limited 275 

resources/instrumentations available within compounding and hospital pharmacies. 276 
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On the other hand, the chance to decentralize printing infrastructures (i.e., the availability of printers 277 

to fabricate medications at home and in small clinics; these printers would be operated either by the 278 

patients themselves or remotely/in person by healthcare professionals other than pharmacists) might 279 

not be feasible, as it would raise issues not only of quality but also of responsibility (Trenfield et al., 280 

2018a). Currently, such issues can be better addressed in an industrial-like environment, which 281 

generally is characterized by a quality-oriented mindset. By way of example, this results in, the 282 

enforcement of standard operating procedures, the presence of trained and continuously updated 283 

personnel, the possibility of performing an increased number and a wider range of quality control 284 

tests. However, even considering this approach to the production of personalized pharmaceuticals, 285 

concerns about differing social and/or regulatory impact and relevant questions remain that need to 286 

be answered, such as the following (Mirza and Iqbal, 2018; Kaae et al., 2018; Awad et al., 2018; 287 

Preis and Öblom, 2017): 288 

i) Should all patients have access to personalized products, or should they be available only to 289 

people with identified special needs? 290 

ii) If the 3D printing of drug products were to be implemented within a pharmacy, would this 291 

be an optional or a mandatory service? 292 

iii) In the case of at-home printing, what would happen if patients were to unintentionally print 293 

in a wrong way, or if they decided to print too many drug products for selling/abuse 294 

purposes? 295 

iv) How could counterfeiting issues be prevented? 296 

v) Who would be responsible for the finished product quality and its evaluation? 297 

vi) In the case of combination products, how would manufacturers address side effects possibly 298 

related to a combination of multiple active ingredients that either were not previously in the 299 

same product or have been combined, but in different doses? 300 

To find solutions, increasing awareness of these issues among domain experts and establishing 301 

multidisciplinary collaborations will be necessary. 302 
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Quality, regardless of where the personalized product ultimately is manufactured, is of paramount 303 

importance, both from patients’ and operators’ perspectives. In this respect, control of all the 304 

variables involved in the fabrication of drug products by FDM will play a pivotal role (Figure 2). 305 

Indeed, the quality of the final product will depend on the design phase of the dosage form, slicing 306 

parameters, starting materials and software settings, as well as mechanical performance achievable 307 

by the printers and on the environmental conditions at the production site. Based on these 308 

considerations, all abovementioned aspects will be discussed in depth in the following sections. 309 

 310 

2.1. Geometric design of the product 311 

Product design and all iterations needed to fabricate customized medicines should be carried out 312 

through an appropriate computer aided design (CAD) suite enabling the 3D representation of 313 

objects in a file format, which can then be transformed into instructions for the printer (i.e., .stl file) 314 

(Zhang et al., 2018; Heikkinen et al., 2018; Junk and Kuen, 2016). Currently, a large variety of 315 

commercial and non-commercial CAD systems with a range of licensing features and computing 316 

requirements are available. The selection of the CAD software generally is a trade-off between ease 317 

of use (i.e. easy and intuitive operability) and scope of function (i.e., range of available geometric 318 

features and the possibility of modifying them afterwards). Most high-performance CAD systems 319 

also allow simulations, enabling the reduction of prototyping needs and physical testing costs by 320 

identifying and correcting possible issues during the core design phase. Some of these software 321 

suites are tailored for use in specific fields, such as automotive and aerospace (Cicconi et al., 2018; 322 

Hirz et al., 2017). However, users need to complete comprehensive training and accumulate years 323 

of experience before being able to fully benefit from and master all of the functionalities (Chester, 324 

2007; Ye et al., 2004). Actual printing then requires a .stl file, generally written in a binary format, 325 

which specifies the x, y and z coordinates of the vertices of the triangular elements adapted to 326 

approximate the surface of the object in the so-called tessellation process (Adhikary and 327 
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Gurumoorthy, 2018; Leong et al., 1996a,b; Liu et al., 2009; Livesu et al., 2017; Ma et al., 2001; 328 

Manmadhachary et al., 2016; Rypl and Bittnar, 2006). Notably, the more detailed and complex the 329 

digital model, and the higher the accuracy sought for fabrication, the more triangular elements the 330 

program will use to create its representation. The main advantages associated with the .stl file are its 331 

simplicity and independence from the 3D software and the AM process employed. For many 332 

shapes, this file format can provide an effective and accurate model. 333 

This approach, however, is very limited in the functionality it supports. For example, duplicating 334 

vertices and edges results in a high degree of redundancy. In the case of electronic models with 335 

smooth curves, thousands of triangles may be required to represent the shapes with sufficient 336 

accuracy/precision. Moreover, complex geometries, as for example pierced or encompassing hollow 337 

parts, often have led to defective .stl files that are time-consuming to fix. Similarly, the tessellation 338 

process can be challenging, leading to the formation of gaps and holes in the cross-sections of the 339 

model, which impair the deposition of continuous layers. Many repair tools have been developed to 340 

improve the generation of .stl files and reduce errors, although their use always entails a trial-and-341 

error approach. 342 

Finally, the file encoding the entire surface geometry of the object is processed by slicer software to 343 

convert the model into a series of thin layers and produce the associated G-code, i.e., a series of 344 

instructions written in a numerical control programming language that should, in principle, be 345 

tailored to a specific printer (Leong et al., 1996a,b). Indeed, the FDM equipment follows the G-code 346 

to fabricate successive layers of material and additively build the item through a series of cross-347 

sections from the CAD model. Currently, a variety of available slicing tools, both open-source and 348 

proprietary, are available. Evaluating their advantages and disadvantages when used with specific 349 

equipment and materials is ongoing in the desktop 3D printing community. Such an approach also 350 

would be worth implementing in the pharmaceutical field, considering the possible impact of the 351 

thermomechanical characteristics of the formulation on the selection of slicing parameters. 352 

 353 
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2.2 FDM equipment 354 

FDM printers, like any other machine used in pharmaceutical manufacturing, should comply with 355 

current good manufacturing practices (cGMP) 356 

(https://www.accessdata.fda.gov/scripts/cdrh/cfdocs/cfcfr/CFRSearch.cfm?CFRPart=211). Indeed, 357 

as per CFR 21 Part 211 Section 211.63 “equipment used in the manufacturing, processing, packing, 358 

or holding of a drug product shall be of appropriate design, adequate size, and suitably located to 359 

facilitate operations for its intended use and for its cleaning and maintenance.” Moreover, these 360 

machines should be built so that the surfaces that contact components, in-process materials, or 361 

finished products should not be reactive, additive or absorptive so as to alter the safety, identity, 362 

strength, quality or purity of the drug product beyond the official or other established requirements. 363 

Currently, commercially available 3D printers, which generally are those used in research 364 

applications, hardly meet the cGMP regulations, and thus may render the 3D printed drug products 365 

unsafe for human consumption. Consequently, a limited number of publications have focused on 366 

the in vivo performance of 3D printed medicines, mainly on those orally administered (Arafat et al., 367 

2018; Charoenying et al., 2020; Genina et al., 2017; Goyanes et al., 2018; Scoutaris et al., 2018; 368 

Shin et al., 2019). To overcome such limitations, preliminary attempts to attain equipment 369 

compliance recently have been described (Araújo et al., 2019; 370 

https://www.fabrx.co.uk/technologies/?utm_term=0_13f427b78b-78b91812b1-41694769; Melocchi 371 

et al., 2018). Many involved with 3D printing of medicines are still developing their knowledge 372 

base on this topic. Most manufacturers that currently design and build 3D printers have relatively 373 

limited experience in pharmaceutical manufacturing and need to deepen their knowledge of specific 374 

strategies in this area (Lamichhane et al., 2019)]. Collaboration among engineers with different 375 

backgrounds, overseen by regulators, could be helpful in this regard. 376 

The quality of a final product depends not only on the printing settings but also on the ability of the 377 

printer to execute them consistently so that both software and hardware play pivotal roles (Livesu et 378 

al., 2017; Feuerbach et al., 2018; Roberson et al., 2013; Šljivic et al., 2019). As was mentioned 379 
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previously, slicers are responsible for the conversion of the electronic model of the object into 380 

elaborated G-code, which serves as instructions for the printer. The latest software suites have setup 381 

configurations dedicated to specific printers and can manage many parameters independently, 382 

enabling the tuning of many details of the printing process in a way that determines the printing 383 

time and the quality of the finished product. Validation of the software per the Part 11 and 21 CFR 384 

211.68 would also be key components of meeting the CGMPs requirements 385 

(https://www.accessdata.fda.gov/scripts/cdrh/cfdocs/cfcfr/CFRSearch.cfm?fr=211.68; 386 

https://www.fda.gov/media/75414/download). Although developing new slicer software could make 387 

it possible to precisely set an even larger variety of parameters, the real limiting step is in the ability 388 

of the hardware to precisely execute the settings. In fact, the construction materials, the geometry of 389 

different parts and their assembly (including engineering design and tolerance stacks), are 390 

responsible for the precision of the response of the FDM machines to software commands. In this 391 

respect, there are important differences between printers specifically developed for industrial 392 

production and desktop printers for customer use. The former initially were developed in the field 393 

of plastics manufacturing as a powerful alternative to IM presses, enabling the fabrication of 394 

complicated geometries while maintaining repeatable quality. For these reasons, they were designed 395 

from scratch to guarantee a certain level of performance, mainly working with high-quality 396 

materials and proprietary closed-source software. These characteristics are impediments to the 397 

operator’s ability to make adjustment and also make the equipment very expensive and strictly 398 

related to specific applications, both in terms of materials employed and its scope of use. 399 

As a result of these limitations, desktop FDM printers have drawn a lot of interest. They were 400 

derived from the industrial printers by simplifying both the hardware; for instance, in their structure, 401 

materials and the internal electronics, with the main objective of making them much more 402 

economical. Simplification of the hardware, however, caused a loss of mechanical performance, 403 

decreasing the tolerances and lowering the resolution of the objects printed. Initially, such a 404 

reduction in the FDM outcome was not considered a big limitation by the consumer community 405 
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compared to the possibility of making the technology more affordable, and thus available to a wider 406 

variety of users. Indeed, the cost reduction played a key role in the widespread adoption of FDM 407 

technology, encouraging consumers to also be developers of new materials and products, including 408 

pharmaceuticals. Notably, the growing interest in personalized medicine, coupled with the low cost 409 

of desktop equipment, created fertile ground for the realization of FDM’s potential. However, after 410 

a promising initial exploration phase, the limitations became more evident. In this respect, the main 411 

issues were associated with the degree of resolution and with the reproducibility of the printing 412 

process itself. 413 

The requirements for final products are currently pushing standard desktop printers to their limits, 414 

demonstrating the drawbacks of the cheaper equipment in meeting the needs of pharmaceutical 415 

manufacturing. In fact, when dealing with DDSs, tolerances of tenths/hundreds of microns become 416 

crucial to product performance over time (Melocchi et al., 2020a). Some important restrictions need 417 

to be addressed in view of the low-budget printer hardware’s poor mechanical precision; for 418 

instance, by identifying their true achievement potential for a piece of equipment, i.e., the ratio of a 419 

nominal software setting to the real output value. Table 1 is a matrix of the core parts of commercial 420 

desktop FDM equipment, analyzing their features, issues and possible improvements/insights. 421 

 422 



18 

Table 1: Function, features, issues and possible improvements/insights relevant to core parts of the FDM equipment currently in use. 423 

 FUNCTION FEATURES ISSUES IMPROVEMENTS/INSIGHTS 

C
H

A
S

S
IS

 

- Holds the equipment 

- Determines the shape of the 

printing chamber 

- Locates the electric motors and 

control electronics 

- Acts as a guide for all the moving 

parts 

- Consists of extruded bars of round 

section made of basic steel (balance 

between cost, resistance, straightness 

and weight) 

Equipment examples: makerbot 

replicator ii, prusa i3, duplicator i3, 

ultimaker 

- Comprises coupling parts with high 

tolerances  

Equipment examples: Makerbot 

replicator II (e.g. The building plate 

position is set manually by screws 

and springs) 

- Vibrations, deflections and oscillations during 

the nozzle/printing head movements 

- Unstable printing conditions due to absence of 

isolation from the external environment  

- Using more rigid and expensive material 

(e.g. Grounded tempered steel) 

- Implementing an isolated, heated and 

closed chamber to stabilize the 

conditions of the printing area 

Equipment examples: Kloner twin, 

Davinci series 

M
O

V
IN

G
 P

A
R

T
S

 

- Stepper motors connected to a 

single endless screw for the 

movement in the z axis 

- Stepper motors connected to 

pulley-belt transmission for the 

movement on x and y axes 

Equipment examples: Ninjabot, 

Zmorph, UP plus, Makerbot 

replicator 

 

OR 

 

- Stepper motors connected to belts 

and brackets for the movement on 

x, y and z axes 

Equipment examples: Kloner twin, 

Delta wasp 

- Rigidity and straightness 

- Presence of intermediate parts 

- Mechanical connections to 

convert force in the actual x- and 

y-axis translation (belt-mediated 

transmission) 

- A single mechanical connection 

coupling moving parts to only one 

end of the endless screw 

Equipment examples: Printrbot 

simple metal, Lulzbot taz 

 

- High tolerances in coupling between 

transmission components and loose 

connections 

- Deviations between the pulling value given by 

the code and the actual movement of the parts  

- Oscillations 

- Non-linear loss of force in the translation of 

the endless screw movement 

- Uncontrolled cooling of the material due to 

ventilation phenomena 

- Unreleased tensile forces inside the 

printed object, leading to shrinking, 

cracking, deflection, fragility, layer 

detaching and mismatch with designed 

dimensions 

- Improving assembly including tighter 

tolerances 

- Reducing number of intermediate parts 

- Using double joints on the two ends of 

the endless screw 

- Using backlash for the mechanical 

connection between the screw and the 

arm 

- Limiting as much as possible the 

reciprocal motion of the parts 

- Implementing an isolated, heated and 

closed chamber to stabilize the 

conditions of the printing area 
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E
L

E
C

T
R

O
N

IC
S

 
- Regulate movements and 

temperature 

- Low-performance and low-budget 

electronics 

- Instability in temperature control 

- Oscillation in positioning of the moving 

elements 

- Increasing processor computing power 
P

R
IN

T
IN

G
 H

E
A

D
 

- Extrusion of the material 

 

- Composed of: 

- Heating block, containing thermal 

resistor for increasing the 

temperature and thermocouple for 

temperature control; 

- Nozzle, i.e. A metallic channel 

composed of 

- A steel or aluminum cold end, 

where the filament is gripped 

by a gear placed on a motor and 

is pulled down in the hot end 

- An aluminum or brass hot end 

directly in touch with the 

heating block, allowing the 

thermal exchange needed to 

soften/melt the material and the 

relevant extrusion through a 

calibrated orifice 

- Parts made of different materials and 

adapted from existing components 

coming from other fields (e.g. brass 

nozzles are those used in gas plants) 

- Gears with limited ability to generate pressure 

and to force the material through the nozzle  

- Variable and uncontrollable thermal exchange 

- Stability issues (e.g. Depolymerization, 

carbonization, degradation) 

- Inadequate melting of the material in the 

hot end with relevant clogging of the 

nozzle 

- Softening of the material in the cold end 

leading to filament erosion or sticking to 

the gear, thus compromising the control of 

the amount of extruded material 

 

- Using custom-designed parts 

- Using compatible materials (in terms of 

thermal exchange) for interconnected 

parts 

- Improving the feeding mechanism to 

allow the generation of greater pressures 

 424 

 425 
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As we discuss more extensively in the next section, attempts to overcome limitations encountered in 426 

the FDM process generally were made by tuning material behavior to adapt to the printer setup 427 

instead of empowering the machinery. However, some attempts to use already well-known 428 

technologies like piston-based extruders and auger conveyors have been proposed to move FDM 429 

printers beyond filament-based processes (Figure 3a, b) (Fanous et al., 2020; Goyanes et al., 2019; 430 

Musazzi et al., 2018; Ong et al., 2020) . This would enable the machines not only to overcome 431 

specific issues related to raw materials, but also to avoid one of the two hot-processing steps 432 

required by current FDM printers, removing at least the need for filament production. In particular, 433 

the power and robustness of the abovementioned setups might be rapidly adapted to 3D printing 434 

hardware, allowing operators to feed the machine with many grades of raw material, in the form 435 

either of granules/pellets or powders (Guo et al., 2019). Although skipping the use of filaments 436 

represents a significant improvement, in most reviewed cases this was still achieved with custom 437 

adjustments to commercial printers. On the other hand, when dealing with pharmaceutical 438 

processes, many further improvements are required: for instance, the ability of the device to 439 

effectively mix, plasticate and achieve steady flow of the homogeneous melt through the nozzle. In 440 

this respect, few researchers have investigated the use of more expensive industrial FDM 441 

equipment, comparing the characteristics of the final products with those obtained by other mass 442 

manufacturing processes, such as IM (Welsh et al., 2019). The Freeformer equipment employed is 443 

derived from the IM technology traditionally used in the plastics industry to process polymeric 444 

granules/pellets (https://www.arburg.com/products-and-services/additive-manufacturing/; Ceskova 445 

and Lenfeld, 2018). It was initially implemented with separate material preparation units and other 446 

specific tools for the fabrication of medical devices in agreement with ISO 13485 standards. The 447 

Freeformer, based on a droplet deposition modeling technique, can operate at temperatures and 448 

pressures greater than 300 °C and 400 bar, respectively, being particularly suitable for viscous melts 449 

(Figure 3c). It is equipped with servo motors and a never-ending screw for material preparation, 450 

precise linear axes for the micrometer positioning of the part carrier, and a closed air/ventilation 451 
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system for ensuring uniform temperature control in the heated build chamber. One of its main 452 

differentiation elements from desktop FDM printers is the presence of a piezo controlled nozzle to 453 

finely control the flow of material as a continuous strand of droplets. As each layer would be 454 

composed of a number of these droplets, a higher level of control of shape and morphology as well 455 

as density - impacting overall performance of the printed drug product - would be assured. With 456 

freedom in adjusting slicing and process parameters an undeniable advantage of new FDM printers, 457 

the Freeformer software was designed as an open system in which the user can fine-tune the 458 

conditions to different formulations. Moreover, the extruder assembly can be disassembled for 459 

cleaning, and all the parts in contact with the in-process material can be changed. In this respect, it 460 

should be stressed that the central problem is still that actual FDM equipment available on the 461 

market is generally very far from being standardized for fabricating medicines. Indeed, it lacks 462 

many industrial-grade requirements, due to the absence of: i) a printing environment well isolated 463 

from either the external environment or contaminants, such as lubricants and oils coming from the 464 

moving parts; ii) the entire assembly made of compliant materials and designed to be safely 465 

disassembled for cleaning and maintenance, including parts dedicated to the processing of specific 466 

materials; iii) the evaluation of any possible contaminants released during a single process and 467 

along the entire life of the machine; and iv) standards of process-process and printer-printer 468 

reproducibility. 469 

 470 

2.3 Raw materials 471 

A strict control on the characteristics of raw materials may be applied to ensure the quality of the 472 

FDM process and the safety of the printed products (Awad et al., 2018; Joo et al., 2020; Jain et al., 473 

2018). With FDM 3D printing, the most common form for raw materials is currently represented by 474 

filaments prepared by HME. Depending on the intended use, filaments may be formulated starting 475 

from a thermoplastic polymer either adding only processing adjuvants and release modifiers, or also 476 
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drugs (Hsiao et al., 2018; Melocchi et al., 2016). While in the latter case monolithic dosage forms 477 

(either having immediate or modified release performance) would be printed, in the former case, 478 

shells, coatings or separating structures may be fabricated to be combined with drug-containing 479 

parts. 480 

Initially, researchers resorted to polymeric filaments already available on the market, loading the 481 

active ingredients from solutions by soaking or by re-extrusion (Goyanes et al. 2014, 2015a, b, c; 482 

Saviano et al., 2019; Skowyra et al., 2015). However, the main drawbacks of the former process were 483 

the limited drug loading (< 2%), swelling of the filament during immersion, and shrinkage after 484 

drying. Re-extrusion instead enabled incorporation of relatively higher amounts of drug. Moreover, 485 

resorting to re-extrusion enabled the preparation of solid dispersions with an improvement in the 486 

dissolution rate of poorly soluble drugs (Jamróz et al., 2018b; Sandler et al., 2014; Solanki et al., 487 

2018). Subsequently, the research focus shifted on evaluating the possibility of preparing filaments 488 

by HME starting from pharmaceutical-grade polymers (Alhijjaj et al., 2015; Genina et al., 2016; 489 

Holländer et al., 2016; Melocchi et al., 2016). In the frits attempts, simple equipment was tested, for 490 

instance, machinery that allow the recycling of plastics (e.g., Filabot). Afterwards, more 491 

sophisticated single- and twin-screw extruders (e.g., HAAKE MiniLab and Process 11 parallel 492 

twin-screw extruder by Thermo Scientific) were evaluated. 493 

The feeding material (i.e. the thermoplastic polymer-based formulation undergoing HME) is of 494 

primary importance; as a matter of fact, the need for pharmaceutical-grade ingredients greatly limits 495 

the type of polymers that can be used. Even when thermoplastic polymers approved for 496 

pharmaceutical use can be identified as suitable candidates, a further requirement comes from the 497 

need for the material to flow through the printer nozzle at temperatures that will not cause the 498 

degradation of any of the components, i.e., the polymer, the API and other excipients (Aho et al., 499 

2019; https://www.fabrx.co.uk/technologies/?utm_term=0_13f427b78b-78b91812b1-41694769) 500 

[84,130]. This often requires the addition of plasticizers, capable of decreasing the viscosity of the 501 

raw materials and making them printable at suitably low temperatures (Kempin et al., 2018; 502 
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Kollamaram et al., 2018; Pereira et al., 2019; Pietrzak et al., 2018). Indeed, the plasticizer reduces 503 

the process temperature of the polymer in use and also acts as a softener for the solid filament. This, 504 

however, may impair the feeding of the filament into the nozzle of the FDM printer. Therefore, a 505 

trade-off between the reduction in melt viscosity at printing temperature and the maintenance of 506 

stiffness of the solid filament at feeding - typically room-temperature - is always needed. Besides 507 

the need to check that the composition of the filament is homogeneous (particularly when 508 

containing a drug either dissolved or suspended), the material itself must fulfill several contrasting 509 

requirements to ensure printability as well as quality and safety of the final product (Aho et al., 510 

2019). For example, after deposition from the printer nozzle, the material must solidify fast enough 511 

to sustain the weight of upcoming layers but slow enough to allow interdiffusion between adjacent 512 

layers, thus ensuring cohesion and structural integrity of the printed product. These opposite 513 

requirements are associated with the polymer’s thermal behavior and diffusivity, respectively, with 514 

the latter ultimately correlated to its melt-viscosity. In this respect, Table 2 lists the most important 515 

requirements for each phase of the FDM process and the actions to be taken to fulfill them, along 516 

with the material/filament properties involved. Specific methods proposed in the literature for their 517 

characterization are also reported. 518 
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Table 2: FDM process requirements, relevant material/filament properties and characterization methods. 519 

FDM PHASE REQUIREMENT PROPERTY CHARACTERIZATION METHODS 

Filament supply The filament must be spooled in order 

to be supplied to the printing facility 

Mechanical: 

- Limited stiffness (limited Young Modulus) 

- High strength (high stress and strain at yielding/fracture) 

- Tensile tests 

- Bending tests 

Feeding and nozzle 

extrusion 
The filament must be pushed into the heating chamber 

- Without breaking within the 

feeding gears 

Mechanical: 

- High strength (high stress and strain at fracture) 

- Tensile tests 

- Bending tests 

- Ad hoc tests (e.g. Repka-Zhang test)  

- Without slippage within the 

feeding gears 

Mechanical: 

- Adequate resistance to yielding to compression (high yield 

stress) / hardness 

- Compression tests 

- Bending tests 

- Hardness tests 

- Without breaking after the 

feeding gears and in the nozzle 

Mechanical / rheological: 

- Adequate buckling resistance (e.g. Venkataraman criterion) 

- Tensile tests 

- Rotational/capillary rheometry 

- Without excessive deformation 

between the feeding gears and the 

nozzle 

Mechanical: 

- Limited dependence of young modulus on temperature 

- Dynamic mechanical analysis 

Thermal: 

- Limited thermal conductivity/diffusivity 

- Thermal analysis (Laser flash method) 

The material must flow 

- Through the nozzle Rheological: 

- Adequate viscosity  

- Melt flow index 

- Rotational/capillary rheometry 

- At a controlled rate Dimensional: 

- Circular filament cross section 

- Constant filament diameter 

- X and y axes laser measurements, e.g. 

Ovalization 

- Without degradation Thermal/chemical: 

- Degradation temperature higher than process temperature 

- Thermogravimetry 

- Without instability Rheological - Capillary rheometry 

Layer by layer 

deposition / 

solidification 

Deposited layers 

- Must have the desired size Rheological: 

- Adequate extensional viscosity 

- Extensional rheometry 

-  Must weld to each other Physical/rheological: 

- Adequate macromolecule interdiffusion 

- Rotational rheometry (as indirect method) 

- Must keep their shape Mechanical: 

- Limited dependence of young modulus on temperature 
- Dynamic mechanical analysis 

Thermal: 

- Adequate thermal conductivity/ diffusivity 
- Thermal analysis (Laser flash method) 
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Thermal characterization was generally carried out through standard techniques, such as 520 

thermogravimetry to inspect material degradation behavior, differential scanning calorimetry to 521 

determine the thermal behavior and transition temperatures of the material, and to investigate any 522 

modification in the glassy/crystalline phase of the API, if present (Alhijjaj et al., 2016; Korte and 523 

Quodbach, 2018; Öblom et al., 2019; Sadia et al., 2016). Moreover, the solid-state characterization 524 

of active ingredients also was investigated by spectroscopic techniques (e.g., x-rays and infrared 525 

spectroscopy). Rheological characterization was performed by standard methods, such as melt-flow 526 

index determination, to get a first indication of material printability; and rotational or capillary 527 

rheometry when more accurate data were needed, also in view of the modeling of the FDM process 528 

(Aho et al., 2015, 2017; Baldi et al., 2014, 2017; Casati et al., 2018; Matijašić et al., 2019; Sadia et 529 

al., 2016). A strict control over the filament diameter and shape is needed, as dimensional 530 

fluctuations cause changes in the flow of material through the nozzle and subsequent potential 531 

nonconformities in printed part dimensions and drug content. As for the evaluation of mechanical 532 

performance, no well-established protocol is available yet. According to recent literature, filaments 533 

were characterized in terms of mechanical and surface properties, for example stiffness, brittleness, 534 

roughness, using commercially available polylactic acid filament as a reference. In parallel, the 535 

suitability of custom-made filaments for loading into commercial 3D printers was only qualitatively 536 

evaluated by identifying possible issues that could arise during the process: breakup, wrapping 537 

around the loading gears and loading process robustness. Manual adjustment of the equipment 538 

configuration (e.g., the compression force applied by the gears) together with changes in the 539 

filament formulation (e.g., variation in the amount of plasticizer, addition of reinforcement and 540 

blending of different polymers) were shown as alternatives to achieve effective loading (Alhijjaj et 541 

al., 2016; Melocchi et al., 2016; Solanki et al., 2018). More specifically, the main methods 542 

described for characterizing the mechanical properties of filaments span from standard tensile or 543 

flexural testing to dedicated procedures, such as the Repka-Zhang tests, the combination of dynamic 544 

mechanical analysis and tensile tests, as well as various hardness measurements (Aho et al., 2019; 545 
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Fuenmayor et al., 2018; Nasereddin et al., 2018; Palekar et al., 2019; Yang et al., 2018; Zhang et al., 546 

2017a, 2019). 547 

The information provided by these tests, however, is not enough to predict printability and cannot 548 

be used to completely set up or fully control the printing process. Conversely, investigating the 549 

characteristic behavior (stress-strain) of the material should be carried out by standard techniques to 550 

determine its intrinsic mechanical properties, such as the elastic modulus. At a minimum, these 551 

properties can be taken into account to determine the printability of a material by comparison with 552 

the reference standard. In more refined setups, these properties could be exploited to design the 553 

printing process, taking advantage of purposely built mathematical models. Finally, regarding the 554 

definition of reference values for each of the properties highlighted here, the main challenge is 555 

represented by the strong and complex correlations between material properties, printer features 556 

(e.g., nozzle dimensions and shape, feeding system) and process parameters (e.g., feeding rate, 557 

nozzle temperature, relative speed between nozzle and tray). Only in a few cases was it possible to 558 

identify material attributes that are independent from the printing parameters, such as those 559 

proposed by Venkataraman and colleagues to predict filament buckling in the printer nozzle 560 

(Venkataraman et al., 2006). 561 

Besides the difficulties and questions raised by the need for a rigorous characterization of the 562 

filament, its use in most FDM equipment poses a fundamental issue related to the presence of a 563 

double heating cycle to the material, first in the filament production by HME and then in its 564 

deposition by the printer. In fact, even when working with pharmaceutical-grade excipients, the 565 

stability of the intermediate and final products should be verified. Moreover, the second heating 566 

step raises issues associated with the homogeneity of the molten formulation, especially when a 567 

high load of immiscible phase in the melt is involved, impacting the uniform composition of the 568 

final drug product. In addition, the configuration of the printer hardware that regulated the feeding 569 

rate of the filaments exhibits a limited ability to generate pressure and to force the material through 570 

the nozzle, narrowing the number of polymers that can be processed. In this respect, printing relying 571 
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on piston, auger and Freeformer technology have very recently been tested in order to avoid the 572 

need for manufacturing an intermediate product, as was discussed previously. 573 

 574 

2.4 Controls 575 

For fabrication of personalized medicines by FDM 3D printing, non-destructive, real-time 576 

measurements of the critical quality attributes is a promising strategy for reducing the costs 577 

associated with testing while ensuring product quality (Trenfield et al., 2018a,b; Radhakrishnan et 578 

al., 2020; Preis and Öblom, 2017; Sandler et al., 2014; Edinger et al., 2018a; 579 

https://www.usp.org/sites/default/files/usp/document/our-work/research-innovation/research-580 

innovation-3d-printing-drug-products.PDF;  Markl et al., 2018). In this respect, the quality by design 581 

(QbD) approach is an essential reference (Chandekar et al., 2019; Aucamp and Milne, 2019; 582 

Grangeia et al., 2020; Mishra et al., 2018; Yu et al., 2014; Warsi et al., 2018). Its goal is to 583 

continuously deliver products with consistent performance by creating a control strategy to 584 

guarantee that all sources of process variability are identified, well understood and managed. Risk 585 

mitigation may be attained by fostering identification of the critical process parameters (CPPs), 586 

which potentially can impact the final product quality (i.e., critical quality attributes, CQAs) as well 587 

as its safety, and how these parameters interact with each other. However, such in depth-588 

understanding is yet to be fully attained. CPPs might include printing orientation, layer height, 589 

nozzle size, raw material feeding rate, printing speed, nozzle and build plate temperatures, fan speed 590 

and relevant variability during the process. Moreover, the characteristics of the starting material 591 

should be controlled within specific limits, as discussed before. 592 

Such an approach aimed at the optimization of FDM is being pursued in other fields, as it was 593 

recognized as critical to improving the overall quality of the printed objects, mostly in terms of 594 

aspect, mechanical resistance and sealing between layers (Bähr and Westkämper, 2018; Carlier et 595 

al., 2019; Gordeev et al., 2018; Martinez-Marquez et al., 2018; Mohamed et al., 2015; Sood et al., 596 

2009). For example, a study evaluated the possibility of using a custom-made sensor (i.e., a rotation 597 
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encoder driven by the movement of the filament) to detect the advancement of the filament in the 598 

extruder of any FDM printer (Soriano Heras et al., 2018). By checking the encoder rotation 599 

repeatedly, control software could determine if the filament is going forward at the desired rate. If 600 

no progress is detected, the equipment will stop, allowing the operator to intervene in a timely 601 

manner without having to discard the part. This approach, by providing feedback control on the 602 

amount of input filament, would also allow for the adjustment of extrusion speed if the measured 603 

value does not match the desired one. 604 

A few preliminary studies also can be found in the scientific literature relevant to the fabrication of 605 

dosage forms/DDSs (Alhijjaj et al., 2019; Gioumouxouzis et al., 2017; Markl et al., 2018; Palekar et 606 

al., 2019; Smith et al., 2018a, b). However, in these first attempts only a limited number of 607 

operating conditions were taken into account, while numerous processing variables - most of them 608 

with intrinsic dependence on each other - still need further investigation. These variables include 609 

release performance, aspect, density, porosity, friability, fragility and presence of contaminants, 610 

such as heavy metals, microbiological and byproducts. In addition, future studies should analyze the 611 

reproducibility of the printing process, not only for a single print but for all the products belonging 612 

to a single batch. 613 

In order to guarantee batch-to-batch uniformity and accelerate the final batch release, the integration 614 

of analytical techniques generally used in quality control laboratories into the printers would be 615 

highly beneficial (Aucamp and Milne, 2019; Edinger et al., 2018a; Goyantes et al., 2018; Khorasani 616 

et al., 2016; Lamichhane et al., 2019; Markl et al., 2017; Robles-Martinez et al., 2019; Scoutaris et 617 

al., 2018; Smith et al., 2018a; Trenfield et al., 2018c, 2020).This approach, already tested in 618 

continuous manufacturing processes, can be enabled by process analytical technologies (PAT) such 619 

as optical measurements and spectroscopic tools (e.g., different infrared spectroscopy techniques 620 

such as FTIR and NIR, X-ray, Raman) (Trenfield et al., 2018a; Rahman et al., 2018). Indeed, the 621 

latter has already been demonstrated to be suitable for real-time monitoring of various critical 622 

quality attributes, such as mass uniformity, moisture content, polymorphism, purity, air entrapment, 623 
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size, drug content, hardness and disintegration time. Temperature and image sensors, ultrasound, 624 

hyperspectral imaging and lasers also could be implemented in on-line measurement of melting 625 

temperature, individual layer thickness and product geometry. For example, image analysis would 626 

enable operators to obtain multiple views of a product during fabrication so it could be compared 627 

with a virtual model to rule out any possible deviations. Thermal imaging could provide insight into 628 

polymeric material interfaces, providing a tool to predict thermomechanical properties of the final 629 

product and give early warning of potential degradation. Terahertz pulsed imaging would yield data 630 

on the microstructure of the printed products. Mathematical models also could be built from the 631 

collected data in order to predict the quality attributes of the systems under fabrication, such as 632 

assay, dissolution and impurities, to enable the release of a batch without conventional analytical 633 

testing (Aho et al., 2019). 634 

Indeed, the attainment of a personalized drug product might be considered an inverse problem, 635 

since its characteristics (e.g., combination of active molecules, release profiles, mechanical 636 

properties) are predetermined in view of the needs of specific patients, and the task is to establish 637 

which parameters (e.g., infill, number of shells, starting materials, product geometry) would assure 638 

quality of the printed products (Novák et al., 2018). The concept of finding the solution to an 639 

inverse problem, taking advantage of well-known correlations between operating parameters and 640 

outputs is a common strategy in many fields of product development. Obviously, before being able 641 

to enforce such mathematical models based on reliable correlations (of a deterministic or statistical 642 

nature), they need to be developed, optimized and validated. The availability of a significant 643 

amount of data collected during 3D printing prototyping campaigns and small-series production 644 

runs could help in building models with machine learning algorithms. The models could then be 645 

refined as more data are collected in larger-scale production campaigns. Highlighting the 646 

importance of this approach, a few research studies very recently began to focus on this topic, for 647 

instance, with the goal of generating a library of critical quality attributes. This library could be 648 

attained by following specific modifications of already identified critical 3D printing parameters, 649 
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including those relevant to the design step (Korte and Quodbach, 2018; Markl et al., 2017, 2018; 650 

Smith et al., 2018a,b; Solanki et al., 2018). 651 

Notably, development of software able to create and store suitable digital models of specific items, 652 

set operating parameters and capture, manage and save resulting data and all other information 653 

associated with production records in a dedicated cloud-based system, would be equally important 654 

(Gioumouxouzis et al., 2019; Khatri et al., 2018). At the same time, such software has to be 655 

protected from undesired external access, as it would contain sensitive metadata. Moreover, it might 656 

be proprietary and developed to work with specific printers, thus increasing the security 657 

requirements, but also limiting sharing and accessibility. This software would also create a 658 

paperless quality control system, which is essential. For example, one could study the feasibility of 659 

QR codes to be verified by smart devices equipped with barcode scanners to enable the tracing of 660 

different batches, avoiding mix-ups. Recently, this strategy has also been applied to the fabrication 661 

of monolithic systems on top of which traceability codes were printed by inkjet printing (Edinger et 662 

al., 2018b; Trenfield et al., 2019b). 663 

Software should be checked at pre-established time intervals, to prevent any possible cyber risk 664 

(Gioumouxouzis et al., 2019; Khairuzzaman, 2018; Souto et al., 2019). Moreover, issues involving 665 

liability, intellectual property and data protection (e.g., digital model, profiles containing the 666 

operating parameters, patient data) would need to be addressed to protect manufacturers, operators 667 

and end-users. 668 

Appropriate procedures need to be developed, especially regarding batch acceptance/rejection. 669 

These would benefit from mathematical models built starting from PAT data. Employees should be 670 

trained not only on the hardware (e.g., on how to operate, clean and maintain the printer and solve 671 

possible issues or deviations), but also on the software. 672 

 673 

2.5 Environment 674 
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The environment where the FDM process is performed also is a key factor impacting the quality of 675 

the finished product, especially if unit operations other than 3D printing are carried out 676 

simultaneously, as this increases the risk of cross-contamination and hazards for all manufacturing 677 

operators involved (Araújo et al., 2019). Such facilities would benefit from a controlled modular 678 

structure, as this would reduce the abovementioned risks and simplify the replication of the 679 

manufacturing lines in different locations. In this respect, the number of modules to be installed 680 

might depend on the expected production volume. As previously discussed, these facilities might be 681 

viewed as small-scale manufacturing plants, as they would be conceived with an industrial mindset; 682 

for instance, they would be highly automated. Indeed, manual operation would not be suitable for 683 

the safe manufacturing of numerous batches of personalized drug products in view of possible 684 

issues related to traceability and mix-up. This awareness would open new and interesting 685 

opportunities in the application of robotics in pharmaceutical manufacturing, which has just begun 686 

to be explored (Fiorini and Botturi, 2008; Kapoor et al., 2020; Rutherford and Stinger, 2001). The 687 

new facilities also would be characterized by consistent design, well-established infrastructures, 688 

frequently updated procedures, well-maintained hardware/software and suitable and verified control 689 

tools, as well as trained personnel. Overall, these would be difficult and expensive to include in a 690 

traditional compounding pharmacy, also due to the considerable amount of electricity required to 691 

maintain the infrastructure.  692 

 693 

3. Risks to the operator 694 

Although researchers currently are making significant efforts to quickly and thoroughly investigate 695 

the potential of FDM in fabricating drug products, safety-related studies so far have not been 696 

pursued with comparable intensity (Gioumouxouzis et al., 2019; Jamróz et al., 2018a). These issues 697 

are crucial in understanding the challenges entailed by a new manufacturing process, for which 698 
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managing risks and guaranteeing adequate safety conditions for operators’ health and for the 699 

environment is essential. 700 

Fabricating medicines often entails extended exposure to chemicals and hazardous conditions 701 

(Bhusnure et al., 2018; Binks, 2003; Gathuru et al., 2015; 702 

https://www.who.int/medicines/areas/quality_safety/quality_assurance/ApplicationHACCPMethod703 

ologyPharmaceuticalsTRS908Annex7.pdf?ua=1). These conditions must be strictly controlled and 704 

highly regulated to guarantee that personnel will always work under specific levels of tolerated risk 705 

for each potentially hazardous variable (i.e., threshold limits). In traditional manufacturing that uses 706 

well-established machinery and processes, possible sources of risk are already well-known and 707 

easily predictable so that relevant countermeasures can be adopted. Novel technologies, on the other 708 

hand, require the development of specifically tailored risk-related studies. In this respect, safety 709 

evaluation of the mechanical hazards associated with FDM production cycles, such as hot parts and 710 

motors, and the risks associated with exposure to fumes, are needed. While the former would be 711 

relatively easy to handle, the latter is still at an initial phase outside of the pharmaceutical area 712 

(Byrley et al., 2018; Floyd et al., 2017; Gümperlein et al., 2018; Jeon et al., 2020; Yi et al., 2016; 713 

Zhang et al., 2017b). 714 

Indeed, this topic has begun to be addressed in view of the increasing popularity of FDM machines 715 

for at-home and office use. Researchers recently have evaluated the contaminants developed during 716 

3D printing processes, due to the high temperatures involved, and the effects of printer and filament 717 

properties on levels of contaminants (e.g., approximately 300,000 particles/cm
3
 and 718 

65,000 particles/cm
3
 for acrylonitrile butadiene styrene and polylactic acid filaments, respectively). 719 

Overall, FDM equipment has been shown to release volatile organic chemicals (VOCs) and 720 

ultrafine airborne particles (i.e., < 100 nm in diameter), indicating the potential for inhalation and 721 

consequent health risks, especially with long-term exposure. These contaminants are emitted during 722 

the thermal processing of many thermoplastic materials and also can be generated when FDM is 723 

used to fabricate drug products starting from filaments based on pharmaceutical-grade polymers. 724 
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While ultrafine particles may have serious health effects, such as increased oxidative stress, 725 

inflammation, cardiovascular effects and cytotoxicity, VOCs may contribute to the development of 726 

asthma, allergies, obstructive pulmonary disease and lung cancer (House et al., 2017). Particularly, 727 

people using 3D printers reportedly may be at risk for respiratory problems, including work-related 728 

asthma. Studies on animal models also have shown that such small particles may migrate to the 729 

brain through the olfactory system. 730 

Systematic studies have evaluated risks associated with FDM, relying on a wide range of 731 

experimental methods, mainly those using commercially available filaments and equipment 732 

(Stefaniak et al., 2017; Steinle, 2016; Wojtyła et al., 2017, 2020). Although nozzle temperature has 733 

largely been recognized as one of the most important variables for generating contaminants, other 734 

factors may play major roles. These include:  735 

i) the type and state of the printer, e.g., presence of an external enclosure, number of nozzles, 736 

state of maintenance; 737 

ii) the operating parameters, e.g., print speed, printer nozzle size, layer height, build plate 738 

temperature; 739 

iii) the characteristics of the employed filament, e.g., presence of adjuvants or undesired 740 

contaminants that could occur in degradation; 741 

iv) the characteristics of the item to be printed, e.g., weight and complexity, which impact 742 

fabrication time; 743 

v) environmental factors, e.g., room size, ventilation, presence of filters. 744 

In order to develop a safer-by-design approach, FDM standard emissions testing protocols should 745 

be developed, for instance, drawing inspiration from those already available for laser 746 

printers. 747 

Scientific works have also advised transforming precautions into operator safety procedures. 748 

Recommendations include i) using a full enclosure, ii) operating the printer in a well-ventilated 749 

room and directly ventilating the printer, iii) maintaining a certain distance from the equipment to 750 
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minimize inhalation of emitted particles, iv) turning off the printer, in the case of nozzle clogging, 751 

and allowing it to ventilate before removing the cover, and v) relying on the industrial hygiene 752 

hierarchy of controls to mitigate exposures (i.e., from most to least preferable: engineering controls, 753 

administrative controls, protective equipment). 754 

When considering structures dedicated to FDM, especially for drug products, installing special 755 

filters should be considered (Byrley et al., 2019; Floyd et al., 2017). While HEPA filters seem to be 756 

ineffective, filters relying on photocatalysis could represent a possible solution. These do not lead to 757 

the adsorption of pollutants, but instead degrade them via the activation of oxidative reactions. 758 

Moreover, photocatalysis can remove pollutants in very low concentrations, enabling odorless and 759 

safe printing. 760 

 761 

4. Regulatory engagement 762 

3D printing is considered as an emerging technology due to its potential to improve product safety, 763 

identity, strength, quality, or purity in certain applications (Khairuzzaman, 2018; Souto et al., 2019; 764 

Lee and Zidan, 2018; Zidan, 2019; Zidan et al., 2019a, b). Through the Emerging Technology 765 

Program (ETP) developed by Office of Pharmaceutical Quality, Center for Drug Evaluation and 766 

Research (CDER), sponsors can engage with the Agency to discuss, identify, and resolve potential 767 

technical and regulatory issues regarding the development and implementation of a novel 768 

technology prior to filing a regulatory submission 769 

(https://cdn.ymaws.com/www.casss.org/resource/resmgr/dcdg_events/1218_DCDG_BrorsonKurt.p770 

df; https://www.fda.gov/about-fda/center-drug-evaluation-and-research-cder/emerging-technology-771 

program; https://www.fda.gov/files/drugs/published/Advancement-of-Emerging-Technology-772 

Applications-for-Pharmaceutical-Innovation-and-Modernization-Guidance-for-Industry.pdf; 773 

https://www.fda.gov/emergency-preparedness-and-response/mcm-issues/advanced-manufacturing). 774 

To support the ETP, FDA engages in proactive research on the impact of emerging technologies on 775 
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product quality. Knowledge gained from the internal and sponsored research inform the feedback 776 

provided the ETP, ensuring that FDA regulatory policies reflect state-of-the-art manufacturing 777 

science. FDA representatives also actively participate in ongoing public-private partnerships to 778 

collaborate with a broad range of interdisciplinary stakeholders. FDA is a member of America 779 

Makes and participates in research, standards, and road-mapping activities to foster high quality 780 

innovation in 3D printed medical products (https://www.fda.gov/emergency-preparedness-and-781 

response/mcm-issues/advanced-manufacturing). 782 

The controls, characterization, and testing necessary to ensure product quality for 3D printed drug 783 

products may depend on a variety of factors, such as properties of the active ingredient and other 784 

formulation components, geometry of the product, 3D printing technology and parameters, drug 785 

loading and type of product, e.g., single, multiple, personalized or drug-device combination. Given 786 

the variety of 3D printing technologies, materials, geometries and designs, there is no one size fits 787 

all control strategy that may be applicable in all cases. In this respect, manufacturers are responsible 788 

for determining and justifying with supporting information an appropriate control strategy for their 789 

products. It is then anticipated that 3D printed drug products will generally follow the same 790 

regulatory requirements in terms of safety, efficacy and quality, and submission expectations as any 791 

drug product manufactured using other techniques. In some cases of fixed dose combinations and 792 

drug-device combination products, 3D printing manufacturing may raise different questions of 793 

safety and/or effectiveness specifications. If the type of technical information to be provided in the 794 

submission for a 3D printed drug product is unclear, manufacturers may engage with ETP through 795 

the pre-submission process to obtain more detailed feedback. 796 

 797 

5. Conclusions 798 

Moving to FDM 2.0 in 2020 is a challenge the pharmaceutical community can win. In this respect, 799 

this manuscript aims to be a state-of-the-art portrait of FDM, providing readers with a wide and 800 
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critical overview of the knowledge acquired and areas that still need to be addressed. Indeed, such a 801 

provocative approach could be useful in laying the foundation for implementing FDM in the 802 

manufacturing of efficacious, safe and high-quality drug products that are suitable for human use. 803 

Once the FDM 2.0 phase starts, a next step is to consider good distribution practices, in order to 804 

define the role of the printing infrastructure–direct distribution or just manufacturing and reference 805 

for traditional distribution? 806 

Much work clearly needs to be done before personalized 3D printed products become widely 807 

available to patients, not just from the viewpoint of manufacturing. Understanding which regulatory 808 

paths apply to the different phases of the overall process (e.g., approval of starting materials, 809 

printers, software, control tools, environment) might be more difficult (Gioumouxouzis et al., 2019; 810 

Khairuzzaman, 2018; Stones and Jewell, 2017). 811 

Moreover, a debate still exists as to whether 3D printed medicines should be fabricated only for 812 

products with expired patents. For example, extemporaneous formulations following the 813 

prescription of a licensed professional are exempted and should not be considered patent violations, 814 

according to intellectual property law in several countries. On the other hand, if 3D printed 815 

medicines will be industrially produced, the means of undertaking clinical trials or bioequivalence 816 

studies to ensure safety are still unclear. However, since these drug products would be fabricated for 817 

specific subjects with unique characteristics, and therefore would differ from each other, a quality 818 

approach based on the statistical analysis of the data for a predetermined number of volunteers 819 

would be particularly challenging and expensive, especially if such studies would be performed on 820 

each individual. Gathering patient feedback and monitoring the critical parameters for a specific 821 

disease (e.g., blood pressure, insulin level) would therefore represent a potential alternative to 822 

evaluating effectiveness of personalized products. 823 

In conclusion, to make FDM-printed personalized drug products available to patients, 824 

manufacturers and all the people involved must carefully consider all the aspects described in this 825 



37 

review. The effective collaboration of different experts from academia, regulatory agencies, and 826 

industry may provide a great start for launching a first personalized product as a proof of concept. 827 
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