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Abstract
Additive manufacturing (AM) is transforming the design and manufacturing in-
dustries by allowing production of complex geometrical components that enhances
efficiency and performance. However, despite its significant potential, AM poses
several challenges, particularly in achieving cost-effective mass production.

This study focused on interviewing engineers within an aerospace product devel-
opment organization to identify the challenges and opportunities related to AM
powder bed development. The responses were analyzed, and the findings were visu-
ally represented using an (Design for additive manufacturing) DfAM AIM diagram.
Additionally a benchmark was performed with the additional industrial partner that
has experienced in this area.

The results from the interviews highlighted several key challenges in the AM design
process and within the organization design practice. Design for additive manufac-
turing is a specialist area closely related to specific AM process. The study also
identifies knowledge gaps and lack of communication between people and parts of
organization. Process simulation software is not a standardized platform within the
company, and difficult to use which means that front loading in design is still hard
to perform.

A conclusion is that, the organization needs to undertake several strategic improve-
ments such as bridging the knowledge gap and improve the communication. Im-
plementing standardized design guidelines specific to AM will streamline the design
process and reduce reliance on trial-and-error methods. Furthermore, by integrating
advanced simulation tools early in the design phase support structures can be opti-
mized, and material waste can be reduced, and manufacturing outcome can be more
accurately predicted. This integration will not only improve efficiency but also re-
duce costs. Lastly, investing in research and development to refine post-processing
techniques and explore alternative materials could further enhance the economic
viability of AM.

Keywords: Design for Additive Manufacturing, Knowledge Gap, Additive Manufac-
turing, Simulation Software, Support structures.
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1
Introduction

1.1 Background

In this evolving world of the aerospace industry additive manufacturing (AM) stands
out as a transformative technology, although considered relatively new and novel
compared to traditional manufacturing methods like casting and forging. In con-
trast to casting or forging, AM presents a dynamic shift by o�ering an alternative
approach that reduces dependence on existing suppliers, particularly major players
in casting and forging. AM technology brings the promise of increase in �exibility
and novel functionality like introduction to the potential of integrating complex ge-
ometrical functional components seamlessly into a single design [1].

GKN Aerospace with engineering tradition that dates back to 1930 have been de-
pending on material suppliers for forging and casting to produce critical engine
components. AM allows to avoid/minimize this traditional reliance by o�ering a
way to produce parts internally, reducing dependence on external suppliers. This
change in the manufacturing mindset corresponds with the industry's need for in-
creased production process autonomy, control, and �exibility.

The Company have been manufacturing components through Direct Energy Deposi-
tion (DED) technology for the last 10 years and they are front runners in developing
this technology. Now GKN Aerospace is adding Powder Bed Fusion � Laser Beam
(PBF-LB) ), also often referred to as L-PBF or SLM technology to their existing
manufacturing technologies. PBF-LB has potential to produce complex intricate
geometries at higher resolution. one of the distinguishing features of this AM tech-
nology is in its ability to create Intricate geometries that were previously unfeasible
or expensive to create using traditional methods. This capability opens new horizons
for company in designing and allowing engineers to explore and implement complex
geometries in ways that were previously constrained [2]. The aim is to fully uti-
lize the unique capabilities of additive manufacturing by rethinking and optimizing
designs rather than just replicating current components using an alternative pro-
duction process.

1



1. Introduction

Despite the transformative potential of AM, its application in the aerospace in-
dustry, particularly in the production of jet engine components, is still in its early
stages. While there is a recognition of the technology's promise, there are relatively
few examples of AM solutions for jet engine components in active production. This
underscores the need for a concerted e�ort to re�ne and optimize the design process
speci�cally for AM components.

The company has shifted their focus towards identifying areas in the design and
production process where improvements can be made to enhance robustness and
e�ciency. This involves addressing challenges and gaps with in (Design for additive
manufacturing) DfAM, such as optimizing designs for PBF-LB process, ensuring ma-
terial quality, and streamlining post-processing steps. Collaborative e�orts between
design engineers, materials engineers, manufacturing engineers , and AM engineers
is essential in order to unlock the full potential of this revolutionary technology and
integrate it seamlessly into the company's design practices to manufacture aerospace
components. As the industry embarks on this transformative journey, GKN is con-
ducting study on DfAM through this project to understand PBF-LB capabilities and
the re�nement of its application processes which guide the company undoubtedly to
shape the future of additive manufacturing in the aerospace industry.

1.2 Aim

The key aim of this thesis project is to understand and review the existing design
processes in AM, identify challenges, knowledge gaps and opportunities, and propose
improvements to enhance robustness and e�ciency in production with a comparison
study on �nding available simulation software.

1.3 Research Questions

1. RQ-1: What are the current industrial challenges in the design process for
AM?

2. RQ-2: How can GKN improve their current process?

1.4 Limitations

ˆ This report's scope will be focused on Design for Additive Manufacturing and
its current applications within GKN Aerospace focusing on how its performed
for PBF-LB .

ˆ The examination will center on the methods and strategies employed by GKN
Aerospace in their present utilization of DfAM techniques.

ˆ Identi�cation of suitable simulation software for support structure generation
for AM components will be explored, with a particular emphasis on how GKN
can e�ectively implement its capabilities.

2



2
Theoretical Framework

2.1 Introduction

AM is the process of joining materials to make parts from 3D CAD model , usually
layer upon layer, as opposed to subtractive manufacturing and formative manufac-
turing methodologies [3] .

The AM technology uses data from models created in software such as Computer
Aided Design (CAD) or with 3-D scanners to create the component de�ned in the
models through the deposition of material. The material is deposited in layer upon
layer until the object is complete .

According to [3] ISO/ASTM 52900 (2021), additive manufacturing (AM) processes
can be categorized in a way that allows for the discussion of a broad category of ma-
chines see Figure 2.1, rather than requiring a detailed explanation of the numerous
commercial variations within a particular process methodology.

These processes are divided into 7 categories see Figure 2.1[4]:

Figure 2.1: Classi�cation of additive manufacturing according to ISO/ASTM
52,900 (ISO/ASTM)

1. Material extrusion (MEX)
ˆ An additive manufacturing process in which mate rial is selectively dis-

pensed through a nozzle or ori�ce.

3



2. Theoretical Framework

2. Vat photopolymerization (VPP)
ˆ An additive manufacturing process in which liquid photopolymer in a vat

is selectively cured by light-activated polymerization.
3. Material jetting (MJT)

ˆ An additive manufacturing process in which droplets of build material
are selectively deposited (example materials include photopolymer and
wax)

4. Sheet lamination (SHL)
ˆ An additive manufacturing process in which sheets of material are bonded

to form an object.
5. Powder bed fusion (PBF)

ˆ An additive manufacturing process in which thermal energy selectively
fuses regions of a powder bed

6. Directed energy deposition (DED)
ˆ An additive manufacturing process in which focused thermal energy is

used to fuse materials by melting as they are being deposited. Focused
thermal energy means that an energy source (e.g., laser, electron beam,
or plasma arc) is focused to melt the materials being deposited.

7. Binder jetting (BJT)
ˆ An additive manufacturing process in which a liquid bonding agent is

selectively deposited to join powder materials.
These AM processes have certain di�erences, but for this thesis we are focusing on
Powder Bed Fusion � Laser Beam (PBF-LB ) and will be presented further below.

2.2 Powder Bed Fusion � Laser Beam

In essence, Powder Bed Fusion � Laser Beam (PBF-LB ) operates by selectively
melting metal powder layer by layer, enabling the creation of intricate and complex
parts with high precision see Figure 2.2[5]. This process provides a high level of ac-
curacy and e�ciency, o�ering remarkable �exibility in both design and production.
PBF-LB is particularly well-suited for manufacturing components with complex ge-
ometries that would be di�cult or impossible to produce using traditional methods,
making it a versatile solution in modern manufacturing.
This category contains the laser-based powder bed fusion process (PBF-LB), and
according to the ISO/ASTM standard ISO/ASTM 52900, the process should be
described as using a laser beam (LB) with the acronym PBF-LB in technical doc-
umentation. However, the terminology PBF-LB as well as LPBF and even SLM is
widely in use and is acceptable. [5].

In the Powder Bed Fusion � Laser Beam (PBF-LB ) process, a 3D CAD model of
the part is crucial. This model is divided into thin layers using specialized software
called a slicer. The layers are then built one at a time by melting metal powder
particles together. The process begins by purging the machine's chamber, with in-
ert gas to reach necessary level of oxygen content and build plate can be ,further
heated to a speci�c temperature for printing. Further on, �ne layer of metal powder
is spread over the build platform. Powder Bed Fusion � Laser Beam (PBF-LB )

4



2. Theoretical Framework

operates by selectively melting metal powder layer by layer, enabling the creation
of intricate and complex parts with high precision. This process provides a high
level of accuracy and e�ciency, o�ering remarkable �exibility in both design and
production. PBF-LB is particularly well-suited for manufacturing components with
complex geometries that would be di�cult or impossible to produce using traditional
methods, making it a versatile solution in modern manufacturing. Laser scans each
layer's cross-section, melting the metal particles together. Once melted, the par-
ticles solidify, forming the �rst layer of the component. This layer adheres to the
build platform with the help of support structures. After each layer is completed,
the build platform lowers slightly, allowing another layer of powder to be spread and
melted. This process repeats layer by layer until the entire part is created. Once
printing is �nished, the machine cools, and any leftover powder is collected for reuse
in future prints.

Figure 2.2: Powder Bed Fusion � Laser Beam diagram

2.3 Design for Additive Manufacturing

Design for Additive Manufacturing (DfAM) is a type of design method and manu-
facturing method where by functional performance and other key product life-cycle
considerations such as manufacturability, reliability and cost can be optimized sub-
jected to the capabilities of AM technologies.[6]

Design for Additive Manufacturing (DfAM) brings a new perspective to the design
process by harnessing the unique possibilities of additive manufacturing technology.
This approach has been successfully applied across various industries, showcasing
its creativity and e�ectiveness. Unlike traditional methods such as design for man-
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2. Theoretical Framework

ufacturing (DFM), design for maintenance, or design for cost (DFC), which focus
on reducing production challenges and minimizing costs, DfAM allows designers to
explore the speci�c capabilities and advantages of additive manufacturing.

In DfAM, various design perspectives come together, blending elements from tradi-
tional methodologies like DFM, DFC, and others. The core idea is to combine AM
technology into the design process to enhance e�ciency, functionality, and perfor-
mance without compromising manufacturing feasibility and increasing costs.[6]

In the aerospace industry, design for additive manufacturing (DfAM) techniques
have been applied to topology optimization, a method used to reduce component
mass and material usage while maintaining sti�ness. This process is particularly
suited for complex geometries that can only be e�ectively produced using additive
manufacturing technologies (Diegel, 2019). DfAM encourages a shift in mindset,
prompting designers to consider manufacturing constraints and opportunities from
the beginning of the design process. This approach allows for the creation of designs
that not only meet functional requirements but also leverage the unique advantages
of additive manufacturing. Furthermore, DfAM fosters collaboration between de-
sign engineers and manufacturing experts to ensure that designs are optimized for
additive manufacturing processes. By involving manufacturing expertise early in
the design phase, potential challenges can be identi�ed and addressed, leading to
more e�cient production processes and higher-quality �nal products.

One of the primary advantages of DfAM is its emphasis on embracing the capabilities
of AM rather than adapting designs to �t existing manufacturing processes. Tra-
ditional design methods often involve tailoring designs to minimize manufacturing
complexities and costs. However, DfAM encourages design engineers to explore the
full potential of AM, by providing opportunities for innovation and optimization.By
integrating Design for Additive Manufacturing (DfAM) principles into the design
process, engineers can overcome traditional manufacturing limitations and fully ex-
ploit the capabilities of additive manufacturing (AM). DfAM allows designers to
account for AM-speci�c challenges such as overhangs, optimal angles for layer print-
ing, recoating direction, and the need for support structures. These considerations
are critical for minimizing post-processing, improving print reliability, and ensuring
the quality of the �nal part. Additionally, DfAM helps in the strategic placement of
parts on the build platform to reduce material waste and ensure better heat distribu-
tion. This approach also enables engineers to create complex geometries, lightweight
components, and robust design structures while facilitating rapid prototyping and
iteration, streamlining both the design and manufacturing process.[6]
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2.4 Technology Readiness Level

ˆ Technology Readiness Levels (TRL) are used to describe the technical matu-
rity of a technology. The method was developed by the National Aeronautics
and Space Administration (NASA) and is currently used as a tool by engineers
to measures the maturity of a technology throughout its development. The
TRL scale ranges from one to nine, where 9 is the point at which the technol-
ogy has reached full maturity.

ˆ To view the TRL, see �gure 2.3 [7].
Level 1-3: The �rst three levels of the TRL are focused on the research phase
and describe the maturity of the research completed to develop the technology.
The �rst level focuses on the basic principles, on which the technology is built.
The second stage is focused on the application possibilities and the third stage
on experiments, which can provide a proof of concept. These stages are mainly
the focus for universities and government funded sources as there is a greater
focus on the research phase.

ˆ Level 4-6: Level four up to six are focused on the development of the technol-
ogy, such that it can be validated and demonstrated in a lab and eventually an
environment relevant to the function. During stage 4 for example, the technol-
ogy is validated in a lab, where it can be analyzed to determine the parameter
operating range. In the �fth stage, the technology is validated through a simu-
lated environment. The sixth stage is focuses on demonstrating the technology
performance in the simulated environment.

ˆ Level 4-6 are often referred as the �Valley of Death�, as academic organisations
and the private sector rarely wish to invest in these stages in order to ensure
the technologies maturity.

ˆ Level 7-9: The last stages of the TRL that focuses on the implementation of
the developed technology. At the seventh stage a prototype of the system is
implemented in a functional environment. In the eight stage, the technology
is quali�ed for the �nal stage. The �nal stage is the stage, at which the tech-
nology is then proven in its functional environment and ready for commercial
deployment [7].
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Figure 2.3: Technology-Readiness-Level
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2.5 Zero Defects

Zero defect is a concept commonly used in the aerospace industry, aimed at min-
imizing errors and defects through preventive measures. It's a management tool
designed to ensure that the entire team works together toward the goal of achieving
�awless production, both in terms of manufacturing processes and the quality of the
�nal parts. The key objective is not only to avoid defects in the manufactured com-
ponents but also to ensure that the entire manufacturing process operates without
errors, leading to consistent high-quality results [8].

In AM the quality standard is aimed at achieving �awless production of 3D printed
parts. Achieving zero defects requires precise calibration of printing parameters,
thorough monitoring of material properties, and quality assurance measures through-
out the manufacturing process. This ensures the enhancement of control and op-
timization of the printing process to every manufactured component to meet the
required speci�cations without any defects.

2.6 Robust Design

Robust design for AM primarily focuses on enhancing functionality and minimizing
geometric defects see Figure 2.4. AM o�ers manufacturing advantages, enabling the
creation of robust products while reducing costs. The aim is to design products and
components that can withstand variations and uncertainties inherent in the AM pro-
cess. The main goal is to ensure that manufactured parts consistently meet speci�c
requirements and standards, despite variations in materials, equipment, operating
conditions, and other factors. However, designers often face challenges due to the
lack of design guidelines and standardization in AM processes, leading to di�culties
in implementing best practices [9].

2.6.1 Design for Six Sigma

Six sigma is a method which is set for improving processes and reducing defects. Six
sigma mainly focuses on ful�lling customer needs in systemic approach and enhanc-
ing quality of products or services. It is a disciplined data driven approach [10].

The term six sigma comes from statistical model of manufacturing processes. The
strategy comes from DMAIC: De�ne, Measure, Analyze, Improve, and Control
(DMAIC).

In the initial de�ne phase the issues are identi�ed and objectives are set . Then in
measure phase, data is gathered on quality and exciting performances is evaluated.
Later in analyze phase , the causes behind defects are unearthed and examined.
Afterwards, the improve phase concentrates on executing remedies to tackle identi-
�ed problems. In last control phase , it is decided to ensure the enhancement are
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maintained over time.

Six Sigma utilizes statistical tools and techniques to analyze data and make in-
formed decisions. By emphasizing data-driven problem-solving, Six Sigma helps
organizations achieve measurable improvements in quality, customer satisfaction,
and e�ciency.

While the Six Sigma methodology follows the DMAIC approach (Design, Measure,
Analyse, Improve and Control), Design for Six Sigma (DfSS) often uses the IDOV
approach (Identify, Design, Optimise and Verify) instead [11] .In other words, Six
Sigma is used for existing processes and DfSS is used when designing new processes
and products. Mader writes in that DfSS is applied during product design or redesign
process. He de�nes DfSS as a mix of qualitative and quantitative tools and key
performance measures that help companies to apply strategies and tactics in order
to achieve more e�cient design process management, and to optimise the key drivers,
for instance the cost and quality.

2.6.2 Design for Assembly

The Design for Assembly (DFA) method was created to reduce assembly time and
cost of product life cycle by reducing number of parts and operations. DFA mainly
focuses on minimizing parts and standardization of parts. The goal is to reduce
time and cost of assembly by considering single part function into multi-functional
design and considering non-critical parts into critical parts, which results in improv-
ing assembly [12]. DFA also helps teams streamline assemblies and complex models
by simplifying the attachment directions, hence reducing attachment time.

2.6.3 Design for Manufacturing

The DFA method was developed in order to support Design for manufacturing
(DFM) , to optimize the design and manufacture of assembly. DFM main objective
is to simplify product design by reducing number of parts, and simulation process
(Otto & Wood, 2000). The focus is to optimize each part to reduce or eliminate
the need for expensive, complex and unnecessary features which could be di�cult to
manufacture. It allows and helps in selection of cost e�ective materials and processes
during the manufacturing stages , by reducing overall product cost and achieving
reduced time to market e�ciency.

2.6.4 Design for Manufacturing and Assembly

DfMA is useful for improving piece-functional designs by inspiring system functional
designs. As a qualitative approach, it can be viewed as a knowledge based technique
that invokes a series of guidelines, principles, recommendations,or rules of thumb
for designing a product to ease manufacturing and assembly tasks while lowering
the manufacturing costs [13].
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DfMA was developed for minimization, standardization, and modularization of com-
ponents in an assembly which are the key characteristics associated with the DFMA.
These lead to bene�ts of an improved design with simpli�ed assemblies (in terms
of unambiguous part orientation,less handling, fewer adjustments, etc.), fewer man-
ufacturing operations, lower costs from eliminating complex tooling and dedicated
�xtures, greater modularity, and easier repair and maintenance.

2.6.5 Design for X (DFX)

Design for X is a extensive approach to product design which mainly aims to develop
various advantageous characteristic throughout the lifecycle of a product. It bounds
a range of design methodologies focused on achieving greater customer satisfaction
by increasing positive attributes and reducing cost over products lifetime [13].

The "X" in DFX symbolizes the various set of characteristics or qualities that de-
signers strive to develop, modi�ed to speci�c project needs and objectives [14].DFX
includes well-known methodologies such as Design for Assembly (DFA), Design
for Manufacturing (DFM), and Design for Manufacturing and Assembly (DfMA),
among others. These methodologies are now seen as integral parts of the broader
DFX framework see Figure 2.4.

The importance of DFX lies in its ability to enhance product quality, accelerate time-
to-market, streamline decision-making processes, and boost the overall productivity
of design engineering teams [14]. As products become increasingly complex, DFX
becomes even more valuable, serving as a foundational approach for designers to
address multiple objectives and constraints e�ectively.

Figure 2.4: Relation of DfAM with other Design Processes
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2.7 Simulation's capabilities on PBF-LB Process

Simulation software's helps in understanding and predicting various critical aspects
of the AM process, particularly for Powder Bed Fusion � Laser Beam (PBF-LB )
processes. the process identi�ed while preforming simulation are explained below,

Residual Stresses and Distortions Simulation software can predict the residual
stresses and distortions that may occur in the �nal part due to the thermal cycles
and rapid cooling involved in the PBF-LB process . This helps identifying poten-
tial areas of warping, cracking, or deformation, allowing for preventive measures or
design modi�cations.

Support Structure Design Proper support structure design is crucial for suc-
cessful print in PBF-LB machine, especially for parts with overhanging features or
complex geometries. Simulation software can analyze the part geometry and iden-
tify areas requiring support structures, as well as optimize the support design to
minimize material usage and facilitate heat dissipation.

Build Orientation The build orientation of a part on the build plate can signi�-
cantly impact the amount of support material required, residual stresses, and surface
�nish. Simulation software can evaluate di�erent build orientations and suggest the
optimal orientation to minimize defects and improve part quality.

Process Parameter Optimization Simulation software can help optimize process
parameters such as laser power, scan speed, hatch spacing, and layer thickness, by
predicting their impact on factors like melt pool dynamics, residual stresses, and
porosity . This optimization can improve part quality and process e�ciency.

Defect Prediction and Failure Analysis By simulating the PBF-LB process,
software can identify potential defects or failure zones, such as lack of fusion, key-
hole porosity, or excessive deformation . This information can be used for failure
analysis and process improvement.

Support Generation and Latticing Some simulation software, like Autodesk
Netfabb, o�ers the ability to generate unique support structures and lightweight
lattice structures , which can improve the accuracy of predictions on build quality
and potential failures.
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3
Methodology

This chapter describes the methods used during the project to answer the research
questions. In order to increase the credibility of the thesis research a few di�erent
research methods were used. These methods are further described below.

3.1 Research study

The research study for this thesis is conducted based on 5 steps see Figure A.1: a
qualitative study, literature study, action research, benchmark study and performing
simulation. The thesis work is an investigation to �nd the challenges within GKN
on DfAM. It is determined to be an good approach since the research is still to be
made and �nding out the gaps and challenges, is important contribution from this
thesis work accordingly with time plan see Appendix A.1 .[15].

The research strategy for this thesis is based on data collection, which is done for
several steps of the work. The data collection helps and supports for understanding
the research area and helps to develop the solutions accordingly which is necessary
for the thesis work. The methodology of this project also chosen as the exploration
of di�erent data sources which helps in strengthening of the research [15].

The research began with a initial study of the company's current work within DfAM
as well has literature study on DfAM in order to understand and gain knowledge
before initiating the qualitative study.

The qualitative study was initiated with a study of company information on AM
and DfAM and employee interviews. It was partially executed in parallel with the
literature study where scienti�c articles, reports and books were studied. The study
was executed in this manner, in order to identify potential knowledge gaps, where
further research would be necessary. This was necessary in order to maintain valid-
ity during the research.

After the qualitative study and the literature study, a benchmark was executed in
order to determine whether the challenges, which GKN were facing were speci�c to
the company or the �eld of DfAM in general. This was also necessary in order to
ensure that the results of the qualitative study were valid.
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3.2 Action Research

In this research study action research was considered has an methodological ap-
proach. Action research is a practical, problem-solving methodology often used in
educational, organizational, or community settings. It aims to generate actionable
solutions to real-world issues while simultaneously developing knowledge. According
to "The Good Research Guide "[15], action research involves a cyclical process
of planning, acting, observing, and re�ecting, where researchers actively collabo-
rate with participants to identify a problem, implement interventions, and evaluate
outcomes. This method is particularly valuable because it not only helps to solve
speci�c problems but also fosters professional development and engagement.

This approach helped to understand the issues within the context, thereby producing
results that are relevant and directly applicable to practice. The iterative nature of
action research allows for continuous re�nement of interventions, making it highly
adaptive to changing circumstances.

3.3 Qualitative Study

To begin our thesis research, we conducted a qualitative study to evaluate the com-
pany's current state of design for additive manufacturing (DfAM). With this project,
we aimed to learn more about the state of DfAM implementation as it stands today
and pinpoint the primary di�culties particular to this �eld [15].

3.4 Initial study of DfAM at GKN

As the �rst step of our research at GKN, we conducted a thorough analysis to cre-
ate the thesis structure. Obtaining a variety of papers, records, and study materials
from our GKN supervisors was an essential stage in this process. Our investigation
into the �elds of additive manufacturing and design optimization was anchored by
these resources.

We sought to acquire a thorough grasp of the complexities and di�culties related to
the �eld of design for additive manufacturing (DfAM) by researching the literature
and material that had already been produced. The concepts of additive manufac-
turing, material characteristics, process optimization strategies, support structure
design, post-processing, and case studies showcasing e�ective DfAM implementa-
tions across a range of sectors were just a few of the many subjects covered in our
study. By carefully going over scholarly articles, business reports, and technical
documentation, we sought to pinpoint important trends, industry best practices,
and topics that needed further study.

This �rst research phase was crucial in giving us the background information and
understanding that needed to develop thoughtful research questions and project
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approaches. We were able to �nd gaps and chances for innovation by carefully
examining the corpus of previous work, which eventually helped to determine the
course of our future research projects.

The start of our exploration for DfAM with a thorough literature review to better
understand the nuances of this developing subject. This �rst exploratory stage gave
us the fundamental information and understanding that formed the basis of our
study. We set out to obtain a thorough grasp of the complexities, challenges and
di�culties related to DfAM by researching the literature and material that were
already in existence.

In simultaneously we carried out qualitative research to learn more about partic-
ular facets of DfAM, like support generation and post-processing techniques. We
were able to �nd important insights and viewpoints by searching through a large
number of academic articles, research papers, and industry reports using keywords
like "design for additive manufacturing, Post-processing, quality inspections, sup-
port design" in our search parameters.

Conducted in parallel with our qualitative inquiry, the literature study proved to be
an evolving and iterative process. As we read more carefully through the literature,
we carefully noted important topics and ideas related to DfAM, such as process
di�culties and optimization techniques. We were able to obtain a thorough grasp
of the complex world of additive manufacturing by combining data from multiple
sources. This information provided direction for developing our study questions and
methods, providing a strong basis for our next work.

3.4.1 Interviews at GKN

A number of personnel interviews were undertaken in order to obtain insight into
the company's existing design for additive manufacturing (DfAM) procedure. These
interviews were conducted with the intention of gathering viewpoints on DfAM, in-
cluding employee impressions, di�culties encountered, and areas for development.
By conducting these interviews, we aimed to close the knowledge gap between the-
ory and practice and develop a comprehensive grasp of DfAM in the context of
organizations.

Our supervisors, who are actively involved in the project and have DfAM knowledge,
carefully selected the interview applicants. The selection of candidates was based
on their participation in several facets of DfAM inside the organization and their
relevance to the DfAM thesis project. We sought to gather a wide range of view-
points and experiences pertaining to DfAM by including sta� members from several
departments, including R & D, design, production, project management, material
engineering, and AM engineering.

The interviews provided signi�cant understanding into the obstacles, de�ciencies,
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and opportunities related to the implementation of DfAM inside the organization.
By utilizing the combined knowledge and experience of sta� members from several
departments, we were able to identify important areas that needed strategic inter-
vention and development. Our study objectives, techniques, and suggestions for
improving DfAM processes inside the company were shaped by these �ndings.

Interviewees Roles
A Material AM GTC
B Design GTC
C Design GTC
D Design GTC
E Design Space turbine
F Material specialist AM
G Manufacturing GTC
H Manufacturing simulations, PD
I Design PD
J Permanova Manufacturing
K Project manager

3.4.2 Interview structure

The semi-structured interview technique allowed for �exibility and adaptation to
the knowledge acquired from each subsequent session. After every interview, the
questions were revised and reexamined in light of the knowledge and understand-
ing gained from earlier interviews (Appendix-1). Through the use of an iterative
method, it was possible to delve further into important DfAM-related themes by
ensuring that successive interviews were guided by the subject's increasing under-
standing.

After conducting the literature study and GKN OMS analysis, the interview ques-
tions were prepared to align with the three main themes identi�ed in Design for
Additive Manufacturing (DfAM). It was found that these three themes�product
development, Additive Manufacturing, and Design for AM�were essential subjects
for further research in order to understand the strategies and operations of the
company. In order to obtain a thorough understanding of GKN's approach to addi-
tive manufacturing and to enable a detailed analysis of signi�cant opportunity and
challenges in the industry, the interview questions were based on these theme topics.

The interview questions were carefully prepared ahead of time and sent to the in-
terviewees over email. This proactive measure was used to guarantee that the inter-
viewees were adequately prepared and knowledgeable about the subjects that would
be covered in the interview. We wanted to create a more meaningful and informed
conversation by giving the interviewers the questions ahead of time, so they could
more e�ectively express their ideas and observations on the subject of DfAM.
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Open-ended questions were used in the interviews to allow the participants to openly
discuss their opinions, experiences, and thoughts. We were able to compile a wide
range of viewpoints and experiences pertaining to DfAM thanks to this method,
which promoted a robust interchange of knowledge. We wanted to get detailed
insights and important viewpoints from the interviews that would not have come
through using a more planned or closed-ended questioning style, so we asked them
directly for their opinions.

3.5 Benchmarking

Benchmarking is a method used to assess and compare products and work processes,
aiding in improvement e�orts and strategic decision-making. By leveraging external
knowledge, benchmarking enhances internal safety measures and guides improve-
ment processes e�ectively [16].

In this project, benchmarking was selected to enhance reliability and validity. By
comparing GKN's challenges with those of an external company working with AM,
it was possible to discern whether these challenges were speci�c to GKN or common
across similar companies. Additionally, benchmarking with an AM expert provided
valuable insights into DfAM challenges and gaps.

Following [16] , the �rst step involved gathering public data and conducting bench-
marking through surveys or interviews. An online search was conducted to un-
derstand the company's current AM experience and research status. This research
informed the development of interview questions, aimed at �lling in any data gaps.
Interview questions for both company benchmarking and AM expert benchmarking
were formulated in collaboration with the thesis supervisor at Chalmers and GKN.
Interviews were conducted either virtually or face-to-face, depending on the inter-
viewees' availability.

Semi-structured interviews were employed, allowing to capture interviewees' per-
sonal insights and re�ections on the topics [15] . This approach facilitated a deeper
understanding of the challenges and gaps in DfAM, contributing to the overall re-
search objectives.

3.5.1 Benchmarking Interviews

Interviewees Roles
L AM Material specialist
M Design team lead
N AM engineer

17



3. Methodology

The bench-marking interview was conducted with Siemens engineers.The structure
for benchmarking interviews was decided in meetings. They were semi-structured
with open questions to allow employees to add their input. This ensured relevant
information to be captured even if not explicitly asked [15].

During benchmarking interviews, further explanations were provided for questions
without responses by adding context. Open-ended questions were limited to focus
answers on the subject. Interview lengths varied based on interviewee knowledge
and commitment.

Due to con�dentiality, not all interviews could be recorded, but consent was sought
to maintain detail. Audio recordings were preferred over �eld notes for detailed
answers and increased validity .

Interviewees were assured of anonymity, and recordings would be deleted after the
project deadline for honesty and transparency [17]. If consent was not given, infor-
mation would be collected via �eld notes.

Some interviews were conducted online via platforms like Microsoft Teams due to
interviewee availability and di�erent company locations, while others were in person.

3.6 Data Analysis

This section outlines the steps involved in doing the data analysis and the results
obtained for each mode of data collection. Chapter 4, Results, contains the data
analysis method results.

3.6.1 Qualitative Study

The qualitative study involved conducting interviews to gather necessary informa-
tion for data preparation and analysis. This analysis was done by transcribing the
interviews and highlighting key information provided by the interviewees [15].

Following transcription, a feedback form was created and sent to all interviewees to
gather their feedback on the answers or important points highlighted in the tran-
scriptions. This step aimed to identify challenges within DfAM that GKN employees
were facing in AM.

Once data was collected from the transcriptions, it was summarized. The AIM (
A�nity and Interrelationship Method ) was then utilized to further analyze the data.
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3.6.1.1 A�nity and Interrelationship Method

The AIM method, similar to Shoji Shiba's 19-step approach, is a problem-solving
tool for analyzing qualitative data [18].

We chose the AIM method to sort, structure, organize, and analyze the data gath-
ered from interviews. This method helped in identifying the relationships between
di�erent challenges mentioned during the interviews.

The process involved summarizing the challenges from the qualitative study into
concise statements and grouping them based on similarities. These grouped state-
ments were then categorized to de�ne challenging areas in DfAM.

Once challenges were grouped and categorized, interrelationships between them were
identi�ed to understand their origins and root causes. Categories were then weighted
based on the number of interrelationships, prioritizing areas with the most outward
directed arrows as critical to address �rst.

Literature analysis was conducted using various approaches described in literature
[3]. Identi�ed literature was sorted into folders based on search keywords for bet-
ter organization. Each folder represented similar categorical areas, aiding in clearer
data management.

Careful re-reading of literature helped mark relevant data for inclusion in the re-
sults. Results from literature were then organized according to AIM headings. This
helped in using appropriate literature for analyzing di�erent areas de�ned in AIM.

Once interviews were conducted and recorded, data analysis for benchmark studies
began. The �rst step involved transcribing the interviews to aid analysis and locate
important data for later use [15].

After transcription, interview answers were carefully reviewed, and a deeper analy-
sis of the transcriptions was conducted. Once interview analysis was completed, a
summary of extracted data from transcriptions could be generated.
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4
Results & Discussions

4.1 DfAM Analysis

It is important for the company to understand DfAM process and PBF-LB AM
technology ( Interviewee B ). GKN strives towards increasing their knowledge within
DfAM process. Main focus of this thesis is was to understand the gaps and chal-
lenges within the organization and suggest methods for improvements.

ˆ AM Experience
The AM technology considered for this study is PBF-LB and there are other
AM technologies available at the company like DED. From the date of inter-
views which were conducted, we found that the company has very experienced
employees who are working on AM (Design , manufacturing, materials.). The
challenge is that the process for DfAM has to be set which can help the orga-
nization to improve and to explore (Interviewee E).

ˆ DfAM Process and strategy
In a recent interview study at GKN, it was discovered that the company faced
some gaps with the DfAM process, particularly in the Designing of components
or DfAM Product development (PD) process. Many interviewees expressed
that these challenges were due to shortage of AM engineers and de�ciency of
AM knowledge.

Various issues were highlighted, indicating that the DfAM process is still in
its infancy and undergoing development. This lack of expertise and estab-
lished methodologies impacts the smooth implementation of DfAM within the
company. GKN is currently, working on the development of DfAM process
and encountering challenges in integrating AM into their design processes for
PBF-LB technology. Addressing these challenges will require investments in
talent development and the re�nement of design strategies

4.1.1 Data gathering

The qualitative study was completed, with a total of 70 challenges from the inter-
view study. Subsequently, a data gathering matrix was employed, dividing these
challenges into three categories: product development see Figure 4.1, additive man-
ufacturing see Figure 4.2, and DfAM see Figure 4.3. Within these categories, sub-
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categories were created to provide a clearer and comprehensive understanding of
the challenges. Only the important ones are mentioned based on the criticality of
their expressions. This methodical approach allowed for a structured analysis of the
challenges faced by GKN, enabling the prioritization of key areas for improvement
in product development, additive manufacturing, and DfAM processes.

Figure 4.1: Product Development

Figure 4.2: Additive Manufacturing

Figure 4.3: Design for AM
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4.1.2 Challenges in Design for Additive Manufacturing

The challenges related to DfAM were extracted from the transcriptions of each par-
ticipant in the interviews. All participants contributed with valuable information,
highlighting numerous challenges concerning to AM. After completing the inter-
views, transcriptions were made for each, and a comprehensive list of challenges was
compiled.

These challenges were then categorized into three main groups: Product develop-
ment, additive manufacturing, and DfAM. Subsequently, an elimination matrix see
Appendix Figure A.2 was constructed to re�ne the list, merging similar challenges
and eliminating redundant ones. Following the completion of the initial elimination
matrix, a group discussion was conducted to identify and emphasize the signi�cant
challenges.

This collaborative e�ort aimed to prioritize key areas for further analysis and action.
The next step was creating an AIM diagram, which will be elaborated upon in the
subsequent section. This systematic approach ensured a thorough examination of
the challenges encountered in DfAM, facilitating the development of targeted strate-
gies to address them e�ectively.

4.1.2.1 DfAM AIM Diagram

The DfAM AIM diagram was collaboratively plotted during a group discussion in-
volving GKN supervisors see Figure B.1. This diagram provides a clear visualization
of how di�erent groups are divided and how challenges are presented within the or-
ganization. The primary objective was to identify important challenges highlighted
in the interview study. Further down in this section, each challenge will be explained
in detail. This detailed examination aims to provide a comprehensive understanding
of the speci�c hurdles encountered in the context of AM at GKN.

By addressing these challenges, the organization can devise strategies to overcome
them and enhance its DfAM processes. The DfAM AIM diagram serves as a valuable
tool for organizing and prioritizing these challenges, enabling the development of
focused interventions to address them e�ectively. Through this structured approach,
GKN can streamline its additive manufacturing e�orts and maximize the bene�ts
derived from incorporating DfAM principles into its operations.
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Figure 4.4: DfAM AIM diagram process �ow

24



4. Results & Discussions

4.1.3 DfAM AIM Process diagram

The challenges in implementing (DfAM) for (PBF-LB ) are interconnected across
multiple areas. Below is a detailed explanation of each challenge and how they are
related.Figure B.1 can be simpli�ed and can be translated and simpli�ed to �gure
4.5 .

Figure 4.5: Simpli�ed DfAM AIM diagram process �ow

Figure 4.6: Uncertain machine capabilities
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In Figure 4.6 the di�culties in understanding and controlling the capabilities of ma-
chines used in PBF-LB. This challenge is foundational because all further design and
production steps depend on the knowledge of machine parameters and capabilities

Unknown Machine Parameters: Without clearly de�ned machine parameters set-
tings (e.g., layer thickness, laser power, speed etc.), it becomes di�cult to optimize
and control the process. This leads to unpredictable surface quality or part dimen-
sions, which hinders the re�nement of component designs in iterative cycles.

Understanding Machine Capabilities: If the machine's capabilities are not fully un-
derstood , design engineers struggle to develop part geometry with the machine's
potential, leading to poor-quality parts.

Uncertainty about machine capabilities creates a ripple e�ect, in�uencing all other
aspects of the design process. For example, without knowing machine constraints,
it's di�cult to create e�ective Design Guidelines or properly simulate the process in
the simulation software.

Figure 4.7: Lack of AM engineer

In Figure 4.7 the importance of skilled personnel for AM product development. This
is critical for navigating the complexities in AM technologies. This challenge high-
lights the shortage of expertise in AM, which can slow development and could lead
to inferior decisions.
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Need for AM Experts: Experienced engineers are essential for guiding the product
development process, during the early stages. Lack of AM experts results in delays
and ine�ciencies when making decisions in design, materials, and process optimiza-
tions.

Expert Guidance: Without experts, the feedback loop between design and man-
ufacturing is weakened, limiting the ability to e�ciently troubleshoot issues and
innovate.

Lack of AM experience leads the issues with machine capabilities and design guide-
lines, as engineers without speci�c AM knowledge might not be able to assess ma-
chine potential and develop suitable designs. Also impacting utilization simulation
software which can save the lead time, buy-to-�y ratio and manufacturing cost

Figure 4.8: Design Guidelines

The �gure 4.8 shows design guidelines for AM are either non-existent or too generic,
making it challenging to design parts.

Di�cult to Set and Document Guidelines: AM lacks clear guidelines tailored for
speci�c applications. This results in engineers struggling to apply best practices for
di�erent part geometries or materials.
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Complex Geometry A�ects Post-Processing: AM enables complex designs, but those
geometries often require more post-processing (e.g., removing support structures),
which adds cost and time.

Guidelines to Understand Manufacturing Capabilities: Without proper guidelines,
engineers can't adequately design for speci�c AM capabilities, such as machine tol-
erances or material limitations.

Inadequate Design Guidelines often result from a lack of knowledge about Machine
Capabilities and AM Expertise. The absence of guidelines also impacts Simulation
Software tools because clear design standards are necessary for accurate simulations.

Figure 4.9: Simulation software issues

The simulation software �gure 4.9 for AM faces challenges in accuracy, reliability,
and ease of use, which can hinder product development.

Lack of Standardized Simulation Platforms: The current simulation tools are not
standardized, and their interpretations often vary. This inconsistency leads to prob-
lems in predicting AM behavior, making it harder to optimize processes.

Errors in File Conversions: When converting digital �les into formats suitable for
AM printing, there can be errors or inconsistencies that further complicate the de-
sign process.
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Without accurate simulations, designers are less capable of adjusting to Machine
Capabilities or implementing Design Guidelines e�ectively. Poor simulations in-
crease the reliance on human expertise, exacerbating the Lack of Engineers with
AM Experience.

Figure 4.10: Communication and knowledge transfer

The �gure 4.10 shows communication between cross-functional teams (design, man-
ufacturing, and testing) is often fragmented, resulting in ine�ciencies.

Sharing and Training of AM Knowledge: There's often a lack of structured knowl-
edge sharing, both within engineering teams and between the manufacturing �oor
and design engineers. As AM is a specialized �eld, continuous training and collab-
oration are essential.

Collaboration and Communication: Miscommunication between the design and
manufacturing teams can lead to misunderstandings, delays, and suboptimal de-
signs.

29



4. Results & Discussions

The success of AM processes hinges on e�ective communication. Poor communi-
cation makes it more di�cult to address Design Guidelines Issues, properly utilize
Simulation Software, or adapt to Machine Capabilities. It also slows the dissemina-
tion of critical AM Expertise.

Figure 4.11: Certi�cation and Veri�cation process

The certi�cation and veri�cation Figure 4.11 shows of parts manufactured using AM
are challenging due to the lack of standard, reliable testing methods.

Certi�cation Gaps: Certifying AM parts is di�cult because many certi�cation bod-
ies have not yet fully adapted to AM technologies. As a result, companies struggle
to meet certi�cation standards.

Lack of Reliable Veri�cation Methods: Traditional Non-Destructive Testing (NDT)
methods don't always work for AM parts, making it hard to verify their structural
integrity.

Without reliable certi�cation methods, AM parts may face delays in regulatory ap-
proval, particularly in industries like aerospace and healthcare. This issue directly
connects to the Design Guidelines and Machine Capabilities, as these need to be
aligned with certi�cation requirements.
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Figure 4.12: Front Loading in AM work

Starting AM integration early in the product development cycle is crucial but also
challenging �gure 4.12.

Availability of Right AM Material: There's a limited selection of materials for AM,
making it di�cult to integrate the right material early in the design process.

Early Start of AM in Product Development: Incorporating AM elements like lattice
structures early in the design phase is vital for optimization. However, doing so
requires a deep understanding of both material properties and machine capabilities,
which can pose a signi�cant analytical and process challenge.

The early integration of AM elements is crucial for aligning Design Guidelines, Ma-
chine Capabilities, and Simulation Software with project goals. Delaying AM con-
siderations increases the complexity of the design process and makes it more di�cult
to adapt later.

These challenges are deeply connected. For example, Uncertain Machine Capabili-
ties a�ect the ability to create proper Design Guidelines and to run accurate Simu-
lations, which in turn complicates the Certi�cation and Veri�cation Process. Addi-
tionally, the Lack of Engineers with AM Experience impacts almost every stage of
the AM process, from understanding machine capabilities to communicating across
teams.

A detailed explanation of each challenge shown in the DfAM AIM diagram can be
found in Appendix 2.
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4.1.4 Benchmarking from Siemens

In the benchmarking study, it was observed that while the challenges faced were
similar across organizations, a few of these challenges had already been overcome by
other company. One signi�cant challenge was the certi�cation process. The com-
pany in interview, relied on both its internal standards and ISO guidelines. However,
maintaining consistency and understanding the limitations, particularly when deal-
ing with rough printed surfaces and varying machine tolerances, was di�cult. To
tackle this, the company developed an internal certi�cation process that e�ectively
resolved their certi�cation issues. By establishing internal standards and aligning
them with ISO requirements, they ensured their products met regulatory expecta-
tions despite the inconsistencies in surface quality and machine tolerances.

Another key challenge they addressed was the communication gap among di�erent
departments. This was resolved by fostering better coordination and collaboration
among AM engineers, project leaders, designers, material experts, and even ma-
chine operators. This cross-functional approach ensured that everyone involved in
the production process was aligned, minimizing miscommunication and improving
overall project e�ciency.

The company also took proactive steps in participating in standardization initiatives.
By doing so, they contributed to the creation of uniform certi�cation procedures and
quality standards, which helped them ensure reliable and compliant manufacturing
practices across their production lines.

To address the challenge of setting design guidelines and implementing quality con-
trol, the company focused on comprehensive calibration and process control mea-
sures. These controls helped them manage the variations between di�erent printers,
ensuring consistent product quality across multiple machines.

One of the issues they resolved was front-loading the AM process. By engaging ex-
perienced DfAM (Design for Additive Manufacturing) designers and AM engineers
early in the design phase, they were able to identify and address potential issues,
leading to more optimized designs. This early involvement of specialists allowed for
better problem-solving and more e�cient use of AM technology, ultimately improv-
ing the overall development process.

Through these strategies, the company successfully overcame some of the critical
challenges that are common in the additive manufacturing industry.
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4.2 Pilot Case study: Simulation software issues

4.2.1 Types of simulation software's

To perform the simulation for AM parts , Simufact software was utilized at GKN and
Chalmers university. Initially parts were designed in Siemens NX CAD software.
For simulating the additive manufacturing process, Simufact was utilized.This has
been provided both by GKN Aerospace and through Chalmers University of Tech-
nology. Initial design of the part was based on Siemens NX, while support structures
have been designed in two primary tools, Magics and NX Additive. Magics was cho-
sen for the advanced support generation capabilities and its user-friendly interface,
allowing complex support geometries to be generated with ease. NX Additive pro-
vided an integrated range of tools within the Siemens NX environment, which made
the transition from part design to support structure design nearly seamless. This
allowed the attainment of optimal support structures relating to the printing process.

Process simulation of the AM build was done with Simufact. This simulation became
imperative in order to predict and avoid some expected potential issues, like distor-
tions or residual stresses, which the printing process could give way to. The reasons
for selecting Simufact were its detailed mechanical simulation capabilities, together
with its already existing use at GKN Aerospace. The simulations only addressed
mechanical aspects; the main results of the simulations thus yielded information
concerning stress distributions, deformations, and possible failure points.

4.2.2 Types of Support structures

There are di�erent types of support structures available in AM. This section aims
to focus on support structures used in the simulation process for PBF-LB which are
Block support, Tree- like support , Line support and Lattice support.
In PBF-LB , support structures are essential to ensure the printed parts have bet-
ter integrity and quality . To avoid necessary over hang in parts it is required to
provide necessary support , which can reduce heat dissipation, and prevent warping
or distortion during the build process.

The types of Support structure:
1. Block Support
2. Tree-like
3. Line Support
4. Lattice Support
5. Self-supporting structures
6. Hybrid Supports
7. Cone Support
8. Contour supports

33



4. Results & Discussions

ˆ Block Support
This is the simplest type of support structure, consisting of solid blocks or
pillars that connect the part to the build plate.

Block supports are essentially solid cubes or rectangular like structure which
provide a large contact area between the support and the part. They are rela-
tively simple to design and generate, and o�er robust support for overhanging
features. However, they require a signi�cant amount of support material,
leading to increased material waste and post-processing time for removal. Ad-
ditionally, the large contact area can create substantial thermal gradients and
residual stresses in the part.
[19]

ˆ Tree-like Support
Tree-like support structure also known as Gating support structure which re-
sembles a tree-like structure with a trunk and branches. The branches connect
to the part at speci�c points, minimizing the contact area see �gure 4.13.

Tree-like supports consist of a main trunk and branches are to connected to
the part at multiple points. This design reduces the amount of support's
and material usage when compared to block supports. The minimized contact
area allows for better heat dissipation, reducing thermal gradients and residual
stresses in the part. However, these supports are more complex to design and
generate, and may not provide su�cient support for large overhanging features.
[20]

Figure 4.13: Tree Support

ˆ Line Support
Line Support also known as Polyline support structure which consists of a
series of thin lines or polylines that connects the part to the build plate see
�gure 4.14.

Line supports are network of thin lines that connect the part to the build
plate. This design minimizes the amount of support material required and
allows for good heat dissipation, reducing residual stresses. However this Line
support are not like tree-like supports, they may not provide su�cient support
for large overhanging features, and their design and placement require careful
consideration to ensure su�cient support.
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Figure 4.14: Line support

ˆ Lattice Support

Lattice supports are a type of support structures used in AM processes like
PBF-LB . They consist of interconnected bars or struts that create a sca�olding-
like or lattice structures see �gure 4.15.

Lattice supports provide rigidity and support for parts with overhangs, un-
dercuts, or complex geometries. They are designed to minimize the amount
of support material required while still o�ering su�cient structural integrity.
The lattice structure allows for better heat dissipation and reduced residual
stresses compared to block supports. Additionally, the open design facilitates
easier removal of the support material during post-processing.

Figure 4.15: Lattice support

4.2.3 Software design work�ows

In the design for additive manufacturing (DfAM) process, especially for critical com-
ponents like the stator part of a jet engine, the process begins with evaluating the
part for overhangs in various orientations. These orientations are determined by
understanding the critical features of the part�those areas where supports should
not be generated to avoid damage. The goal is to orient the part in a way that sup-
ports are generated in non-critical areas, ensuring that the critical features remain
una�ected during the printing and post-processing stages �gure 4.16 describes the
design process with di�rent simulation tools involved.
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Figure 4.16: Support design and simulation process �ow

Evaluation of Overhangs The �rst step involves checking the part for overhangs
in di�erent orientations. Overhangs are areas that extend out from the main body
of the part and are prone to sagging or warping during the printing process if not
properly supported.

Determining Critical Features Identify the critical features of the part that
should remain free from supports. For a jet engine stator, these could include the
vane stages, intricate internal geometries, and mating surfaces. Understanding these
critical features helps in deciding the optimal orientation for printing.

Optimal Part Orientation The part is oriented in such a way that minimizes
the need for supports on critical features. This orientation should balance the need
for structural integrity during printing with ease of post-processing. The goal is to
ensure that supports are generated in non-critical areas, facilitating their removal
without a�ecting the part's functionality.

Initial Layer and Base Supports Once the orientation is �nalized, the next step
is to de�ne the base support structures. The initial layer of the part is usually
printed at a certain height above the build plate. This separation makes it easier to
remove the part from the build plate after printing.
The base supports are typically block supports, chosen for their strength and stabil-
ity. Block supports provide a solid foundation for the part and help in maintaining
its position during the printing process.

Additional Support Structures With the base supports de�ned, other support
structures are then added as needed, based on the part's orientation and speci�c
requirements. These supports can include lattice supports, tree supports, or other
types depending on the complexity and geometry of the part.
Each type of support structure is selected based on its ability to provide stability
during printing while being easy to remove during post-processing. For instance,
lattice supports are useful for complex geometries, whereas tree supports can be
bene�cial for minimizing material usage.
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Simulation and Adjustment Before actual printing, the support structures and
part orientation are simulated using software tools to predict potential issues and
optimize the design further. This step ensures that the supports will function as
intended and that the critical features of the part are preserved.

Post-Processing Considerations Finally, the design of the support structures
also considers the ease of post-processing. Supports should be easy to remove with-
out causing damage to the part. This involves strategic placement and type selection
to ensure that post-processing steps like support removal and surface �nishing do
not compromise the integrity of the critical features.

4.2.4 File formatting

In the �le formatting process for our project, we had three di�erent approaches to
ensure compatibility and optimize the work�ow for simulation and support design.
Each approach involved converting the part �le into di�erent formats and utilizing
various software tools to achieve the desired results.

ˆ Approach 1: Part File to STL and Importing to Simufact

Initial Part File Conversion The original part �le, created in a CAD soft-
ware, was converted into an STL (Stereolithography) �le. The STL format is
widely used for 3D printing and simulation purposes due to its simplicity and
ability to represent complex geometries accurately.

Importing into Simufact The converted STL �le was then imported into
Simufact, a simulation software used for additive manufacturing. In Simufact,
the part had various simulations to predict potential issues, such as deforma-
tion, thermal stresses, and other mechanical properties during the printing
process.

ˆ Approach 2: Part File to STEP, Support Design in Magics, and Im-
porting to Simufact

Part File Conversion to STEP The original part �le was converted into
a STEP (Standard for the Exchange of Product Data) �le. STEP �les are a
neutral format that facilitates the exchange of information between di�erent
CAD systems, ensuring the preservation of precise geometry and design details.

Support Design in Magics The STEP �le was imported into Magics, a
software used for support design for 3D printing. In Magics, we designed
the necessary support structures tailored to the speci�c requirements of the
part.After completing the support design, the �le was exported from Magics
in the 3DMF (3D Manufacturing Format), which includes both the part ge-
ometry and the designed supports.
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Importing into Simufact The 3DMF �le was then imported into Simufact.
This approach allowed us to simulate the part with the designed supports in
place, providing a comprehensive analysis of the printing process and potential
issues.

ˆ Approach 3: Direct Export from NX to Simufact

Exporting from NX In the third approach, the part �le was handled directly
within NX, a comprehensive CAD/CAM/CAE software suite. NX o�ers ad-
vanced tools for design, simulation, and manufacturing processes.

Direct Import into Simufact The part �le was exported from NX and
imported directly into Simufact. This streamlined approach eliminated inter-
mediate steps, ensuring a seamless transition from design to simulation. It
allowed for direct application of the support structures and facilitated e�cient
simulation of the part's behavior during the additive manufacturing process.

ˆ Each of these approaches had its own set of advantages

Approach 1 allowed for a straightforward conversion and quick import into
Simufact, making it ideal for initial simulations and preliminary analysis.
Approach 2 provided the �exibility to design customized support structures
in Magics, which were then accurately simulated in Simufact, ensuring a de-
tailed and optimized support strategy.
Approach 3 leveraged the advanced capabilities of NX for direct export,
reducing the need for multiple conversions and ensuring a seamless work�ow.

4.2.5 Post-processing

In this project, the design of support structures was planned, keeping in mind the
post-processing methods required for their removal. The choice of support struc-
tures was in�uenced by the need to balance ease of removal, the integrity of the �nal
part, and the post-processing techniques available.

ˆ Manual Removal Supports

Lattice Supports Lattice supports were designed for areas where manual
removal was feasible. These supports, characterized by their lightweight and
mesh-like structure, could be removed manually using hand tools. The ease
of removal minimized the risk of damaging the part during post-processing,
making them ideal for delicate or complex geometries.

ˆ Conventional Post-Processing Supports

Block Supports Block supports were used in areas requiring robust and
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sturdy support during the printing process. These solid structures provided
excellent stability but necessitated more rigorous post-processing methods for
removal. The techniques employed included.

CNC Milling CNC milling was utilized to precisely machine away the block
supports, ensuring the part's surfaces remained intact and met the required
tolerances.

Line Supports Line supports, which are simpler and more straightforward
than block supports, were designed for areas where a moderate amount of
support was needed. The removal of line supports also required conventional
methods such as CNC milling, ensuring the clean separation of the support
from the part without damaging it.

Tree Supports Tree supports, characterized by their branching structure,
were used in speci�c areas where minimal contact with the part was desired.
These supports, while providing adequate stability during printing, required
conventional post-processing methods for removal.

4.2.6 Support design considerations

Part Geometry and Overhang Size: Larger overhangs generally require more
robust support structures.

Material Properties: Di�erent materials have varying thermal properties and
susceptibility to residual stresses, in�uencing support design.
Build Orientation: Optimizing the part orientation on the build plate can minimize
the need for supports.

Heat Transfer and Residual Stress Management: Support designs should fa-
cilitate heat dissipation and minimize residual stresses to prevent deformation or
cracking. Lattice and tree-like supports are often preferred.

Post-Processing Considerations: The ease of support removal during post-
processing impacts part quality and production time. Lattice or hybrid supports
may be easier to remove than solid blocks.

Support Optimization: Computational methods like topology optimization, ge-
netic algorithms, and �nite element analysis are used to optimize support designs,
minimizing material usage and residual stresses while meeting design constraints.
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4.2.7 Discussion of model

The model under consideration is a stator, a component of a jet engine. This stator
is designed as a sectioned part, divided into two semicircular halves, each featuring
three stages of vanes. The initial plan for manufacturing this model involves using
PBF-LB .

Orientation for Printing: Proper orientation of the stator parts during the PBF-
LB process is crucial. The orientation can signi�cantly a�ect the quality, mechanical
properties, and dimensional accuracy of the �nal product. By understanding the
critical features of the stator, such as the vane stages and their alignment, we can
determine the best orientation to minimize defects, warping, and residual stresses.

Support Structures: The PBF-LB process requires the use of support structures
to stabilize the part during printing, particularly for overhanging features and com-
plex geometries. Identifying the critical features of the stator helps in determining
where these support structures need to be added.

Removal of Supports: Equally important is knowing where support structures
can be strategically removed during post-processing. E�ective support removal en-
sures that the �nal product meets the required tolerances and surface �nish without
damaging the part. This requires a thorough understanding of the part's design and
its critical features, ensuring that supports are placed in accessible areas and do not
interfere with the functionality of the stator.

Post-Processing Considerations: The placement and removal of support struc-
tures also impact the post-processing steps. Knowing the critical features helps
in planning these steps e�ciently, reducing the time and e�ort required for post-
processing

4.2.8 Analysis of model

The model we are working with is a stator, a component of a jet engine. It is a
semi-circular part with three stages of vanes. The goal is to print this stator in one
go using PBF-LB .

During our discussions about the model, we realized the importance of identifying
critical features that should not have supports, as these areas would require ad-
ditional post-processing. One key area we identi�ed was the leading edges of the
blades. It was crucial that no supports were generated on these surfaces to avoid
any post-processing that could damage them.

Understanding these requirements allowed us to start designing the model with sup-
port generation and simulation in mind. We focused on ensuring that the critical
features were protected while optimizing the design for successful printing and min-
imal post-processing.
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4.2.9 Comparison of support structures

Initially, we started by determining the best orientation for the stator part to avoid
generating supports on the leading edges of the blades. We aimed to optimize the
part's orientation to minimize the need for supports in these critical areas.

Our �rst simulation was conducted in Simufact, focusing on support generation and
part orientation. We decided to use tree supports for this initial setup due to their
e�ectiveness in supporting complex geometries. We used a mesh size of 3mm for the
simulation.

In this simulation, we concentrated solely on mechanical aspects, aiming to evaluate
total displacement and deformation under di�erent voxel sizes. This helped us
understand how the part would behave during the printing process and allowed
us to make necessary adjustments to ensure successful printing and minimal post-
processing.

4.2.10 Results of model

In our initial tests using the tree support structure, we gained valuable insights
into how the part deformed during the printing process. The results showed us ex-
actly where the deformations were occurring and how e�ectively the tree supports
were providing the necessary support for the overhanging regions. in areas prone
to sagging or warping. By analyzing these results, we were able to understand the
strengths and weaknesses of the tree support structures and make informed decisions
on how to re�ne our support strategy for better performance. This understanding
was key in ensuring the �nal print would meet our high-quality standards with min-
imal post-processing required.

4.2.11 Case study of model

One of the objectives of this thesis was to provide solutions for the current pro-
cess, which was achieved through interviews, gathering challenges, and plotting the
Design for Additive Manufacturing (DfAM) diagram. Given the wide range of chal-
lenges identi�ed, we focused on one speci�c issue: the �le format process. To address
this, we were provided with a model of a jet engine component, which served as a
case study for implementing and verifying a standardized �le format process.

The model was used to design the support structures in multiple software programs,
with the aim of creating a standardized �le format that could be seamlessly opened
and utilized across di�erent platforms. This standardization enabled consistent pro-
cess simulation, demonstrating the e�ectiveness of the approach.
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4.2.11.1 Explanation of CAD model

The jet engine part used in the study was a stator component, which included a
three-stage stator vane with varying lengths and di�erent numbers of vanes in each
stage. To make assembly and manufacturing easier, the model was divided into a
180-degree section.

ˆ Simulation of model
For the simulation, Simufact was chosen due to its use at both Chalmers
University of Technology and GKN Aerospace. This software's capability to
simulate the PBF-LB process made it ideal for the study. The focus was on
mechanical simulations to assess deformations during the printing process.

The work�ow began with importing the part �le from the design software,
followed by the generation of initial support structures in Simufact. As the
study progressed, support design iterations were carried out using Magics and
NX Additive, tools known for their advanced support generation capabilities.

The primary objective of the simulation phase was to monitor deformations in
the model during the printing process and to determine the optimal mesh size
for accurate results. The study aimed to gather detailed deformation data,
evaluate di�erent mesh sizes, and identify the most suitable support design
for the part, ensuring minimal deformation and optimal print quality. This
comprehensive approach was essential to achieving high-quality results with
the least amount of post-processing required.

ˆ Orientation of model
The model under consideration was a semicircular part, speci�cally a stator
with blades. To optimize the printing process, the initial orientation of the
model involved tilting it 20 degrees in both the x and y directions. This ori-
entation was chosen to minimize the overhang angles of the blades within the
stator, thereby reducing the need for extensive support structures.

This speci�c orientation also accounted for the recoater movement during the
powder re�ll stage of the printing process. By ensuring a minimal cross-
sectional area in the blade region, the risk of the recoater scraping against
the melted part was minimized. This precaution was crucial to prevent any
potential displacement or misalignment of the part during the printing pro-
cess, which could compromise the integrity and accuracy of the �nal product.

ˆ Support structure generation
The initial support design for the chosen orientation incorporated tree sup-
ports, given the minimal overhang of the vanes. This choice was driven by the
central part of the vanes having the least overhang compared to other sections.
Tree supports were auto-generated to ensure that no supports intruded on the
leading edge of the vanes, as the primary objective was to avoid any supports
in this critical area. This strategy aimed to maintain the integrity and quality
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of the leading edge of the blades, which are crucial for the performance of the
stator.

ˆ Outcome of the simulation
The initial analysis used a mesh size of 2mm (see Figure 4.17) to study how
the part deforms. The results showed that using a smaller mesh size gave a
clearer picture of the deformations happening in the part. The colors in the
image represent the levels of displacement, with warmer colors showing areas
of higher deformation. This �ner mesh size provided a more detailed view of
how the part reacted during the printing process, helping to identify problem
areas and allowing for better adjustments to the support structures and overall
design.

Figure 4.17: Simulation of tree support of 2mm voxel mesh size showcasing total
displacement

4.2.12 Sectioned CAD model

The 1.5mm mesh size provided better results in the simulations, but attempts to use
a 1mm mesh size often led to errors. The smaller mesh size proved too large for the
system to handle. To overcome this issue and continue the studies, the model was
sectioned into 90-degree segments see �gure 4.18. This approach allowed for more
manageable simulations and provided a deeper understanding of the deformations
that might occur during the actual manufacturing process. By focusing on smaller
sections, the simulations could run more e�ciently, o�ering detailed insights without
overwhelming the system.

Figure 4.18: Sectioned 90deg model
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ˆ Simulation of model
Using a 1.5mm mesh size gave a clearer and more detailed view of the part's
possible deformations, helping us understand the stresses better. Although the
2mm mesh size was helpful, it didn't show the �ner details as well. Comparing
the two mesh sizes helped us choose the best one for more accurate simula-
tions, leading to better predictions of how the part would behave during the
actual manufacturing process.

ˆ Orientation of model
For the sectioned 90-degree model, the initial orientation involved tilting the
model 20 degrees in both the x and y directions. This orientation minimized
the overhang angle of the stator blades, ensuring that they remained as stable
as possible during the printing process. The orientation was chosen to ensure
that the recoater, which travels to re�ll the powder during printing, encoun-
tered minimal cross-sectional area. This approach was crucial in preventing
the recoater from scraping through the melted part and potentially altering
the part's orientation during the printing process. The careful consideration of
these factors aimed to maintain the integrity and accuracy of the �nal printed
part.

ˆ Support structure generation
The support structures designed for the model included line and block sup-
ports. Given the orientation, the overhang from the blades was minimal,
with the trailing edge being the primary area of concern. Line supports were
suitable for these minimal overhang areas, ensuring adequate support with-
out compromising the blades' structure. For the base part, where the model
connects to the build plate, block supports were employed. These supports
provided the necessary stability and strength to maintain the integrity of the
part throughout the printing process, ensuring it remained securely anchored
to the build plate.

ˆ Outcome of the sectioned CAD model simulation
The sectioned 90-degree model provided clearer insights into deformation pat-
terns and identi�ed speci�c regions requiring pre-deformation adjustments be-
fore printing. This detailed analysis allowed for a more precise understanding
of where structural changes were necessary to ensure optimal results during
the actual printing process. By focusing on these critical areas, the overall
quality and accuracy of the printed part were signi�cantly improved.

4.2.13 Sectioned CAD model (90deg)

In the previous sectioned 90-degree model, the supports were automatically gen-
erated using Simufact, which posed a challenge due to minimal overhang on the
blades' orientation. However, this orientation cannot be directly applied to the 180-
degree model. The outer blades in the 180-degree model have di�erent overhang
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requirements compared to the sectioned 90-degree model. Despite maintaining the
same orientation for both models, designing support structures for the 180-degree
model required careful consideration. The goal was to avoid generating supports in
areas where they could potentially cause damage or compromise critical parts of the
component during printing and post-processing.

ˆ Designing of support structure using NX

To design the support structure, the initial approach included an arch that
extended from the base plate to the trailing edge of the blades. This design
ensured that no supports were generated on the leading edge of the blade,
thereby keeping them clear of any support interference.

ˆ Selective line support generation using Magics
Initially, no support zone was speci�ed for the blades in the model to prevent
automatic generation or interference with the part. To address this, supports
were generated from the trailing edge up to the arch designed in NX. Using of
line support was appropriate because the overhang from the leading edge had
a cross-sectional area of 1mm, making line support suitable for the design see
�gure 4.19.

Figure 4.19: Line support generation using Magics

ˆ Selective block support generation using Magics
Initially, the leading edge of the vanes was isolated as an area where support
did not need to be generated. This was done by de�ning the speci�c zones
where line supports should not be applied. By doing so, unnecessary supports
on the leading edge were avoided, ensuring a clean and e�cient design. Once
the line supports were appropriately positioned, block supports were used for
the base of the part attached to the build plate. This approach was chosen
to strengthen the part and prevent any potential warping during the printing
process.
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