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A S TIELL T OBSEE 2 Tz,

AAALAC The Association for Assessment and Accreditation of Laboratory Animal Care ([ER3Z5RE
7 AR E )

ABS Acrylonitrile butadiene styrene (7 7 U R = R LT X T ZF L)

AUCo241 Area under the plasma concentration-time curve from 0 to 24 hours (0 FFfij 2> & 24 Kffi] & C
oD 1fi. H i - HRe P R T T )

CAD Computer-aided design (= > B = — ¥ XX E%5T)

CG Computer graphics (2> E=—X 777 4 v 7 R)

Cinax Maximum plasma concentration (¥ 5 IfiL 57 5 5 )

FDM Fused deposition modeling (ZAVAfEAE & 1)

FDA Food and Drug Administration (77 A U 77 £ fin [& 3K &)

GMP Good manufacturing practice ([% 3£ i O &8 B K OY P> AL YE)

HME Hot melt extrusion (JARERH)

HPMC Hydroxypropyl methyl cellulose (t K2 %27 1 £ /L A F /L& /L1 —R)

HPLC High performance liquid chromatography (& i#&iK 7 v~ K77 7 1 —)

Inkjet 3DP Powder bed-Inkjet 3D printing (¥ A [E 5 & & 1)

ODS Octadecylsilane (47 # 7 2 /v 7 V)

PCL Polycaprolactone (7" U 1 7’007 7 k)

PEGDA Poly(ethylene glycol) diacrylate (R Y =F L > 7Y a— LT 7 U L—|)

PEGDMA Poly(ethylene glycol) dimethacrylate (K'Y =F L > 7Y a— LT A% 7 J L—|)

pHEMA Poly(2-hydroxyethyl methacrylate) (R VU 2 & Rr¥F T =F )L A X7 J L—|)

PK Pharmacokinetics (4735 FE 5

PLA Polylactic acid (7~ U FLE&)

PMDA Pharmaceuticals and Medical Devices Agency (JSZATEUE N 3 5h R RIS 2R 8 5 HEAS)

PVA Poly(vinyl alcohol) (AR Y B =L 7 /L z1— /L)

PVAc Poly(vinyl acetate) (4~ U FEfE £ =/1)

PVP Polyvinylpyrrolidone (R U =11 U K1)



RSD
SD

SLA
SLS
TEC

Tmax

Relative standard deviation (FH 552 HE(f £2)
Standard deviation (15 HE{f 72)
Stereolithography (Jti&E/1%)

Selective laser sintering (f3 A BERE T B 1EZ1E)
Triethyl citrate (7 =& K U =F /1)

Time to reach maximum plasma concentration (Fz = IfiL5E 1 547 e i 21| EERE )
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“WREERIE 3D Y T v, MEER, fMRGE, FATe9ICi3 Additive
manufacturing 2 L /R IEH, a0V a—4% B TRty B a—2 LiERE (3D CAD) ®°
WA a—E T T 7 47 A 3D COEDZRILY 7 My 2T ERHOTERI N
SWICETNVEIRD, MEWEERETLHEIFTH D . 1980 BRI HINT o F 5133 5 23 5
RFFFFORGEME KT L7z 2000 FREL A EZEAICRAICEREZBOD KO 2o
7o, ZRT —ZIZEDSELEORIRDOSARIE Y & FEHE CER & 5 Z L2z,
hay FORGERN—Y %, LERRICKELRERIE T R TERT 52 EICKVEESY
HI TR e 72 EFlEA DAY » EBEEND Z LD, BEx Aol caMIc % kv
ATWLERTH L. EREFICEWNTHIEMNITEL, BRI ALEK R LD ER
R EY, NIEFXRALREXREOREMNA 77 FREBERIZE LR L
RHEICERTEER ENTEFAN DD [1,2]. EREE T, BEOHEFICIE U R
DI T EERL, WA IR T 5 L Wo faiBEIE L EB L TV D [3].

iR, WRAA 77 FoRBERME LR TiEked, ERLREHINE L
TOZWILEEROER b RFAREA TN D, 2015 FITFZRTERICL Y RESN DY)
OFOBEERAITH D Spritam®3 7 A U B RASEFKGF (FDA) O 2 L 7=,
Spritam®I I TANAEKD L RF T EZ L 25/ T H5KAOK TH Y, Aprecia D
ZipDose® Technology &\ 9 ZRICEFHEMAEA SN TWD [4-6]. TDOMIZEH, 2020
FATIE Merck & AMCM/EOS #23 =R ITIETZC K 2 8 1 A 0> [ 38 dh o> B s 48 L K O i
BHEM oMY (GMP) FTofEZ A L= = v P2 L L 2% ET D
RE 7], ZREERIZERLEEOHETHERZED TV D.

SREERITEEORRON KN 2 E TCELRBRERFUTH L. = RLERE
MAFHBIIER T2 2 L2k, "MAORIROBABHEIT LN D [8-10]. BkZBEBIIEX
B &V R, ABLOZIBICEE LT, EEBROME S, o F HE EH
CHBENRZZenn, BAOHERFHCBWTHZRT FYa—FRnaiEL 25 [9,11,12].
RO - EEORA % KBS CHEICHN T2 LW mHIELEESRD Z &0
5 [11,13,14], = RTEBITEIMLERERAORBICKE S BERT 2 AEEEZMD TN D.

TOLERN®DL, ZRLEROKROBEPRAKEL LToME B L LIEFRERN
BBICEA SN TWD., —AR=ZKREERLEE2THLZOERFETZEIZDE D
[15]. ZOHTY, ROBEBEAOERICESHWLEN D L LT, Stereolithography

1



(SLA), Selective Laser Sintering (SLS), Powder bed-Inkjet (Inkjet 3DP), Fused
Deposition Modeling (FDM) ® 4 DRz F 5105 [16,17].

SLA [ZEAERBNED N Tl UV L —F—Z2 A L, 18I LICHNOES 2k S &
RN ERYERIE T 5 FIETHL. HRBES 2D F ThH D Poly(ethylene glycol)
diacrylate (PEGDA) < Poly(2-hydroxyethyl methacrylate) (pHEMA), Poly(ethylene
glycol) dimethacrylate (PEGDMA) 72 U3 Al E L CTHWO NS . - 2 AR IE A 12 7R
ML7c BT, UV BEIC X VEEZ (bS5 2 & T, EMaE 5 L0 BEIRRA 215
BT 5. WA LEMEINDER T I LIchdzd, FICHBINE = KRLER
WNIIR B OFEMVEIN 7 7 7 7 A V& RS [18-20].

SLS lFMRICH L TL—¥F—2HREHL, HREZBEKSEL L TZRTERT L FiE
Thd. L—F—LLTHHEEL—F—, RKBFVAL—V—, BRI —HF -7 L
exZpL—HF—BHWLND [21]. H—ICHEHEDTEHRICL—F—2BHEL, BHHO
AL ZBERS SET2Db, ZOLIC2BHOMREY —ICHEHED L. BEL—F— % R4
L2BEHORERZREESED. ZOXIICHRELZ 1 BT HOMAERRN LR T D
TRZEYIRT Z & TEEWESES [22]. KDL Powder bed & 541, Powder bed
DHFISEEIBEE SN D Z L 2. RABEERAO = RITER~DISHT 2 B2
Eudragit®, Ethyl cellulose, Hydroxypropyl methyl cellulose (HPMC) %5 D [E 3 i & L T
A OB 5 @0 FIRMAZRRERE LTHERAT 22 ENARETH D [16,23,24].

Inkjet 3DP (X SLS & [Al#k, Powder bed s & L7-H i THD. 1> 27V =y N
YHE=D XS ICHUNRIE AR RELICEE T D LI LV REEORE T S LD
SRS SLS LITHR L. WM A LI R QR O — 8N BT D Z &I KV kLT
LA E LR R, KRN E £ 5. Polyvinylpyrrolidone (PVP) KA HPMC /K IR 72
CRIF G TR I N L EROBKREEHET L2 LIV FREEZMESE,
MRZEDDZ &b TED [25]. ZOE, &AAEKITH AR M ORRICAVIAZ,
WIREKE AR T 52 & T, hirRLOEEE, #5223 [26]. BAKEIZIX Mannitol,
Eudragit®, Ethyl cellulose & O'HPMC 72 &% 1 BLANZ LA & 4L 2 IRINAISC Polylactic acid
(PLA) 2 EEIELE L THEHAEBEOH 2B EZHND Z LN TE S [27]. Budragit®x®
PLA 72 EOKRFEMEORKRIEANCK L TiX, =% /=7 ® b EOFKER NS
BEND. AHRIRBEOWET & A L7 RBL T O MR L, BT ok L5 L
Tet, WIEOBBIZHEVWHKREEREET D2 LICEY ZRTERB RS RS [27].
ARER R TIE, EWIHRM, BETL2@HBEUOLELLICHIRMATETH LS. Liko
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Spritam®% Inkjet 3DP SR IZ CTHIE STV 5. Inkjet 3DP (2 KBl S5 ZipDose®
technology IZ &V =R ICiER SN O ERRANX, DEENRERRAELIEY (15
LIF) LW R e, Wz 1 g ETERATRE & V) Ba OF R [28]. JEME R 23 2
BRMEROEEANTX LT, JEMREEZ DR WARTIEIL, ZAMEMEEZ RO 0 FE R
Al ZWRTERTEL2 b, BHBEOEYEGHT D OIENFEESE & D 8 LU
BEAERHLEES 2D [29].

FDM (3#% A BB RAI O & FIEL L TR BAFEFEFINAZ <, 2020 L TIZERI N
B OEERAOERICET %R0 4550 328 FDM 2 W THLIEORELH D
[17,30]. —#%H72 FDM 5D 3D 7'V v ¥ — O [X % Figure 1 (2777 [31]. BAr¥EME
R ~—=6R57 47 A bEMTINLBIROBIE (Fig.la) &2, —EHE TRtk
JBAEE 3D U & —) O, XL (Fig.1b) IZH#E+ 5. &R X O % (Fig.lc)
T, #iREnBEEm S SN D, HHSWEEMWITER 7 LV — b (Fig.ld) LT
ZCHEED. 1 BHOEEIEDLONIX, EEoERYO LICRO—@REIZERIND.
COTRE®RYIETZE T oRITEEYNRESNSD.

b. Printing nozzle

c. Printing nozzle tip

d. Printing plate

Figure 1. Schematic illustration of fused deposition modeling. (a) filament, (b) printing
nozzle, (c) Printing nozzle tip, and (d) printing plate.



SLA, SLS KT Inkjet 3DP [T FEEHIN +/0IC RE S NN THBDONARY % 15 IE T
HEHFETH L. NCRBEShZEAIIETHERSNI b TidR<, BROIE
MaEFLTZDICREOBEDS LS IZEKEERT 2 4ENH 5. Inkjet 3DP TIEE FH IR
CHEDEEGETDHZE L ARERE D, WA ERA L LICHNICEET 2854, kA
OF A FIK TR E G FE O KICoRm BN 570, 2L ORFEAZ2LEL 35 HEITH
FLLRW. —F, FDM [TEHEZ 7 4 7 A2 MRICIMLET 2 LER N H 57, toEkRF
BT D ERATHRFEANT D20, AT, BABEERY < — 2N E e ks
D END, WRHBREORVEEYBIERAETHLZLEHAY Y hTHD.

—#AEIIZ FDA X° PMDA OB A #2 ZZBWWT 15 55T 85%LL I, IWH I 2 8Hl 23
AL T SR Y 2 Rn T A & L CER SN TER Y [32, 33], SEAIOZ < 12K
PHRFITH S, —7F7, FDM TER S /WA S O YR HI3E < [34],  #BERF o
AN L WD, EHARREYARESNDI EVOBRELHD. TOELHHBIL
FDMICHWHN D EEAFICH DH. — &I FDM FXo 3D 7V > Z — Ik kHE L TR
D74 TA MEIBATBMWERY v~ —NERMERESELTHYORD. bBILHMEDE
WA EHZE Acrylonitrile butadiene styrene (ABS) lE CH YV, ABSIZFEHID 7V & —
WHEHATRER 7 0 Z A PR HOBIETH S, LLRB G, KISRENDIEELF
ThHdHimw, EFRSHTOEAIIBENTH D [35,36]. —JF, ABS &R U < FEKREME
TIEH D0, ENMIEEAITH D PLA X Polycaprolactone (PCL) X EH /B, HricHE
EEHADOAX Y 74—V RRAT U MR EDERT NA ZAOREMFRICH N DDA,
W 2 P S TR T A R g ERk 2 IR ICIE I STV D [37-40]. KEEMED
7 47 A v M S5 AL Poly(vinyl alcohol) (PVA) A2 F S5 [35]. PVA X
FDM I[ZBWTCITHME T 5 ZRCERM OMEZ IR T 2 EEROER AR & LTHY
bhdZendHbH. FDM FATIE, 3D 7V ¥ —DiEl 7 Ah b INBERINC X v i
REETHHENEZRY =2, 7L — s EBI OB TO&EEHO EThHx TIH
EFL Lo TR END. HHEORY v —03mx CTHE 2 E TIZEA 2
PO TRMZEST L5700, TRA/FMELRWEFTICIZERIZTTE S, ZHBEELZ RO
K OTEITEE L. & 2 TR L A B EAICIE PVA TINLiA¥ & X F T B K 2 & TF
L7elb, O EICHEMOSNEYZER L T . KEMIZ PVA TEFRLZEHSEZKT
IR LR ETHZ LT, ZEEEEF SRR ERT D, 20K ISRk O K
BEERT DT, PVA ZED L LIEKEBEET7 4 T A RO D . KiEMET 4
FAYRMELTPVA BERBBEHEINTVD Z &0 D, PVA X SR TEBICEN AT
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HHEBZLND [16,41]. ZOX I RERITMZ, PVAITEER O a—F ¢ > 7 [42] %
W% AT D7D O BERSBRO AR L [43], EELBMAE LTERAISALTHD
BMFITH D Z &b, PVA & LT & L THWZRE D E I RA o Z kR TiE’ i
BT 20 EFR AL < @EINTWD [16,35]. LAALZARRGL, PVA IZKEMETIES 2 M
Vo iR B IR LTl < Ap T 8D, AR 0 % 1 E T A O =R JeiE T B T D o )
28 E HD TV D [44-47].

DX HIZ FDM (T X 2 # gt o 1 JE REA o F 513D 7207y, FDM R4
fli7e =W IERFIELE LTAS ERLTWD Z LD [14], FDM % 72 il e S5 o
SEWOCER B A ML T D Z L E, ZROTIEIC K D G R oo i R B35~ o0 = BR R RE
PEEDDLIENTE, BEREVWEBZZOND. £ T, AW TIL FDM TEEATREZR
AR O [ B o i e 2 B HR LT

WHEEZLET DD, 7407 A FOWKFIZHER Lz, BAATBERY ~—0—
EIRMEE OB NERMAI CRET 27 Fu—F &2l T Ara—LViZBENAS 2
ETHEL, WANZELVEMLT 2MHELZFS. Mx T, KEEbmnwZ &b, =&t
I3 2 IEYE & HERE L 2D Z R oIS TEH 00 ¥ s E oD 38 3 vl AR 72 IR INANT 72 9
D EEZT. PYA ITRIBMEICENTZBATBERY) ~—ThH Y, K717 A ML
LTHRENTNDZENG, ERSOBEERY v — & U CRIRL 72, #IRERIF
DML ELZHAE LTHET LI — L 2R Y ~—ICIM L7 [13] 3H D0, BWH
WEELHME L TARMBEERY ~— 2T Va— L E2IFRNML 7 47 A2 2+ 5%
BRI INETRRAREINTELT, PVA WV CHAERAIZ ZRTEE L & v o W&
LW LD, ABFFETIE, PVA LT L3 — A5 72580 ERRK O =Rk oTE R
TIEORE /2 5 ONC SR TIETED H & O F IR HE FE O RRGE 2 FE i L 7=

B1LETIIETLa—LELTYAT F—LE&IRL, v VF b—AZRMLT PVA
T4 TAYNORBETERLRICT 4T A2 M EAWEROERRA O =R TER T
AR L. MAT, wHEBRIZ XY RO ETERF NS Oy O HIEE 25 M+ 2 2
ET, BT Aa— ORI LD HERERED = 7 M BEE L.

H2ETIE, RHEERERFMNEZERLZ. FIC ) BT La— LRI ) —= 7,
2) ET LA — LOWMEBEOKRF & VI RFENSLOT Fa—F M, ZIRTIER O
MThHsd 3)BIRLEKD 3 o077 —FxRlkAhic. 747 A2 FOFHEIE Hot melt

extrusion (HME) I[Z CIRAEW Z ARG T 2 TR Z & 1. HME I28 W CTIXBUERY O &
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ALK EE S BRIEIC B A RIE T2, KU ~— LT V2 — L OIRA Y OV RURS FE % R
PERIE I CREMB L, PVA &~/ F h—/L728 HME |23 L7/ &H Th 2 0% Mak L7z,
B3 ETIETZRICEED O A X TORE A WIIEDFARL 2 Ehi L7z, 551 8RO 2 I
BUsmETRESAZALT Z AW TRABERRA 2 =RcEE L, —KENR7 1125
a—F 4 TR XICROBEE L., ZRoEEME T oV a—T 4 v TR
HB#omhgE a7 y AV ELRKT D2 LT, ZRTER L7280 EEEF R — i
RREOEERA L FAEONALFT XA TV T A ZRTZEERIELE. ARXOUT
DHEEIZBNWT, ZhbDMREEFHFRT S,



< /VF b=V EBRM LT PVA 7 ¢ Z A2 ORI 5 ONS R 1 EFE Ao
SR TIE R

&
il

=i

)

1.1 9

B ETIIRET L — L ERMLEZ PVA 7 0 7 A FORBGIERLNC T 4T A
MaERWZR A EBRAI O ZRoUER FIEEZ MR Lz, PVA T L¥EMNICEERE =L
J)w—ZBEALELNIEZRY FIBEE =L (PVAc) IZX LT, TEF L% 2 Fuxi Lk
ICEHBmT L CREINRD. TETFAENDE RaFx U L RIC@ERT D K6 % T AL
G E W, &ETEBERLEZSER2T AL PVA”L HIE, —8% 0 AL L=< 0 Adk
PVA*HAH Y, & Fex v VEOEEGZ T AME L WS . PVA OKEHRIZEICH F& (H
BE) & T AMEDORETET D [48]. #5001 AL PVA TRy 18D PVA [TKEM
D [49]. Z D728, ARBFFETIEY & 6,000 DER5 T AL PVA (1 AALEE 80%) %
R LT

FET7 a3 — 2 onTiX, HEKEERE L, AOmW~ LT h—/b [50] &2
7 MREEAH & L CEIR L.

T4 TAVNCEMEGAHETDLFEE, 747 AV N ERKRICRLEDEERIED
FELT7 47 A MRBERRICED A6 ST 5 FIEICKRIENS . fiEOFEEHERO
T4 T AV NERBTESZ L DHERFIEEN, BRATEREDREITIRK SHRE L
iRV [34,47,51]. £ 2T, RBETIE, 74 7 A NARIFICEDEZGH S5 FiEExH
ML,

T4 T A PRABIIRELS ST T 2 50 Step THf L7=. 1%t Step T, Hot melt
extrusion (HME) JEIZ LY PVA L~ F F— L Z B 0ERAM A SRS L, %) — 7206
WEPHE S 5. HME 51, SR O mfE e 7 o L 2 8ANLE B & L7 EIR 51
EOFHBIZHNSBN D FED 1S5 TH D [52,53]. HME Tl Extruder EFEIEN S LH L
RIBEE NSNS DA, IRHESCRIEEOBAND, 220 Screw 24T L Tl 5 Twin
screw extruder 78 —fRAJICH W SN D [54]. LA L7226, Twin screw extruder (A 7 —
NT y TRES K, RPRHEERA S — VTR RKEL, FRATZF— L TITI0RF A
) —= v ZZIEARmMETH D [55]. DD, NAZ— DY F LR A HE A
Conical twin screw extruder & A58 TIEZEEMH L 72. Conical twin screw extruder |/ A
=V TOY T VHBNRRRETH DL Z LA, T ENLLVNTHEERE I SRR
DIERNRM A T 2 2 E N e e SR OWRENRME Y AT A ThH 5.



27 step Tl, Extruder " HIE@MM A —EHE THIE L, FRTHEALLNE 7 4 T 2
YRRICHRIEZIT ). BRI RD X HICHEMY 2o BT L7220 b mAM kS
LZLETHRODZ 4 7 A bafd. Wzl EEETFiEE LTV bar~"T %
W2 5L [56] X0, BEMEER WD HIE [57] Wb 22, A TIEEESIY 2 H
WT7 47 A bR A SN L 7.

T4 T A MR, AR LT AT A FEID Y X —ICERE L, BOEERA
DIEWERBRT-. 747 A FOFHENS 3D TV X —F W ZRkER a2 &
Figure 2 IZX/RT 5.

SWTEE LR O BEIERA S OEYEH 70 7 7 A V2 R TR L, b
TAI—LORMIEVEHEESEO a7 M ERIELTZ. O REICGER
T5.

(a) Prepare filament by conical twin screw extruder and winding unit

1. Load mixture of drug substance and some excipients into extruder
2. Melt and mix the materials

3. Injection form filaments with automatic winder
) i filament
¢ N " 3 y

Drug substance
Thermoplastic polymer
Sugar alcohol
Plasticizing agent

AN

3IDCAD
design e

Figure 2. Process scheme from (a) filament preparation by conical twin screw extruder and
winding unit to (b) 3D printing by FDM with the prepared filament.




1.2 BB B e ONSEBR 7 1A

1.2.1 FEB e

PVA (Poly(vinyl alcohol), MW 6000, 80% hydrolyzed) IZ Polysciences, Inc.
(Warrington, USA) X VWA L7z, ~w/LF F—/L (SweetPearl P200) | Roquette Japan
KK. CGRE, HA) KVEALKL. 7= N Y =F /L (Triethyl citrate (TEC)) (T K
IbRR T2 GRm, BA) LA LE. EFLVEMTH S N2-[(2E)-3-(4-7 1 7 = =
N)-2-7' X ) A JV]-N-[2-FF YV -2-(4-([6-(F U 7 A ua XAF)) B I -4-A VA
FNERY DA ) ZF]3-B VP2 A NN-L-TT7=T 2K (LEWA) 17
AT T AFCRBR AR O, BAR) ICTERK L.

122 747 A2 Ol

7 47 A2 b OFHEIL Conical twin screw extruder T 5 Xplore Conical Twin Screw
Extruder (Model MC15; Xplore Instruments £, Sittard, The Netherlands) Z f\7z. &
EMITRD ST, EREAD L )CEEIRMAZR) =F L U EITIRmML, &
BETHZETHB L., TEC XK TH D=0, TEC IS OTMAIZ FiHEREE Lk,
HERD TEC LV ETOMKICH T LN IRAMICIRML BT, RBEEFE L.

15 ¢ DIRAEW% Extruder LD 7 4 —X —fLx LM L7-. 50 rotation per minute
(rpm) @ Screw B DKM T CIREM O EER L, £ Ok, HEZEZEZ 100 rpm (2 k-
TR Z Ef L. W E SLLVNTHRE SRR DIEEIRMEEZ EmL, N1
T B S0 VA i JES AR P R VAL 5 1 U CR B L 7=

IRBNE %, Figure 3 IZ/RT L 5 ITHH L2 AR % % 2 HL D #% (Micro fibre line: FL;
Xplore Instruments £, Sittard, The Netherlands) (2 CHl & IEIX L7228 H&EY BKIE L,
T4 TAY NEFHM LI, 74T A POBERN 1.75 mm FEIZRD L ITERY EO
WAL 7.



Figure 3. Winding process after hot melt extrusion; extrudate (arrow) was stretched and
wound using a winding unit.
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1.23 3D 7V ¥ —Z R0 ERRA O = RItER

FDM XD 3D 7V v % —& LTEagleed (VA A ¥ —7F 4 X, fudkil, HA)
Z M 7=. 3D CAD 7 — % % Autodesk 123D (Autodesk #f:, San Francisco, USA) % fl\»
THERR L7c. =WIti&EE Y 7 7 = 7% Cura (Ultimaker f1:, Utrecht, The Netherlands)
ARV, AR L7 07 A2 MK, 2 AR E IR LICIREET ) XV RHICERE L
7=. Cura @Y7 U =7 %8k, 3D CAD 7 — X @i rihy, W/ T A — X BRE
L7 BT, =WooiEie a2 3 L.

1.2.4 &R

“WRLEE LR A EERAALNLOIEY A DB 7w 7 v AV EFGT 5720, H
KIS TT O HREBRIE S FAVEICHE > TIEHRBRZ M L7z, RBRiKE L TRARERT
WHARBRE 1 (pH 1.2) 900 mL 2 L7=. 37 °C OEIEAM P ICERE Sz vy &L
WCRBIR AR L, RBEAE 37°CITIMR L7, ZWRoniER LciEt 2 BRRic AL,
X RV AR 50 revolution per minute (rpm) (2 CaEAli & 320 L7-. SRBRBAAETE 5 0
30 um D ERPRENARE/RR 7 7 A4 7 4 VX — (F72, EILEEKNSH, Kk, BAR) %
WL CRBIEEZY 7V 7 Linth, BRI E R (UV-1800, KR4
i BERT, RCES, HAR) 12T 285 nm DEEDOUNELZMET D Z L TILEY A DRE
ZREM L7, N RVEEE 250 rpm (2T 1 RFEELET 2 2 & THEYIT IR F I
T 52 LA THAICHAE L 72 1T, BHRERB % 6 Reffimtk, /N FVEERE % 250
rpm [ZATE L 1 RFAREZICHE LIAEE A DREZ 100% & L CTHEMELZHE L.

11



1.3 AER L VB

PVA L~V F F—NEHNWTT 4 742 FORBEEEZBRT LZ. £91% PVA 2 5%
GELEMEGHSELT7 47 A POFRTELMEEL 7. KIZ, PVA ZEgS L L,
SYNAF RN ERMLIET 4 7 A FPORBAGEZRIEL, &EIC, EPRLLICV L
F R—NERMULIZ PVA 7 4 T A2 N OB AR 7.

1.3.1  HEMEHFPVA 7 47 A2 FOFH

Table 1 |\Z/R 9 DIREW % Conical twin screw extruder (& CIARIEM, HHL, &
TWMVBICTT 4 7 A Pl LTz, BEW % Extruder I[ZHG T DR D /S LOVIR B 72
BUNCIEMIBHMIEO N L VREIZEE 5L 160 °C ICERE L, WEIESHIT 3 oM %M L 7.

20% DAY A, 80%D PVA 25 LW FIZTT7 47 Ay 3FiRRETHD Z &
R L. B 10 cm FREOBRRY HA AW CHH L2BHEZ 5] & 5EI1E LR A 5 &R
DRET D78, BIBE#RD 7 47 A2 MEIERE 10 cm BEOHIMEZH#WZIBR E 20 5.
Figure 4 |Z/RTHY, 3D 7V X —0D ) X)VEEICT 4 T A BT 5720120,
T~ DRNDT 2 —TORIZT 4 T AL NEFATLILERNDD. 2O, BEE 10
MIZHESTLT A TAMEHEILRRLTF 2 —TIZHAT LI LICRDM, LFH#L O
WFCTHBELIETZ 4 7 A PEMIETEETHTATCLEY, Fa—TJICHATLIL
INTERMPoTZ. 74T A FOREERARLTWEZ ERFRKEHEZI N
"YAKITEH D TEC G FIZIHRML, 74T A2 h~O O fL 5 2R A7 (L F#2 -
#4).

HARMIZIX, {EA® A & PVA % 20/80 DHFETTHIRAG L TEBWRIRAGWIZH LT,
TEC 28T OIRIML, TEC MIMBORLRIEEMEZRUL, TLOHEZMNTT 4 T X
IO AEER L. TEC Z 1%IRMNT 52 & TT 47 A2 bl SCE w23 5
Bz, WG#H2 O 7 4T A v ME, HERTIEMETEERECHATLEI RN, 74T A
N2 RIATY—TAHLINET 22 & THIZTZENTEDLELOICRY, 3D 7Y v ¥—0D
Fa—TZHATHZENARRE o7, 5%UL RIRINL 7240 5#3, #4 (2B W TR T
LR TATAY T 2a—TIXHATLZENARE T2, Lo TUROKRET
X7 4 7 A2 MLFFIZ5%D TEC ZIRMTHZ & & L.

12



Table 1. Formulation for the PVA-filaments containing the model drug substance.

F"(g}’t‘:;fgl‘;n #1 #2 43 44
PVA 16 16 16 16

Compound A 4 4 4 4
TEC ; 0.2 (1%) 1 (5%) 2 (9%)
Total 20 20.2 21 22

A\

<+— Filament

Low plasticity | High plasticity

Filament broke Filament was bendable along
due to low plasticity the tube of 3D printer

1 l

Filament was unavailable Filament was available

\
1 The tube of 3D printel ——y
for sending a filament
to a pimt nozzle

Figure 4. Illustrate image to show the reason why filament plasticity is needed to use for
FDM printing. Filament should have flexibility to be set along the tube of the printer.

13



132 ~LAFF—LEHPVA T 47 A FOFRE

WIZT7 4T A MO PVA O — %~ /LF b — LIZE B FTREDMRFET 2 72 9|2 Table 2
WCRTFICTT T A AR A7, 1.3.1 HH & [AERKIZ Conical twin screw extruder
WCCIMIEMR 2 £ L. +olcw@ LR CHEMIEM ZHGT 570, vV F h—
VDR E (K150 °C) [58,59] % & & L, /SLILIREE 170 °C O &4 F TIRA Y % Extruder
SR L, WWRNRMBIC, T4 T A FOMEERRTZ. L LRSS, BRI H
BEHICEN, BROKENTERWI ERHLNER ST, ~/VF F— L OFE DS H
BED 170 °C 205 20 °C &<, IR TOMHEICHERZET 22 ERNREAEEZEZ BN
D, —5T, HBHEEOREZ M TIPS 2 & TP OREN 23V, Extruder 205
DEFHOFHNZE LR WBEE BRI N, DFED, FHEZESCHITERY 2 &I
DG 3 BRI E LT 228, FHEEOREN&E 20 RV HIEERFZ R
M3 BENH S, Extruder O DOHFHNLEL, 747 A FOBIY ATRE 7R K A R
WUTRER, ARALTIEL 140 °C OFHIREICTTZ7 4 7 A MR AETH DL Z & & A
L.

RACHICLL T O LRI T 4 7 A v F O 4 FEhi L 7=.

1) /SLIVIREE 170 °Cl e w HhAs

2) fEFETR, NUVERERE R 140 °CIZAR

3) RN 140 °CIZEZEL, IRENLZE LT & 2R LIck, WR 25

4) BRI THEBWEZG ST LRNDT 4T A2 & E

7 47 A v MHBIEE,  Figure 512789 &L 912 Screw B (Barrel top) 72 5 NI Screw
T (Barrel bottom) @ 2 slOIREEAFHH L7z, AT, AJ7 R & R 2 FEEEIZ7
HEEZ, Screw DA (Force) Z Ml L7z, Extruder IZHML T 65 MHT 5 F
TOWEM Z L OIEE & Force D FFAME Z Table 3 127357 (Screw E¥DIRE % T1, Screw
TESOIEEZ T2 & L7z). 26 eHiliE Extruder HEIfE D - 72 HEBEZ R L CE i L
7.

BEtORER, ERORBEKMFICB N TRE#S-7T TT7 47 AV e+ 52 N TE
Too LInLBRRD, ~/VF h—/b%& 65%IRNM L72ML i #8 Tl Extruder 2> b O 5 H 32 1E
Y, REICMMNNTELRE, H—RT4TAFOFBNTE ol R¥—T
HHZ LTz, 747 A bW ERERLIZZ EDD, A F F— L ORMED
AN EY PVA IRINEZEAD L7 2 & THRIBHEME T Lo 2 8RR & HEE T 5. £z,

14



RLI5#5-7 TITIRRY DR EK TISFEY, Force [EDBI RN R bz, <=/ F b— Dl
s L <IE 10 °C FEEKVVRE T Force fE D EH N A L= 01X, BEM FIZHES PVA
DORGERIMO BRI ENT- b D LHRET LS. —T7, #8 OLGF TIE—EDEZRLTEY,
Force flED ERIIR b2l o7z. PVA OFEDEEN RN K RolceEA bR, Z
DEEPD b~ VT b=V OERMIL 60%E THIFELWNWEEZD.

Table 2. Formulation for the PVA-filament containing maltitol.

Formulation

(W/W%) #5 #6 #7 #8
Maltitol 50 55 60 65
PVA 45 40 35 30
TEC 5 5 5 5
Total 100 100 100 100
.j —_
Barrel top
temperature (T1)
Screw
Barrel
Recirculation Barrel bottom
channel temperature (T2)
Continuous- ¢ Die
recirculation = —

changing valve

Figure 5. The illustration of a conical twin screw extruder and measurement points of

barrel top and bottom temperature [55].

15



Table 3. Measured value of barrel top (T1) and bottom (T2) temperature with screw force

of each temperature.

Extrusion time #5 (maltitol 50%) #6 (maltitol 55%)
(min) T1 (°C) T2 (°C) Force (N) T1(°C) T2 (°C) Force (N)

0 160 175 370 162 174 483

1 154 167 715 156 165 558

2 148 161 838 153 162 598

3 146 157 933 149 157 678

4 145 152 1063 147 153 753

5 141 148 1175 144 149 863

6 140 145 1285 141 145 978

7 137 141 1565 140 142 1070

8 135 138 2118 138 141 1168
#7 (maltitol 60%) #8 (maltitol 65%)

Extrusion time

(min) T1 (°C) T2 (°C) Force (N) T1 (°C) T2 (°C)  Force (N)
0 165 174 358 155 172 173
1 156 166 288 147 164 243
2 n.d. n.d. n.d. 141 157 278
3 149 158 388 138 153 305
4 n.d. n.d. n.d. 135 148 318
5 144 150 528 133 145 303
6 144 146 660 130 140 293
7 n.d. n.d. n.d. 136 142 293
8 n.d. n.d. n.d. 138%* 143 283
9 144 144 1228
10 145 144 1300

n.d.: no data.
*: Extrusion of #8 was conducted for 8 min.

16



133 ¥ ~LVF h—LEHFPVA T 47 A MO

%Iz, Yk R~ /LF F—/, PVA, TEC ® 4 bbb 7 47 A2 b Ok
AtA M L2, M5 % Table 4 1279, 1.3.2 HOFSEH L PVA BB EICER 72 A TH
L, IbEYW A OFFEHICETIERPANTHDL LWV ma2liEzx T, v F hb—
D—HELEW AICERTLIZ L. £, 1.32HTY AT b= L ORMEOHM
CEWATEMESE T 2 AN B SN2 L2025, PVA ORMEL 40%E LT, 74
7 A v bRz AT,

1.3.2 HH[FEER, NUIVRE 170 °C IS TRAW AU L. SHHERE OGO # R,
145 °CICTHHRIET 2 2L T3D TV ¥ — It T2 2 L DFRER 7 4 T AV M afGT

(data not shown).

Table 4. Formulation for the PVA-filament containing the model drug substance and
maltitol.

Formulation (w/w%) #9
Compound A 20
Maltitol 35

PVA 40

TEC 5
Total 100

17



1.3.4 ¥ ~LVF h—ILEHFPVA T 4T Ay bERAWE ZRTER

WFHL LHI DT 4 T A FERWT, O EBRAO ZWRTiER 2 £ L 7.

Figure 6 |2/ T HEEIRD 3D CAD 7 — X ZAERR L, WLGIZTAREIRO ZRoeiEwR
a7,

© MEASURE
Selection Fiter [T 8
Precision 0.423
Secondary Unis. None
Restart Sekection 49

Show Snap Ponts ()

¥ Selection 1

Length 37695 mm
Radius £.00 mm
Dameter 12.00 mm

(Center Position X -25.00 mm
Center Postion Y 50,00 mm

Center Postion Z 1.50 mm

(i) Close

(b)

@ MEASURE

Selecton Fiter | &
Precision 0123 A
Secondary Unts  Hane -

Restart Selection 49

Show SnapPonts (@

¥ Selection 1

Length 37,695 mm
Radius 6.00 mm
Diameter 12.00 mm

Center Position X -Z5.00 mm
Center Posion ¥ 50,00 mm

Center Position Z 1.50 mm

(i) Close

Figure 6. 3D CAD design of cylindrical shape. (a) Perspective view and (b) top view
(12 mm diameter and 1.5 mm height.)
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“RICEFROBRICRET HER/NT A — XXM 4 H 525, ¥EIZ 1) Layer height, 2)
Print speed, 3) Printing temperature, & L T 4)Flow D 4 DD/XT XA —Z PNEBETH D &
EZD. UTFIRENRTA—=ZIZOWTHEICHATS.
1) Layer height L 1 J@DEAZ XL TEBY, EE Yy FLHWVI . 1EDOELB/HI N
B, HEEMIT/ONCRD. L, AUMEMEERT 5B 1IEBOREREZEZICT D
EEERERNIIEGRAIC 2 512720, 1 BOELZDNNSL LD, | DONEDEERT S
DI LB/ RERNIIEMNT 5. A L7 3D 7V &% —TlE 0.05 mm "HREARTH D
N, ERHE, ERMERmOEOLNEDONRT U ZAEEEL, 0.1 mm THEEE E L 72,
2) Print speed IE, &/ A 3D 7V ¥ =Ko TiL, &F/ AVTiERERS
L— B A T DY, ZOHEITERTL— ) OB EHETH D, HENH O,
WEIPICE T HREMITE Y. EWORKRIZIEE T/ AVIEA My 7&IA—% 0 R 72
W, HWENBEWEE, —HAZIERFICAECL2ENPR TR ERARARORK & 72 5, PRy
BRIEBLRA LT D, —F, BEREEAREICTLZ LT/ AVOBEITIED IR
PN EDEEEZ T Y, BRIEILETH. AFRETIE, THHEFOFR, #
EWIZHE L RIETS RN &R TE 72 50 mm/s O E TEIE 2 FEf L.
3) Printing temperature |&£, / A/NVEGHOIRETH L. / AN EmETEY HINT
T4 T A NMEIBER L AvEms o sn g BEMES BRI OREN G T E
HRETIE, /7 AEmnrotHIneny. b LIRS PHHENR DR,
T4 T A RNE L TGS ABIEENIRZICRY, 7 XL B~ OVERE O W R
C%. JANVEBZAELRLTW WD, J AV BT LW m Bz
JANDBEEEDLRR L 2%, —J7, WRENGSE@MYORENEL Y T ELE120F,
AN DOBHEICKLDBIEENLS, HHBICHEANENTZY RET LI L TERAR
2o N5, LU FIZRT RIEICHEYY, Printing temperature 0 %@ i & #E5% L 7-.
. JAVESRPRELTIREICELEI 2R LIEE, 747 AV MERETD.
. —FEHETT7 4T A bae /) AV L, 7 AR DR L 2BIEN 2 E L
THEHEINDLDOZHERTH.

HI. 7 4 7 A FOMEZ LD T2 BRIC, BIEOMENIEE S Z & 2mRT 5. HEENL
1T, BEERERIRE LY 2 ZVIREN G B ORENMMEN L TELLHBLET
5. BIEENANECDLAITIREZ NI 5.

IV.REZ T, BEEANEES 2WREZAELEZS, WIT7 07 A 2 MG IR
D AN b OB A2 MR T S . AR O M S 22 VR P R e 1 R
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FVIREMENE ZIZATD. R LEBIEL Y bDEOBELS 2 A bt S
N5 Ll bizd, JAVNOENTEAL, 747 XA OB ELEDZHE D
ZFOEICEY 2 AVDBHERDP LT OM LSS ZEICRD. ZOLD R
FEDHER INTZGAE, J AVIEESY BT 5.

V. BREZECT UL & IV OTutR&2@0IRLENDL, BHER /S ANVIREZHRRET

% .

FROFIMEICT ANVREORBMEARR LR, ~VF F—AERNMOT 4 T A
VR (B #2) T RVREE A 190 °C T, ~/F b —/L 35%IEAMML T (L FH#9) Tix /
AWV % 165 °C IR E L =R L& &2 FEfT 252 & T, KELLERRWREICRD Z
LaxRH L.

4) Flow lZ7 4 Z A b D AN ~OMIGHE S LI EEHAT XD LN TE
L. —HHI72 1.75 mm OED T 4 T A~ HWTZERIZ Layer height X° Print speed DA
WIS LT, REBO T 4 TALY IR ANVICHBEND L IR T 4T A2 b OB EE
ZHEMELZOEEE Flow 100% & LTWS. ZOHELZ EHEIZ Flow & 110% & RET D
74T A POMIEHEIX 115E720, 90% &RETIVULMAHEIL 0.9 51272 5.
T4 TA FOBBEET -EDOLHETH, 747 A PORSRBENRLNT, &
BRI AN SN D BIEEIXE(LT 5720, 7 4 7 A2 MG U T 72 &0 i
B ANPOEHEHEND K DIZ Flow ZfiBE L7 EC=RuEas EmT 5.

FRDATED/RTG A —=FZ LD INT A—=ZITHONTHEEICHAT 5. “Enable cooling
fan” |3/ ANV DOEZ i > TWDHERT 7O On/Off ZRIRT H720DEDTH 5.
SN ZEm L, BEOEILZYAR—1FT2H07T, EARMIZIZTOnIZTHZ L
MRS N D, AP THZEM T 7 3B S 7R TER L7z, “Fill Density” 13,
EFE N O FEHE I FE & %9, Fill Density 100% O 4TI PR IS 227 0 8\ 38 T 9 23 ik
ENDD, T0%IZRE LTEHAIL 30%DZERAFFO>NEMEEZ Y 7 o =7 23 B
WCHEE L BT, 20X ICEBWBEIE S D, Fill Density OE W ER BN 5 O3
WIS H R EEIC RIET B LM L 72PN WL O E STV 5 [46,47,60,61]. “Shell
Thickness” 72 5 NI “Bottom/Top thickness” 1XEH 6 b EIEY O R E O % f5
DS, HIEIIAEEY OO RN E %2, BREIZ L& JEmORES R T.

FAEMFTOK, Table 5 ICRE# LARMIC Tk o&EERaETHD Z L2 AL, H
BT 2MERIROKRNOEERANEZE. ERMOERELIEL% Table 6 12737, &S 1

WY OEEIIE LT OV T IVBICB W TR EDOMZ R L, )M % i
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THESAF F—EBHRMULELTTITXEMLTRBY, ~VF b= LD EEY
DEFENEMT DRERE o7, WERFOWREMENEM Lz 2ok, BREoD 7w
BiEM NSRS EHET 5.

Table 5. Printing process parameter for FDM and printing condition of each formulation.

#2 (maltitol 0%) #9 (maltitol 35%)
Layer height (mm) 0.1 0.1
Print speed (mm/s) 50 50
Printing temperature (‘C) 190 165
Flow (%) 100 105
Enable cooling fan (On or Off) On On
Fill Density (%) 100 100
Shell thickness (mm) 0.5 0.5
Bottom/Top thickness (mm) 0.5 0.5

Table 6. Weight and thickness of 3D printed objects in cylindrical shape. Two samples

were prepared per formulation.

#2 (maltitol 0%) #9 (maltitol 35%)

Sample-1 Sample-2 Sample-1 Sample-2
Weight (mg) 208 208 226 252
Thickness (mm) 1.58 1.60 1.45 1.67
Weight / Thickness (mg/mm) 132 130 156 151
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1.3.5 ZWRotiE L 7ok A & RAI 2 & o S i %

1.3.4 HTH LN RO BEBRA O OEY O R 2 500 U7z, SUBRKIC I3 A AR
R B 1] (pH1.2) 900 mL 2/ L7z, {b&W A OEEMESIET (pH1.2) TO
WRREEIL 5 mg/mL ThHh L. RBREAKBLD 5 mEOEY A OBWHEZWE L R%E
Figure 7 IZ/R"F. ~/LF b —VIEEGHALS (F#2) I TERuoER L2/ o B RANT
WO EMIEH T a7 7 A V&R L2, 2L PVA 7 4 7 A2 b ERWtho s E
Bl b —HTHHRETHD [44-46,62]. <~/ F b— L ZFRML TWARWWER A BB A (AL
F#2) 1X 1557 T 15% (n=2, ‘FHE) OEHEEZ R LIZOICRIL, v F b—LZFMLTZ
B0 [E LA (ALTF7#9) 13X 15 % T 27% (n=2, ‘F¥E) OWHFEEZ /R L. 85%LL EDOIEH
FICHFERMIX, <~ F b= LIERIMAFT 81005 THLDIZx L, < /F b — LiRINAL
FHiL 555 THrHrZEnBYH, v/ F F—LORIMC L VIEHEENG L9252 L 23R
S, EWHMESEAOZ<IE, ERORBEICHEWEDOEH N MET L. KRFHo T=
WILIE U 7o 1 AL R B I A o T B o T, RIS R, DR A
SRR 2 I OoNTEDERH T 2N OB S 2R L. Zo5d, WHKEO
FHNOWEFEEE DD OWHEEIZRBET 20, PVA ZKICEMT 5 itz R4 2 &
MHBRBEDORE e 7 7 A Vv ERL, /AT b= L ORI LY RFFE & O LK O R
fE MR e SRR, K OBEHERERM E L b BT 5.

100 lﬂxuunrx;l:l||lln
" il e  Form#2 (Maltitol 0%) Sample-1
= 80 x o®n"
5] X on u
> x = ]
—8' 60— x 3 : ] B Form#2 (Maltitol 0%) Sample-2
v
S 40 L .
X x 2 (] A Form#9 (Maltitol 35%) Sample-1
* a
20 4 - "
¥ [ v Form#9 (Maltitol 35%) Sample-2
0-¢ 1 T T 1 1
0 30 60 90 120 150

Time (min)

Figure 7. Dissolution profiles of the oral dosage forms printed using the PVA-based
filament without maltitol (@ and M) and filament with maltitol (A and V) in the 1st

Fluid for dissolution test, pH 1.2, n=2.
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1.3.6  =ZRICEBY OIIRZE B HIEREIC 5 2 5 %8R

ZWOTE Lo 0 B RAN IR O HEE 2R Uiz, WS E T ERY) & ik o
BT 28 0OREEICLHT D [63]. ARATREL DT, WAOLRE» D ORI
DHIEDWH DB ETT D720, EYWorHxRAloRmHEE AT LEE2NL. &
HHEREZ B E LT, ZREEEBVOEBRELZE T L7 70 —F 2O TOHEH
HbdHDHI LD [8,64], —RILEBYMOREEEZHEMIEL LT, vVF F—IZiR
MU =RICEEM DO OEMEHHEEDOHE 2 58 #E 2R AT, Bk E LTl o &R
PO RMNATRE L 72 % U v ZTBMRICAE H L7-. Figure 8 [Z/R 4 40% 12 mm, WA 7.6 mm,
@S 25mm®D Y ZJEIRD 3D CAD 7 — % ZAEA L, Table 42" T ~/F b—/%& 35%
BHETONIGH I THRLIZT7 4 T A MEHAWTERGEEDEZFR L. ZKooiER
X133 4EERLC TR, FMHICTERL, BRNOEEYE ST, Table 7B D&
BLELZRT.

23



(a)

© uEAsURE
Selection Fiter @ &

Precision o1z

Secondsrylnts  Nene
Restart Selecton 43

Shew Snap Pomts ()

¥ Results
Distance 0.00 mm

Minimum Distance 220 mm

XvZDeta (7]

v Selection 1

Lengn 37,698 o
Radus 6.00mm
Diameter 1200mm

Center Postion X -25.00 mm

Center PostionY  50.00mm

Center Postion 2 2.50

¥ Selection 2
Length 23,876 men
Radus 3.80
Dismeter 760 mm

Center Postion X -25.00 mm
Cente Postion Y 50.00mm
CenterPostonZ  2.50mm

(b)

Close

© MEASURE
Selecton Fiter E [
Precasion 0123
SecondaryUnts  None -

Restart Selection 49
Show Snap Ponts (@

¥ Resuits

Distance 0.00nm

Uiimum Distance 220 men

XYZDeta (=]

* Selection 1

Lengn 23876 mm
Radus 3.80
Dismater 7.60 mm

Center Postion X -25.00 mm

Center Postion Y 50.00 mm

Center PostionZ 250 mm

* Selection 2

Length 3769 mm
Radus £.00 men
Diameter 1200 mm

Center Postion X -25.00 mm

Center Postion Y 50.00 mm

Center PostionZ 2,50 men

] Close

Figure 8. 3D CAD design of ring shape. (a) Perspective view and (b) top view (diameter
of the outer circle is 12 mm, diameter of the inner circle is 7.6 mm, and 2.5 mm height.)

Table 7. Weight and thickness of 3D printed oral dosage form in ring shape with
formulation #9.

#9 (maltitol 35%)
Weight (mg) 246
Thickness (mm) 2.62

Data represent mean, n=3
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AR L7 =RICETEW O DR DR HEE 2 1.3.5 HLFEMRIZFH L7Z. ZORRE
Figure 9 (287, HERIRO Z k&M O 15 D OWHFEIT 27% ThHo7=0lext L, U
Y TIARDO ZIRILIETEY TIE 49% DI REZ R L, U ZRIRO ZRTEEW I 5 O K
WOV XA F L7, Table 823D CAD 7 —# #EICHE M LIZMERIR, V7
WEnEZnoEE, REEOHEGRMEELZ T, V7B REMFHEROMAEEZ % L <
THIS, RENPFRIFEERD LR L. VU ZBRITNANCZEZ 2 o720, Ml
O EFEAMFEZIR 56.5 mm2 ikt L, U Yy 7K 153.9 mm2 LML TW5b. EHR
B, R EEYITRBRET 2R ESCBES T RNy EALDEICHE L TWD
e, WHONy B AEMEN O OBHIZRENTH Y, EKEMEE R KREEDEDE
HICEBEZRIETADHEREMBEEZ DR S. HERRLO YU 7R T34 2% i fE 23
169.6 mm2 725 221.6 mm2 LML THY, AORERLZEMSEL MR LRKEmT Z &
T, ZRILIEEMD O DFEMEHEE DM LR AR THL L2 XFTIOHMBETH L.
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100

=] 80_
[<P]
2
S 60-
&
404
X

—e— (Cylindrical, Form#9 (Maltitol 35%)

207 —=— Ring, Form#9 (Maltitol 35%)

T T 1
0 15 30 45 60

Time (min)
Figure 9. Dissolution profiles of the 3D printed oral dosage form in the cylindrical shape
(®) and ring shape (m) in the 1st Fluid for dissolution test, pH 1.2. Data for the cylindrical

shape represent the mean, n=2; data for the ring shape represent the mean + standard
deviation (SD), n=3.

Table 8. Theoretical volume, surface area and side area of cylindrical shape and ring

shape.
Cylindrical shape Ring shape

Outer diameter (mm) 12 12

Inner diameter (mm) - 7.6

Height (mm) 1.5 2.5
Volume (mm?) 169.6 169.2
Side area (mm?) 56.5 153.9
Surface area (mm?) 282.6 289.3
Surface area excluding bottom area (mm?) 169.6 221.6
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1.4 /NFE

BI1ETIEZ7 47 A FORFHBFIEROCICHK L7 07 A &2 HWT FDM S =
X 2R ABERREA O =R ITEETFEEZMENY Lz, W8EAIO TEC 2 5%EMNT 52 LT
74T A MIATMEEAM S L, PVA Z#ERS & LIZEME A = IRociERY O R 58 7T
RBERDIEEZHOLMNT L. WHRBRICTEY OB R L2 500 U 72 & R, iTir%E
LREE, PVA Xy & L ZRICEEM I RBIEDOEM R 70 7 v A Va2 RS 2 &
R L., AV F =L OBRMCE2BEHEEOREN TR TH DINERIAET D720,
~/F h—/, PVA, TEC ZHlWVWT 7 4 F A FOREBRFELER L. v VF F—
LK T 60% (PVA 35%, TEC5%) WWHINFRER Z L ZMRB L=, ~/AF F—LORM
CE DA TR Esnz2 b, PVA % 40%, ~/VF h—L% 35%, E£T /L
W THDHILEW A & 20%MLT7 4 7 A MERfTL2ZL L L, MEBRORKRA
B A Z =k oTiEH L, vV F b= VORI KD EE~ORELZMLTZ. =
WICIE T D> & O FEW ¥ H ol B 4 v H BRI TRl L 72 /5 R, ~ /v F F— L O iINC &
D 15 5 OFEMVEH LT 15%0 5 27%~ LM E L. WHRBRORR, =koEBYILHm
BOMED R VBB ORI EB 28 Lz, REAEIC X 5 HEE O ES
TE5EEL, REMEMCE 2RHBEE~ORELZRIE L. HEBRLL U v I F
WIZEE L, AEREMEAENIEL 2L T2RTEEYOBE T EEO R EAAR S ,
U v 7R D ZRTIERMIE 15 53 T 49% DFEME LR 2 R LTz, ~ /v F b=/ & iRiL
B SR TEEN AR THLZE, ~AF b — L ORMBEHEERB AR T
T —FThDHILEEIETEL., LILRMRL, BELTD 1555 T 85%U Lo H=
ERTIZIEELRP -T2 END, RETEHEHEEDOE 2L M LA BIE LR % 3
i L7z

|
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F2E ZRICIERMN D O HMESE R & NI T /L= — )L D3R

2.1 =t
BIETIE, 747 A PORFBMERLRICT 4T A2 baE AW O BERRA O =K
TIEREEBE LT, PVA #EL L7 4T A2 ML ~D~ T b —LOEML,
SWRTERYOIRTRIZE 2ETEMOEMER T 0 7 7 A NV~ DR E % 700 L 725 R,
< ILF R — RN L QI SR TERY O E/mREEMCE DV IEHEEDO K EL RRT 5
FREH/Z. LrLend, BHEETHD 15 53T 85%DIEHELE R THRANITGE LTV
RN EnD, BHEEOERLIWEZHME LELT 3 DOMita £l L, ¥ HEE~
DHBEMIELT., AECTEIZOMRERT.
1) BET Va3 — L OFEE O M
B1EIITHEA LT F—rofic, RENRET Va—LiZiE~vr=b—
v, ¥ U b=, FJ7F b=, =YRY F—Jb, YIEI—J), V<A
255 [50,65]. TNENDORET L a— L DK~DIEMREILRR D720 [59], &
fRIEEDENIZE Y = F R — LA OBET L3 — L3, i O e R AR
ToLAEWEL, BT LI —LDORT Y —= 2 TR FER L.
2) BET L — LN OB
1 ETIIEMEAR PVA 74 7 AV P ERBLIEEO~Y VT F— L OiRIN&E %
35%ICHEE L TRt 2 E L. B7 A3 — LORMNEEZEOT 2 & CrLEED
[ BN TE D70, RRDIRMBEOEMEHPVA T 4 7 A FaiifdL, HET
b — b DR DS R S KT TR A R L 7.
3) ZRILERMOREREMAE AL LicBR Ok
B B CIEREMOBEMIAEWVEHBENLEIND ZLIRB SN, AET
FRERHO LY RERVROEED 2R L, REBDEHIEEICRET B2
fili L7z

FIZARFETIX PVA LT L a— VOIREWY ORI O R 23 5. FESEH
EOFHERLy CEKLELE OBRIC — BRI H W S5 Extruder 1%, AKFZETCHW-HER
THLELF % Conical Twin Screw B Extruder & 1ZH 7210, 2 KD Screw N/ N L ILINIZE

17U CRRIE S H, ISR AR B 2 32663 5 FEPA SR @ Twin screw % Extruder Th 5.
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BAWITI AL VTS SNTZDE, Screw DEERICEVE AL~ X SR D, T Ol
T, BEWIIHRACMBA I, EEIEBSEITT 2. WRES CIXERA OmR, 77 X
B AICINAZ T, WEKEZ2E5E T4 ER DD . RAKENET X554 Screw 1%}
TOHAMITERE L 2D, WRENMET LG8 ICIEMDIERRT T2 00, &
FREEE & LT 1,000 - 10,000 Pa- s AEMWE & S TUWD [54].

FoRBIC 7 0 7 A FaRET 56, @ERAICHERIEMATHEZ Twin screw B0
Extruder OEANBESND Z L, KEENEICLD 70 T A MUK OREMD
SRR 2 3E M35 2 & C, R CTRI LT ¢ T A2 b O I7 3 VA il IR i 8 )
ZRRGE L 7=
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2.2 BB B e ONSEBR 7 1A

2.2.1 FEBME

PVA, v/ F h—/b, TEC, KOMLEM AT 121 HICHREL LI DO LR —D b D& fE
AL, U =1, F7F =N (T7F b——KFt) , A7uv—RTELT7A
v AFOEMER A S R, BAR) vl ALZ, =V XU b= (U XY F—Jb
100M) 1ZMPET7 — R A = o ARt (B, AAR) KVEEALZ. Yre b—idE
WAL RS A4E G, AAR) XA L. 4 Y~/ b (Galen 1Q720) I% BENEO-
Palatinit GmbH (Mannheim, Germany) KV fA L7-. ¥ = h—/L (Pearlitol 200SD) i%

Roquette Japan K.K. (&, AAR) LVHEALE.

222 T4 7 A v MoK

122 HICFB LI HETT 47 A OB EZE L7z, EBRHEHRIZ, NV IVRE
170 °C (2T 5 iR 2 Fh Lo, LHTMITT 4 T A2 b aBEY BIE v 6e 72 54 IR B
ERDEDIIANVNVIRERELZER L, REREIZEE LA THE, B REE
i L7-. Extruder ([ZIRAWMMNHIETE T L2 S0 S S HBIAE £ T OB %2 IR BlIR S
& L.
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223 3DFVUHF—FRAWEROBERA O = RTER

1.2.3 HICREHEH LT TR A ERRF O =RooiER 2 3 Lz, 1.2.3 HIZRE L7z
EW/XT A —H% D95, Printing temperature 2 O Flow 1347 4 7 A > MZs U2 fE & §%
EL, TRUAND/RT XA —=ZIZDOWTIE 1.2.3 5 & [FEE, Table 9 IZ/RTfHIZ T =K ILIER
Z 9 L7z,

Table 9. Printing parameter to print oral dosage form with filament contains each sugar

alcohol.

Printing parameter Value

Layer height (mm) 0.1

Print speed (mm/s) 50

Enable cooling fan (On or Off) On

Fill Density (%) 100

Shell thickness (mm) 0.5

Bottom/Top thickness (mm) 0.5
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2.2.4 EHERER

1.2.4 IR LI HiETRERBRZ i L, WHAEORN 21T - 2.

2.2.5  REEMERNE

Fh B R E 24 [ (HAAKE Mars 40 rheometer, Thermo Fischer Scientific £,
H, HA) ZHWT PVA &HET7 Vv a— L L DIREWORHIEFRPEZ TG L 72, PVA &b
TI—)V%& 55/35 DHRICTRE LEIRAWZER 25 mm O/N7 LT L— b EIZR
mi7z. EFoOZ7L— MEOKRMEZA 1| mm &722 X2 CRAMERE L., £H#EEL, 7
L— %200 °CETMEST 5 2 L TIREMZHAIREIC L ET, 3 °C/min THRIES
BRLEE L. 1%OFAKEZFEHNC G 2, BEEE 1 Hz [ TREE 217V, EIDS
BLTHRAETLZHEAWIG 225 NZIREOMNMBOTI (MM A, 8) 2 5 °CIRENMET T
LEICHIE Lz, BUG L AWE ), MAHAOENHR 1, 2 OFtRRICKESE, HHE
BRPER D ONCERME 2 BN L.

G*=1/7v (2 1)

m*l=1G6*/o (X 2)

G*: A MHMERE (Pa)

. AW (Pa)

y: HAME

Nt HFHEE (Pars)
o 4TI (rad/s)
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2.3 AER L VB

23.1 HHEETALI—LERT 45 AL FOHHI
WHEEDO W EZBMEL, 7T La— VORI Y —=0 T 2E L., v~ = Fh—
NV, ¥V b=, T7F b=, =URY b=, YIE =, £V FORET
va =iz, ETHHrAZ v —RA% MW T Table 10 IZRTUFIZTT 4T AL RO
TR A AT
B AICCTRLIZIRAWE S LIVIRIE 170 °C IR E L 72 Extruder (2 fi 46 L7, &%,
T4 T A NOBBRY RN IRERIBEELZRRL, 747 A FOREE RS IHER,
ETORFETLVa— LBV T T 47 Ay bl aEAlREL T 5 &M% A H L.
1.3.2 HTHAZZ@Y, 747 A2 bORBATGITIRFEY) O F HEFORERENEEZ T
b5, FHHFEOREIRE, FERIEMREHZ 5 I RIEMBI AR OIRE (170 °C) BT
% Screw Force & 4 HEFDIRFEIZ R 1T 5 Screw Force DfE% Table 11 1Z/R 3. A7 1 —
AWML (JLF5#16) TiE, Extruder iDL LVRE TH D 170 °C »HIREZ TS
L8, T4 T AV NERBTLZENTE . 2o, 77F F— (FH#12),
A V= b (L#15) IR F BN TS @EWVIRE (160 °C) TEmR Y MIENTRETH 5
ZEEMER LIz, BEY TRIX Extruder 22O H SN EAM ZENIC T &L L
1L.75mmBEOERED 7 4 7 AL M LHICHELSD, BRBALZ7 4 7 AV M E
BT H1EETHD. 727F b—/Lid 170 °C THEBRY KB HKIITETH-7. Lo
LR HEN TR TR 7 7 A MIF 1.6 mmA/RL, BELD M7 ¢
Z A FRFBE ST, Extruder 205 OB HRF OVEREY O UREN LA E 0 2L B3R IK L HE
BENTZZ LD, FHEBOREREL 10°C T, HEMMLZERELZ. Z0ME, H
BT HERDT 4T A L MNE/RDLIENTE., A<V MERMULTEATIZONT
t 170 °C ICCTERY I AKITAIEECTH o7, BV B TICHECThOTNICEN D B
TR IN, T4 TA MEOFHEN AR TH 7272w, SFHIFOIRERE L 10 °C
T, 7472y OB A EH L.
) Z7F h—nbA Y~/ RTIEL 170 °C ORETERY LK AKIZATRETH D,
170 °C @ Force fHILZNZ4 420 N & 493 N Z /R L /-,

2) T F b= A V= NUSNOKET Lo — VIRIALT T, S LVIRE 170 °C T
IR RIEREEL <, Z DB Force flilX 165 - 325 N D& /R L7-.

3) BHLY RTE RO SR 54T D Force fEIX 480 NLL ETH - 7z
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LLED 3 iakBE 2, REBICBNTT 47 A0 MEFRT 25G1%, Force fH2 420
NL EZ R TIREZ SOV VIREORLZ L L, ZOWREFMES L ITZ OMREL
T ORI I TRARREEZRRT 52 LI RO KIMERF D ATHEIC 22 5 L HEE
T 5. 221, Force HITEEDOHE ITIKFET HETH Y, FKMEOEELHWIERKICS
BILTELHETHLEEZAOBND. Force HITHEL L, WY OXEHME & BEEMEDN B 5
D, BEEMORFEEEZTAM TS 2 LT, BRI I IZE L 72 IRE QR A AT RE IS
mHLEHIFTED.

Table 10. Formulation of filament containing each sugar alcohol.

Formulation

(w/w%) #9 #10 #11 #12 #13 #14 #15 #16

Compound A 20 20 20 20 20 20 20 20
Maltitol 35
Xylitol 35
Mannitol 35
Lactitol 35
Erythritol 35
Sorbitol 35
Isomalt 35
Sucrose 35
PVA 45 45 45 45 45 45 45 45
TEC 5 5 5 5 5 5 5 5

Total 100 100 100 100 100 100 100 100

Table 11. Barrel temperature for winding process of each sugar alcohol and extrusion
time, and measured value of screw force at 170 °C and barrel temperature for winding
and extrusion time.

Force at

Formulation Barrel.temp for Extrusiqn time 170 °C Force at ba.rrel temp
winding (°C) (min) (N) for winding (N)
#9 145 8 253 1380
#10 150 10 248 490
#11 140 10 325 828
#12 160 8 420 565
#13 140 10 165 480
#14 150 9 303 530
#15 160 8 493 600
#16 170 8 735 615
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T4 TAY MO MEFMT A0, T4 TAL NOERET VAN XA
TERHAILZZ., 74T A2 FREEZ T X LT 10 SEHA L 72 1 & A SHE %R 75 (RSD)
Z Table 1212779, 747 A2 MITFEH 1.57 - 1.83 mm & 3D 7Y ¥ —ICRET D
ZEMARERME AR LT, RSD X 9% UL FOMEAER L. 74T A ME—E#HE T 3D
TV rr—itE IS, 3DV I INOBIEORE —EL T HEDIC
t RSD OEIT/NESWIEEEE L. SR L7740 T A2 b % Figure 10 [Z/R7.
T 4T A N ORITEREICEE LB Bk T WY, REELLA T
HYo72MiE72<, a7 MRGERICHER R 7 1 T A N Th D &l L7z,

Table 12. The diameters and the RSD value of each filament (average of 10 measurements
in a filament).

Formulation #9 #10 #11 #12 #13 #14 #15 #16
Diameter (mm) 1.68 1.57 1.76 1.83 1.77 1.69 1.64 1.70
RSD (%) 5.4 7.5 7.4 5.4 4.6 8.9 6.2 6.3
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(a)

Formulation | #9 (Maltitol 35%) #10 (Xylitol 35%) | #11 (Mannitol 35%) | #12 (Lactitol 35%)

- - -

‘

e i

Appearance

Formulation | #13 (Erythritol 35%) #16 (Sucrose 35%)

Appearance

(b)

Figure 10. The appearance of (a) filament contains each sugar alcohol and (b) the
enlarged view of the filament contains maltitol (Formulation #9).
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232 HREETNI—LVERT 4T A2 MEAOEREDERRA O =R ICEE

231 TRHLEKHEET Va—LE2ERF LT 47 A FEAY, ZRTERY O
ML L7o. TBARIEE 1 ECTER LY 7R (Figure 8) & L7z, 134 Z#iLc”
D RALFRBEORFTERT, B74T7 A MIBITD ZRTEENATRESR ) X)VIRE
(Printing temperature) & S L7-. HWUFH 2 &K LICEERO 2 X)VIRJE % Table 13 IZ/777.
T 4T A MEBPBFIC L o THET 5728, Flow IXEEYWOEREZ R LR ST
L. PR L ST ER Y o BB M NS B % Table 14 (2R 7.

Table 13. Printing temperature for the filament contains each sugar alcohol.

Formulation #9 #10 #11 #12 #13 #14 #15 #16

Printing

temperature (°C) 165 150 140 155 140 155 150 180

Table 14. The weight and thickness of 3D printed oral dosage form using filament
contains each sugar alcohol.

Formulation #9 #10  #11  #12  #13  #14  #15  #16
Weight (mg) 246 263 262 238 256 263 248 261
Thickness (mm) 262 266 273 240 265 251 269 256

Data represent mean, n=3.
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2,33 FAEFET V= — LE A R D E TS 2 & O ST H Pk

1.3.5 HICFHE O HFBRIEIC T 2.3.2 HTHR L 728 0 FE A D & O 3 O V% H Rk
Z R LU7=. Figure 11 IZ 7 17 7 A /L%, Table 15 IO FEHHE & MR 2= DO
EBxrmd. BErra— Ll TEETe 7 7 A VI RERET RS, BT Vva—LofE
WL DEHEE~ORBII NS N ERH LN E R oT.

—— Maltitol

+

Xylitol

+

Mannitol

+

Lactitol

% dissolved

Erythritol
Sorbitol

Isomalt

t ot o8

Sucrose

Time (min)

Figure 11. Dissolution profiles of 3D printed oral dosage forms in a ring shape, which

printed with filament containing the respective sugar alcohol. Data represent mean =+
SD, n=3.
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ion rate, n

lut

1SS0

dual values and SD of the di

ivi

The ind

Table 15.

€0 001 £0 0ot 0c 66 70 101 (S] 101 €0 001 00 001 £0 00t 09
00 001 €0 00t £9 96 01 001 71 001 70 001 00 00T £0 001 SY
00 001 £0 66 <6 ¥6 0T 001 6T 66 €0 001 €0 00T (1] 001 0s
00 001 70 00t el 6 SE 66 LY 36 £0 001 00 00T 00 001 v
60 001 €0 66 TLI 88 (Y 86 98 €6 Lo 66 90 00T 0T 66 0
91 86 [ L6 §0T ¢8 09 $6 901 16 £l L6 91 66 61 L6 153
Tt £6 L'T 6 STT 08 VL 06 0¢T c8 T £6 9T €6 LT 16 0€
[ 8 Tt €8 A EL 88 18 ¢TI L ¥ £8 9Y 88 Ty 18 §T
8L oL e 0L TTT 9 78 99 (SHA 19 (I3 89 0L 9L 9T 99 0T
VL €< o€ €< 9LI Ly L9 of £6 9 o 1€ 09 LS 1T o ST
Y vE ST 123 0TI 1€ Sy 1€ 79 0€ 6'¢ €€ LT 9¢€ €1 43 01
9T ST 80 ¢1 £¢ €1 LT 14! ¢T €1 0T ¥l (A 91 (1] ¥l ¢

0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
as weN dS WeN  dS U dS WRN  dS U dS U dS W  dS U9y (umu) iy

(esorons) 91#  (Qewosy) ¢1#  (Jouqios) plx  (OMMpAs) €1#  (omoe]) gix  (oyuuew) [1x  (oMAX) 014 (Jouyew) 6#
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BFERET L 3 — )L DY FRALE R & Table 16 (2R [59] (7 7 F b — bidk— /K % 4l
ALTEBY, J7F F—I—/KMPORELAIL 150 °C TH D [66]). AT La—1L0
PTCHLEMEOFH WY ILE h— LV ZHRNT 52 & TR EDOUELZ ML, WfE
LRI/ LN o0o. B, R, UWORE O R & ¥ R & B & R
TR bNRrol. WHEREOFERETET NV a— LB TBE IR0 T72n,
YAE b= ZIRIMLERAT BN THEHROI TN RS WHAABLE SN, &
BEDO PVA KBEIZKIECHET S L LEWCKHERRE Y Z b2 e nmbnT
BY, KEROREITRFAICHENT 2 2L bmEINTWD [67]. Y E b—VILEE
FARXHRE DS 50% & OFET V2 — L (60%LL E) IR TR W2 8 [68-70], Y /L E h—
ARRI L2 LR 747 A Py LBEBYTO—H D PVA N7 kL2 &
D, WHHEXLSDEDO—2DERKTHLIBZZOLND.

Table 16. Physicochemical properties of sugar alcohols [59].

. - Critical

Molecular MelFlng Viscosity .. Soiublllty relative
. point o Hygroscopicity (% wiw s

weight o at 25 °C o humidity

°C) at 25°C) N

(%)

Maltitol 344 150 medium medium 60 90 [68]
Xylitol 152 94 very low medium 64 60 [69]
Mannitol 182 165 low low 22 90 [69]
Lactitol 344 94 very low low 57 85 [68]
Erythritol 122 121 very low very low 37 90 [70]
Sorbitol 182 97 medium high 235 50 [69]
Isomalt 344 167 high low 25 85 [68]
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234 <AL FLN—NEMEORLD T 4T A FOFRHE

~NWVF = PHNOET VN a— L EZHWEEAETH, WHEEICREREN 2N &N
RENT-Z D, H1=REE, B7La—LE L TYAFR—LEBIRL~YILF F—
VOBTMENEHEEICRIETHELFTMLU. 1.3.2 HOMRIZESE, Table 17 TR
FTRFICTENANTF F—VIRMEBEORRD 7 4 7 A el Lz, SHEFOREIRE,
VSRR AR T 722 © DM WS RR A BH 2a I DR (170 °C) IZ351F D Screw Force K& UV It
DIREIZF T D Screw Force DfE % Table 18 753, 2.3.1 IHIZ/R”$ Table 11 DALT#9 (~
JF b= VIR 35%) 2 W7 4 T A MO R LB EZD L, v F h =L
& DA EY, Force EBK T T2 000, vAF h—AZHRMTLHZEICEIVE
M OREPME T T2 2 &2 RmBe T2/ REZZD.

LFFH#1T (v F B — b 20%IRMNAL ) TiX 170 °C I2351F D Force fEH X 1458 N /R L
720 231 HETIHE, MEHER LY 420 N 2L ED Force % /R T /N LIVIREE THIITETY
FRIEDNFIRE T D EHERI L7272y, FEFRIZG#17 % 170 °C THERY R L BRIZEMY
FENL, KETERVWI LR gholc. BE, BEMVKEARRIEEZERL,
150 °C TIHERMY O ENITIRERET, 74 T A FOFHNARTHD Z L 2R L.
Force EIZVERM OKE LHHBEI L, BEWMYKIERORE DB L LR VG50, BRI
SFHZCAK[KTHA I B CORmNAMEL TRIT 2D 2 L IXHEE L. BRSO BRME R
Thorlw, MABBTO VA Y —FRMELFMT 5 2 &I X0 &Rk K o R E 77l
MATREIC 2 D EHERRT 5.
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Table 17. Formulation of maltitol-PVA-based filament with different addition rates of

maltitol.

Formulation (w/w%) #17 #18
Compound A 20 20
Maltitol 20 55

PVA 55 20

TEC 5 5
Total 100 100

Table 18. Barrel temperature for winding process, extrusion time, and measured value of

screw force at 170 °C and barrel temperature for winding.

Barrel temp Extrusion Force Force at barrel
Formulation for winding time at 170 °C temp for winding
C) (min) (N) (N)
#17
(20% maltitol) 150 9 1458 2468
#18 140 8 93 783

(55% maltitol)
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235 wNAFh—AEMEPRERDLT7 4T A0 FEHWE=ZRTER

234HTHBM LT 4 T AV FPERAWT, < /LF F—Ib 20% LT 55% G4 Lz Rt
Wzl Uiz, 7 AVIRE 165 °C ICTEEMOFHUNRETH DL L 2R L.
T O H & M YR % Table 19 (2779,

ok

Table 19. The weight and thickness of 3D printed oral dosage form using filament
contains 20% maltitol and 55% maltitol.

#17 #18

(20% maltitol) (55% maltitol)
Weight (mg) 246 263
Thickness (mm) 2.62 2.66

Data represent mean, n=3.
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2.3.6 AT b LIRIMENEHEEIZE X 5 EE

1.3.5 HIZFREHOBEHRABRIEICT 2.3.5 HTRLZ =ZRILEED O OIEYEE HFEE
Al L 7. Figure 12 \Z@H T 07 7 AV &ZRmT . < /bF b= /VIRINEOHEINIZFE S B H
HEOM EA#R L. v AT b= 55%EH Lo ZRTEBMIL 15 5T 86.8% DI
WHEZRL, BETH D 150 T 85%LU EOREMUEHFEZEM L 7.

100

= 80+

5]

Z

S 60

= -~ Maltitol 20%

L 407 - Maltitol 35%
20 -4 Maltitol 55%

0 15 30 45 60

Time (min)

Figure 12. Dissolution profiles of 3D printed oral dosage form in a ring shape printed using
a filament containing 20% (e), 35% (m) and 55% (A) of maltitol. Data represent mean +
SD, n=3.
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237 ZWRaERYOREREPELEEZICE 2 DR

1.3.6 HTIL, EEHOBREMGEERS ) 7 BIRICT 52 LT, RuEHEMIE
WIEHEE RN LT 2R "B o, RETIE, KE-EOXRETTY 7 oE%x 2
ORI LIBIRICT 2 Z & TREMORE WRFO = RITER LR Bk
AL IX Figure 13 IR L72fEIK (U > 7 1 % Single ring & L, U ¥ 7 2-5% Double
ring, 3% Triplering & LAI§ KL T 5) D3DCADT —F 2RI =Rk oi&EBWEER L,
Vo 7RO =& E OWHEREZ B L., 7407 A M 234 HTRLZL
FH#HI8 (VT b —Iv 55%) IRIMALF D7 4 A R EHW-.

BRI TR L ZER M O ERER O ONIJE A % Table 20 (273, KFi—ED 3D CAD
TR ESWTER SN A OEZIIRBEDOMEEZ R L.

Length

d. 12mm
e. 8mm
f. 4 mm
g. 1mm

Figure 13. Perspective view of (a) double ring (a: diameter of outer ring, b: diameter of
inner ring, c: ring thickness) and (b) triple ring shape (d: diameter of outer ring, e:
diameter of middle ring, f: diameter of inner ring, g: ring thickness). Height of both
objects are 2.5 mm.

Table 20. The weight and thickness of 3D printed oral dosage form in double ring and
triple ring shape, n=2.

Double ring Triple ring
Sample-1 Sample-2 Sample-1 Sample-2
Weight (mg) 275 260 280 263
Thickness (mm) 2.45 2.49 2.56 2.57
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FIAR OBFNOIRH, 7 7 7 7 A )L % Figure 14 ({2773, Single ring, Double ring, Triple
ring Ml CRH 7 0 7 7 A VT KRE T2V, FRROKHE, RO % Table 21
IZ7rk 7. Single, Double 7> % Triple ring (272 2 (223 TR mAILIEM T 543, FKimAEHE N
WZED AR E~OEBIIA N o7, HRABRPORBZBET 5 &, NI
M L Double ring, Triple ring i#lFIZI W TV 7 &V U TORBMNIEE 5 Z & DR
SN, BREBHE D Z L TY 7 O AMAlTE LA O AT v S 7 B iR Al &
FHOADEHICHFE L EBESH D, EAMImE EmoRBEEAHIRLEE LA
119~ % & Double ring T 161 mm?, Triple ring T 160 mm? & 72 % (Table 21) . Single ring
? 170 mm? & HARFREOETH Y, WHRBRAEREZ KR LML EZD.

AR A FICHRAET D72, 320V 7% THHEIL, 3250V I RERICHEHR
By B LTI REE T ERBR 2 S50 L7, Figure 14 |2 Divided triple ring &
LTHEHTn 7 7 A vz Len, ERoRE &L, WHEEAmELTWS.
ANREMEAHMEEDLZ L THEHEERM ET 22 2XFLTEY, ABORE%E
ERL, AORmBENEMRD bR TR MATZIROBRFTNEETH D,

Single ring-1
Single ring-2
Double ring-1
Double ring-2
Triple ring-1

% dissolved

Triple ring-2

Divided triple ring-1

RS B S B

Divided triple ring-2

04 T T T T T 1
0 5 10 15 20 25 30

Time (min)

Figure 14. Dissolution profile of 3D printed oral dosage form containing 55% maltitol in
each shape, single ring (circle), double ring (triangle), triple ring (square), and divided
triple ring (diamond). Divided triple ring means the object is manually divided three
parts from 3D printed object in triple ring shape before dissolution test, n=2.
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Table 21. Theoretical volume, surface area and available surface are of each shape. The
divided triple ring means the object is manually divided into three parts from 3D printed
object in triple ring shape before dissolution test.

Shape Volume (mm?) Sur(frelll(;relza)lrea szirljfl(insmugace
Single ring 169 289 170
Double ring 167 372 161
Triple ring 165 462 160
Divided triple ring 165 462 462
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2.3.8  CREEEMERNE

FFRMIC 7 0 7 A MEE, EFELBEITHEDN D Twin screw extruder 2 W T3
i s b EAEE SN D, Twin screw extruder COREZ I ICANT, v/ F h— &
PVA OIREGW OREHMERIE Z TR Lz, gl LT AF b=V EREDOERENT 7 F
==K s L IEY v E =& PVA DIREW 72 5 TN PVA O B O A M E %
E L. BRI OIREZ X i, BN LCERMEOHEZ Y#ICT ey LT 7
% Figure 15 (27”9, YL E h—/L & PVA OIRAY O U RKS 1M 0 IR A& W12 e ~E Vil
ZARLTEL, HEEREN 1,000 - 10,000 Pa-s DEZRT DI 90 - 115°C Thoto. ~
NF h—=n T 7 F h— b — KM OFELFILZEILEI 150 °C, 148 °C LEWVEZ RT3,
BFAEE A 1,000 - 10,000 Pars Z/R3T DN T 27 F h—/LTIEL 100-135°C TH - 7=DITxt
L, ¥/LF F—JLiX 100 - 150 °C EIREEIRAN VY. PVA OFHSIE 230 - 240 °C [71],
130 °C LA - CHEFERED 10,000 Pas AN ERDZEE2EZXDLHE, LVEWRET, £L
TEOMERWVIREGE CLERARICR D EZ 2D~/ TF b —/LiE Twin screw
extruder IZ XD HMEIZE L72fET a2 — L ThHLH EREBEIND.

106_
10°
- —— PVA
m 104 . .
a -m Maltitol-PVA
E 103 = —+— Lactitol-PVA
- Sorbitol-PVA
102_
10! T T T T T 1

80 100 120 140 160 180 200
Temp (C)

Figure 15. Complex viscosity data of each powder mixture; PVA only (e), maltitol/PVA =
35/55 (m), lactitol/PVA = 35/55 (A) and sorbitol/PVA = 35/55 (V¥), n=1.
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2.4 /INER

SWRTEEH L ORHEEOREFEEZHNLE L, D ET LA LDR T YY) == T,
2) v F b= VIRIMEOKRE, 3) REBEEMNOTZOORKT RO 3 2O7 7a—F %K
AEL 72

HHET V=N DART Y == TR, v~ v F b= EEER, U b=, v =
=, Z27F b—b, =R b—Jb, YLE =), SV IKRAT O —R%
AWl T7 4 7 A FORBEA O =R ITERER AR THLZ EEWLNnE L. LL,
BErva— L CEHEEICETIR ORI T.

2) ~IAF b= LIRMBOBRB TIX, ~/F b= LERINE DI L A A B
THZELERBTAIMELET. 55%D~VF F—ALEHRMLEY v 7RO =W oo
T TVE AR BA LA 1552 T 87% DIMWE M &2 /R L, in vitro THHME % 7= 3% 1 [ i
FlD FDM F R & 5 ke e % sk L7z,

3) SR EEMOERBEMEBENE L, V7 ofEE 2ok N3 DICEe Lz =
WouuEEmER Lz, EFoMEcEy, Vo ZBoRERN kb2 icky, &
L TWMIEBEOEMAE Z 6§, WHEEDOUWFETR LN -T2, 3 DU T
WoO=ZR &R E TORE L, WHICK28BE2Z T2 VRRET, W HEE 271 L
TRER, WHEEOSORIEENR LN, REBOEIMMIBHEEOLZEICHD 2T
ETHLZ ENRBINT.

O E O W ERFNCN A, </ F b—b & PVA OREBERIE 2 £ Lz EERE
23 Twin screw extruder T HME o 2 ji Kl B i P 2 /R IR E (X~ /v F h—/L & PVA DR
AT 100 - 150 °C L7220, WBHIE L CHEMLZT 7 F h—, Y E R—LIZKL
TIAWVIRERZRT Z RGN ER ST

AHFFE T L 7= Conical twin screw extruder TIXPASH R TH 5 72 0 H A O @ I
RETWURT 22 LT, MAORLRIEANZESG LEEERGHORMEETHD. —7,
Twin screw extruder TiX, /N L/VICHHE S NTZRBE WS Screw DO BEIERIZ LV H AL~ &
kSN DT, mATMBASh, EREME M%7 ERNICHETT 5. o TRE
Pz Rl S MR W BRI R B DG AL, IKE O LR B EITIRIE LSBT 578 L 0Bl
HE DD DD, ANTEWEREZRIRT 26 L < XK R EER 0w Z D &I
LIENEEFLV. ZOBENPDLYL, MAOEWIALF F—LITIAHATHLEEZDN
5.
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1R, B2 EICBUTOIRFOME, v VF h—LE SS%IEMN LG I T koo
LU v 7RO O ERRANL in vitro THIEMEZ /RT Z E ARSI, kT
T RE R O MESER & 1T R0 2 DR VIR ORA TH 5. BRRIGH 2 %
BLEEL7-0I20E, in vitro \ZIN X, in vivo (2B W T & B 2 7745 0 E R LA o =K
TEERVLEARARTHDH. £ TH 3 ETIX, in vitro THEBMEZ R L2 ZRITERY
D in vivo #&HWRINMEE AN L7z, ZkooiETEY &SR 2 2 h Eh A XISk D& 5
L, Pharmacokinetics (PK) /X7 A —Z 2R T 25 Z & T, fERkOEMMEREH & RS5O
FRIYE 2 =R GCE T 3 7= 3 e L7z

3.2 R O RBR DT 1k

3.2.1 EEBRAME

PVA, ~/vF h—/b, TEC, KUMLEH AT 121 HICEHEBE LD LR —D b O &4l
ALK, L& A% 100 mg &A T 58 RMESERNITT A7 7 AR A4 G, B A)
TR S 7z, HPLC OBBIMHMBICER L2 VB KFEHV U A, KEFT Y UL,
RBAKFZFT NI UL, VDoBRKEZII UL, Vg 7M=L, AZ =)L,
VIFNT—T), RNV T ) B EAAEEAASE GER, BAR) IVBEALKL. F
7o, NUBATANY IV T<T AR v F Uy NUAFEESE (R, BAR) LVEEAL
7z

322 A F b= S5%EAET 4T Ay bEAWE S RTER

Q22T L2 HIECTCAF b=V 55%EH 7 47 A2 b (JLJ7#18) 2B L 7.
74T A MRHHFFO NV VIR X 140°C & L7z, AR L7 40T A FEHAWTI1.3.6
HIZR L2 7R (Figure 8) O =&MW OEmS% 3 oY 7 Moy =7 ECTER
L, 100mg & BDZWRTERYZHI L., ZReERIE2.2.3 HIZERO HIEICTENM
L, ZILEBREO 7 ZVIREE 165 °C & L7z,
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3.2.3 EHEER

1.2.4 HIZFRHE L7 G TRERBRZ E L, WHAEORM 21T - 2.

324 T 4T AL M OEYEREDTEE

A X~OEYEL &5 EMECERET 2720, AR LT 07 20 NROEYE &%
ELZ., 747 A F250mg % 50mL OB A AT T A ZHRRL, FREK OK/7 & K
= kMU JVIRHE (1/1)) 40 mL 2Nz, 200 E 5 Lz, mRiEZMA T, EMIC 50 mL
DIREE Lizth, AREHEGELH (CF702, BSCBAERT, W, HA) Z M T 25°C,
1,630xg T 10 yMiE OBt L7z, EEARE 2 mL %2 20 mL DA AT T A |THEEBICED
LV, FHREEMZT20mL & L7z b O&EREHRR E LT-.

UTIErRTHREICTHBERTOILEY A O E % High performance liquid

chromatography (HPLC) (Z CHlE L 7-.

HPLC &1t

TEE Alliance €2695 /XL —3 3 »F ¥ 2 — /L (Waters Co, Milford, USA)

AR RO OO FEEE

HIEPR R 254 nm

BEA - 20 mM U U RYEAEMENR (pH 6.5) /7 & h= K U JLRIE (1/1)

A RIK KIT7TE b=FUIRIKE (1/1)

T A YMC-Pack ODS-AM (5 um, 250 x 4.6 mm I.D., &4V A =L v 1,
AR, B A)

77 AIREE - 40 °C
Ik 1.1 mL/min

EANE 10 pL
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3.2.5 A XEE W BEAL

2T in vivo iRBRIX AAALAC (The Association for Assessment and Accreditation of
Laboratory Animal Care) ORFEZ G L7 A7 7 AfEHE S HIcB W T, Y ER
FESOFER VKR EZIT, BEEESCEEDIEST 72 65 NZ 4R OJFH] (Replacement:
REEDOFRIH, Refinement: &% DK, Reduction: B DI, Responsibility: B
HOEAL) OMSFRIORERR, FEf, B0 FCEM L.

RBREWITE— 7 VR (M, KE 10.0 - 12.2 kg) 4FHEZ A W72, 5137 BB OKIES

MZRT 22BN T FERT 22 LT, ZRTEBY L EROR O RINMEZ R T 4 882 TR
i L7z, #5R116 RO B 5% SR E THiRR & L, &5 30 0l 55 2 BEl#% %
TIEAAKE Lz, B MBERSFHTICBITHHWN pH REICES T 5729, &5 30 4Rk
O 5 30 7372 5 NT 90 iz X WA R U > (0.015 mg/kg) [72] AN ES L7z,

D EOKEKEZHWTHEE (100 mg/body) R O&EG L, GEHESHICHT —T L
THREGHEMN 50mL L7205 KO ICKEKREZHRS L. &5% 0.25, 0.5, 1, 2, 4, 6,

8, 24 FFfl D 8 WF T, R DEFARMN O~ VB Z i L 72 R &V U2 AT
2.5 mL BRI U7, Mg IZEAEZECHIC 1,870xg T 15 pME O A L, MmiEE sy
B, AL 7=, A5 7= AT oM E T-20°C THRIF L 7=,

MmeEH OLEY A JEEORIE X HPLC (Alliance 2695, Waters Co., Milford, USA) %
fEH L7, ffE 7L 500 pL ICHNEBIEERE DX Y 7 = ) CEHR (100 pg/mL) 50
uL Z QYA X J—) v 50uL ZFML, AT v 7 AIFH—ICTRA L. BRAEWRICHR
(100 mM REEKFET MU U AFEEH (pH 10.0) ) 500 pL & ¥ =F L= —F /)L 4 mL %
WL, KEFELSBODIEE S (L 7y =—h— SR-1, A7 v 7 &, &
£, BHAR) T200MIEE 5 Lz, /WRGEzE OB (CF702, HYSL®AERT, HE, HA) &
WNT 25°C, 1,630xg (2T 20 il D or B2 i L7z, mO0BER, RI794 74 ATH
HLTAZ ) —NHRICCKBEZEBESEZ. EBOFEMAEZEIILL, 43 °C OBWICTH
AR 2 P S 721%%, B8 500 uL 2%, AT v 27 2 IXFH—ICCTRE, MMz
HiEafm Sz, EETOLAEY A OREZ K= VIR T 44T T HPLC I THIE LK
(BRI E&iDH: 0.2 - 20 ug/mL) .
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HPLC &1

EE Alliance €2695 /XL —3 3 »F ¥ = — /L (Waters Co, Milford, USA)

ARk RN EEE

HEWNE © 280 nm

B 20mM U BB TKFEHL Y U LAWK/ T 2 b= KU IRIK (45/55)

B 100 mM fREEKSZET b U 7 AFEEHK (pH 10.0)

VIRV Inertsil ODS-3 (5 um, 150 x 4.6 mm I[.D., ¥ — > /L% A = AR,
WAL, HA)

717 HNRSEE : 30 °C

IR 1.9 mL/min

EAE 50 uL

MAER Y PR E 7" 1 7 7 4 )L X U Phoenix WinNonlin (Certara, Princeton, USA) % H\»
T/ v a ://\OF‘ ]\7( Ve ]\ﬁ?*ﬁa:f PK /\05} ‘—‘& CE L/T Cmax, Tmax&(ﬁ AUCO—24 h %%m
L.
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3.3 FEER B LB

33,1 =WRoTER O

TN TF R = 55%EH T 4 T A M EAWT ERoEEMERAR L. 4 Th
WA OLEY A DEEIZ 100 mg THDH. 18, 2 W TIHIEDE & 50 mg & HAE
RO EERIAI O Z Rk TEFE 2 FER Lz, UnitBOEEA2RM 5720, (LAEW A % 100
mg BHT D R ERW O ER AT, HEMBII =R OCERY OFIRAE I TEE
THZEELE. VI BROANE, AREEAEET, @S (WAOELR) OREFE L
100 mg fWAIZHH L2, EHFI Curad Y 7 b =27 ETREMEANTSHZETHEHIC
EHEAETHD. 52 mm ZEIOBFEME L TY VI BROEEYEZR L. &L
72100 mg ZEOEABEZRA L, HEGEELTHES 2.5 mm ZREMEE LTERLE
50 mg & & O A O EE K OE A OE % Table 22 (2R 7. fREME 2.1 f51ox LT, WAIE
BT 1.8, HADERI1.7fEE o7, ERISUEHATBEOLEENARETH D,
BREZTICL A ELRGEMHGHOMREELZ R LR THDL. SEHWO =RcY 7 b
VT OREMOERLUHOEBELEAA\CENRFELRDLIENHHATHDL. 74T A
YEREoE T MREEA L L THERWRERBEOIE L X ICNEDL T 4 T A M EH
L TWDA, Table 1I2IZRLTZBY, 747 A MROELDERH L. 74T AU b
X—EDOHE T/ ANICHEIND D, 747 A MMOELOXE, / AvhbE
HENDIEWEMPOITELOET~LERY, KENICEERYOEEIL DT 2L, 20
EHD&EN, LY 7 My 2T OREEOER L HBMABEREOENENFEL DR
Mo JRIREHEET S, Lo T, RN T7 4T A MOIELDERN KWWY —727 4
FAVRNERHBL, AT 2L T, BELTIKEORWIEEY O EEFHH 2 ATREIC
AL ERHfEIND.

Table 22. The weight and thickness of 100 mg and 50 mg of oral dosage form printed by
filament containing 55% maltitol.

100 mg 50 mg
printed oral dosage form printed oral dosage form
Weight (mg) 464 263
Thickness (mm) 4.59 2.66

Data represent mean, n=2.
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3.3.2  ZROTIE K O M BE A 7~ & 0 Fep i v

ZWRICEED R LG A 84 L2 PR EEA > & 0B H R 2 B8 H RIS CRE
L7-. Figure 16 (a) (& ®AIDOIE %, Figure 16 (b) \IEHT 27 7 A Vv ERT. BEA
X7 4 nvba—T 4 & MLTERBETHY, BWHTv 774013 5 55T 85%LL LD
WHERZRLTRBY, #HEMEATHDZ 2R L. —J7, 100 mg &8O Z R
e 15 3 DT HERIT 80% &2/~ L, BIEE T 5 85%ICHEEL o7z, BIRLRIZKD
VA R EE A I B9 D AR FE ) CUE, R A A TR L E L IS IR EICHBE R H 2
TENRMESNTWD [73]. 100 mg RO ZRTERY O RK EE () 12 1.8 &
molo. AN 18 /FICRD L, REBIZHWMET 1.4 ML, EAEZ Ry 723K i E
(EXhRER) X 1.6 FOMME 2D, HAIKBEYLTZ D OFBREREA 0.89 (% & 7o 7o ik
R, BHEEDOIK TR ELTZEZEZOLND.

o —

(b)

100
- 80—
<@
=z
% 60—
= .
2 40 -8~ 3D printed dosage form
20 -# Film-coated tablet

0 15 30 45 60

Time (min)

Figure 16. Comparison of dissolution profiles between 3D printed oral dosage form and
film-coated tablet. (a) Appearance of the 3D printed oral dosage forms (left) and film-
coated tablets (right). (b) Dissolution profiles of the 100 mg 3D printed oral dosage form
(®) and film-coated tablet (m). Data represent mean, n=2.
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333 ZRICERH O A Xk 0 R

In vitro CHEEMZEZR LTIz ZIRICEBY B ER CRIBOEBEEZ RT 2 L 2R T 5 H
T, ZRITEEMOA X~OR DKL E2 LR L7z, 3.3.1HOMKE, (LAY A100 mg &
BOZRITEEMIL 15 53T 85% DR L R TITE L RN o T2hy, KRiERY & @iz
FD PK NI A—F BT 52 128D, ZRITEERHO in vivo TOIRYIEHIEOHE
BITAEETH D LB X, YV T b= L SS%IRM LT F#I18 D7 4 T A ML, in
vivo REBEAORE ZER Lz, 747 A FOFEIE 3 MOy FITo050F TEML 2.
HPLC IZTC7 4 7 A N OEYERZTER L. £y FMIZT 47 A2 binb Zf&EHT
YTV T L, ENENOEDE EAZWE LR Z Table 23 12777 . EFHAE 100%
IZHLT6-8%EWEARARERLED, TEMO RSDIX0.31 - 0.69%TH Y, EFEH M
B—ICBHM SN THDL I LE2RTHRTHDLLEEZD. 2 v TFHOTZ7 4 7 A FEH
T, WHEES30mg, HESWIUNZTAEE LT RkoEEw a2 L.

P L 72 —ROLEIW 72 B NS 3.3.2 H CHMMENER S 788/ %2, 100 mg/body @
BEETAXIIHRAKRLG L., &5 L=k ERH O EE K E RO % i 4 Table 24
WZART. ROBEEZOLEY ADMFEFIRYIRE T a7 7 A V% Figure 17 1Z/-7. M4
M7 7 7 A L XD B L7 Cunaxs Tmax X OV AUCo.241 % Table 25 I2R"T. =K
TEIETEW) & BEH T Tmax & O AUCo24 n 1XRIRE OEZ R L7z, =i E L /AN BV
T Cmax OB LT, HEIICAERZTIEZR Y (p=0.40). KFER»1H, v /LF
F—IL % 55% & A LIz ZRITIEEWIL in vitro & [REE in vivo ICBW T HEBMEERT 2
EBALMNE ST

Table 23. Drug content rate of filament containing 55% maltitol.

Drug content (%) 15t batch 27 batch 37 batch
Sample-1 18.3 19.0 18.8
Sample-2 18.4 18.8 18.9
Sample-3 18.3 18.8 18.8
Mean, n=3 18.3 18.9 18.8
RSD (%) 0.31 0.69 0.34
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Table 24. The weight, thickness and drug amount of each printed oral dosage form
administrated to dogs. Drug amount is calculated by the weight and drug content value of

filament.
Samples 1 2 3 4
Weight (mg) 519.5 517.8 522.8 521.2
Thickness (mm) 4.58 4.54 5.2 4.82
Drug amount® (mg) 98.0 97.7 98.6 98.3

*: Calculated by weight value and drug content of filament

Table 25. Pharmacokinetic parameters in the oral absorption study in dogs, n=4.

Samples Cmax (ng/mL) T'max (hr) AUCo.24 v (pg-hr/mL)
Film-coated tablet 42+22 1.4+£0.6 340+ 11.1
3D printed oral dosage form 56+18 1.2+0.8 35.1+15.6
1014
=
£ 84
&b :
= -# 3D printed dosage form
61 .
E -e- Film-coated tablet
o
<
=
w
=
=%
I 1 |
0 4 8 12 16 20 24
Time (hr)

Figure 17. Plasma drug concentrations after oral administration of the 3D printed oral
dosage form (m) or the film-coated tablet (®) to beagle dogs. Data represent mean = SD,
n=4.
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3.4 NN

In vitro THIMZ R LTI O ZIRGTTIETH O A X% 1R 2 5740 L 72 . Heieer &
ELTIEAY A% 100 mg A T 2 ESER 2 Wiz, 8 1%, 52 % ClE 50 mg D1k
EMAEEAHT DL RCER D 2, LA E R L2y, HESER O AL 100 mg &
BOWRANTHLZ LD, A XICKET LA O Unit i zE LT 572D, 100 mg Dk
M AEZEATLI R EEDERR L., BAEEL 1.8/ L~V TF h—L 55%
AR ZRIEEEWL, WHRBROMRER, 15 5T 80%DEMEHELZ R L. & 2 ET/R
L7 (87%) K DIRWHEIRZD, ZAVUTHEAMAEE Y720 OFaRmENEA L2
CICHKT D EHERT D,

SITF F =L 55%E A ZIRLIERY LR HARBRIC THEMEEZ R LT LAY A S A BEA
DA XREOWRULNE 2 FFM L7=. mfAl 2 4 XIS N#E5 L%, PK e 77 A0 bH
ML PKART A= ELBLTE A, Tmax, AUCo4n DT RAIM CHRBREDOMEZ R L
7. FZ, Chnax FERIEEEWICENTOTIIEIBE AR ST, AERAETIE
oo, ZIRGTERWITHEEPESER & RR OO WINMEEZ RERT 5K R TH Y, in
vitro AR in vivo THEBMEZ RT = RTEBYM O, FHEZ R L7z,
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:, S
>
-
ja}

SRUEERIZ =R Y 7 by 2T 2 AW THER SN =R ICET VA2 S L IT{EE D
Kz ERT 28 Ch 5. MIFH TR 2BRORIEM - /i ZBEHETEL22E00
REEICBOTEHREANPEZA TS, BEREFRCBVTHERSGELHENA 7 F
YRMIEWRERAEH S TWS., BERMEGEEM S L ToOEMbInE->TED 2015
FIF=ZREERIC LY E S LW OR A EERAITH 5 Spritam®7 FDA O 7K & %
iz, ZREEREFRARCEAT 2Lk, BAOBROBBHEX EXD. B
RETZHADOHBECEE LT, GEMRGCEYOBE T ERERBICLEN D Z &n
5, ZWuERITMEBMEERTRAOFEICRE S BRT 2/ RBMEZHO TN D.

B0 E Al oL IX, SLA, SLS, Inkjet 3DP &Y FDM O 4 D =R it g Fik
DHWSEN DR HTY Inkjet 3DP & FDM O#H&EHI AL . FDM IXFEEH 3D 7' v % —
ELTHARSELLTWLEMER =ZRTEREFIETH LD, BATBEERY ~—728 A
Thv, ROBERUAOFTHYICHER LIHE, T O ZRoTEBY IS 0 FY ¥ i # E 1%
TS, HEMERAOFRITE L. WA % FDM AR CTHR T 28554 L9 5 2
ET, ZREERICLD2RAFAROERICHIT LIV BEENICRD LB X, KFETIE
T4 TA MO ERFTHZ EICL Y, FDM T Al fE 2wl ok R 0 E R L o B
¥z HELL.

BAPER Y ~—Th b PVA O &7 L a— L TEMRT ST 7 u—F THMMED
HARAO =RktEReAETLLEL, B 1 ETIE, 747 A FORBFERD
FDM (XD “WociER ka4 L4k, vV F b—nic kD EHEELED R %
BEEL7Z. BEtofEE, AW A, PVA, =/LF b—/, AEHIO TEC »5R5EAW
% Conical twin screw extruder |2 CH@EIEH L, Extruder 228 L, R % 5l EIX
LROERVEET DI LI, 747 A FORHBBAIETHL Z L 2R LT.
Mz T, TEC ZMFGFHIZ 5%IRNT 5L T, 747 A B 3D 7Y ¥ — T8 IEFHE
AP EE R Z LR, AT P WIINL 722 W T, Extruder HH RO
EEEUICRETOINERNS LI L2 LN LT,

“WRIEERREF N OIE, EE ) ANVORENRF—NRITA—FThHoH I EaMRL, /
ANVIREZEINCERED b, 747 A MORKBEELZEST L2 & THHO =ZRociE
R ELND L E2HALE. 7L a—LORNICE 2 EHEERED a7 R
MEEAIZALEY A % 20%, PVA & 40%, ~/VF h—/L%& 35%, TEC % S%aH Li=7 «
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FAVNEROCTHERBRO =k oE B E R L, WHASEZFEML 2. T O E,
SAF P VRN KD EERR BTS2 LN E o7 AT, HERIR
D) U TTRICEEMORIREZLEE ST 52 LT, ZRILERYD S O IRY IR H 3 1T
M EL, WHICHGT2ADREBAEMNSE L 2 L 3EHEEGBEICHDRT 7 u—
FThHLZLERmBT OREREST.

AT RS XD R B R TR T E 2, 15 AT 85% DA I
BELRhoZ enb, 2 ®ECHENEEOLEZHNELT, 1) 7 Lra—1o
A7V —=27, 2) FET LA — LORMED K726 3) BADOIR T KD 3 >07
T —FERAZ. ) ET LIV DORAT ) —= U TRFO/ER, vV F b= T
372, MW TolET7T va—LvT7 074y FOFie 6 NI ZRITIEE 2 /[ EE T
HHZLEHFOLNILE., LALRRL, WHEEOWENRIIET L a—1izk 6T
FRETHD I EVNHEREINTZZ D, 2) v /LF b —I/LDOFRIMNE DR HEHE~ DR
ERAG L2, RETOREE, 20%7%8 5 NE 55% v L F b — A EZRMULEBEICL 7 0 7 A v
PR CTE L L, ZRTEBYOFRENAERZ EEZWH LT L. WHFEEFE
fili L7efi R, ~AF b—b 55% A L ZRTEEMIT 15 57 T 86.8% D M R &R
L, BHEETH D 1555 85%LL Lo Fiati Rz #Ek L. 3) ®BF OR L RO TIT,
Vo7 OR%E2OKWM3IDINIZTHI LT, EHmEMEDOHEIMIT L D H H T s 2 574
7. Loz, BHEOMEIZEY, Vo MoRBAEE S Z &R, HfF
LIZIRBGEONRnoTe. TOU T 2508EL, BREAIEE S R VIREE T THAE L 72
R, W LEBRHEEDRIAONEZ LD, RAOKMELEEICANSD, A4
MEMEEZEGHRICOHMERATRERR TRATENIE, HR W HEEOLEN I HE
W5, E72, H 2 BT, KMEMEREICE D = F b— Lk PVA BAWO AR E
ZRMliL7=. ZTO/E, F7F F—A Ve F— L~ T b— TRV IEE
I (100 - 150 °C) TERNEBEF OB O EMME 2 B Y, %52 150 °C £ T 1,000 Pas
U EOREAR L., Ko T F F—LIFREOEW PVA LHAE LT Lva—L L
LCaiE LCTWad &l L7z,

B3 BT in vitro B W CHEIRMEE R Lz ZRGTIEEW D in vivo T b [FAR IS HE itk
EARTPRIET D720, baW A 258 Lk S RiERY &k O v BERI O 4 X n
WCME R L7z, ZROCE I IER O M ESEA & RIREOKR O RINEEZ R L Z &
B, EERNIZEBWTH N RIEHMEE MR L TWD 2 ERRB Iz, EmHO
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b, BFETIE7 4 7 A FPORMBFERL VI =ZRLER FIELHYL L, =Kt
SR OBEHEE DR BELZRBTMER, v F b= L ORMEROBIR TRIC X VK
M2 R R EEMPHREAIETH L 2 2 M L. = kou&E® L2 ® AT in vivo
CEBWTOHBMELHEF L TNDZL2RRTOMR LR, PVA 2D & T 5=
WICIETE DS in vivo IZEBWT S in vitro FARIZHEEZ RS 5 2 & 2 REd 2 A5 A
i%, FDM (T K 2 #% A BERRA O =R ICETE O M OFRICHIELME L 70D 2 L 3BT
SN, MAT, BREEIZLDEHEERE L D CICEEREHT 2T LB ARETH
LTl ERBTLIMELEON. ULEXY, KL< EXLTWD FDM XD 3D 7'V~
= CHEBMERAN O =R CER R AR THD Z L2 WO LEARIEOMRIL, =
WRICIETIC & 2 WH TR O BFIKISH O FZH 72 5 CITEMEEROREICHKRT 2 b0 L
WM 5.
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ARHFFRICREE L, #&4h, THEZHEZBY, KBEO KB ZTEE £ L7 K%
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