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/[ Conclusion } A process and selection was made for the sacrificial layer. PVA has all of the desired properties: it is easily applied to the substrate by blade
coating, dissolves under 15 minutes in hot water and provides a smooth surface to print upon. For the structural layer both inks show
promising results. Both can be used to screen print a free standing structure, and both inks generate enough heat to realise a simulated
deflection in the reference design of up to 224um. Due to the slump seen in both inks, it is proposed to raise the minimum feature width to
300um. A proof of concept was made which achieved deflections of 100um. Further research regarding the dimensions of the MEMS and e
K curing techiques are needed to optimise the devices strength and deflection. / K deformation /
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