






The Concept Tool is powered by a Lithium Polymer (LiPo) battery. The battery is 
exchangeable and is locked to the tool using a newly developed magnetic locking mechanism. It 
snaps automatically to a locked position and mechanically fixes the battery to the tool. An SDS 
Quick mechanism from Bosch allows a fast and easy way of exchanging the drills. 

 
 

 
Figure 4: Magnetic lock slider integrated in the housing of the exchangeable battery (left), 

pressure sensor covered with an flexible grid material (middle), horizontal positioning aid (right) 

 
The Concept Tool is controlled in a unique way only with the index finger. All the main 

functions can be controlled by applying force on pressure sensors placed on both sides of the tool. 
It is therefore designed for left- and right-handed people. With a double tap on the pressure sensor 
the direction of rotation can be changed. Slight pressure with the index finger triggers a laser line 
projected to the wall. An electric version of a spirit level indicates with three Light-Emitting Diodes 
(LEDs) if the tool is held horizontal or not (see figure 4). This horizontal positioning aid allows 
drilling multiple holes at the same height. By firmly pressing the index finger on the pressure sensor 
starts the drilling process. The speed of rotation is controlled by the amount of force applied by the 
index finger. A sudden increase in pressure triggers the safe mode of the tool and drilling is 
impeded. This prevents unwanted initiations of the drilling process, for example when the tool falls 
to the ground. 

 
With the exception of the bearings, shafts, gears and screws, all designed parts are produced 

with AM. The motor cooling unit and the bearing structure are produce by Selective Laser Melting 
(SLM) out of aluminum. The other parts of the Concept Tool are produced by Selective Laser 
Sintering (SLS). The centrifugal fan are made of Duraform HST, the grips are made of  Duraform 
flex and all other designed parts are made of PA12. 

 
Subsystem bearing structure 

 
The Concept Tool’s innovative and AM specific solutions demonstrate the possibilities of 

AM. Three of the solutions are highlighted and present here. The gear and bearing in hammer drills 
are normally stored in an exoskeleton more precisely in the housing of the power tool. To show the 
potential of lightweight design in AM a bearing structure was designed based on the idea of creating 
a gear subassembly that absorbs all gear forces within the assembly. The goal was to optimize the 
structure with regard to predefined load cases and use as little material as possible. Such complex, 
weight optimized geometries are usually not manufacturable with conventional processes. In 
contrary to conventional manufacturing the complexity of the geometry does not affect the costs 
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of additive manufactured parts. The bearing structure is therefore a very suitable part to show what 
AM is capable of in terms of lightweight design of load bearing parts. 

 
The final design of the bearing structure is a scaffold with a half shell and four additional 

parts to fix the gear (see figure 5). This ensures an easy and fast way to assemble the gears and 
bearings, which are taken from a conventional power tool. The build direction of the structure was 
taken into account so it was possible to place the bearing seats in such a way that little to no 
postprocessing is necessary. Furthermore by applying the principle of early determination of the 
part orientation [10] it is possible to manufacture the bearing structure with a minimum of support 
material. The main part of the gear subassembly is built in the orientation shown in figure 5. The 
large, flat additive manufactured sheet at the bottom is necessary and acts as an interface between 
the structure and the cooling system. The other four additional parts of the subassembly are oriented 
differently to also allow manufacturing without any additional support material. At the end of the 
build process the few necessary supports can be removed easily. Besides heat treatment and sand 
blasting of all parts, only four threads are cut during postprocessing. The minimal weight achieved 
with an initial conceptual design based on the flux of the forces around the gears. Based on this 
ideal design a force optimized part was developed in several iterations of simulations and design 
changes. When hammer drilling with at a force of 100 N and a torque of 0.8 Nm the maximum 
stress in the final part is approximately 72 N/mm2 and the maximum displacement 0.18 mm with 
a total weight of 60g. 

 

 
 

Figure 5: Design of the gears and bearing structure with the four additional parts (left), assembled 
part with gears and bearings (right) 

 
Subsystem dust extraction and motor cooling 

 
The goal of an integrated dust extraction system is to ensure a clean drilling process. The 

Concept Tool should be able to drill a hole with no visible dust left on the wall or below on the 
floor. The dust extraction system is integrated into the drilling machine such that it does not need 
any additional equipment like a vacuum cleaner. The system is able to filter the dust out of the air 
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and the user of the tool can easily empty the filter system. To realize this feature a complex 
ventilation and extraction system was developed with a cyclonic separator, centrifugal fan and 
directly at the drilling hole an air outlet and the extractor inlet. The air flow is also used to cool the 
electric motor (see figure 6). 
 

 
Figure 6: Overview of ventilation and dust extraction system (above), cyclonic separator (left), 

centrifugal fan with motor cooling (middle) and dust extraction base (right). 

The heart of the dust extraction system is the centrifugal fan. It provides the necessary 
airflow and static pressure. The negative pressure at the inlet is used for dust extraction and 
transports the dust directly to the cyclonic separator. In the cyclonic separator the heavy dust 
particle are separated and fall down into the dust collector at the lower end of the handle. The 
collector is attached with a thread and easy to remove. When the cyclonic separator is turned upside 
down, a stopper in the dust collector prevents the dust from falling back into the separator. To 
protect the centrifugal fan and the motor cooling from remaining dust particles, a fine particle filter 
was added directly above the cyclonic separator. In this configuration, particles in the fine particle 
filter can fall down into the dust collector when the dust extraction system is turned off.  

 
The cleaned air flows into an additive manufactured cooling structure for the motor. The 

cooling structure is optimized for an optimal flow and heat exchange and is not manufacturable in 
a conventional way. It is built in aluminum without any support material. The optimized airflow 
reduces the motor temperature of ten Kelvin. After the cooling system the majority of the air leaves 
the tool through an outlet. A small portion is redirected to the front into the base. This airflow is 
used to clean the drill and the drilling hole. The outlet is placed opposite of the inlet of the dust 
extraction channel. The channels to transport the clean and dusty air to and from the drilled hole 
are integrated in the beams holding the dust extraction base. The cooling system and the whole 
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flow optimized dust extraction system are a good illustration of how AM can increase the 
performance with an optimal design.  

 
The dust extraction system is further enhanced by another interesting feature in the dust 

extractor base. To ensure the vacuum cleaning of the drilling hole, it is important that the dust 
extraction system draws air and dust from the hole and not the ambient air. The backside of the 
base has to be closed around the rotating drill. To enable different drill diameters the closure on 
the backside has to be adjustable. Therefore the adjustable aperture in figure 7 was designed. The 
base contains four movable parts, three blades and a control ring, but was manufactured by selective 
laser sintering directly inside the base in one piece (see figure 7).  

 
 

     
 

Figure 7: Aperture: manufactured in closed position (left), sectional view (middle/right) 

 
Thes three blades are guided in the base at one end and in a movable ring at the other end. 

The ring can be moved with the slider to open and close the blades of the aperture. The integrated 
aperture with its printed movable part demonstrates functional integration in additive manufactured 
parts.  

 
There are numerous other good ideas illustrating the different potentials of AM in a highly 

integrated holistic system. The general function of the hammer drill does not need an explanation 
for a general audience to be understood. It is a perfect visualization of AM’s potentials and allows 
direct discussion of them in several subsystems and solution details.  

 
Reflection of the design process 

 
The whole nine month of the product development process were highly influenced by the different 
capabilities of additive manufacturing in comparison to conventional processes. The short lead 
time of AM parts allowed more and faster design iterations.  
 
The main technical functions were treated as individual subprojects following its own individual 
plan and pace, only bound to the overall project deadlines, like design freezes. Each subproject was 
realized by a sub-team consisting of up to three members. The engineering boundaries for each 
sub-project were the interfaces and predefined installation spaces. 
 
This adaptive project organization was also needed because the various AM processes bring 
different production speeds and costs. While metal parts are relatively expensive and need to be 
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scheduled with a production period of up to two weeks, some rapid prototyping plastic parts are 
available within a couple of hours and relatively cheap. Therefore, the realization process of each 
subproject was bound to the corresponding manufacturing method. Other subprojects such as the 
development of the electronic system followed their individual iteration steps. Nevertheless, all 
sub-projects, of mechanical or electronic nature, were similarly organized. The progress of the 
functions and their feasibility were evaluated in regular meetings. If needed, a non-realizable 
function was dismissed and replaced. For example no feasible solution was found in adequate time 
for a hammering mechanism. Therefore the components of an existing hammer drill were reused 
(see figure 8). This chosen project structure allowed to continuously test, evaluate, extend and 
improve single components and consequently the complete product. 
 

 
Figure 8: Development process 

 
Additive manufacturing enabled the large number of iterations, but AM was also a cause for 
iteration. The team members were novices in the area of additive manufacturing. They were trained 
with the basic knowledge on AM and had access to common and available design guidelines. The 
team designed the first realization of the tool based on this knowledge. During the assembly of the 
parts and the following tests, valuable feedback was derived from the additive manufactured parts. 
The feedback was used to improve the design, especially to reduce postprocessing and to fix not 
working functions.  
 
During course of the project it turn out there is an additional need for supporting different aspects 
of design process with an AM design guideline, particularly for AM novices, was determined. The 
inadequate designs of the first realization were primarily traced back to insufficient information 
given by design rules and design guidelines for specific design situations. The tow following 
situations are exemplary for these problems.  
 
The first exemplary situation is the need to remove remaining powder from cavities is already know 
and described. Especially in Selective Laser Sintering the removal can be difficult. In several 
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publications of design rules numerical values are given on the minimal gap between two walls. The 
given information is correct and important, but it corresponds to simple geometries and does not 
have to be valid for more complex ones. There is no additional information for complex geometry 
and how to design a part for an effective and efficient powder removal.  
 
A second exemplary situation was the lack of guidelines for the overall design process. The team 
started with an idea and designed the part in CAD. After feedback for the AM service provider and 
postprocessing they had to redesign the part. In particular on metal parts produced by Selective 
Laser Melting (SLM) one can save support material and postprocessing effort and in the end to 
save cost, by an improved design process. Based on this learning we started to develop a guideline 
for the design process. For example, the part orientation should be determined before designing the 
part in CAD. This enables the incorporation of the orientation in the detailed design and reduces 
the need for support material, improves surface quality and reduces heat deformation. Due to the 
early determination the effort for postprocessing is reduced and design iterations can be avoided 
[10]. 
 

Conclusion 
 

For a better understanding and visualization of AM’s possibilities a working system - the 
Concept Tool - is presented. The presented Concept Tool has a various features, which demonstrate 
the potential and design freedom of AM. Especially, features like the flow channels for dust 
extraction and aperture are only producible with AM. The findings of our team observations 
showed a lack in supporting systems for designer and emphasized the need for a supporting design 
guideline for the overall development process. The goal is to support designers in the design 
process of systems containing AM components and to unlock the full potential of AM. 

 
Acknowledgements 

 
The authors would like to thank the Team ADDit for the development of a unique and 

inspirational product – the Concept Tool. Without their help, and their input this paper would not 
have been possible. Oliver Kirchhoff, Manuel Heckhorn Ghilardi, Jan Zimmermann, Helen Meyer, 
Michael Liem, Mickey Fürer, Thilo Weber, Rolf Scheuner, Pascal Trachsler, Alessio Maag. 

 
References 

 
[1] ISO/ASTM 52900, 2015-12-00. Additive manufacturing - General principles - Terminology. 
[2] Baldinger, M., Duchi, A., 2013. Price benchmark of laser sintering service providers, in: High 

Value Manufacturing: Advanced Research in Virtual and Rapid Prototyping: Proceedings of 
the 6th International Conference on Advanced Research in Virtual and Rapid Prototyping, 
Leiria, Portugal, 1-5 October, 2013. CRC Press, p. 37–42. 

[3] Gebhardt, A., 2011. Understanding Additive Manufacturing – Rapid Prototyping, Rapid 
Tooling, Rapid Manufacturing. Hanser, Munich. 

[4] Lindemann, C., Reiher, T., Jahnke, U., Koch, R., 2015. Towards a sustainable and economic 
selection of part candidates for additive manufacturing. Rapid Prototyping Journal 21 (2), 216–
227. 

[5] Hopkinson, N., Hague, R.J.M., Dickens, P.M., 2006. Rapid manufacturing: An industrial 
revolution for the digital age, Wiley, Chichester. 

[6] Wohlers, T.T., Caffrey, T., 2015. Wohlers report 2015: 3D printing and additive manufacturing 
state of the industry annual worldwide progress report. Wohlers Associates, Fort Collins, Colo. 

1908



[7] Leutenecker, B., Lohmeyer, Q., Meboldt, M., 2013. Konstruieren mit generativen 
Fertigungsverfahren – Gestalterische Lösungen für die Substitution von Serienbauteilen, 
in: Design for X Symposium 2013, Hamburg, Germany. 

[8] Thompson, M.K., Moroni, G., Vaneker, T., Fadel, G., Campbell, R.I., Gibson, I., Bernard, A., 
Schulz, J., Graf, P., Ahuja, B., Martina, F. Design for Additive Manufacturing: Trends, 
opportunities, considerations, and constraints. CIRP Annals - Manufacturing Technology. 

[9] Klahn, C., Leutenecker, B., Meboldt, M., 2015. Design for Additive Manufacturing - 
Supporting the Substitution of Components in Series Products, in: 25th CIRP Design 
Conference, Haifa, Israel. 

[10] Leutenecker-Twelsiek, B., Klahn, C., Meboldt, M., 2016. Considering Part Orientation in 
Design for Additive Manufacturing, in: 26th CIRP Design Conference, Stockholm, Sweden. 

1909




