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1. Ewaywyn

Yxondég e epyaciog Koy 1 BEATIOTOTOMNON TNE ARYITEXTOVIXNS EVOS VELPWVIXOD BXTVOU Yla TNV TEOPBAedn tne TeayiTNnTag
XL TV UNYavXey 1Bothtey (Avtoyh xou napopdppwon) tepoyiny Ttou mopdydnxay pe 3D printing. Xuvolxd dnuioup-
vty 3 BlapopeTixd veupmwixd dixtua yio xadéva yapaxtnewotixd. Ilopdyovieg diepebvnong anoteholy 1 emAoYr Twv
TUPAUUETEWY EL0GO0U, 0 apLIUOC TWV XPUUUEVGLY ETUTEDWY XU TWY XPUUHEVWY VEUROVWY GE AUTE X TEAOC TO XELTHPLO om6d0-
ong. To veupwvind dixtuo viomodnxe otnv python ue yprion tou moxétou scikit—learnﬂ Xenowwonoydnxe 1o Yoviého
MLPregressoﬂ 10 omofo elvan €val vevpwvind tpdotiog TeoPodoTNoNC - oTloUddpounc Slddoone pe douy| Tou TapovctdleTal
otV ExdVaL

Features

(X)

Output

Syue 11 Aopr| tou Multi-Layer Perceptron mou yenowonoteiton otny ouvdpetnon MLPregressor.

To npwto Brua Aoy 1 mpo-eneepyacia Twv dedouévwy. "Totepa Ue Bidpopoug otatioxols delxteg xou and v BiBAio-
yeapla Biepeuviinxe molol TopdueTpol TEEnel Vo eloay Yoy oe xodéva amd o dixtua. Kodidg ouwe 1 anddoor tou dixtdou
e€apTdTon T600 and Tol BEBOUEVY ELTOBOU, OMO TNV APYLTEXTOVIXT TOU 0AAE xat amd Ty opylxononon, dnutovpyhinxe éva
TEOY PO TIOU EAEYYEL BLAPOLOUE GUVBLICUOUE TTHPUUETEWY UE DLOPORETIXES APYLITEXTOVIXES VIOl TOANUTAES AEYIXOTIOL\TELC.
Adyw e éupung TuyandtTog, To BERTIoTO dixTUO TPOXUTTEL YpnotwonowdvTag to Welch’s t-test, chote o oupnepdopatd
¢ TEOC TNV BLOPOPETIXG ATOBOCT| APYLTEXTOVIXWY VO £YOUV G TUTIC TLXY) CNUAVTIXOTNTAL.

Thttps://scikit-learn.org/stable/
%https://scikit-learn.org/stable/modules/generated/sklearn.neural_network.MLPRegressor.html#sklearn.neural_network.
MLPRegressor


https://scikit-learn.org/stable/
https://scikit-learn.org/stable/modules/generated/sklearn.neural_network.MLPRegressor.html#sklearn.neural_network.MLPRegressor
https://scikit-learn.org/stable/modules/generated/sklearn.neural_network.MLPRegressor.html#sklearn.neural_network.MLPRegressor

2. Ilpoenegepyacio Acdouévmy

To npdto BAua Atav 1 tpo-enclepyacio twv dedopévav. Apyind, o xatnyopnuotixéc Tiwéc (Infill pattern, material) xwdi-
xomotjinxay oe apiunTnés xou anodnxedtnxay o éva véo apyelo data.csv. Kadde uvmipyav pévo 2 xatnyopleg oe xde
feature, ot xatnyoplec avtiotouyldnxav oe 0 xou 1

1 |layer_heig wall_thicki infill_dens)infill_pattgdnozzle_ter bed_temp: print_speq material [fan_speed roughness tension_st elongation (%)
2 0.02 8 90 1 220 60 4 0 25 18 1.2
3 0.02 7 90 0 225 65 4 25 32 16 1.4
4 0.02 i 80 il 230 70 4 50 40 8 0.8
S5 0.02 4 70 0 240 75 A 75 68 10 05
6 0.02 © 20 1 250 80 4 100 92 5 0.7
T 0.02 10 40 0 200 60 4 0 60 24 1.1

Eyfua 2: Kodixomolnor twy xomnyoenuotindy YoV

"Yotepa, éyve xavovixoronor (standardization) twv unéhownwy petaBAnTdy, xadde elyav diapopetind T8 peyédoue.
T Tv xavovixomoinor yenowwonoidnxe 1 cuvdpetnon standard scaleﬁ

layer_heig wall_thicki infill_densiinfill_patte nozzle_ter bed_tempi print_spee material fan_speed roughness tension_st elongation (%)

-1.34903 0.960817 1.45767 1 -0.10224 -1.41421 -0.8165 1 -1.41421 25 18 1.2
-1.34903 0.615199 1.45767 -1 0.238559 -0.70711 -0.8165 1 -0.70711 32 16 1.4
-1.34903 -1.45851 1.059399 1 0.579358 0 -0.8165 1 0 40 8 0.8
-1.34903 -0.42165 0.661129 -1 1.260957 0.707107 -0.8165 1 0.707107 68 10 0.5
-1.34903 0.269582 1.45767 1 1.942555 1.414214 -0.8165 1 1.414214 92 5 0.7
-1.34903 1.652052 -0.53368 -1 -1.46544 -1.41421 -0.8165 1 -1.41421 60 24 1.1

Eyhua 3: Kavovixornolnon v elo6dwy

"Yotepa, mpénetl va yivel ywelopdg twv dedopévwy oe train, validation xou test unocOvoka. Emnedn to dataset vtov
apXETE Uixpo, dev uTApEe uToalvolo emxlpwone. O YWEIOUOC EYLVE PE TNV CUVEETNON tmz’n,test,spliﬂ xou To péyedog Tou
unoouvérou . T var uny Peedel xdnoto veupwvixd dixtuo to onolo mpocopudletal o GUYXeXpEva dedouéva, xdle @opd
yiveTtan SLopopeTnd YWELOUOC.

3%e auth Ty nepintwon to one hot encoding eivan 1oduvayo we to label encoding.
4https://scikit-learn.org/stable/modules/generated/sklearn.preprocessing.StandardScaler.html
Shttps://scikit-learn.org/stable/modules/generated/sklearn.model_selection.train_test_split.html


https://scikit-learn.org/stable/modules/generated/sklearn.preprocessing.StandardScaler.html
https://scikit-learn.org/stable/modules/generated/sklearn.model_selection.train_test_split.html

3. Emnuloyr 6cdopéEvwy

To dataset anotehelton and 9 napapétpous xatepyacios, wotdoo dev elvan anapaltnto 6Tl GAec ol mopdueteol ennpedlouy
oha T yapoxtnplotxd. H yedodoloyia mou axoroudinxe yio Tnv emAoyy| TV TopopéTewy EL0600U 0TO VELEWVIXS BiXTUO
elvou ) e€hc:

o Xpron oTATIOTIXWY EQYUAElWY WOTE Vo eEeTaoVEl 1) CUTYETION HATOLOG TUPUUETEOU UE HAVE YoEAXTNELOTIXG. 2UYXE-
xpyéva yenotponoidnxay ol otatio ol delxteg foregression (fiest) xou mutual information(MI). O npdtoc deixtng
elvon ToPOUOLOC TNG YEUUXAC CUCYETIONG (Pg,y) X EEETALEL OV Lal TOPAUETPOC EYEL YROUMXY) CUOYETION UE XATOLO
xopoxtnelotind. O dedtepog Seixtng elvan éva uétpo g yevixdtepng e€dptnong twv duo petaBintodv. ‘Onwe gaiveto
and TV eova dh 0 BEXTNG frest TAVEL EVTOVO TNV YpopuXT cuoyETio eve o deixtng M1 onoladrnote oyéo

F-test=1.00, MI=0.36 F-test=0.28, MI=1.00 F-test=0.00, MI=0.00
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Tyua 4: B0yxpLon oTaTo TGy SEXTOVY fiest xou MI yio tnv cuvdptnon y = x1 + sin(6rze) + 0.1N(0, 1)

o Elpeon BiBhoypaplac mou Selyvel e€dptnom evog yopoxtneloTixol ond TapaléTpous XATERYUoiag.

o Awpedvnon g ouoyétiong oy dedopévwy eloodou. O mivaxag cuoyétione guiveton otov mivoxa[I] Topatneetton twe
N T OTNTa Tou aveplothpa POENC xou 1 Yeppoxpasia tou xpeBatiol topouctdlouy EVvTovr cUaYETIOT), xou LeTaBdAAOVTOL
ue tov B0 pudUS (Pedtemperature, fanspeed = 1). Etot, emhéydnxe 1 Yeppoxpacio tou xpefotiod vo agpaupedel and
TIC THPUUETEOUS EL0GDOL, o dev Vo mpbdolete mapandve TANeopoplo 0To vevpwvixd dixtuo. ‘Omolo SixTuo
exnoudeuTel ue TNV TaxLINTA TOL AVEULCTHPR Vo WrtopoLoe va exntondeutel we tnv Jepproxpacio

xeeBaTtiou.
Doy 1 2 3 5 6 7 9
1 1 -1.93E-01 | 3.50E-03 | 9.79E-18 | -7.39E-18 | -5.55E-02 | 6.40E-18
2 -1.93E-01 | 1 1.03E-01 | -1.18E-01 | -2.93E-02 | -4.20E-01 | -2.93E-02
3 3.50E-03 | 1.03E-01 |1 2.39E-01 | 1.60E-18 | -9.43E-02 | 1.60E-18
5 9.79E-18 | -1.18E-01 | 2.39E-01 | 1 6.02E-01 | 0 6.02E-01
6 -7.39E-18 | -2.93E-02 | 1.60E-18 | 6.02E-01 | 1 0.00E+00 | 1
7 -5.55E-02 | -4.20E-01 | -9.43E-02 | 0 0.00E+00 | 1 0.00E+00
9 6.40E-18 | -2.93E-02 | 1.60E-18 | 6.02E-01 | 1 0.00E+00 | 1

IMivoxag 1: Iivaxog cuoyETiong TwWV TOEOUETEWY EL0OBOU

3.1 Emloy" dedopévay tpaydintag

Apywd and v BiBhoypapla, tapatnehinxe twe ol Topdueteol ol onolol ennpedlouv TNV TeayLTNTA elvon To layer height,
N xhion tou tepoyiov o n dduetpog tou nozzle [I, 2], [B] . Autd gaiveton xou oty ewdva 5| and to [3]. Qotdoo, otic
napauéteoug Tou datasheet dev unrpye 1 SldpeTEOC TOL axpoPuaiou xon 1) xhior Tou Tepaylov 00TE XATOIO dANO TUPEUPERES
YOEAXTNELOTIXG TR0 AUTA.

"Yotepa, unoloyiotnray ol ototiotixol deixteg ftest, M1 yio xdde nopduetpo xatepyosiog xou napouvotdlovtal oTtov mivaxo
IMopatnpeeiton mwe 1 tpaydTnTa €yl éviovn e€dptnon and to layer height oAAd, xan v Yeppoxpacio Tou axpopusoiov xou
e TayOTnTag extUTwone. Atuodnuxd, n e€dptnon and v Yepuoxpascia Tou axpopusiou eivon Aoy, agol ennpedlel T

Shttps://scikit-learn.org/stable/auto_examples/feature_selection/plot_f_test_vs_mi.html#sphx-glr-auto-examples-feature-
selection-plot-f-test-vs-mi-py


https://scikit-learn.org/stable/auto_examples/feature_selection/plot_f_test_vs_mi.html#sphx-glr-auto-examples-feature-selection-plot-f-test-vs-mi-py
https://scikit-learn.org/stable/auto_examples/feature_selection/plot_f_test_vs_mi.html#sphx-glr-auto-examples-feature-selection-plot-f-test-vs-mi-py

22 22 22 22
20 120 20} 20
18 1 18} 18f 18
%16 - 16\/ 16 | 16\/-
@
(1]
E 14 14 14| 14 -
12 112 12} 12
10} ' 10 10| 10
8 8 8 8 8 :
0.4 0.6 195 205 0.1 0.3 30 50 93 97
ND (mm) T (°C) LH (mm) PS (mm/s) EM (%)

Yyhua 5: Main effect plot yia tnv péon tpoydtnta and to dedeo [3]

Yeppoxpactaxd medio xaTd TNV 0TEREOTOINGCT TOU TAAGTIXOV %o TNV Vo UE To uToholna layers eved 1 tayOTnta exTOTWONG
enneedlel xou TNy Yeppoxpocio, ahrd auEnuévn Tay TNt 00NYEl XU OE TEPIOOOTEPEC TOAAVIWOELS 0TO GUGTNUA Xivnong Tou
evdéyeton v awEdvouy Ty Tpay TNt Tapatneolvton oyetind auEnuéves TIWES Xal GTO TEYOC TWVY TOLYWUATWY Xl TO UAXO.
Avtol oL mapdpetpor apyixd oryvoRinxoay ahhd ot cuvéyeto EAEYYUNUE av BEATLOVOUY TNV amdBOGT] TOL BixTlou.

Feature: 1 2 3 4 5 6 7 8 9
Ftest 86.133 | 2.607 | 0.682 | 0.225 | 6.640 | 1.840 | 0.714 | 2.760 | 1.840
MI 0.744 | 0.002 0 0 0 0 0.339 0 0

IMivacag 2: Iivoxag e twée ftest, MI yio xdde nopduetpo xatepyaolac oe oyéor ue v teaydTnta

3.2 EmAoy" 6edopévev Oplou diappong

Y10V Topoxdte Tivaxo PaivovTal, 0L GUOYETIOELS TWV TUROHETEWY EXTUTWONG UE TO 6pL0 B1oppohiS (Tmag), A TELRHUATO TTOU
€ywoay oto Tavemothwo e Kotohoviae (Tortavia) [7]

Table 6. Significance value of the parameters with respect to the answers.

Elastic Properties Plastic Properties
Factor Young's Modulus Yield Strengt Maximum Maximum
{E) (Rpas) Strength (0 ma) Deformation ()

Layer orientation \/ |/ ‘/ v" / ‘/ \/ 1/ ‘/ '/ -/ \/
Layer Height \/ u/ \/ v/ \/ U/ x
Filament width \./ /} y/ \'/ v{ x
Printing velocity V/ y”/ v'/ x
Infill density x x x x
Infill pattern x x x x

Syua 6: EEdptnon tpaydnrac and dépopes Topapétpous xatepyacioc olupwva e [7)]

Bdon g napandve dnuocleuong, onuavTXOTERY TORGUETEOC GTNV OVTOY Y TOU TEALXOU TEOL6Y Elval 0 TPOGUVUTOMGUOC
extinwong. ‘Eneito axohovdolv o mopduetpol Layer Height xow Flament width (Wall thickness) xou onuovtixdtepn ou-
oyétuon éyel to Printing Speed. Téhog n cuyxexpwévn dnuocicuon xatoliyer oto cupnépacpa 6Tt to Infill Density »ou
Infill Pattern 8ev éyouv cucyétion oto dplo dpporic. M dhhn dnpocicuon [6] xatahiyel oo tpogavée cuunépacua 6Tt
7o Infill Density xou 1o Material éyouv emppof; otn avtoy tou tepoyiov. Télog pio axdua dnpooicuon [B] emPBeBoudvel to
yeyovie mwe 1o Wall Thickness xou 1o External (Nozzle) Temperature éyouv onuaviixy cusyétion pe to 6plo dloppotic, To
ToEoXdTe Toplouo ETBeBordveTon XL and ToL OTATICTIXA TECT TOU YIVOVTOL TOROXATe.

"Y'otepa, unohoylotnray ol otatioTixol delxteg ftest, M yio xdde napduetpo xatepyaoiog xou napovatdlovtol oTov mivaxa
Iopatnpeiton e N avtoyn tou tepaylov dev e€optdton and to Infill Pattern xaddc xou ot 800 Seixteg elvon apxetd pixpol.



Emmiéov, apyd ayvorfdnxe to printing speed xododg xou ol 600 delnteq frest, MI elvon oyetind pixpol. ‘Ouwe, Yo eheyydel
av BedTidverl T anddoon, diott chupwva pe Ty dnpocicuon [7] emdpd oto dplo dapporc.

Feature: 1 2 3 4 5 6 7 8 9
Ftest 6.2 9.135 | 7.077 | 0.004 | 9.469 | 3.279 | 3.613 | 4.398 | 3.279
MI 0.106 | 0.142 | 0.344 0 0.091 | 0.063 | 0.011 | 0.097 | 0.054

IMivoxag 3: Iivaxoc pe twée ftest, M1 vy xdde nopduetpo xatepyaoiog oe oyEon YE TNV avToyT) Tou Tepoyiou

3.3 EmAoY7| GEO0UEVLV TARALORPWONG

A6 o oyfpa 6] apatneeiton moe 1 tapapdppnon euptdtan xuping and v dieviuvon ue tTnv omola TUTGVETHL TO EEdPTNUAL
Auto elvor avauevépevo, BLOTL N ToEaudeEwoT) Tou Tepoyiou ogelhetar xuplng oty TapULdEPLOY TV WOV Tou. oT600,
Bev uTdipyEL OYETXY TaPdUETPOC oTo dataset.

Q¢ yvootdy, and tny unyavixn, xdde UNXO TEpLYEAPETOL OId TNV YOEAXTNELOTIXT TNG XOUTOAT TUPUUOLPOOTE-TIoNS €—0.
370 mopaxdtey oA GalvovTon BIAPORES YAUPUXTNELOTIXES LAY Yio Bldpopa tocootd Infill Density, xou nopotneeiton mwe
1 uéyiotn mapobppwon etvon aveZdotnty Tou Topdyovta avtol [4].

20004 [SRnoPEG —— LGR+05% P4 - - LSR+4% P15
—— LSR+2%P4 - - LSR+6% P15
LSR +4% P4 LSR +8% P15
1500+
=
&
g 1000+
@
500-
0 ; i : :
0.1 1 10 100
C. Strain (%)

Eyua 7: Kopmdiee napopdppwonc-tdone yio didgopes tpée tou Infill Density olugpovo pe ]

Ytov mivaxa {4 tapouoidlovton o CTATIGTIXG TECT CUCYETIONG TWV EL0OBWV YE TNV Tapaudepnaor. Apéows napatnpeitot
nw¢ o Wall Thickness, to Infill Pattern xou to Infill Density éyouv undevixéc tée MI xou youniéc tiwéc Ftest. Mévo
7o Layer Height xou to Nozzle temperature éyouv udniéc twéc Ftest. Emmiéov, elvon yvewotéd and ) unyovinh teg to
N mopaudepwon e€aptdton and To LAXG. Mdhota, 1 napaudppwon ota 3D prints ogeiletar otV nopaude@LoY TWV VOY.
Omoéte, 10 LAXO elvon pia mapduetpog mou Yo ewoayVel oo dedouéva ewoddou. Téhog, N taydTnTa Tou AveEoTpa, ETlong
emhéydnpe va etooydel oto dedouéva el6d0L.

Feature: 1 2 3 4 5 6 7 8 9
Ftest 16.659 | 1.541 | 1.245 | 0.102 | 18.500 | 4.778 | 2.782 | 8.860 | 4.778
MI 0.180 0.060 | 0.000 | 0.003 | 0.201 | 0.101 | 0.077 | 0.074 | 0.105

IMivaxoc 4: Tlivoxag pe tpée ftest, M1 vy xdde napduetpo xatepyasiag oe oyéon Ye TNV avToyT Tou Tepoyiou



4. BeAtiotonoinon Nevpwvixodv oixtOwy

4.1 Awdwxacia BeAtiotonoinong
O urodrigpLeg apyttextovixéc mou e€etdlovton elvon oL axdlovdeg
e 'Evo hidden layer pe vevpmvee 1 éwc 51 (50 cuvduaopol)
e Avo hidden layers ye vevpdvee oe xdide layer 1 éwe 31 pe Prua 3 (10210 cuvduaouof)

Koaloe to dataset anotehelton and 50 delyparta, elvon emduuntéd va uny Eemepactody ta 100 Bdpen, dote va pnv yivel
overfitting xou yio vao ouyxhiver xahUtepa to dixtuo. Ta va atohoyniel to N.A. aveldptnta twv tuyainy training samples
, extoudevovtan k N.A. (Sl opyrtextovixrc we dtapopetind xdde @opd training samples (RandomFactor=i).

H aZlohéynon tou xdde vevpwvixd dixtiou, éyive Bdor Tou cuvieheoTth Tpoodloplopol R?

R2 =1 Z?:l(ytargd,i - ypredicted_’i)2 (1)
ZZL:I(yt(L’r'get,i —7)?

"Yotepa, utoroyiletan 1 uéom tun (1) xou 1 Tumixr andxhion (o) Twv napandve k derypdtwy:

k 2 n 2
i=1 i=1 (R — R?)?
= Z 761 ’ o= Z 1 ] (2)

To %x0\0TEpo VELPWVIXS dixTuO elvor auTd ue TNV weyohlTepn wéon Tl tou cuvieheoth R? (R? € (—o0,1]). ‘Oupec ol
HEoEC TWES DEV PTopolV Vo cuyxprloly anculdelag, Aoyw Tng upung TuYaoTNTAS oTNY dladixaocio Tne exnaideuong. Eneldy
%80 GUVBUUCUOG-OPYLTEXTOVIXY] AVOUEVETOL VoL EYEL DLUPOPETIXT UECT) TWT ol BLapopeTiXY) TUTLXY) amdxhlo, eAEYINXE Vo
yenowonowndel to Welch’s t—testﬂ yia v suyxprdel av évac cuvduaoudc-opyltextovixy €xel xahiTepn anddooT) e O TATIO TIXN
ONUAVTIXOTNTOL. LTNY TRAEET, dnulovpyeiton £Voc CUYXEVTEWTIXGG TUVOXAG UE TIC UECES TWES ol TNV TUTXY) amdxAlon xdde
OEYLTEXTOVIXAG X EEXVAOVTAS Amd TOV TEGDTO GLVOLAOUG, ENEYYETHL av x8le emoUEVOC elvon XaADTEPOS UE CTATIOTIXY ONUa-
vixotnto. Av elvan, tdte anodnxedton auTéS (¢ XUAUTEPOS XoL OL ETOUEVES cLYXploels Yivovtan pe oawtév. To eninedo tng
onuavtixottag dnxe audaipeta oto 0.15%. E] Suvontnd, 1 Swadixacio e oUyxplong napovotdleton mapoxdtew (Aelxtng
Tpéyovia xohvTEPOU cuVdLacpoL: best, now, Aclxtng cuvduaouol und diepelvnon: 4):

1. HO = Mi — UBest,now = 0
2. Hl = HMi — KBest,now >0
3. Ebgeomn tou p — value and to Welch’s t test. Xpromn tng ouvdptnong scipy.stats.ttest,ind,from,stats[ﬂ

4. Yoyxpwon p — value < 0.15. Av elvow uixpdtepo, t6te amoppinteton 1 undevixr) unddeon xow 0 cuvduoouds @ Exel
xohOTEEN anbdoon e otaTioTix ongovuxdtnTo 15%.

5. ANoyY) Bewxtdv: best,now = i

"https://en.wikipedia.org/wiki/Welch%27s_t-test

8Ta dedopéva elvon Aya yiar vo amoutniel évo auotned eninedo onuavtixétnta 6nwe to 0.05.

9Documentation Bpioxeton otn cehlda: https://docs.scipy.org/doc/scipy/reference/generated/scipy.stats.ttest_ind_from_stats.
html. Oétoviog we mapdueTteo equal-var = False , xou alternative=’"greater’ emhéyetor va yivet to Welch’s t -test mou npoavagépdnixe.


https://en.wikipedia.org/wiki/Welch%27s_t-test
https://docs.scipy.org/doc/scipy/reference/generated/scipy.stats.ttest_ind_from_stats.html
https://docs.scipy.org/doc/scipy/reference/generated/scipy.stats.ttest_ind_from_stats.html

4.2 Bektiwotonoinon Nevpwvixol dixtOou npofiedng tpaydintag

Apywd exnoudedtnxe to N.A. ye mopopétpous eloddous, Tou emAéyInxay and To oTATIOTIXG TECT CUOYETIONG
arr = [1,5,7] = [layer_height, nozzle_temperature, print_speed) (3)

Y tov mopandTey Thvool paitvovTon oL XUADTERES APYLTEXTOVIXEC XOUTd WECT TN, Xl XaL 1 GTATIOTXE LoodUvoun xaAbTeEEN
Ao

Solutions | Layerl | Layer2 [ p | o
Katdtaén xatd péon nun
#1 19 22 0.908 | 0.132
#2 28 28 0.902 | 0.131
#3 28 13 0.895 | 0.130
#4 19 28 0.895 | 0.129
#5 19 25 0.894 | 0.129
Yratiotikd 10000vaun kaAvtepn Avon
#1 | 7 | 10 | 0.845 | 0.118

ivaxog 5: A6800m VELWVIXOD BIXTVOU EXTIUNONS TEoYVTNTAUS UE TUPAUETEOUS ELGGBOU o avapépdnxay 3]

‘Eneita, €yive mpbdoldeon twv mopoxdte TUpaUéTewy OTIC EL0600UE, WOoTe va Yivel éheyyog av yivetow Bedtiworn otnv
an6doon tou N.A.

Solutions | Layerl | Layer2 | u | o
Yratniotikd 1000Uvaun kaAUTepn
AVon pe npoodnkn wall thickness
#1 | 4 | 7 | 0.500 | 0.064
Yratniotikd 1000Uvaun kaAUTepn
Aon pe mpoolnkn material
#1 | 17 | 0 | 0.644 | 0.082

ITivaxag 6: Anddoon veupwvixol dxthou eXTUNoTE TR UTNTIC UE TPOGUHXY OTIC TUPAULETEOUS ELGOBOU TO T8 0C TOLYWUSTWY
%L ToU VAo0

Suyxpivovtag toug mivaxeg [B] xou [6] tapatneeiton twe 1 tpocdixn Tou Thyog ToyhUaTog Xa ToU UAXOD dev BEATLMVEL TNV
extipnon Tou vevpwvixol dixtlou. Emmiéov, we BéATIoT apyttextovixh emhéyeton éva dixtuo e 2 layers o omolo €youv 7
xan 10 xpugoic veupdvee to xadéva (Apyttextovxd| (7,10) ).

Hidden

layers

Input

Output
layer

./,@—> Roughness

Yyfuo 8: Apyrtextovinr) Neupwvixol Aixtiou tng tpoydTtnrag



Auth n apytextovixd) avtiototyel oe 101 Bdpn (327 + 7210+ 1021 = 101). ‘Onwe guiveton otov nivana[f] unhpZay dixtua
pe R? =~ 0.9 (my. Apyrtextovir (19,22) ). Qotéoo, auth n apyttextovixy dev elvon amapaitnta xohdtepn and ty (7, 10),
016t dev umdpyel o amapaltnTog apliUds SelyUdTeVY Yiot Vo TEOXVPEL QUTO TO GUUTEPACUO UE OTATIOTIXY ONUAVTIXOTNTA.
Emniéov, o peydhoc aptdudc Popmdv (319 + 19222 4+ 22 = 497) oe oyéon pe ta dedopéva auidvel onpavtxd tny mdovotnta
overfitting.

Yo oxﬁpa@napoumo’clsrm évo. R? plot, 670 onolo ouyxpivovton ot mparypotixée (True) pe Tic EXTIOPEVES amd TO VELPGK-
vix6 Bixtvo (Predicted) Tyéc tpaybtnrac yia Topauétpous elo6dou and to urnocivoro adlohéynone (test dataset). T tny
YEVIXEUOT) TWY ATOTEAECUATWY, ToPOUCLELETAL TO YRaPNUA QUTO VLol TEGOEPO VELpLVIXG dixTua (Blog apyttextovixhc ( Apyite-
xtovnt| (7,10) ) ta omolor éyouv exmoudeutel o€ dlapopeTind LTOCUVOLO TapoPETewy train dataset xou cuvende aioloyolvTo
oto oupmAnewpotixd (test dataset). H xdxxuvn Saxexopuévn yoauuh avtiotolyel otny ypoouunr y = x. Eva téheio vevpwvind
dixtuo mou Yo extipoloe Tic mparypotxée Tuée, Yo etye éva R? plot e onuela téve o auth v evdelo. Ou undhoirec eudelec
€youv meoxOEL amd YUY TUAVSPOUNCT] TWV EXTUWOUEVWY XL TEAYUATIXOV ToOY xdie oet alohéynornge. Ilopatnpeiton
Twg 68 OAO TO EUEOC TWV TWOV TEAYUTNTOS, Ol EXTUNCELS lvol XOVTE OTIC TEAYUUTIXES TWWES. TS TOAD PEYAAEC TiéC
UTAEYEL HEYAUAUTERY OmOXALOT), 1) omtolol efvon avoevouevn xadmg LTREY OV Xl AYOTERA SEBOPEVO UE HEYAAT ToyOTNT

Predicted vs True : roughness (pm)

400 =

i)

200 5

Predicted Values

o0

T '
a 133 200 300 400

True Values

Syfua 9: R? ypdopnua yio Ty teoy vt Me xdwnavo ebvor 1) yoouph y = @

0T nieyav cuvohxd 6 tests ue (Ra > 300um ) evéy unhpyav 15 tests we (Ra < 100um )
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4.3 Bektiwotonoinon Nevpwvixol dixtOou npdfiedng avioyng

Apywd exnoudedtnxe to N.A. ye mopopétpous eloddous, Tou emAéyInxay and To oTATIOTIXG TECT CUOYETIONG
arr = [1,2,3,5,8,9] = [layer_height, wall thickness, in fill _denstiy, nozzle_temperature, material, fan_speed]  (4)

Ytov Hivoxo [7] gaivovron oL xahITERES dApYLTEXTOVIXES XATd Péom T, XaddS X0 N OTATIETIXG LoOdUVT XohDTERT AOO).

Solutions \ Layerl \ Layer2 \ I \ o
Katdraén xatd péon uun

#1 4 13 0.743 | 0.00897

#2 4 7 0.698 | 0.0706

#3 9 0 0.649 | 0.00473

#4 4 16 0.647 | 0.0526

#5 13 7 0.606 | 0.0412
Yraniotikd 10000vaun kaAvtepn Avon

#1 | 4 | 13 0.743 | 0.00897

ITivacag 7: Anédoor veupwvixol Suxtbou extiunong oplou Blappoc Ue TUPAUETEOUE EL06BOU o avapépdnuay

Solutions \ Layerl \ Layer2 \ L \ o
Yranionikd 10060vaun kaAltepn
AVon pe npoadnkn Infill Pattern
#1 | 22 |1 | 0.621 [ 0.0162
Yranionikd 10080vaun kaAltepn
AVon ue npoalnkn Print speed
#1 | 1 | 0 | -1.757 | 10.04

ITivaxag 8: Anédoor veupwvixol extiunong oplou dlapporc ye mtpoothinn otic napauétpou to Infill Pattern xau to Print
speed

Suyxpivovtag tou Hivaxec[7} [ npoctm nagomdve yetaBintov eisédou, dev Bertubver Ty anédoon tou N.A. Enopévag
10 Béltioto N.A. elvon autd nou vrnoroyiotnre apyxd. H apyttextovinr tou N.A. gaiveton mopoxdte

Input

Layer Height — o Hidden

layers

Syfua 10: Apyitextovin Nevpwvixol Auxtiou tou Oplou Aloppor|c
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Yo cxﬁpa rapouctdletar o R? plot. TIAL, Yo TV YEVIXEUOT TwV OMOTENEOUETWY, TOPOUCLALETOL TO YEdpTLL oUTH
Yoo Téooepa Veupwvixd dixtua Blag apyttextovinic ( Apyrtextovin| (4,13) ) ta omola €youv exnondeutel oe dlapopeTind
UTocUVOAO TopopéTemy train dataset xou GUVETOC alohoyolvTon oTo cupTAnewuatixd (test dataset). Kou oe autd v
TEPITTOON 1) (OXXVY) DOXEXOPUEVT) YPOUUT) aVTLOoTOLXEL OTNV Yeaupun ¥ = T, eve ol umohoinee evdeiec €youv mpoxlel and
YEoUUMXY) TOAVDEOUNCT] TWY EXTIMUEVWY XU TEAYHATIXWY THWV xdle oet aflohdynone. Iapatneeiton e ta 3 dataset
elyov TOAD ixavomoinTiny anédoon xan TAnotdlouy ToAs Ty evdeio y = x. Avtideta to umhe dataset diver xaxég npoBAréders.
Auté ogelletan 6T0 YEYOVOC OTL TO VELpWVIXS BixTuo elvan xdnwe evaiodnto ota dedopéva eloddou, to onolo elvar hoyind
xS T0 UTOGUVOAO EXTIUBEVCTC Elvol TOA) TEPLOPIGUEVO.

Predicted vs True : tension_strength (MPa)

a0 =

3 4

25

S0

151

Predicted Values

LR
&

a 5 10 15 EIEI 2‘5 3in
True Values

Syfue 11: R? ypdonuae yie 1o bpto dtapporc. Me xbxavo elvor 1 ypouud y = o
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4.4 Bektwotonoinon Nevpwvixol dixtiouv npoBiedng emprxuvong

Apywd exnoudedtnxe to N.A. ye mopopétpous eloddous, Tou emAéyInxay and To oTATIOTIXG TECT CUOYETIONG
arr = [1,5,8,9] = [layer_height, nozzle_temperature, material, fan_speed| (5)

Ytov mapaxdTe mivaxo @atvovton oL XOAUTERES APYLTEXTOVIXES XATd UEOT TN, XIS Kol 1) CTATICTIXA LoODUVAUT) XUAUTERT
Ao,

Solutions \ Layerl \ Layer2 \ I \ o
Katdraén xatd péon npn

#1 37 0 0.562 | 0.00380

#2 10 16 0.561 | 0.00552

#3 23 0 0.558 | 0.00310

#4 7 28 0.556 | 0.00310

#5 25 16 0.551 | 0.00449
Yranionikd 10060vaun kaAltepn Avon

#1 | 7 | 0 | 0.548 [ 0.0137

ITivaxag 9: Anodoor veupnmvixol Sxthou extiunong enuixuvong e TapouéTeoug eleodou Tou avapéodnxay

Yty ouvéyela, éyvay emnAéov teot BedTioTonolnong, Ye emnAéov eloddoug xdde popd g mapouéteouc Wall Thickness
7o Infill Density to Infill Pattern xou Print Speed. O napduetpol avtol, uneviupileton e dev e€etdotnioy apyixd, xodog
ané tov Iivoxa @] ov Tipée MI ebvon undevixée xon ov tiuég Ftest oyetnd younhéc.

Solutions \ Layerl \ Layer2 \ W \ o
Yranionikd 100d0vaun kaAltepn
AVon pe npoodnkn wall thickness

#1 | 22 | 7 | 0.627 | 0.0174
Yranionikd 10060vaun kaAltepn
Alon pe mpooinkn Infill Density

#1 | 19 | 10 | 0.741 | 0.0229
Yranionikd 10080vaun kaAltepn
AVon ue npoainkn Infill Pattern

#1 | 19 | 13 | 0.551 [ 0.0377
Yratniotikd 1000Uvaun kaAUtepn
Avon pe mpoodnkn Print Speed

#1 | 23 | 0 | 0.517 | 0.0577

ITivaxag 10: An6800m veupwvixod dxtiou extiunong emuixuvone pe npoodixr otig napapétpous etoddou to Wall Thickness
7o Infill Density xot to Infill Pattern

Yuyxpivovtac toug TTivaxeg [9) mapatneelton nwe N teooxn tou Infill Density BeAtidver onuoavtind tnv andédoon
tou N.AL, xododg xa 1 npocdfixn tou Wall Thickness. Avtideto ol npociinn twv dhhwy mopopgétewy Yelpotepelel Tny
an6doon xou yio autd dev e€etdlovton xan mepautépw cuvduaouol. A&ilel oe autd to onuelo, va aélohoyroovue oo N.A. ye
NV T TOYEoV Teoctxn Twv topouéteny Wall Thickness xou Infill Density enouévng to Sidvuoua v uetoaBAntody eloddou
elvou

arr = [1,2,3,5,8,9] = [layer_height, wall thickness, in fill_density, nozzle_temperature, material, fan_speed]  (6)

Solutions \ Layerl \ Layer2 \ 7 \ o
Yratniotikd 1000Uvaun kaAUtepn

AVon pe npooOnikn Wall Thickness, Infill Density

#1 | 25 | 1 | 0.758 [ 0.00929

ITivacag 11: Anédoor veupwvixod Bixthou extiunong emurxuvone pe npoodixr otig napauéteoug eiloddou to Wall Thickness
xou to Infill Density
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Yuyxpivovtag toug Ilivoxeg Topatnpeiton 6T N péom T (1) aloAdyNon TopapéVEL O TapOUoLL ETIED, OTWS Xou
1 Tumxh| améxhion (o). Ty neot nepintwon (HMivoxas [10) o aprdudc twv Popov etvan (we = 5219+ 19210 + 1021 = 295),
evey oty deltepn nepintwon eivon (Tivoncog o apipde v Bapodv elvon (ws = 6225 + 25zl 4+ 1zl = 176). T va
anogUyouue TNy meplntwon tou Overfitting emAéyouue v nepintwon omou, to Bdpn elvon AydTepd, ETOUEVKOS YiveTon 1|
npoorxn tou Wall Thickness xau toulnfill Density. Hopoxdte @aivetar to oyfua tou Nevpwvinold Awtdou.

Hidden
layers

Input
layer

Output
layer

W
/X2 ';‘: ! ”
D5 v§ ¢

PUAANRY

= 11 Elongation

Eyhua 12: Apytextovinr) Nevpwvixol Aixtiou tng mopaude@nwong
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Yo oxﬁpoc rapouctdletar o R? plot. TIAL, Yo TV YEVIXEUOT TwV OMOTENEOUETWY, TOPOUCLALETOL TO YEdpTLL oUTH
Yoo Téooepa Veupwvixd dixtua Blag apyttextovinic ( Apyrtextovin| (25,1) ) ta omola €youv exnondeutel oe dlpopeTind
UTocUVOAO TopopéTemy train dataset xou GUVETOC alohoyolvTon oTo cupTAnewuatixd (test dataset). Kou oe autd v
TEPITTOON 1) (OXXVY) DOXEXOPUEVT) YPOUUT) aVTLOoTOLXEL OTNV Yeaupun ¥ = T, eve ol umohoinee evdeiec €youv mpoxlel and
YEUUMIXY) TOAVOPOUNOY) TWV EXTUOUEVRY Xol TEAYHOTIXOY TGV xdle oet aflohdynong. Ilopatneeitan nwg or eudeleg mou
TEOXOTITOUV UE YEOUWXT TaAvdpounon €xouv wxeotepr xAlon and 1, mou onualvel TwE UNEREXTIMOUY TIC YOUNAES TWEC
TUPAUULOPPOOTS EVE LTOEXTOUY Ti¢ LPNAé Twwée tne mapaudppuons. To ouyxexpyévo yapaxtnelotxd lowg yeewdleta
TEPLOGOTEP DEBOUEVO-TECTE (OGTE TO VELPWVLXO B{XTUO Vo TEOCUPUoaTEL XahbTEPQ.

Predicted vs True : elongation (%)
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SyAuo 13: R? yedpnuo yior TNy Topaudepwot. Me xdxxwvo slvar ) yYeouu y =
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6. Koowxec

Tapouotdleton 0 YEVIXOS XOBNOC:

import numpy as np

import pandas as pd

from sklearn.model_selection import train_test_split
from sklearn.neural_network import MLPRegressor
from sklearn.preprocessing import StandardScaler
import matplotlib.pyplot as plt

from scipy import stats as st

scalerX = StandardScaler ()
df = pd.read_csv(”Data.csv”)

#Targets = ['roughness ( \mum)’, ’tension_strength (MPa)’, ’elongation (%) ’]
Targets = df.columns|—3:]
ystring = Targets [0]

#Number of trials —> statistical analysis
ki=8
r2_table = np.zeros (ki) #save the r2 value for statistical test

#Check alternative models
nkTable = [1]; specific =1

#nkTable = [2,7]; specific = 0 #Roughness
#nkTable = [3,6]; specific = 0 #uts
#nkTable = [2]; specific = 0 #elongation , 3

Final = np.zeros ([5xnkTable. __len__() ,4])
FinalST = np.zeros ([ nkTable.__len__() ,4])
ali = —1 #alternatives_index

for nk in nkTable:# specific
ali +=1

if ystring = Targets [0]:
if specific==1:
#—— roughness
arr = [0,4,6]
else:
arr = [0,nk,6]
if ystring = Targets[1]:
if specific==1:
4 MPA
arr = [0,1,2,4,7,8] # > new = better
else:
arr = [0,1,2,nk,4,7,8] #3 —> bibliography , 6 —> bibliography + ftest
if ystring = Targets [2]:
if specific==1:
# elognation
arr = [0,1,4,7,8]
else:
arr = [0,1,nk,4,7,8] # 2> fi test —> 2—>0.78
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#Best , independant of nn

#region

cn=0

MATRIX=[]

OBJ=]]

#maximum 2 layers

for i in range(1,51,2):
MATRIX. append ([i, 0])
cn=cn+1

for i in range(1,31,3):

for j in range(1,31,3):
MATRIX. append ([i, j])

cn=cn+1

OBJ = np.zeros(cn) #score

architecture

SD = np.zeros(cn) #variance of score
#endregion
u = cn

for j in range(0,u):

print (j)
R2=0
for k in range(ki):

train , test = train_test_split (df,

X_train = train.iloc [:,arr]
Y _train = train|[ystring]
X_test = test.iloc[:,arr]
Y _test = test|[ystring]

#Data Preprocess

scaler = StandardScaler ()

scaler. fit (X_train)

X _train = scaler.transform (X_train)

X_test = scaler.transform (X_test)

#Regression

if MATRIX[j][1] = 0:
MIP=MLPRegressor (hidden_layer_sizes=(MATRIX[j][0]) , max_iter=5000, random_state

:1)
else:

MLP=MLPRegressor (hidden_layer_sizes=(MATRIX[j][0] ,MATRIX[j][1]), max_iter=5000,
random_state=1)

test_size=0.2) #different data

MLP. fit (X_train, Y_train.values.ravel())

#R2 plot, scaled to 0-—1
y_-pred = MIP. predict (X_test)
y_true = Y_test.values

y-tmax = y_true.max()
y-pmax = y_pred.max()

r2 = MIP.score (X_test ,Y_test)

R2=R24r2/ ki
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print (r2)
#Statistical Tets
r2_table[k] = r2

OBJ
[

il =R2
SD[j]

[
j r2_table.var ()

print ('R2: {:4f} .format (R2))
print (’SD: {:4f} . format(SD[j]))

#save all data
TXT= np.zeros ([cn,4])
for j in range(0,u):
IXT[j ,:] = [MATRIX[j][0] ,MATRIX[j][1] ,OBJ[j],SD[j]]
#print (TXT)

#Show best 5

id = np.argsort (OBJ)

# print (id[—5:]+1)

print ( TXT[id[—5:],:] )

Final [5xali:(5*xali+5) ,:] = TXT[id[ —5:],:]
# print (Final)

#statistic test
#st_id = [0,0,0,0,0]

best = 0

for j in range(1l,u):
mul = TXT[best ,2]
mu2 = TXT[j,2]

[
s1.2 = TXT[best ,3]
$2.2 = TXT[j,3]

if ( st.ttest_ind_from_stats(mu2, s2_2 ,ki, mul, s1_.2, ki , equal_var=False,
alternative=’greater’).pvalue < 0.15 ):
#pvalue < 0.05 —
#the propability that mu2 > mul covers and area 1-pvalue
#So if i want to be 95% sure that mu2>mul, that means that:
#area > 0.95 —> l—pvalue >0.95 —> pvalue <0.05

best = j
print ("Best is : {:d}”.format (best))

FinalST [ali ,:] = TXT[best ,:]
print (FinalST)

print (" Final best 5 table:")
print (Final)
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IMogovotdletar 0 *OBXUS UTOAOYIOHOU TWV CTATIOTIXWOVY BEXTOVY ftest, mi:

import numpy as np

import pandas as pd

import matplotlib.pyplot as plt

from sklearn.preprocessing import StandardScaler
from sklearn.decomposition import PCA

scalerX = StandardScaler ()

#flags

printData = 0

selectY = 1 #0 for roughness, 1 for UTS, 2 for elongation
selectByF =1

ki = 10

miTotal = np.zeros ([ki,9])
FiTotal = np.zeros ([ki,9])

miT = np.zeros(9)
FiT = np.zeros(9)

HHHH Data Import and preprocessing
#region
— Import

Data = pd.read_excel('Data.xlsx ")
#print (Data.head ())

# for col in Data.columns:

# print (col)

# 3 targets.
nset = len (Data.columns)— 3

# Convert categorical to numeric
StringArray = Data.dtypes = object

StringArray = 1xStringArray.__array__()

#print (StringArray)

#infill pattern

DifferentPatterns = Data[ infill pattern ’].unique()

nPatterns = len( DifferentPatterns )

Data[ infill _pattern ’].replace(DifferentPatterns ,range(nPatterns),inplace = True)
#Data[” infill _pattern ”].replace ([’ grid ', honeycomb '] ,[0,1] ,inplace=True)

#print (Data[’ infill_pattern ’])

#materials

DifferentMaterials = Data|[ material ’]. unique ()

nMaterials = len( DifferentMaterials )

#not the best way, if there were 3 categories, new features should be introduced
Data| material "]. replace (DifferentMaterials ,range(nMaterials) ,inplace = True)

#print (Data| material ’])

i Seperate Matrices
#Target
Y_df = Data.iloc [:,nset+selectY ]
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#print (Y_df)

#drop other outputs

X_df = Data.drop(Data.columns[[9,10,11]], axis=1)
StringArray = np.delete (StringArray, range(nset,12))

Xnames= Data.columns
#print (X_df.head())

#
X = X_df.to_numpy ()
Y = Y_df.to_numpy ()

np.set_printoptions (formatter={"float *: lambda x: 7 {0:0.3f}”

for k in range(ki):

Make nd arrays

.format (x) })

#

from sklearn.feature_selection import SelectPercentile ,
mutual_info_regression

fi,. = f_regression (X,Y)
mi = mutual_info_regression (X,Y)

FiT = FiT + fi/ki
miT =miT+ mi/ki

miTotal [k,:] = mi
FiTotal [k,:] = fi

print ("Mutual Info Regression Total: 7)
print (miTotal)

(
(
print (’ )
(?
(

print ("Mutual Information Average: ")

print (miT)

print (— ")

print ( M)

print ("F regression Total: )
print (FiTotal)

print (’ )

print ("F regression Average: 7)
print (FiT)
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Hepouotdletor 0 xMdIxaC Yo Ty dnuovpyia Twv R? ypopnudtev:

import numpy as np
import pandas as pd

from sklearn.model_selection import train_test_split
from sklearn.neural_network import MLPRegressor
from sklearn.preprocessing import StandardScaler

import matplotlib.pyplot as plt
from scipy import stats as st

from sklearn.linear_model import LinearRegression

np.set_printoptions (formatter={"float

scalerX = StandardScaler ()
df = pd.read_csv (" Data.csv”)

" lambda x: 7 {0:0.3f{}”.format(x)})

#Targets = ['roughness (\mum)’, ’tension_strength (MPa)’, ’elongation (%) ]

Targets = df.columns|—3:]
ystring = Targets[0]

#Number of trials —> statistical analysis

ki=8

r2_table = np.zeros (ki) #save the r2 value for statistical test

printr2 =1 #r2 graph

H— Check alternative models
nkTable = [1]; specific =1

#arr = [0,1,2,4,7,8] # elongation

#arr = [0,1 8] # —> MPA

|: ) 74
[ 1214171
arr = [0,4,6] # > roughness

#put neural network architecture

MATRIX = [[7,10]] #roughness
#MATRIX = [[4,13]] #uts

#MATRIX = [[25,1]] #elongation

Final = np.zeros ([ nkTable.__len__() ,4])

FinalST = np.zeros ([ nkTable.__len__() ,4])

xx = np.zeros (ki*10)
yy = np.zeros (kix*10)
coeff = np.zeros (ki)
inter = np.zeros (ki)

j = 0 #in order to use older code, where there were a lot of combinations, we use j

R2=0
for k in range(ki):
train, test = train_test_split (df,

X_train = train.iloc [:,arr]
Y _train = train[ystring]
X_test = test.iloc[:,arr]
Y_test = test[ystring]

#Data Preprocess

test_size =0.2, random_state=k) #different data
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scaler = StandardScaler ()

scaler. fit (X_train)

X _train = scaler.transform (X _train)
X_test = scaler.transform (X_test)

#Regression

if MATRIX[j][1]

MLP=MLPRegressor (hidden _layer_sizes=(MATRIX[j ][0]), max_iter=5000,random _state=1)

else:

MLP=MLPRegressor (hidden_layer_sizes=(MATRIX[j][0] ,MATRIX[j][1]) , max_iter=5000,

:O:

random_state=1)

MLP. fit (X_train, Y_train.values.ravel())

r2 = MIP.score (X_test , Y_test)

R2=R2+12 / ki

print (r2)

#For variance

r2_table [k] = r2

#R2 plot

y-pred = MILP. predict (X_test)

y_true = Y_test.values

#Regression for r2

reg = LinearRegression (). fit (y_true.reshape(—1, 1), y_pred.reshape(—1, 1))
coeff[k] = reg.coef_

inter [k] =

reg.intercept._

xx[10*xk:10x(k+1)] = y_true

yy[10%k:10%(k+1)]

SD = r2_table.var()

y_pred

print ('R2: {:4f} .format(R2))
print (’SD: {:4f}’.format(SD))

# Print Results
RESULTS = [MATRIX[0][0] ,MATRIX[0][1] ,R2,SD]

print (" Results:

print (RESULTS)

)

#print calibration

xmax = xx.max/()
xmin = xx.min ()
Ix = 0.1x(xmax — xmin)

ymax = yy.max/()

ymin = yy.min ()
ly = 0.1%(ymax — ymin)

#plot only 4,

in

colors = [’'b7, 'k’

if printr2:

order for
) g ) m ]

the graph to be clear
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plt. figure (1)
plt.plot ([0 ,ymax+ly], [0,ymax+ly],’r— ' /linewidth = "2’ label = 'y=x")
for k in range(4):

a = coeff[k]
b = inter [k]

plt.plot (xx[10xk:10%(k+1)] , yy[l0xk:10x(k+1)], o’ ,color=colors[k] )

plt.plot (np.array ([xmin — lx ,xmax+lx]) ,a*np.array ([xmin — Ix ,xmax+lx])+b,

colors [k] )

plt . xlabel( 'True Values’,fontsize=20)
plt.ylabel ("Predicted Values’ fontsize=20)
titletxt = "Predicted vs True : {:s}’.format(ystring)
plt.title (titletxt , fontsize =20)
#plt.ylim (ymin — ly ,ymax+ly)

plt . ylim (0,ymax+ly)

plt . xlim (0 ,xmax+1x )

plt.axis('square’)

#plt.legend (handles=[linel ])

plt.grid ()

plt.show ()
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