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Fabrication of Stereolithography parts with visible internal shapes
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(a) SLA process (b) FDM process

(c) Stereolithography parts with visible internal shapes
Fig. 1 Fabrication concept and inner visible parts
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(d) Nozzle with coil heater
Fig. 2 Components of process equipment

(c) Nozzle system
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Variables Data
Needle inner Dia.(d) 340 ¢m
Min. velocity(V) 0.5 /m
Min. flow rate(Q) 0.157mm®/s

Table 1. Specification of coloring nozzle
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(a)overflow line (b)uniform line  (c¢) Discontinuous line

Fig. 3 Types of patterning line

A 3 7 FEE YElgth 2 F Aol BEY HE(V)
7b =g AY BAF Q7 BE A9, Fig.3@), V 9 Q 7h
A 7%, Fig 30), vV 7k wEAY Q 7t AL A9,
Figd(c)9t #ol HEjd © a7t Bd&xow sjedert
ﬂ%vwﬂmﬂ®Q7P%%l%%ﬂﬂ§%W1%ﬂ%E}
o] HEEHAh A Fo FEFE] dwld R
A dEYEy] g AN A F Eelolofol

2% 488 Estd 29 A9 Aepd) e 238
Z3ge).
16
15 “ —m— 0.157mm’/s
14 A —e— 0.314mm’/s
4 0.471mm’ls

-
-

Thickness(/m

. =¥ e
-

(b)Vertical view of
Solid ink & cured resin
Fig. 5 Pictures of line pattering

(a) Line depositi on
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(a) Contour type

(b) Raster type
Fig. 6 Types of solid ink patterning
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