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Fig. 1. Automobile part used SLA process.
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Beam delivery Solider
©g. M*WW"") Cubital, Inc. (Isragl/Germany)
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| Elevator * Spray resin
...................................... ¥
Recoating + Develop photomask
mechanism

sExpose mask

#*Vacuum uncured resin

Fig. 3. The principle of SGC process.

Extrusion

Deposit and level
heat-fusible powder
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BOSINT baliphos Jet Sobdifiostion
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Fig. 4. The principle of SLS process. Fig. 5. The principle of FDM process.
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Fig. 6. The principle of 3D Printing process.

& Laminated Object Manufacturing b. Solid Center
Helisys, Corp. (US) Kira Com. (Japan)

Fig. 7. The principle of LOM process.
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Fig. 8. Automobile part fabricated by rapid prototype.
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Fig. 9. The molds fabricated 3D Keltool process.

Fig. 10. Fabricated 3D complex microstructures
(a) Microcup : 200 layers, 12 um thickness, 95 um minimum feature, (b) Microfan : 50 layers, 10 um thickness,
40 um minimum feature, (c) Microwineglass : 300 layers, 5 um thickness, 30 um minimum feature,

(d) Microspring : 200 layers, 12 um thickness, 300 um minimum feature.
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