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Study on the compensation of shape error using Shrinkage rate of resin

in Rapid Prototyping

Lee Ji Yong* Kim Tae Ho', Park Jae Duck™, Park Jung Bo™", Jeon Eon Chan'™
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| Abstract 1

j

It will compensate for utilizing the shrinkage rate.

Recently, the Rapid Prototyping System makes used of changing file format, The most problem is produced by this process.
It is influenced by the precision of shape manufacturing. And It is most influenced by shrinkage rate within many elements
influence the precision of 3D shape manufacturing. In result, the length strain in each axis cause at STL file transforming.
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Fig. 2 Error of shart vector
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Table 1 Typical properties (Post cured part)

Tensile strength 69 - 73 MPa
Young modulus 3186 MPa
Elongation at break 47-64 %
Impact strength 37 J/m

Shore hardness 86
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Fig. 4 Schematic diagram of circular test
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Table 2 Specifications of circular tester

Items Value

Maximum diameter 280 mm
Maximum load 20 kg
Measuring range + 1,000 ym

Spindle revolution 6 rpm

Alir pressure 390 kPa(4 kgf/cn)
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Fig. 7 Error on STL file transformation(X axis, Y axis)
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Fig. 9 After manufacturing(compensation shrinkage rate)
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