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Improvement of internal shape error of stereolithography parts
with addition of tool path
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Fig. 1 Concept of visible internal shapes using SL & FDM
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Fig. 3 Schematics of system
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Fig. 3 Figures of Llne patterning error
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Fig. 4 Concept of addition of tool path (L) before (R) after adding
of toolpath
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Table. 1 Size of Hexahedron

Fig. 5 Flgures of Line patterning with addition of toolpath (L)
before resin lamination (R) after resin lamination
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Fig. 6 Comparison between before and after using addition of
toolpath
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