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Abstract

Rapid prototyping is a new prototyping technology which produces three dimensional part
models directly from CAD data and has been extensively applied to various manufacturing
processes. There are many types of rapid prototyping systems due to their building principles and
materials. In this work, Stereolithography Apparatus!SLA; which is the most widely-used rapid
prototyping system is introduced to achieve die/mold technology innovation. For the purpose, the
prototyping technology using SLA is developed such that patterns of which shapes are quite
complicated are successfully produced with high accuracy. Using these patterns, prototype die/
molds are efficiently manufactured; a turbocharger rotor, a fan and a wheel pattern are made, and
the molds of the investment casting, the injection molding and the die casting are manufactured
respectively. The casting products are produced using these molds, and it turns out that these
methods are quite effective for manufacturing products of complicated geometry from the

viewpoint of efficiency and productivity.

el 8¢ CAD/CAMe 93 NC 7oz
LM & Alapsick, b S4bg 34 FAbe] 4 CAD

2 2ee] NC dlele 44744 = uie

FHE £474F FE AEHE 5 oEe A4 Solb me Aze £tk ¥ Teld o s
ol 4 WA eaole] FAG A WAH £ A FAFol Andstod FHe ANYL Tolm of
vlAEe] S0 whekstz AFel Fo17b goldel  FE szl Eabdoz mA o] 918 ababe

— AbL8) Z& A 27 4L Suksl g g
R R AR P R B Fo: o @ Al 27 S el ‘2,1:4.#
REEIR SR I A& 3Ad 2L 3 e AEE ol
essl, Agulehn 4e2Eapea) of ahg 2348) whul wolHE ¥ste] 7rhel



g AAE A 2o
A A

ol rhal s P54 e AE
A ek @ % 348l
g9l A% 4ol web ofelsba] FAol Aol
el 2 gl o] AiAes i e
AR25] 31 9l SLA (stereolithography apparatus)
% Abgsiadeh,

SLAs= 54 apabe] dof »=F =l oA Alefof
A oA AR
sitive polymer) e} & o] 4% A}-g-3to] b+ & Ak
&= AlFete etk ol 1981% wl= 3D
systemsjitol] &3] ARFE o]& A1 83} of i A
2] 1988yel] E A o7 wirF|o] &zl Ao
1001 0 2) 3] Abell A4 Al 2h 5000 He] Azl 7 W
ol ik 2 Aol gtEE v E FAE A
o 4l ®-Fdtir 9= SLA 500 +]~%) (3D systems
it Al & Aol

Al B, o Ho Aol SLAE L&
dhol ABp A, FE, G 5 4F Lok
A eheral A E el mak i gkl e
3 gLk, @9 HEo] Fullel A SLA 4l )
T8 A 2 el el of
912‘14“4”’ offdt FA- o

7ol 44 SLA 425

2ol =

74 3] = w74 314~ 7] (photosen-

ul u] 0‘74 vo—ﬁ_o}
7F A PE

5 oAEE Aol
o

g g8a AREA S YL g4, Rk
NEAE FEARAE Avel dgol W o7y
Z 3 sl od o},

2. SLA AjEtE2| Mzt 53

2.1 SLA A|Aglol Hz|

SLA+= Eﬂ"]ﬂ o ASE, #AseAE S&8
Azo) 324 Az 2 A& %El% A5k 3
480 Harel wug olol et 43 sjel Al ¥
4e BEAE et O w4 BRAEAL 5
A zpAe] #loj Aol wmEwlwl ol Alelof 4 | Ak
HE BaEe SA4F 2 ok ke AlEe
HAS CAD Alag]oA] 334z ez welaldln
ol T3] B ¢k Y HuHE ¥l (A
Edlojd o vhy) 28 A Mol whe} 4

T = AT Agoe A

1583

3

SH57%F AEdd leke Hate AEL Az
o}, o714, CAD 4] ~€1& SDRCil¢] I[-DEAS

Solid Modeling%- #1353} o.vf, SLA®°| %% ¢
Hotsial STL shalel 25 slellslaz oA A&
& 32k8) 14 (object) 2 # ¥ o} g},

Fig. 1o} {ajiz SLA Ajagle] 713 142 viel
et S OMF- el A shaA b whA la
TAHOZ ol E7ksdk Hloldol bkl FAE A4
AEobA ol whit el wskAlA b g
lofxdiz XY dnifoll 4] chuie) &4
ol upeh o rcsMui Aol g
(byi= ¥z fxeo AZaAL Hol
Fonoadvh §-4 Hlefol g Fof 5ol (el o] Aef
e w dShElas ale], °F 0.1~0.5mm)ut
& OHHE ofsstar ol vk Ageha bl H 4
off whep gdoledr i g F2 Hsbob eb4u
vl 1oekgel o OI—so} g ol Soluba ofel 2
of st kAol H3bsl g2 Slol Az gl
weol skslol HFalvh eleigh olzle] by Al
& dbEel] 7bed Sleaz Aol kg xl

ch,

:O’(:
i‘

71 3FA] 7] e},

I
J

22 SLA AM2dle] &3

o|]qh SLA Ajawle v]Ee] 7A|lsbae] ofg
Al Azt gt v g of ofgab e gd s

7Fx] 5L gl el
Do3aoh merh ool Bkd R
’WJ Al ghiel 3o |
S=5
(2) 2ZHFi) 2

TE7E e

Aol 2 55 7]

Zhebel] 2ok,

1w Y-of

&= 2

projector 0
2-axis
\/ faser elevator
\ mode!
lable ( o
~—
phato
curable
plastic

{a) Schematic diagram of SLA system
laser ON laser OFF

s

th) Three dimensional bulding process
Fig. 1 SLA system




1584

Table 1 Material property of the resin (XB5154;

L o -

hl 1 o 0

Tensile strength

35 N/mm?

Tensile modulm

hlongdtlon dt breal

Impact strength

i
t

110 0~ 1200 N/mm?

1~19%

——

20~25 k] ‘m°

Hardness

78 Qhore D

Glass transition temperature

(3) Wl & Thgelite

85C

el wak o kel

Haglol ofzk ol 4ol shgah Al

(4) bl e ?—giL ol

A ol 4 e é}%OI
(5) 717 el 3 %

& sl sl

[=}
-7 §H‘~1H: 54
ol A} LAl B A5k = 5
o) dlol A vbom
al & TET

w71 el
;—5 L‘}—

x] Alo] ;1_9_0104 _:}-_,ﬂ

wheh ) oh u) e
$3% A, g
2ol A oy G AlE A ol

13 kAol 4 *14—;&-91 Zé‘}li
(e}

o
shabol #eh WES AFSHES shach

S B g Al ok A gl

Sepd w27, el s, Amel i
o] shpatel e
2l %= alolol] Sgrgh 2 zbelo] glo] &G ol 3
4e) W As whEloh Soldteh, Table 1) i
of Fof) 4} «l2-gk 317 3k =] (Resin XB51564) 0] 4

Az vhebiielel, o] olzmuldlede] A&

o ek dsas 7ol

sh4) wade] i vlme
Sgsbol AR 94

o] A ahsbeta Fhubsick,

KRR RERE

,(] AR 7, A| ALO # 9] A}_Q-

28 g 3aksl menleld e er s

T owAl el mbE RS
SLA9| /Oi _TE 7'71' L]rqo

Fol Al Aol v

Al#baban A g sk ot

HFEG . okol . G5

k]

24 i

4, FAsAel ) FFah fol whasle Afe
47k Shelis CAD wjoluish ab7h walels) 5l
of, 4 il iz ol el EAIH L B 7ekv] gl at

oo ol S@ A el Wgel ol
ol:

o
&
o
-6

Wil ok g el el 4l

lomar A sbal ek,
3.1 H@AHISIo| Fot AW
dlofdol ofsl Wstuliz st eAel F2g
wabaks] olel el '/}M% 58 o}oq 4:491
whapell uhi 4

AAl AR # et AL L‘}"’-J‘F '{:}E}.

[elg=} T 11
N
00 ; .
=p/t, n Q )
o ofl, in (1
oluf gl A A SH NG E w4

s /L/l L]. ‘Y} 7LL]_

10

1. . o
ep="yuy+u;d, in Q 2)
05=—Bu (T-Ty + Einew, tn Q (3)

of 7] 4],

Eini=A650k+ 1665+ 8:6,1)
2
3/

Iy - £
-2 40 2w o

B—kaby, k=A+

,\,

of] Sl A& fakss w4 shelel Agsteleh ol
o sk sl Aske ok sl¥es o

W op sk ze] AFal S FabHor 2 g st

Ashre] WEgE ul A e WHE o
Sobalrh, Al FASAAE Adna s)ield
WdE pRHoE Aoh ol¥elznr, 9| %el

o F4A0k Ao w Heked v A177k A vhe}

Qo) e sl b ARzEA EEAE
g eial ol ol fopiet, AL gt P
evf ol frans wAshelel Agatslet
A A7)
0 ol
{ b= ki) (
oy ot 6.\'1\A“8\‘,’ J 4)

Sl4 e el Sel4g s Fig 2sh o] &
274219 el 4ol whal elstol Alx
ujseateieh, Fig. 3ol el olel =& wiglel
def el dsiel Alg AT ulsiaiedel, o]

!
sh < slol ol qh sl Aoz obx vl 3



4 335l 2 S oG AR7E

HE

A

L

=]

o

,\ ]
w
o

deflection(mm)
1

_0-3—I]fl]]f;l;l%1}Tl]TTTl’i’Yl’
0 5 101520 25 30 3S 40 45 50 55 60
height(mm)
® : Experimenatal data

o : Simulation data

Fig. 3 Deflection of a channel w.r.t height

Zhsfolont, Soxbel o5 arefalE ol eleier Aot

7b o geban B 7l el

32 HaLKe 2y
obel 4 «stat whsh el dakdgel fals
MAE El AREe MFel elat YAy o
I ML SR I PR

27) AES Al kedsl7l slel chal e

o AFS AAE FAF, el wye &

[e]
1918 wiol xwinie] w92 w)meledc),

e Abgeiedch $4 dlA Fe dd ddow
slolxl Aliel 4% 7l #e| CAD vlo|elsl ula
|

dlol Faroabr Heolobal, o] AL oo wAs

o AR A E AL 1585

ES =

AR ol AE xﬂ zZhAlof] Yl Aulxo) s
Wi kx| upEAd o g 2 8o] —3—8}4.
Aokl whiel F&45 Hobelvl glel Fig. 29|

l

& oAl Hgsh waet Fig 49 @) 4
Rk
3

A

1;]:\:{:19] &ALO]_’Q‘ (b) = (a) 2] tﬂfgv?—

al R =
g e MAstel Aq dadelvh, ofw Wy
e A FEekr] SlE welE sl o) eled
Alstader, Fig. Sell 7tz 27] 94 9l Fig. 49
(byob ol A4l AMA<hg

Abgsted AlEE A
S

4zl

ol ebaf ) 3psl Alsse] 4S5 2 z2b7) 1/10 o A
2 grastel 4EH 2ol ool HeS
+ elet
l
!.\ |
| o
l i 5
i } ]
| |
ta; Deformed iby Modified
shape initial shape

Fig. 4 Shape of each cross-section

deflection (mm)

0.2 /E/u
0.1

a/"
0.0 T

-0.1 d T - v r
0 10 20 30 40 50 60 70

height (mm)

o initial design
® modified design

Fig. 5 Comparison of deflection



1586 oAt oldA - ATE e wAllE
(@)= Alzhel SLA AJ#hg, (bl s9e| w5+
4. SLA A|IZZEE 0|28 A A7 glated A elgh Ag, (o= A
AR bE whaE FEe) ofshe] mbEolal g
B o] ol 4]z SLA 4} =£9 2)3) (pattern) & 2 ugolm (dE olWlaEnleSzo] osle] 2F
Abgatod olulaEnle FExol AlE4Y, FFze]  Hom ddeoixe %i%—ﬁﬂ%‘ cast iron)olct, o]
374 el Al F-e Azt AR Aake = SLAR Al&stA

owx Hokw uwwod A abxl ol AL
Azsreleh, 7 Sdel Wa FY syt SLA

AR SEuE b o)

4] QUHAEHEFZ

olwl] A~ ¥ = & 2= 2 (investment casting)f"- gk7H 2|
sh- 919 (wax patternjol 4 el Fztare] b
Solxl e wharalstelss Aol oot YAl
Zow 4y olele W SR HP Y
shA) Al 4 olel ek Auba kel 4G 2
= maleleh 0w oigol 44 SLA Al
o whar Hr(master moldiir Al #slar
o] % ARgato] shay @ A meta B sha]
G ol g ddlaEnin Fxol FEAUE o4
sa] vlskeba @ ol Habdk 33l Slow o)
old 2l shgol elels A% abg w4 wr
{turbocharger rotor; -+ Al A skal v},

Fig. 6 e M 2z wv]e] 3xk¢] CAD nelu]o
% ol Algstel SLAX AL Al#slge) Fig
79 SLA A#E% ddow el el o
S A|hel vha] Hmdn chebdleh aglelA) 2
4 9ol & dbo] Wabeled oful slel by elelol
Eaak7) W ol ofrhel Wi e gz (1Al o] 4
ws] ofeiel ek Fig 89 SLA o] &b glwjs
EqE Famel FRdcl g vkl Aot

Fig. 6 CAD modeling of turbocharger rotor

T
/«Lﬂﬂoi

T =

A
T

L‘]_é_x]—xﬂ 2EE

42 AFZEAME (injection molding)

4G 4 9l

Ak Al o] 334l Frie s o FoA
7| A 7bo] ol s (fan) & Al ARk A
SLAG Ahgatol UYL AAshn gmidels &
sighc), oo, Alzbsl Ak kgl o EAH e
Pl sla s SHE E el 24D
Sbfuli BE 80% HoH ol EAEA S FUR
G ool AzbEal AsAeh eleld, AskE &
A welslel 9B AAd SoE BE

Fig. 7 Silicon rubber master mold
ta) SLA prototype
tb) Prototype with surface treatment
{¢) Wax master from silicon rubber moid
fdy Final casting product
Fig. 8 Products at each process (investment casting)



1587
Fol s
2, &

gho 24
tot, =22

Bl

p

L
&0

| 2

dfely Be BAshel AsdE

o 7] A,

Fig. 10 Epoxy mold with aluminum powder

FEC) o m o Kew oue WT ke RO T AR W R w Ho
W= N I L . SR I - L g o "N .
q4 32 nju L =R = & b s X =
oo R TR R e e T T - ) w g £
PET RS ZT T T e NP L b E ey g g
IRl R S I s SR S Tt o, o W g F
of 7 B b= e N o _ ° T T ™ - o, S =y oo ST
- K o w owe o I L R & = ol WO Jn 5
—_— — Z L e ° —_ e ) —
zoﬂll%zﬂﬂ%% ) =S GG < <
Eﬂlcﬂﬂdl ib N q X o S i..\,ﬂzo,mazt ) 8 2
: - .
R R Tew e 0d BN b o o £ &
I S TS LR s S Z1 cry o o
il B N AR A B R e I O e 2E
B o T T I LI B 2 L b $E%
x — : _ . = N = E
S T el .J%ﬁ}%d%ar%uwm;o%% £ o o 2B
~ —_ Q —_— = e [Vt
PE B L Te L E R Nm e wT e EW T, 8% o Sg
JD 5 o o xe o T g O,_L\mﬂ,mﬂ — "o B3 lrsﬂ)i . 2 g .=
= X ~ [ o
&PHL_LEP%;_EATXof.mamoﬂr Jﬂr%o_a.lﬂﬁ 2w ez
o0 o = g X K ~ M eus < — fanr =
EERT ST T T e N e D T s Mo 5 £ E
LU o oF -8 N o < 9B BRONT = of = T =
= = oo ) o o L = K1 <<=
"R g = z.n]% Boe vl X oo o %ﬂwﬂwﬂ% K- B %T 53¢ 8
o T — —_— v
T o N Mﬂ%ﬂuo#a W BT ol Emnouﬂrﬂod.\.mlﬂolfl_/r ﬂ| ,._mon%umwa ZR>
= wOTTR E, op T W _ o He o e
T W T b e iﬂrx4MMWN,EM1041o_aloﬂwvoﬂhiomaﬂ‘ﬁhﬂh =0 DRSS
o oul e ow R T " oW M T g P 2 =
FEF BT A MR T R MR R T B
R L S I
~ nmv_l\xl\m.,iATﬂAT% PoME _ﬂuﬂ.ﬂ (3 (T3 =
RO w T o ™ S ow 3
o) o T AR L D oy o ] 8
Ho 20V W oam % o _ % 8 ] [ =
CG i I
Hed = e - A l T o g
- = BEW N oy B = H 30 wmd PR S
VMM mawmﬂomor (owvz.oaoﬁ 8l” - T g
R N " £
< 3 < ! n oF = =
Njo qm.u 5 R i i W - n- _ 2 < S 3
N ) o M ofu B Woow T T £ v £ £
R e N L R T 5 z 5 &
i o oy = 20 + & i=! IS
= ° B W e X Klo 9 = 2
~o 03 OT:L [ b2} ) O.m
N zh B < g o o ..uuu n =) o2t 3 5
TR T L mEILTL £ s
. — i WO — S
Tk prod mTETY oo o{__Jo|® %
T XN R w D Wy ) g
Kigr @ &% o o PE o Mo 2
Te P e Ty B Ldlw R J
W% o s B R B ooy T = -
T AT R T o Fofe x| o o o) o) .
o o - &
‘LIAT]E | o — Low iﬁdl Ha)
AR 0] I T R ey =
craretr e e S 0D
.,

Q
H
o
L
je)
o)
=
bl
4
=
o
2
Kol
=
o]
5
2

Fig. 11 Products at each process (injection molding)



1588 uboEeofabal e AFED - ok - Gl

Ae AH garsled, Fig 1200 oleld el A process) e 74 WA RS 3 FAdIe A2
sbef vtebloleh A2 FAL Sl &85 A sl=dl o)efdk #AS zhuhel Awefud o}
Wake] b Fnly T AeE U & oolvel b a3

b glo]l B ol&g AdFREIH o FolAlv], 41 SLA Al #5 Ab&ske] F7e] sESA
F5 S5 2xvb wlopAoel upel oo k% Algtgc) o7 EFA L dlFAAde] 2
o] matslw ARFH I FulFy o] Lejr[a A Rapz|ol %9l =k silicon carbide; SiC) 4 &3
= AAsHA s, old FwiwdE AFUde  dlof Azl £EFA I S4dsid o) E vl
2 HAHe 27 (segment) o ® @bslol gt Abel A% (eF 0.25-0.8mm)eE LEAA Folde
olvd ohl¥-& whel dwpdow wlad o]l vl slERtens fete FAow A gt ol
Eelxleh olF TG HHFEL FAY ¥ 5 Agde] wWAHILES Se AEe EEds
Ao Yabol FR IR, AR 4l AlFtelAl ok olw] wpvlggo) Selxe w)
oAbl shgshyt st E - @ Abel habek 3xk wE alal Aulvo) AelEme A e 4) (redress-
A Fdom offolH Qo] rhgel ofdfrek oleldh  ing) sPe] MeshAl Eazdl, vimsl d-1e ri)
el Al & ol A= SLA Alzbi-g o &bl dlvAlul 3Hg SEFow A5 a4l
S S Alzen AN SHade vl vbedlsleh Figo 154 ol gk TS AH A =iyl
7 (CAM) o2 Altsted $3& Fdlstix st SeudA, SolAdsy, shbatd, Fabolrh oy

shael AaEAe chest pel 4 CAD
< 4
o

A ©
Fig. 1ol 7b7te] & 4% vlebieleh %3] 4%
B Yoz gt v $3¢ Seldt

=7

A 2 Aol k% xul 3 (Hausermann abrading

Fig. 14 SLLA master for lower die

Fig. 12 Schematic diagram of the die casting

ta) Abrading die {¢c) Lower die
ib) Graphite electrode (d} Casting product

Fig. 13 CAD modeling of aluminum wheel Fig. 15 Products at each process (die casting)



A5 3] 2T ol B AHolE U A AA)E A 1589

=)
FEIEE G0 Hguel A Yuol 3
8 Al shel AlabAzE ) AA el o] A%
Q Aok e,
5.4 2

Tl s A% 3 S ol &9+
AR %S A sl SLA Aanlg eeid
i ol A AREA RN ES e o,

AR ARES Apgale] Fx o AEAEE 3

'23

§e dein AES Yo Ad el
)
¥s)

T o*
e e sl geteleh oleldk o4 AsbE Fobd
oz Aylajiad cfe 7o,

1/\ bL‘A ‘]_/_\_Eﬂfc} 1 07,}oi

7]):’_ .9) L’] ‘;«l !;]_Aé
G maakm Ahgen dgelrl oo e 4yl

gabo]l g 334 CAD w2 by

A2 ool Al Al A e Aekskd ek
(2) Frate el Abg-eke] 3bge] 4| 2Hel

g ol Febeln, olo] upi ,«m} A ks

Alqkatol el AlAlol hed ghosd Al qkzl b

o eheb s dEehalan A &4 A
Zek,

(31 SLAJ Abgstod & ol H-7hell 4 /I Ak
of ofedy vy AR Y5 Al °]

oAb Eho] A v EL AL uk o b 4] xL(i’Lo E

5
4 elul vl Fxel el

2% SLA% Agatol Al Zebgin
shol ol 4571 5) ool
& Azelnien] o

GEel A4 AEEE 4EHon

= A
FE8 dudor 44% F 9

CAMel ola A5 vhei G892t G AHshol
EgHoT $4% FAsAt

oJs} el SLA $871%& 2usl 4t A4
ol ., THAeR 483 & lon] ol A4

v ool AFseAn, Segsl REgr)
(e A B E AUl sdE Aoz

(1 9N g, 1995, “sl=j= 2 g Eelo]yl
flir, Vol. 8 No. 2, pp. 25~33.

(2) AL, 1992, “gzy AlxdHg
s AEARL, T MG, Vol 5, No. 12, pp. 2~7

(3} Deitz, D., 1992, “Stereolithography Automates
Prototyping,” Mechanical Engineering, Vol. 112,
Feb., pp. 34~43

RE 53

7z, &

1l

pp. 297~ 310

(5) ub 4h, ARl okEed, azEe, %

“SLA A|¥-& o] &3 gnl Healolrx tlzgA
of welAE, " b ay sy 95l FAlsHE
th &=, pp. 71~77

6 8 A, l{—?, “SLA% o]l &g Al& A=zt
sloll 4 2= Ayvparel A" garHulgsh

5 "95ud EA e ol 3] =4, pp. 552~558

£y oy B = 5 -
(7 34, Afch clE, okded,

2, AE A4,
“Stereolithographye] Z& " A Ao] {3l of
AR A Bt o Al delsle g,
pp. 440~ 444

® A 1004 A <l G 89
wapel #a " AAbelsled @5 ae]
s

(9) Reisner, A., 1989, Photosensitive Polymer,
John Wiely & Sons, New York

(100 DeGarmo, Black, Kohser, 1990,
and  Processes in  Manufacturing,”

“ Materials
Macmillan
Publishing Company



