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The Study on Improvement of Shape Accuracy in Stereolithography

Jun An Kim*, In Hwan Paik**

ABSTRACT

In the stereclithography process, the accuracy of cured shape depends on laser power, scanning speed,
scanning pattern, resin characteristics etc. When three-dimensional objects are built, higher laser power
gives higher building efficiency. Normally we could control scanning speed and scanning pattern, which
affect curing thickness and generate volume of curl in & after building. Oligomer. Monomer and Initiator
are major components. Kinds and volume of them decide characteristic of resin. In this paper, we deal with
major facts and their characteristics for precision shape building.
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Rapid Prototyping Machine (%% #3]), Scanning speed (7-A14:%), Beam expander (337371)
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Fig. 3 Effects of stair-stepping as a function of layer
thickness
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Table 1. Curing depth according to scan pitch test
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