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Abstract

In this study, we investigated the possibility of the application of the EzROBO system to direct
shaping techniques which can make arbitrary shapes without any specific mold.

We formed arbitrary shapes using raw materials of EH-260D (Epoxy+Binder) with the conditi-
ons of 250m layer thickness, 0.2MPa working pressure, 20mm/sec working velocity, and 1.8mm nee-
dle thickness.

The developed Spatial Printing Technique showed enhanced working velocity and lower cost
than existing 3DP process, and is expected to replace the existing process through the process
optimization in the future.
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Table 1. Standard Specifications of Z402 System
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Fig. 8. The Main System software of EzROBO

Operation 0t0 40°C Program 1000steps
ambient Temp. step
Operation i RAM (Battery backup 1 year),
method AC servo motor, Grind-ball screw | Data save EEP ROM)
: X-axis : £0.05mm
Maximurm Y-axis . +0.05mn L
Speeds 7 axis - £0.05mm Main unit:
Outer (W) 320mm X (D) 300mm X (H) 607mn
I;Dllt Input-16 points dimension Work Range !
Ouput-8points (W) 250mm X (D) 210mm X (H) 70mm
Output
Interpolation Linear (XYZ) - Circular Robot
function (select 2axes from XYZ) mass About 15kg
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Fig. 4. The Printing Process of EzROBO
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Fig. 5. The Prototypes made by Z402 System (g, b) and New Technique of Spatial Frinting(c, d)
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