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ABSTRACT

The implementation of rapid prototyping technologies has been developed for automotive engineering by
utilizing concurrent engineering principles integrated with selective laser sintering. The Selective Laser Sintering,
in which a part is generated in layers from powder using a computer-controlled laser scanning apparatus and
power feed system. An over view of the basic principles of SLS Machine operation is given. Binding
mechanisms are described for powder which becomes thermally activated bye the scanning laser beam ;viscous
flow and melting of a low-melting-point phase in powder. The production of parts from metal is described,
including post processing to improve structural integrity and induce a transformation.

Keyword : rapid prototype(2f & = &) |

LM E

}74] =
3 7

>‘T‘

°5Y RE AN Rl QojA A
713 A e FAo) g e

o + AEE Az Aot “}411 »
dAMEL A HEe R&D (Research and
Development) Co>t°ﬂ 3)Ate] o] s Bl Wol ®
213 }ﬂ ATk F Fro 2A feEo g 2
= 3] A} 2] %mﬂ} AddThE pRl=Eo] Az}
QEHE?JI A= Aolvk, anlatY] vpokawla whE
up et o WAL w2 A ZEEQb A RS-
FE& Az Ao FHAbe] 9ol &y Qukm
4= ole) gl A E TlrbQlE Al o)
Sroll Al EAst= Zeo] HEzHWo ), s
olgt # “H"ﬂ oA mda wHojz 334
‘?-:)_’{q -1,—'* 7]-1*___}—?—'_ O.lmmxé_‘x:_o 2}74.9_5-1_
7o Z Fadlo} o] 2x9¢ %] WS
}A o7 Holuri Ao 330 el ¥
‘i' otk vt ] o ALY
B 7 5"]5& ’;ﬂ%% 01%‘4 K
2

o 2
-

o o N ¥
m&m*
i _\E

¢

N
7T

LT 2 ro o X

O
-

>~

f
i 2
rﬂ ol S\T
— =
o
)
Hé
a
i)
L ©
O
-
L
L
N
r‘
2.:
~,_.

~N
=
lo L Hy
O 1
b R

:—_‘4
o o
2ol o gl o

1

P
a2
b
o o
(-4
o
e, @
2
ok
Y K
i&
o

= 7o) ZE FAME
< 1%6‘}0:1 2% Azel B8Yow
BAAM moh edd A 3
HQAMQﬂﬂ G R
B Aol Agols Bysta A4 2
x5t A= Aol S-#rietel ol
s ol%o}ﬂ‘ﬂ ;& 2 g F A 2ol
< #o] Trjstoiol sfr gy

2
of AgHle] W o] HE ARE A

i)

i

BN

of o &g
1]

oo?ﬁ: )
>
°¥°
Ol
e

g
4l
i o

of o

v
i
',
2

a9=
10

ﬁ&mmmwmguwﬂ$ﬂM£
o2

R
cE

30

£

BN

N oo
o
'

metal powder (2%

ZH ). SLS (ME X o™ &)

delth. FAHAAY Felsbndolrs g

SaEA R 018}01 F M“ﬂ 3 A
o] §-5}7]
|2 ey
oo ¥ AFeMiz Flelq Fabv] H§u 2o

A ETE A& Bronze(P ) LW o) g6t
A E gold Ao s i el o v
Fo] Wi o \Y'MM@%M%ﬁWiﬁﬂﬁ

ol Fu G Ak AAH dold pAL o &
SA s el gl st A

Jig&Fixture7l g ¢lA @) = 2AS R ¢
T ouuir] Babito] Jige]l A#s ddels wo
A guel shedl 2o RPAsdel ghihon
AzE gl &S A7 4 qlu ole} ol i)
o= ]%51 2FARE 71 lHE* o] 9jeof] E 2 EE]]
HARED ofe} A AN Ao AEAA T A 2ol
bed FEE I Ak F @A HezxEy
o] o] & WHe A AFolt 2y HEF: Lo W
Holl w3tsjo] o] &5 m gl AAoj} B ‘?Tﬁ |
M 7% H2E (53 93 7AR :
AE ol ol8E 4 i AHEXPEL A s
) 54 T 9t

N
>
2
tal
z\’.g
W
P
ok
lo

2.1 MEIX elojX 2zl e

ol 4L X
it )
22

o)
e
&

— 204~



53 S§5t ARG oJRE dF Wi AdeEo] e B o3 o] A¥HE A
o 8= 938 2 (prototype model)S Al &EHTEH Q7o) e Aotk o] F rhxe] WMo oFtd
Yurdel PP e Fiol L ¥ F YL $uro] dvht 2 2A5E A7k YA
2 hste 242 S A HEA dold 4Ae  HUEES FAE dviz @ AAAE 24se A
o} gliz AdelM Be7e ~dsto]l ek E 3 d4e] AEEs dAHE TB_% H = 0]
Mz JlEoltt dNAd 22 BUdag ¢ o ol WAZE REvlaRn BEvta BAWY
d3 e ool HelBe delolArr  Muy & ZASE AR F2Y Witk sxRoz 4
tholx A~ZAWHL F¥o] B 2% AZHE & o] o] FAF whare ZAale] AwWae HAssw
EAbolol A 7tzbe] Bbgol AgetA He zolm M 314 F4L Azse Aol

e 2dd Mael X 9E Agpxzs olg 2 ol 2d WEEU FEUAE ol
FAA R oAl wa Ruvlelel AEd Qo stel b FHAe] H&ExPES Ase QYL A
Azl ohus §EHE el d EAsE A8
Aolch glnel pHL wARE AdolAe 24&
2eodxbe] WYL PN olel watel 211 SLS o oz Mt
Ashby' = BB S ol &3tel g@ Yol P
oolEAe 27 4HE ook =8 KAE SIS 3 FolM dolAw, ¥ 2@ANY AE
) fskel 2Absl Aozt wel EAbsliz Al AgelN MAgshs X dstg ddse Ao o)
£ WA AT FaD CIE dun A Yo & Fadlth olsh v HEAET 2ANY Y
etk 2dM 2w desos szste W Fo oA Ak Qe HhEd gol AelY 5
gofre MAe B Bud FPHoR A& 2;4
shate] iz Ze] ¥ WS FUMNAGE A Qu=A-1 As— Qu— Qunm
e % & Ak @ 27 Fapele] L s A avs
Ratel A §go] WASALY Bwe] g9 L:d0A e A%
Fepol A FRSIOOr Bk A WA due dold A IAEA suR EE
of olgte] zAbE oyl ojste] o Eyol o ;gg,;]:w o
&g5o) 71 F apEel HPEE Afelm, F
WA 2abe delMel Auxs) saie Ru

= }

O

=

L2 sl Aol et Qe Adas
A

A sgw S 237k b e Aolx del We) 7007

L FRW AUAT ¥

uﬂ_
rEn
2
o

(=]
7 st —r‘%}ol e vtk R dx o Hd ¥ are Wzhe] Anp agmz £XYq
He Fxe HREHS D dnh @3 SUA e Aure Azas dol YojuA
Hulo] 8§50 g2 o|(thermal spray)9t #o) =y -
IAAA gew siwd ML A £F A8 ggude magd gAd 58 UL @
of ojate] shFN ] AF = XK &§ HEH Az =HHG o7 9 Q. & Y9 5oz A
= Aol gk gl Fig 2 #olArst 2A=EE Fote)
Absorption Heatl transfer oG Aule] F&o et 2o} ol Ao 23
o i S~ AR Quser © FAIEE o] oA Ey
. e ob zAbE 2FA BWH A, 220 ZAAZ o
oo A AA Fct
Layer thickness: Laser beam Shielding gas Qaser
" T Po‘\x‘/ >
s Quinren Quppw.ren
Y\ T \r 1 \
Sk Qeony \1r/\hlcld1ng gas

Sinterability =
T TN TN Thermal bending 'E B =
{ { . £ ; m(_ormﬂ S
e S co. | Oblect
NN, I Quin ponaer Powder

Qarnsu

Fig. 1 Schematic diagram of experiment

parameters e 4y

. . em @ emission , uppw @ upper powder , refl : reflection
ol Azl oM 7 Fa3 W4 = Fig. 19 conv : convection, powder : powder , v, @ scanning speed
A9 o] 679 ¥4z Uyojzith 3 HysE £ sin : sintered object, sub : substrate
83 HeE ol Yol 2AHUAS W £ o
vlokE o] oy =] 7} :g-,—;]o] Aol HE A7) & Fig. 2 Energy transport diagram during laser
£ Aol % wAE FoHol oAt o€ sintering

—205-



o -E_Fafe_ P A
laser T ¢ t ve - hy t

E : ®aluvA

P ¥1&9

vy @ HolA 2AY &X

he : #lelA W FA

dolAM e oW Zztel zAt® ehlo] W
deldye FAE Aseyel 278 2HsA9 =
Aot #olAge] #& FFo] &£Eo Hu HA
2AEA] @& LI o]lFaUAM AFE P
of W #elAWe EE AuUAZE 2 HEEHE
A& ofyr}, opA LA IPHI FT FEoAAE
o] Al ool WwAZL dojdrt olRAL FLe
Fed @47 dolMre g fEEG.

3 By A2ZAY 2xd oEiMx dojudt
ZAE e REAM dojvte 2B Y
ykabele] #AlE oS gk
Q sinreti = Quaser * Risin
Rain : 228 W99 rle

o8 Helsu
Q uppw,refl — Queser - R powder
Rpowder © T2 WALE

ol Al BLS AFATIHAE F7t dgHst
dastA =Hv, 8% £82=7A 7] HEAe
aoj4e] dgwHrt Jasinh §9) Tad dgs
= £58 HHdA Fde FHE FHH A
o] dgue £dol S$LuHY AFFA Scd AA
Aol doljdx] Mute] FHoE nHEHZA g
WA ZAEAR WEF duUAe AFA B
Hell A AZAA ] WE7A dadct oA WA A
A A dge] FUHE JHA 2 RS 7
#2002 AFstn Jdv Fo dFd AR & ALY
o] dgs A2gE ALY £ Ao
d( c-m-dT)

R
m: A2ZE FEA FH

T elolde] ZAlE EuE gREY ew
T, ¢ dolde] 2A8 RUF ARR 2x

ojZd digte] AZAF 3HHA EAd o2& oA
MAE AT & Ak A ERE AREEAA
+d02 ARsH, o AE £HH02 EHHH o
o i =

Qsin,sub=“ASUb'(%)'Ab

Aap @ A dAER

v P RAGRY 2x

i o REAGEe 2x

s XA Alele] Ag

Ay 1 AN sHRe B

Eos agaselsl qux o5e waRY &
A9 Eolt AA+E £2A Ao EAHE LU

=2

i)

oly

E@—g] gol%‘% 917(]7'“ %E} E[}-F,}-k} Qsin,powdcr%
8 A oW 22Ae FFAA AU 3
Zo] dojdt. wets WEEHE QA E FIHH
gt 2ok
Qu=c" 0T A,

2B EYY WER

: Stefan-Boltzmann A4

DA A RALEOlY 2%
b ¢ AREA N WA

> = am

Fo dojuts difd g dols s wEE

5 A4y FeAe BIvtid g

A e AARFIL SAFdT EHS7h
wolst £ BAHY AdA A4FE

FEGo] gz

v=a (Vo= Vi) - A

CEHgAs

vt A S eE

vie A9 EE

Ay : 22A) se) wy

_l

e

Az ©

g

R 2o pr3e O

webA el A7 AEE TG L2 A dE =2
€ felviAe o3 2o

Qlasef+Q sin,re(l+Quppw,reﬂ+Qem+Q sin,powder+Q sin,sub — AH ——-—

Fig. 3% 2ol ZA} 2289 27249 713 Q9
& Wzte] HwA U7} HEATh

Al

Shielding gas

Powder

Wf///////////»’////{“‘ plate;

Fig. 3 Energy transport diagram after laser
sintering and before powder spreading

Qem T Qeonv T Q sin.powder T Q sinsv = AH ——— o H<CO

T vhg 2FH ¥ upz QRPOE o] F
FEHE AZAN Q. oldEZE FXE Fig. 4
of Vehth & #2o] TuEHA HE 4d4wEHy
AU Fol o8 muel do) WEFHA wu Az
A=A d

Qsin,upr+Q sin,powder+Q sm,sub:A‘I_I ——— aHK0

_Air/Shielding gas

Powder

TRET T TS R

Substrate PIE}E[/

%

Fig. 4 Energy transport diagram after powder
spreading and before laser sintering

-~ 206 —



212 S8 2Yo olyx|

sxdeld e FFY 2 ¥

Zugol ZAGA U @ FuEs FYoR
olste] B Fale] AT HEHE TS
e Aol wlg Fadh oA e BRE
Axtstel wE A BAbololE 239 A EME
50 ojafole] AP FE FUELE AN
o3} 7o

A=V A+ Vg g

A=_A:ig___
BTV A+ Vs Ay

Ao ARAAAY FE IUEE
Ay 3FA 7*]’44 FE 3R
Vo Ao #

A A ‘ﬁ’dEE

V, : gas?] 73

Ag i gasy] GAERE

213 2= Toll oig A+

Aol AEago] osted R EAsE =Y
oMo ol el gk A7E Gobd F Uk .
g M thE oix Aol diE —’F"‘~—°‘ o
Assiry 130] 7H5 e}, Herzigere AHS-H
gojAqulel ZAxo W ATE Fi HSH
o g FA st

e @ S10*3

ﬁwmzm

te: elol A el WA
a @ AR ARVE
0 AED WY B

ARERERRL AR LS
te

hb

hy : AlH 9 g0l

SOl

glo) Aol AlHel 3 ol tAIZFEF ZAMHT, @
ol MAE I, 7} AR AASE AHGAAM
49 HolAge EHdM dz upAYE W}-FI
(Semi-infinite) A8 A AT 4 A&H(flux)2 7}
axNE A7 o A8 ‘-H-r91r EddAM &%
= Az wet g5 2o

T(z,t)=(—2—1}ﬁ) Va-t - ierfc[—z'.—(az*.t—)lf[]

ierfc(x) = fxmerfc(x’)dx'
erfc(x) =1 —erf(x)= % f:oe—(x')ldx,
erf(x)=% foxe“*"’dx'

erf(0) = 0, erf(®) = 1, erf(-x) = -erf(x)
erfc(0) = 1 and erfc(o) =

A FFE

I @ deolAye Hddx
A Age dAER

a :ARs d¥UE

213 @lolx 2ol UM

B23ItA9)

potg 2Zsed oA FH F7le) EFFH
A AE Ak, F71 5L T 2ZE Wse
z a3 oatolt). AAst &7 L
AstEAY Edo] 2AHA £ &1 gEle 2H
2 23t BB AT AT LM RS
AAE Aol /M & HAolu FuE AFste
ojzgigo) AL B2 YAVL AFP=Le FEE &
Aoz 1ge ogol Arh =P ol 2
WJHM Aguctol ook smz FAe AV B

1117} gt

013%& BEAE sidsty] st 27k o] A 3

g AAE AP HAAsAT
A WA= Fig 5olA el Zol aZdsojAs ddd

2B 482 MIANFE
T stagtez ¥ol FHA

g ol & WYoeRe ¥

A gadn 24 7 odAE

& dxste 2AHE IR

o} 2] X

o
S

oro
%s A

~27& A¥aad

wel WEE W%

Fig. 65 #Zeo] &
g #olAe wo) Be B BE Rl 7t

REE

HE &

oFe wyg dal Pl AsslA RAES &

et

shielding gas

T a TS
R focused laser -~ A
‘\\: beam V

Fig. 5 Shielding gas system (bad type)

focused laser
beam

laser beam

L PR R

air cylinder

shielding gas sintered bronze

Fig. 6 Shielding gas system (good type)

-207—




Yl

o
o,
ox

o

A

2
2
)
-0,

+ A FxE A7
Aol gloX 7 &
T A} ol A AEE mITIAE
99.99999(five nine)e] o}Z & J}AE O]% s
glon EAHO AT BHIJtAE F99

A At A o)l Ao 9101*19] Wyt e
g o HIVIAE HYES5H H}E £ A}5}7]
Aot &A= do FALAAE FHate] oo
A7F 2ALE e 3wt AAWL ofdlE e shA
H37t2g A S Al 2Hah ot

i ey e
oo o M1 alo e

O.LJ

1A

214 2lolX Lol AAM &Y

0
1l
H
4n
S
10
02
0ok

dol A Ao dojA FLg A
of Aok gt} wheF kel 7} U
Ay Rwel 42 a3o) 225
Al E]D_tx__ g}_ﬂoi_'%%o .
A I i = R BV B E—Zﬂ“ 3 5kA]
v Elej AL s Ao ofste] Az
Held ol Utk olol g HAL ww
FAE AR Rol Fasg,
digon ALz oM b HA e
=y

YL

2

li

‘Ié

prﬁ

v
Fiooo 82 18 a1 [
e cio [0 ret 9t bt Jn

< 0lmm& AAFFHAH Yot 2y
i“é’z}oﬂ/ﬂ O.ImmE}E 4= }“Z_}»/\]7}0 = g
B Ztzte] B weE HAHY FAS njg A
3t FE Aol A AL Fol: gag:
Az, dde Ax Held A2ZFgE Fd =g
01lmm~04mmA =9 F#HE 712 A =}, olo A
ol met HolAel HAFE HA}A =M RA}
SHAEE ARAE GEEA THFI 2FAS
A& 4 o}, o) RAHT A BHe ExsA
Hd 2 F FAlole] o] Bo] E sl
Hol 33 Zo] Agtelx] £atA Hcl

fad

215 ®iolX LZofl YA Bol AHMTO| o
B2 marle o 50umA =(325mesh)olt}, o
2o pug 2757 dW Fig 747 22 A
Aole] 330 ZARA B, o5t g BFe A
Nt BEE AN adlol 2
A BW AFA £2 24 "o olg HA

2

7l A 50mel Eol9jo] o @S =)ol B
Bg @A HojM =X A HWA Fig8s o] 2

2 #e ¥uzo 494 Gz 58 AU 2
4Ee BE 2209 FE £9 FbeA 9o,

30 um void
.- .
N N N - N NP N
‘ ] '
NN SN h n o 4
TN TN TN . _ N N
1 1 " ) 3
NN R N e N

Fig. 7 Single model of sintering powders

30 um
o,

- . RN N~
I )
2,
AP e N N 4
) o \\3’/ 4 N
1 i
\ .
. - PN

Fig. 8 Multiple model of sintering powders

216 ZolX~Zoll AM a0l X ZAprg o] o &
AolAsae LU Aol 2ad o g0l
a7 Sz Fo o Wgel YA B ol e
YAYL A 7] Askel o] Zapwws

delste s d9e ANHAT Agdt dAw
Z 3 3

ozgt doldg zAstel 344 BAL Assiy
e olwe dd wel eEge] dely
A7t AFEA Hof FEwo] HARG olele Y

2 WA Nad olel A dolN xR ol
WEAS aFA b F5d gue g
dolq ZAPEFT Be3el dold EALTS 9
0" = @l ZARE wuolnh ogue 47
Wl FEee] Qo FUANA REeA Ho FBY
of Fol WATA FlHS & 4 AN

1-

IYYYYYVYY S

vvvvxyivv
YYYVYYYYY

‘n'th layer n’th layer

YYYYYYYYY

n+1'th laver n+1'th layer

(a) (b)

Fig. 9 Scanning strategy of SLS-Process
(a) unidirectional scanning
(b) bidirectional scanning

das RURE 249 o £ATeld Bl s
o SEM(FA A8 nA)e =359
Fig. 10(a)x 30ul-&9] SEMAFRIo|t}, o] AL w

Wz s sagd Slold Eagel wa4
E 2HEY BT EAsts AL ¥4 Aok ool
Aol o 270] il o FE WA Y A
E QAR AgHAW AECu-Swel A4 o]
A7 AL Foto] Rl ®gEold e S
Aol 2dFol Fwslold gloln Aow ARy
o}, :

— 208



Itevas Ciaa

710743 25¢y  §34p

(b)

Fig. 10 Photographs of SEM

Fig. 10(h)& 5001 & 9 SEMA}R o] 1. 4 Ryz o
EFzLo] olzho BdA e Eapeel- R K= O] F 1 A
2ol A BAY 2 o = 4 Barzo)

TR = SEHEA gy owpm L7l gejo) o
=8 M2 a5 HEHAGE »e ¢ &
Fig. 11e Hzxnoo A 2 5] o] x) adA e gge
YElg D g A z2tz710 FAE 0lamo] oF

NVEE Bgede) Hzay o

T SR

Fig. 11 Sintered object by SIS

zz

A A% A douxgg oz g
TR AN dge) mgsag

(1) Brown S, Simulation of Solid Freeform
Fabrication, Proceedings of solid Freeform
Fabrication Symposium, Austin, Texas, 1993,

~ 209 -

Texas, 1993

(3) Dolenc A, Software Tools for Rapid
Prototyping Technoiogies in Manufacturing
PhDthes;s, Helsinki University of
Technology, Helsinki, 1993

(4) Holmer B, ApeIskog—Killander L, Paim G,
Some Practicq) Experiences of SLS-
Selective Laser Sz’ntering, Proceeding of the
Znd Scandinavian Rapid Prototyping
Confererence, Aarhus, 1993,

(5) Nelson J. C. and Barlow J W, Relating
Operationa] Parameters between SI.§ Machine
Which Have Different Scanner Geometries
and Laser Spot Sizes, Proceedings SFF
Symposium, Austin, 1992,

(6) Palm G, Experiences of SLS-Selective Laser
Sintering, Dept. of Manufactun'ng Systems,
IVF ~KTH, Stockholm, Internal report, 1994,

(7) Vancraen W, Swaelens B, Pauwels J, Contour

Marcus, H. 1., "Laser Processing in  Solid
Freeform Fabn"cation," Internationaj

Materials, TMS Meeting, 1994,

(9) ﬂ?l’g,éﬁﬂ,%k%‘%’, "Experimenta] Study of
Direct Meta] Prototyping Process”, I R
383 o5 ¢ 6112//53‘2?5//—5/ =g
bp.169-175, 1995,

(10) E.D.Dickens, G.A. Taylor, F.W. Kunig,
A.J.Magistro,E. ,Weissman,andT.R,Hradek,
"Method of Recovering Recyclable Unsintered
Powder from the Part Bed of Selective Laser
Sintering Machine”, United States patent 5,
pp. 304-329, Field: November 23, 1994,

(11) Ashby MF, "A First Report on Sintering
Diagrams",Acta Met,Vol.22, pp,112-117,1974.

(12) German R.M,"Powder metallurgy science®,
Princeton,NeW Jersey: Meta] Powder
Industries Federation, 1993,

(13) %j‘:gié,%’%iﬂ,%’ﬂﬂi "CO; #o) = o] &5t
Selective Laser Sinteringol] tfj 3t A7
FE ey 964 = .—f—ﬁ/i‘?fﬁﬁ =g
pp.181-185, 1996,

(14) Yong-Ak Song, "Selectives Lasersintern

Metallischer Prototypen”, RWTH Aachen,
1996



