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Selection of Build Orientation for Reducing Surface Roughness with Stereolithography Parts

Dae-Kun Ahn, Ho-Chan Kim(Dept. of mechanical and intelligent systems engineering, Pusan National

University), Seok-Hee Lee(School of Mechanical Engineering, Pusan National University)

ABSTRACT

In general, stereolithography parts is not suitable for master pattern. Because of its bad surface roughness. Therefore, To
reduce roughness it requires post-process that is depending on user skill and takes long time to do. This study aims to develop
an expert system which can select an optimal build orientation, reduce roughness and shorten post-processing time. Genetic
Algorithm was introduced for optimization. A simplified computation model was developed for real-time response. For

accurate roughness estimation, interpolation of experimental data was implemented.
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Fig. 1 Photopolymerization models and stack
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Fig. 2 Comparison of models with empirical data.
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Fig. 3 Roughness by various build style.
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Fig. 6 Roughness test part and input dialog
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