BEBE LTSRS 2002045 HEBMAEHLE pp.659~662 KSPE 02F185

RP part AT EAIZ 9|3t TX2 BH M
-etx BYD AM $X2 B ol8-
HHZix, ZESZHE A XIS7(A 38t cied), HZH(ZLYEN RS,

O[M3|(F4 7| A BES)

Development of Post-process for Improving the Surface Roughness of
Stereolithography parts
- Using Wax Coating and Grinding Post-process -

Dae-Keon Ahn, Ho-Chan Kim(Dept. of mechanical and intelligent systems engineering, Pusan National
University), Hong-Tae Choi(Dept. of Automotive, KIT), Seok-Hee Lee(School of Mechanical Engineering,
Pusan National University)

ABSTRACT

SL(Stereolithography) part is made by piling up thin layers which causes the stair stepping effect at the surface
of SL parts. This effect brings about excessive surface roughness and requires additional pest-process finishing such
as abrasive techniques that are detrimental to part geometry and time consuming. Hence a wax coating and grinding
post-process is proposed to improve the surface quality of SL part. The wax that has suitable properties for the
proposed post-process is coated all over the part surface. By grinding the thin layer of coated on the SL part only,
the surface roughness can be improved without any damage on the part. From the experimental results, This approach

is considered to be very practical for die casting with RT(Rapid Tooling) techniques.
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¢) Grinding system  d) Finished part

a) SL part

b) Coating
Fig. 1 Schema of RP part Post-process system
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Fig. 2 Theoretical model for quantifying surface
quality of SL part
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Fig. 3 Grinding system and Abrasives
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(a) SL part
Fig. 5 Moulding test result for knob head model

(b) Grinded part

(c) Casting part
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