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Development of Industrial SFF System Using the SLS Process
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Fig. 1 Schematic of Industrial SFF system
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Table. 1 Fabrication condition

Specialty part Mid part Hatching part
Temperature 176°C
Scan Speed 6m/s 5m/s 4m/s
Spot size 0.3mm 0.5mm 0.8mm
(Magpnification) (x8) (x5) (x3)
Scan space 0.3mm
Laser power 18 Watts
Layer Thickness 1004m

Fig. 2 Fabrication Model using the DMS system
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Fig. 3 Result of Dimension Errors

Fig. 4 Fabrication Model

Table. 2 DMS application condition

Basic al- | DMS application | DMS application
gorithm (Fixed) (Variableness)
. 0.3(0.3) 0.3(0.3)
(sSFZ)iCsI?zge) 0.3(0.5) 0.3(0.6) 0.3(0.6)
P 0.6(0.8) 0.6(0.8)
6m/s
Speed 5m/s 5m/s 5m/s
4m/s
Total proc-
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Fig. 5 SEM of polyamide-12

Fig. 6 Fabricated specimens

Tabel. 3 Sintering condition of polyamide-12

Variable PA-12 powders
Temp.(C) 178
Scan speed(m/s) 6
Scan space(mm) 0.3
Laser power(W) 18
Layer thickness(mm) 100
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