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Processing and Properties of Photosensitive Resin for 3D.Printing Based on SLA Molding

Jiang Sansheng
(Beijing Vocational Callege of Agricultural, Beijing. 102208, China)

Abstract : Based on stereo lithigraphy apparatus (SLA) curing technology, experimental samples were prepared by domestic

photosensitive resin. The influences of laser power, laser-spot diameter, slice thickness and filling scanning speed on the printing

time, density, size deviation, surface roughness and bending strength of samples were studied. The results indicate that the density

and bending strength of the sample manufactured by SLA are determined by the material itself. When the filling scanning speed is set

to 5000 ~8000 mm/s, the printing-effects of sample is better. Printing time is almost inverse proportional function with the slice

thickness. The absolute value of the sample size deviation are decrease first and then increase with the increase of the slice thickness,

and the surface roughness of the sample increase with the increase of the slice thickness. When the thickness of the slice is set to

0.15 mm, the absolute value of the X dimension and Y dimension size deviation is the smallest, which is 0.01 mm. When the slice

thickness is set to 0.1 mm, the surface roughness on the XZ plane and YZ plane is the smallest, which is 0.784 . m.

Keywords : 3D printing ; stereo lithigraphy apparatus technology ; photosensitive resin ; process
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