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JET PRINTER
| 7 |
ROLLER SPREADS AN EVEN LAYER OVER THE BUILD PLATE, p~il
PRINT HEAD DEPQSITS LIQUID BINDER ONTO THE BUILD  L.__119
PLATE IN REQUIRED AREAS,
BUILD PLATE MOVES DOWN TOALLOW FOR T
NEXT LAYER, a
A
SECOND LAYER OF FEEDSTOCK IS SPREAD OVER BUILD L _t18
PLATE USING ROLLER,
100 -
PRINT HEAD DEROSITS LIGUID RINDER ONTO THE BULD )
PLATE IN REQUIRED AREAS. LIGUID BINDER IS DRIED 118
AND SOLVENT IS REMOVED BY HEATING.
¥
PROCESS REPEATS UNTIL FINAL PART IS FORMED. ——ril
FINAL PART IS CURED. e 22
Y
LOOSE POWDER IS REMOVED, AND FINAL PART IS REMOVED L__124
FROM BUILD PLATE,
FINAL PART IS TRANSFERRED TO AN ALUMINA PLATE AND PUT
INTO COMBINATION THERMAL DEBIND AND SINTERING 1128
FURNAGE, ONLY THE METAL PART IS LEFT BEHIND
AFTER Tgss STER
PART IS COMPLETED WHEN SINTERING IS FINISHEDAND 158

FINAL DESIRED DENSITY IS REACHED,
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LOAD SLA FEEDSTOCK (202) INTO PRINTER. e

I

ROLLER SPREADS A THIN LAYER OF FEEDSTOCK ONTO

Fi

3
g

THE BUILD PLATE.
UV LASER CURES POLYMER RESIN IN REQUIRED AREAS. o S
f BUILD PLATE MOVES DOWN TO ALLOW FOR NEXT LAYER. -2}
P ,},
SECOND LAYER OF FEEDSTOCK IS SPREAD OVER BUILD Ty
PLATE USING ROLLER. ‘
UV LASER CURES POLYMER RESIN IN REQUIRED AREAS. L
PROCESS REPEATS UNTIL FINAL PART IS FORMED. R
FINAL PART IS REMOVED FROM BUILD PLATE, AND ALL 5

UN-CURED FEEDSTOCK IS REMOVED
FINAL PART IS TRANSFERRED TO AN ALUMINA PLATE AND PUT

INTO COMBINATION THERMAL DEBIND AND SINTEREING FURNACE.
ONLY THE METAL PART IS LEFT BEHIND AFTER THIS STEP.

1

PART IS COMPLETED WHEN SINTERING IS FINISHED AND FINAL rdd
DESIRED DENSITY IS REACHED

FIG. 2A
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MAKING METAL MEMBRANE USING SELECTIVE LASER SINTERING

LOAD SLS FEEDSTOCK (302} INTO PRINTER.

¥

ROLLER SPREADS A THIN LAYER OF FEEDSTOCK ONTO THE
BUILD PLATE,

o308

¥

LASER SINTERSMELTS POLYMER PORE FORMER IN
REQUIRED AREAS,

i

¥

BUILD PLATE MOVES DOWN TO ALLOW FOR NEXT LAYER.

omeid 13

¥

SECOND LAYER OF FEEDSTOCK IS SPREAD OVER BUILD PLATE
USING ROLLER,

¥

LASER SINTERS/MELTS POLYMER PORE FORMERIN
REQUIRED AREAS,

ki

PROCESS REPEATS UNTIL FINAL PART IS FORMED.

A

FINAL PART IS REMOVED FROM BUILD PLATE, AND ALLLOOSE
POWDER IS REMOVED,

¥

FINAL PART 10 TRANSFERRED TO AN ALUMINA PLATE AND PUT
INTC COMBINATION THERMAL DEBIND AND SINTERING FURNACE.
ONLY THE METAL PART IS LEFT BEHIND AFTER THIS STER.

ki

PART IS COMPLETED WHEN SINTERING I8 FINISH ED AND FINAL
DESIRED DENSITY IS REACHED,
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