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Fig. 1 Schematic diagram of equipment of stereolithography
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Application of Stereolithography Technology to Investment Casting

HU Ke-hui"?, ZHAO Peng-cheng®®, LU Zhi-gang"?
(1. State Key Laboratory of Tribology, Beijing 100084, China; 2. Department of Mechanical Engineering, Tsinghua University,
Beijing 100084, China; 3. Key Laboratory for Advanced Materials Processing, Ministry of Education, Beijing 100084, China )

Abstract:

The additive manufacturing technology can realize the direct forming of complex shape, while the
stereolithography additive manufacturing technology has the advantage of high forming precision. The
advantages of the two technologies can be brought into full play and the process cycle can be shortened
by using the stereolithography technology to make the investment patterns and then combining with the
investment casting technology. It is also possible to make ceramic cores or even ceramic shells for investment
casting by using the stereolithography additive manufacturing process, so as to realize the rapid response of
investment casting process. In this paper, the related equipment and forming principle of the stereolithography
technology are briefly introduced, and the application of the resin pattern and the ceramic core/shell by
stereolithography to the investment casting process are described respectively.
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