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Abstract To obtain more design freedom and realize fast fabrication of mechanisms, a concept of non-assembly
mechanism is introduced, which is digitally assembled and later directly fabricated using selective laser melting
(SLM) technology. The effect of display on the number of support within the clearance is analyzed when the key
points of directly fabrication of metal mechanism are obtained; then the effect of titling display on fabrication quality
of clearance is studied. Some specimens with different angles are fabricated under different scanning speeds in order
to obtain the critical fabrication angle; for experimental verification, a slider-crank mechanism with a minimum
clearance of 0. 2 mm is designed and two ones are fabricated by SLM using horizontal display and tilting display
respectively under the process parameters of laser power of 150 W, scanning speed of 600 mm/s, powder thickness of
0.035 mm and track space of 0.12mm. Result shows that the slider-crank mechanism can be successfully fabricated
by SLM. The methodology of directly fabrication of non-assembly mechanism will allow more design freedom and fast
fabrication of mechanisms.

Key words laser technique; direct fabriction; titling display; non-assembly mechanism; selective laser melting
OCIS codes 140.3390; 350.3390; 350.3850

1 3 = BETFI AN AN FE 3 L B A0 i s ] X A — S 7
WU LR & DT> —. fefeginyin BRI TAU R TR A E Y . A 5ok —
T SRS S U O TR by BRI RLE sl BT SURERS DR R BLII A Iy ik

Fa TR B T A% 18 I T L AEBLR PR CRIP i — iR T2 T 8 F/ B 2

g fs HH7:2011-03-21; W R #5 H#1:2011-04-15
YE& & v SO (1981 — ), 38 W AR5 A E B M OGN T K pRe s i B 45 Jy T 1) BF 5
E-mail: scutsxb(@ yahoo. com. cn
SV v A KR (1961 — ), 3B AR, W AR S T, E SN F O 1A 7 T Y UF Y . E-mail: meyqyang@scut. edu. en

GEEBRAR N,
0603021-1



i &

# ot

(S F AR A Z B ILAIE AR BRI . X
R AN FRG MU 15— R PR By
A RE— MR LA i 1 ROk . A O Ao Al T
BE HIEABR . Mavroidis 2% % 196 [E 4L (SLA)
T FIE X 3O e 45 (SLS) ¥ 4 B H10. 5 mm[a] Pt
AT it O AR OG5 A S 0.3 o [R] i 19 2 P OG5 5
Lipson §E5 R = 4 1 B 7 I R 58 1 HLAA 119 5t 2 ol
1E ; Rajagopalan %5 Fi| FIALAA 5 B X WL iz 2l i 7 v]
RE B I Bl i 25 17 PE Al s Chen S5 42 H T 8%
T 4 S iC sk 1 ) BRI B 24 i T LA A AT i T
P, IXEERIF Y R S AL D A8 ) A 5T, 2R FH 11
RS 2 AR 48 o AR A R 48 A R A

T DO 48 £k (SLIMD St P 3t B 8 11 32 22 % e
Jrin 2z =t G ARk YA 5 T BA G SLM 1
WRE T2 AR FH AT AR 22 08 5 9 B AR Rk R
U Yadroitsev %7 i i S 06 FK 45 BE SR 140 pm fY 3
BEAR s Wu 5550 B e 20 8 3508 B 0 i B 4
AU Childs 4857 058 3 52 56 5 #8045 A 098 T
REH A A 516 18 Z (8] 1 3¢ & s Wang %1 SR OB £F
WOt a8l B2 SR Ak T 3161 A 85 9 A ik 7Y
TR R BUEE R M. HAMNY EOS &4\ R
FI SLM B 32 R v HV 0 1R A Ak 2 5 L 15 4
S E N AR TR R TR
BRI B 2 N I RY . FE i £ N R, SLM
JEA TR AR . SLM SR A [ 5 b kL AR
H &)@ E T POE T AR S A A R E A R
UE 12 e BE . &R T SLM B 42 5 R ALAL L 0 A7
CING R IR E e 7R i NN i T R (S
AEKRE L., AP SLM B4 5 AL LA 1
HE A SR FH B VS 20 T RS 06 B0 GIE AR 45 A 1 7 5 AR
S B ATL AW AL A 1) L 42 DR o 2

2 RBRBCHLAL B E ORI E AR B U7 vk

BUAG — B2 e P A sl A DL ) % 21 5 i
o 0 BRI A S 7 A B A DL Y R B A
ATREFY B — LA . Bt SLIM — YM: B 4 B 1Y
B FE AR AT AL 1 Z 18] (1925 e 56 & A0 T
e G B W T 2 K ML 194 25 T J8 A AE B0 AR 3P
B o, AT KT LG R R T A i
T BE I L i o B2 L G S P R IE T A AL
PR e R B ULA . a1 BT R . S e BE AL 1Y
SLM B s 2 J5 ik 1 EZ L RATE

D) gAY A R = 4ERR L JF R 2 A
BT AT T AT L A5 B LML 1 = 4T 5

2) FF UL AL B = ZE BRI A Oy — A F 1 BE A7
Bl A B g 2 A DD R A R 4

3) A B 3 A SLM R B B e A
GCEIDIRAP

HAXTTFAEGE MR  SLM B2 iR 14 555 BE WL
T V5 52 A L TR » WL 5 AR 2 P i T B
FIZRETC A5 6] S HLAS) (4 ST AN ZE R AT LS N A Al

CAD model of

each part digital assembly
direct fabrication data process
as one part

K1 ke L BLAG Y 4 i 2 O 7
Fig.1 Procedure of direct fabrication of

non-assembly mechanisms

3 FIEAHT
3.1 EERMME SLM E R X

R LK 9 SLM B 5 B O B 5 0 1 2%
{0 AFL L P77 T B 0 B A IE R 1 B
L 3 2 B 3 T L 0 1 Y 4 W 5 B
TR K, 7E SLM Rl F 80O 195 56
PR R PR 1 F 6 T 5 R K S T e A/ T A
6 8 BRF o 20 Z00 VR T S 3 LA 7 1 T 0l 5 e 1
o S A R B A 5 3 R A
SR SR R N BT, SR B TE R 4 U T
R I — B AT I

HIPE 2 F7 2% AL P 1A T R 25 )
A T B 5 LA 25 P % 7 160 R AT BT . R B
A R 0. 7 PR Hh VR o 0 9 4 B A 0 2% 5 TR K
T S A PN T 0, Pt R N S . AE AL
H R 25 RS L WA D) R SN I 0 5 L 2 5 W 5
(ELXF T 1 B P35 10 S0 T — TR L T ML 10
AR L/ VAT S5 0 T LA 2 1 o R S D 3
W5 5% — 7 T . 50k 4 i G i HLK R[] L SLM. 7

y, fabrication
direction

P 2 [ B o o B 0 S 4 9 A 2 T

Fig. 2 Support needed surface within the clearance

0603021-2



pIN/ELASE

B P T ALK A9 e DXROL I b B B B T 2058

(10 S 4 JEL A 5 R A — AR AR 2 4 R L ME DR AR
R I JE A B T 200 PR LA s 7 (FDMD W] LA
I FH S 5 R 0 s R B 2 o S A A
U 38 G ML) T T PR 38 VR S 4 i o RS v /b S B
B & SLM 4 UM LA AR SC I H 15 2 — .
3.2 g7y % iE PR AR Y Y R0

B SR S 43 0 py T B T 1A A L T S A R S
P18 o JOIS 2 SR R 6% 407 [0 B 1 348 19 2 1T 5 B L /KO- T
(18 S 3 A T BEL SRS A D AT DA I Ak e AT, DA T 3k
TN NS4, BRI AR R A R e LB I O T
WA HILAG AT 2. DATRD B P 8 2 T 17 o Y 2
W A KOF AR R 3 R O .

W 3Ca) Jr 7w s HLA 2R FE 7K 7 #2 ik 0 5K T it
PR 8 2 1T %) R A E SRy O [ B PN B A R 2R 1T
T T BRI O P AR RS RS A T ]
Bt 195 it Sk 119 S 43 AT RE AT AT BR L L 24 18] B A N
FLALAL 1 e A3 B B 57 ) Bt vl i) 1) S 4 2 AR
MEWEBR A . Al 3 (b AT o ML SR A0 A 422 i
2 (] 5t P 30 2 T A R A B Oy 0. B A R AR R
BB /INT 00 T 4 8] BN 38 AS A7 7 e 1 TG T
BRI S AR ORI B T BV 0 S 1 18] it 2 T
AN V7 i) gt o Sk 1) — Bt 4 Bt (Il v AR 6 D p 3
AR SCHE LSRR DL R S5 4 L I B4 B AL F (8] B A
5 T B .

ORI,
B T \L\
(a) 2
(7777777777 fabrication
need [//////////] direction
supports E P e

 fabrication
g -/:_,} direction

B3 PIARER . () KA, Cb) {432
Fig. 3 Two types of displays. (a) horizontal display.,
(b) tilted display

5H A RP Jr ik —FF, SLM J& 3 F 53 8/ HE B
JERE R F 2 )2 8 i O O AR HEAT I LAY X —
R BT & T R AR AR R
BEAT)ZE . IR IG BRI o A RS R

—EMYI R BRI E S R W s we . U
JEALE AR B U B — > 2 10 58 B LA KX R ) 5
PR P02 Z 1) i A 5 B A5 B OF BEA TS AE N .
DR 0t & 7 S B AR v A TR P S S T A T
DY J2 109 48 50 4 45 1 K BRIV >4 A1 3 T g 05704 T
B2t A BN

4 BRI T 2N [ B RS0 B B A Y R R
Fig. 4 Effect of tilted display on fabrication quality

of clearance

050 AR 422 5 7 2B AR /D T T B N T ) S AR R
i R G A i T D e T v VA (] S
JIt 78+ i3 4R A ()t N S S T ) BB AR B L b T B B
RIONE » U I 018 5 B s s A2 Sy BT e 1 0 04 IR 1 R £
SR VIR IR by W S PR AR S PR R

1) e K48 X iR 22 h
a = hcos 6, @)
B (DT LAE S [ B iR 221 = heos 0 Z AW 5,
5 — 7 THT » 2 T8I T AR 185 o A R B 145 7 3 L S )
Wil P B3R T Y B 4 R AU R . BT R A FE LG B Bl
LR 5 TR DA I L PR AIE T R Y B E Al
[E] B i 25 MR 25 . f (L) 3Xn] 0, B & 1A B 1Y
38 R 4300 3O TR] B A Y B A 5 2 0N 5 2
0=90°Wf » 5 B RO T 2% » LAY SR 2 428 380 2
A P B A RO ST RUAARAS b BR8] B
PAY IS 18 T TR ) B PN R SR TS A AR B B RO . H
Je WU R W AR Z A R BE L A0 18 5 B 7 #9 f L
A EE AL B ALAY . ANTETBRE A M &, BLA 2 3
SR o 2 8] B AN A Ak A T, TG S 0 S A 5 {EL
MIEBRE Bt & HUAR 202 7K S £35S A B B 4/

clearance A . ...
TR fabrication

direction

clearance B—+77"

&5 7KV e 42 ik oy 2O LAYS 2 22 A4 [R] B 9 30 1Y) 3
Fig. 5 Horizontal or vertical display can't reduce the

number of support within several clearances

0603021-3



H |

I HAZAL B A TR PG R i B VR 0 oK o S 4% . Y
PRSCHE T XE LA R Y o X I 00 T 75 98 75 2R it
FHECTT A IF SRR 0. /T A5°I R
275 75 AT LA ] i 5l A (8] Bt A R BE BN BB
IR SCHE R TR) R IR ) DL L BILAL
T B A AR R0, AR i el 2 e = T T
TR kB 5P US T AR 2 AL A B o il B IS 43 0T
A B FEAR A  (H 2 B0 25 1 B Y I 32 A0 2R Jo it
Hh R TATUAS 2 RS B R T MR Joi o A2 ks e
N R R e SR N P NP E | 5 5 3 WY
T A T 3 R 5T B e T ORI RE A2 8 2
A e I A R ol B O R AL {ELAS TR R 2
PR A7 A Z2 4> 18] B 5 L8] B 2 1] f) 25 18] 0 B ¢ & L
BEIL R I AR [ il 2 45 A [8] Bt P 3 1) SCHE Y
W IR AL B % T (CAD) i B # {4 8% Magics
BAT vh SRy HUAR BT AR I G0 o 2 7 A 1 A R 2k
T A7 " B R AL A g 2 S T AR A R R AT
FE (57 5 22 i) B2 %) RS R Ay B KT B BR B A ol A
SIS o R IOk I R A R Y e T g 2 S
T ] B DU A o 2% Rl R LA Bt B FE DL
JRY 5 R T 53 1) T BERE IR 45

4 T SEE

KA B TR A B A A SLM #%
# Dimetal280 #E47 i1 T 5055, W # #OG 48 ok 2F
Wt 2%, BAELHE N 30 ~50 pm; BT R A RN
SI6L AN ERIE ¥y oK - R AR 2 17 pom, die KOAE
12 35 pm R JH A AE AR AR S R B B
FEHIAE 0. 0220 LU 5 S50 R I Q235 1 B bz

4.1 WBRAE R

16 _F R BSR4 A rh AT LU Y AR B B 7R A A2 )
e T T ) RS . R 6 s iy B A [a] i
BHEEE 0 )5 He (5 mm X 10 mm X 5 mm) il i 4% fR
WAL .0 43 Bk 50°,45°,40°,35°, 3071 2575 M JE
B o34 AR PR B A R B T OB IR B R, 5
Bt R oA RE B A G, B SR 200, 600,
1000 mm/s A4 4714l 78 B2 43 1) Jo 2L AS ) At A o 2 )
e FHAS 5] 1 49 i 3 5 O B 22 0O 19 A BE &
HAts 1) 228000 - WO T 3 150 W, 45 4l 1] iR
0. 12 mm,Hi ¥y )2 )& 0. 035 mm; ¥4 5 B Jy J2 (8] I
RSk

B 6 B A S A R R I
Fig. 6 Schematic of fabrication angle model

B 7 g 2 58 G 5 B el AT AR I
73 I B EE AR YN 200, 600, 1000 mm/s, 4%
PN BI04 18 AU AR £71 E AR IK A 50° 457,407, 357, 307,
25°, BB R . B 7 () & AT B HEH A 2
ARFHE I HAE 7 He iy b s A At 358 i o 56 ity
J3E it 5 A0 A 1 A /0N T 8 97 A T 5 B 7 () v fi
R EE A 50°,45°,40°, 35"/ 4 A~y He iy 2 1fi A1 X 7
#e TR A 3070 2571 2 Ay B 1) 2 1 FE S
it B8 AR B AR AR OR TR, I Homs A i
7Co) R B 5 7(h) bl {H 2 M\ TH AT LA

[
V=l

S
k*&sﬂ_u

B 7 WRFRAE S, HAE . (a)200 mm/s, (b) 600 mm/s, (¢) 1000 mm/s (BT BE M 242 B AR IR K -
50°,45°,40°,35°,30°,25°)

Fig. 7 Experiment on critical fabrication angle. Scanning speed: (a) 200 mm/s, (b) 600 mm/s ,

(¢) 1000 mm/s

(the fabrication angle from left to right: 50°, 45°, 40°, 35°, 30°, 25°)

0603021-4



SRTRMEAE . R IC AL Bk X O 16 B R T TS

B AR ISR ARG . OSSR oAt
TE A b BURE AR JRE /) Bl TR o 0 22 5 A A )
{0 BE % D0 T 5 A T 600 mm/s B 4 il 3
200 mm/s $14H 2 S I 80 o e 2 2 — 4B X1
Wt A WOLRE R I R WO IR BB R W™ E L AR
B8 700 4,78 K5 17 1000 mum/'s F) 1 48 3 B B, 3%
JehEE D

Bl 8 23 600 mm/s 4714 2 BE I AR A1 2 A 25°
Jr BRI MALIE . AT LA L ABURE T 2% 18 5 A E 08 N
R OR . (HIZZ5 A 18 7(b) Y 2 00T B E 4740 BT, -
B BEABURE A BE TR AR 2 S AR BE 8 R L T B I
IR AR 9 2 i o IR AN IR AR G DRI S B A A PR B R
FONZAE 25°~30°Z [A] o 245 0 1t B 10 e S A
BRI N R AR L B T HOLRER A KN i
AR AR R JE L S R L O LR R B PR
JEIY AR B A5 AR Ff TR D0 26 £ 3 I AL AT FT RE 5
BORBEAR A DR AR BR R A R D e R LAY
1R} 2 AR JEE 1 2 75 S AB0RE A JEE e 3 A BR A 2 £
I o AR SR AR g A T T A RE A DR SR A S

8 4T 600 mm/s B fY A% PR A 2 £
Fig. 8 Ciritical fabrication angle under 600 mm/s

scanning speed

4.2 HmMILE

A T R AL S i DL A d S AR I BLF I 2C
Z— o PR R L AP L AT T B B . BT 9
B RO AL d /N0, 2 mm iAW AT 2
V7 15 S A 360° 15 Jil iz 2l il 3ed 38 A 417 8y i B A
JRE B B P AR B a2 Bl s O T N BT LAY IR
A TR R T R BT R E L A T AR i AR
K T e 55 5 U TG 22 18] 1) 3 2l BE 45 5 Ak iR Bl BE

PO A T BRI Y B A A Y

Fig. 9 Digital model of slider-crank mechanism

F LIS BRI A R

Table 1 Process parameters and scanning strategy

Laser power /W 150

Scanning speed /(mm/s) 600

Track space /mm 0.12

Powder thickness /mm 0.035
Scanning strategy X-Y inter-layer stagger
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