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Rapid Fabrication Method of Complicated Aircraft Part Based on Stereolithography
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[ABSTRACT] A fabrication method of complicated
aircraft parts is proposed based on SLA (Stereolithogra-
phy). The tool is designed based on the part’s structure
characteristics. The shell of SL tool is filled with the
composites, and the wax injection mold is obtained after
solidification and sand-papering, etc. The tool is applied to
fabricate wax pattern, and AISI316L stainless steel cast-
ings are rapidly casted. The method has characteristics of
short cycle, high precision and low cost, etc. It can quickly
respond to the market’s requirements of new product..
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Fig.1 Structure of a aircraft part
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Fig.2 Structure of upper die shell
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Fig.3 Filling time distribution of injecting wax
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Fig.5 Manufacturing process of SLA metal resin dies
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