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Figure 1 Schematic diagram of additive manufacturing
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Table 1 Additive manufacturing technologies for ceramics

Raw materials Additive manufacturing technology
Ceramic sheet and strip LOM
Ceramic powder 3DP, SLS, SLM

Ceramic slurry and paste EFF, DIW, SLA, DLP
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TEAGIR N SR 1T 5 TCP F& s N 3 — 20 b B0

— RIS, YRR ZE KT 60%. FLAR4 A 50 um ~ 1000 pum B, FAFT-E4)
P EEANEBANGBER AR S . o, EYREENE — BRI ERLIFERA/NT 10 um
L, DM AR N 3t N AR AR 5 LA s N B 1 R PR e D RS 1 RS e 7. HAE, 3D FTENL
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Figure 10 Processing chart of DIW technology
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Development of Additive Manufacturing of Ceramics

LIANG Dong, HE Ru-Jie, FANG Dai-Ning
Institute of Advanced Structure Technology, Beijing Institute of Technology, Beijing 100081, China

Abstract: Additive manufacturing technology has been widely used for the fabrication of
polymers, metals, and their components. Recently, the additive manufacturing of ceramics has been
mentioned and studied by some researchers. This paper review the development of the additive
manufacturing of ceramics and give some conclusions and thinking about this technology.
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