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ABSTRACT 

An additive manufacturing system comprising a transfer 
medium configured to receive the layers from a imaging 
engine, a heater configured to heat the layers on the transfer 
medium, and a layer transfusion assembly that includes a 
build platform, and is configured to transfuse the heated lay 
ers onto the build platform in a layer-by-layer manner to print 
a three-dimensional part. 
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FIG. 4A 
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FIG. 4B 
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FIG. 4C 

  



Patent Application Publication Jul. 25, 2013 Sheet 8 of 30 US 2013/0186558 A1 

FIG. 4D 
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LAYER TRANSFUSION WITH HEAT 
CAPACTOR BELT FOR ADDITIVE 

MANUFACTURING 

CROSS-REFERENCE TO RELATED 
APPLICATION(S) 

0001. The present application is a continuation-in-part of 
U.S. patent application Ser. No. 13/624,495, entitled 
LAYER TRANSFUSION FOR ADDITIVE MANUFAC 
TURING”; of U.S. patent application Ser. No. 13/624.507, 
entitled LAYER TRANSFUSION WITH TRANSFIXING 
FOR ADDITIVE MANUFACTURING”; of U.S. patent 
application Ser. No. 13/624.513, entitled “LAYERTRANS 
FUSION WITH PARTHEATING FOR ADDITIVE MANU 
FACTURING”; of U.S. patent application Ser. No. 13/624, 
519, entitled “LAYER TRANSFUSION WITH 
ROTATABLE BELT FOR ADDITIVE MANUFACTUR 
ING”; each of which was filed on Sep. 21, 2012; and each of 
which claims priority to U.S. Provisional Application No. 
61/538,491, entitled “LAYERTRANSFUSION FOR ELEC 
TROPHOTOGRAPHY-BASED ADDITIVE MANUFAC 
TURING”, filed on Sep. 23, 2011. 
0002 Reference is also made to co-filed U.S. patent appli 
cation Ser. No. entitled “LAYER TRANSFUSION 
FOR ADDITIVE MANUFACTURING” (attorney docket 
no. S697.12-0241). 

BACKGROUND 

0003. The present disclosure relates to additive manufac 
turing systems for building three-dimensional (3D) parts and 
Support structures. In particular, the present disclosure relates 
to additive manufacturing systems and processes for building 
3D parts and Support structures using an imaging process, 
Such as electrophotography. 
0004 Additive manufacturing systems are used to build 
3D parts from digital representations of the 3D parts (e.g., 
STL format files) using one or more additive manufacturing 
techniques. Examples of commercially available additive 
manufacturing techniques include extrusion-based tech 
niques, inkjetting, selective laser sintering, powder/binder 
jetting, electron-beam melting, and stereolithographic pro 
cesses. For each of these techniques, the digital representa 
tion of the 3D part is initially sliced into multiple horizontal 
layers. For each sliced layer, a tool path is then generated, 
which provides instructions for the particular additive manu 
facturing system to form the given layer. 
0005 For example, in an extrusion-based additive manu 
facturing system, a 3D part or model may be printed from a 
digital representation of the 3D part in a layer-by-layer man 
ner by extruding a flowable part material. The part material is 
extruded through an extrusion tip carried by a print head of the 
system, and is deposited as a sequence of roads on a Substrate 
in an x-y plane. The extruded part material fuses to previously 
deposited part material, and solidifies upon a drop intempera 
ture. The position of the print head relative to the substrate is 
then incremented along a Z-axis (perpendicular to the X-y 
plane), and the process is then repeated to form a 3D part 
resembling the digital representation. 
0006. In fabricating 3D parts by depositing layers of a part 
material, Supporting layers or structures are typically built 
underneath overhanging portions or in cavities of objects 
under construction, which are not supported by the part mate 
rial itself. A support structure may be built utilizing the same 
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deposition techniques by which the part material is deposited. 
The host computer generates additional geometry acting as a 
Support structure for the overhanging or free-space segments 
of the 3D part being formed. Support material is then depos 
ited from a second nozzle pursuant to the generated geometry 
during the printing process. The Support material adheres to 
the modeling material during fabrication, and is removable 
from the completed 3D part when the printing process is 
complete. 
0007. In two-dimensional (2D) printing, electrophotogra 
phy (i.e., Xerography) is a popular technology for creating 2D 
images on planar Substrates, such as printing paper. Electro 
photography systems include a conductive Support drum 
coated with a photoconductive material layer, where latent 
electrostatic images are formed by charging and then image 
wise exposing the photoconductive layer by an optical source. 
The latent electrostatic images are then moved to a develop 
ing station where toner is applied to charged areas of the 
photoconductive insulator to form visible images. The 
formed toner images are then transferred to Substrates (e.g., 
printing paper) and affixed to the Substrates with heat or 
pressure. 

SUMMARY 

0008. An aspect of the present disclosure is directed to an 
additive manufacturing system for printing a 3D part. The 
additive manufacturing system includes an imaging engine 
configured to develop an imaged layer, a movable build plat 
form, and a rotatable belt configured to receive the imaged 
layer from the imaging engine, wherein the rotatable belt has 
a high average thermal inertia (e.g., of at least about 400 
joules/(meter-Kelvin-second')). The system also includes 
a first heater configured to heat the rotatable belt and the 
imaged layer on the rotatable belt, and a nip roller configured 
to press the heated imaged layer conveyed by the rotatable 
belt onto a top layer of the 3D part retained by the movable 
build platform. The system further includes a release roller 
configured to separate the pressed imaged layer from the 
heated rotatable belt such that the pressed imaged layer 
remains adhered as a new top layer of the 3D part, wherein the 
rotatable belt is configured to thermally conduct heat into the 
three-dimensional part while the pressed imaged layer moves 
between the nip roller and the release roller. 
0009. Another aspect of the present disclosure is directed 
to a method for printing a 3D part with an additive manufac 
turing system. The method includes imaging a layer of the 3D 
part, transferring the imaged layer to a rotatable belt having a 
high average thermal inertia (e.g. ofat least about 400 joules/ 
(meter-Kelvin-second")), and heating the rotatable belt and 
the imaged layer while the imaged layer is retained on the 
rotating belt. The method also includes pressing the heated 
imaged layer between the heated rotatable belt and a top 
surface of the three-dimensional part so that the heated 
imaged layer fuses to the top surface of the 3D part, and 
maintaining contact between the rotatable belt and the fused 
imaged layer so as to conduct thermal energy from the heated 
rotatable belt to the 3D part. The method further includes 
releasing the pressed layer from the rotatable belt such that 
the pressed layer defines a new top surface of the three 
dimensional part. 
0010. Another aspect of the present disclosure is directed 
to a method for printing a 3D part with an additive manufac 
turing system, which includes imaging a layer of the 3D part, 
rotating a belt having a high average thermal inertia (e.g., of 
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at least about 400 joules/(meter-Kelvin-second")), and 
transferring the imaged layer to the rotating belt. The method 
also includes heating the rotating belt and the imaged layer 
while the imaged layer is retained on the rotating belt, and 
engaging the heated rotatable belt with a nip roller, which 
presses the heated layer to a top surface of the 3D part. The 
method further includes moving the 3D part in a direction and 
at a rate that is synchronized with a rotation of the belt, 
conducting thermal energy from the rotating belt to the 3D 
part while moving the 3D part in the synchronized direction 
and rate, and releasing the pressed layer from the rotatable 
belt such that the pressed layer defines a new top surface of the 
3D part. 
0011. In some embodiments, the additive manufacturing 
system is configured to print or otherwise produce the layers 
at a rate that is faster than a passive thermal diffusion rate of 
the 3D part. 

DEFINITIONS 

0012 Unless otherwise specified, the following terms as 
used herein have the meanings provided below: 
0013 The terms “transfusion”, “transfuse”, “transfusing, 
and the like refer to the adhesion of layers with the use of heat 
and pressure, where polymer molecules of the layers at least 
partially interdiffuse. 
0014. The term “transfusion pressure” refers to a pressure 
applied during a transfusion step, such as when transfusing 
layers of a 3D part together. 
0015 The term “deformation temperature” of a 3D part 
refers to a temperature at which the 3D part softens enough 
Such that a Subsequently-applied transfusion pressure. Such 
as during a Subsequent transfusion step, overcomes the struc 
tural integrity of the 3D part, thereby deforming the 3D part. 
0016. Unless otherwise specified, temperatures referred to 
herein are based on atmospheric pressure (i.e. one atmo 
sphere). 
0017 Directional orientations such as “above”, “below, 
“top”, “bottom', and the like are made with reference to a 
direction along a printing axis of a 3D part. In the embodi 
ments in which the printing axis is a vertical Z-axis, the 
layer-printing direction is the upward direction along the 
vertical Z-axis. In these embodiments, the terms “above', 
“below', “top”, “bottom', and the like are based on the ver 
tical z-axis. However, in embodiments in which the layers of 
3D parts are printed along a different axis, the terms “above'. 
“below', “top”, “bottom', and the like are relative to the given 
axis. 
0018. The term “providing, such as for “providing a 
material' and the like, when recited in the claims, is not 
intended to require any particular delivery or receipt of the 
provided item. Rather, the term “providing is merely used to 
recite items that will be referred to in subsequent elements of 
the claim(s), for purposes of clarity and ease of readability. 
0019. The terms “about” and “substantially” are used 
herein with respect to measurable values and ranges due to 
expected variations known to those skilled in the art (e.g., 
limitations and variabilities in measurements). 

BRIEF DESCRIPTION OF THE DRAWINGS 

0020 FIG. 1 is a graphical illustration of transfer tempera 
ture versus a minimum transfusion duration for a layer trans 
fusion assembly of an additive manufacturing system of the 
present disclosure. 
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0021 FIG. 2A is a schematic illustration of an electropho 
tography-based additive manufacturing system of the present 
disclosure having a layer transfusion assembly with a press 
plate. 
0022 FIG. 2B is a logarithmic graphical illustration of 
Young's modulus versus temperature at atmospheric pressure 
for an acrylonitrile-butadiene-styrene (ABS) copolymer. 
0023 FIG. 3A is a top view of a build platform receiving 
a heated layer, illustrating an air knife arrangement. 
0024 FIG. 3B is a graphical illustration of number of 
printed layers for a 3D part versus an average part tempera 
ture, showing plot lines for a 3D part printed without active 
cooling and for a 3D part printed with active cooling. 
0025 FIGS. 4A-4D are expanded views of the layer trans 
fusion assembly, illustrating a layer transfer technique of the 
present disclosure. 
(0026 FIGS.5A-5E are expanded views of a first alterna 
tive layer transfusion assembly of the electrophotography 
based additive manufacturing system, having a nip roller, and 
which illustrate a layer transfer technique. 
0027 FIGS. 6A-6F are expanded views of a second alter 
native layer transfusion assembly of the electrophotography 
based additive manufacturing system, having separate trans 
fusion and release rollers, and which illustrate a layer transfer 
technique. 
(0028 FIG. 7 is an expanded view of a third alternative 
layer transfusion assembly of the electrophotography-based 
additive manufacturing system, having a nip roller and a post 
heater, and which illustrates a layer transfer technique. 
(0029 FIG. 8 is an expanded view of a fourth alternative 
layer transfusion assembly of the electrophotography-based 
additive manufacturing system, having separate transfusion 
and release rollers, and a post heater, and which illustrates a 
layer transfer technique. 
0030 FIG.9 is an expanded view of a fifth alternative layer 
transfusion assembly of the electrophotography-based addi 
tive manufacturing system, having separate transfusion and 
release rollers, and a belt with a high thermal conductivity and 
heat capacity, and which illustrates a layer transfer technique. 
0031 FIG. 10 is an expanded view of a sixth alternative 
layer transfusion assembly of the electrophotography-based 
additive manufacturing system, having separate transfusion 
and release rollers, a belt with a high thermal conductivity and 
heat capacity, and a contact cooling unit, and which illustrates 
a layer transfer technique. 
0032 FIGS. 11A, 11B, and 11C are expanded views of a 
seventh alternative layer transfusion assembly of the electro 
photography-based additive manufacturing system, having a 
closed-loop feedback control. 
0033 FIG. 12 is an expanded view of an eighth alternative 
layer transfusion assembly of the electrophotography-based 
additive manufacturing system, having an enclosable cham 
ber. 

0034 FIG. 13 is a sectional side of a rotatable transfer belt. 
0035 FIG. 14A is a top view of a first embodiment of the 
rotatable transfer belt, having receiving regions and encoder 
markings. 
0036 FIG. 14B is a top view of a second embodiment of 
the rotatable transfer belt, having holes for engagement in a 
tractor-feed manner. 

0037 FIG. 14C is a bottom view of a third embodiment of 
the rotatable transfer belt, having rear ribs for engagement in 
a timing-belt manner. 
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0038 FIG. 15 is a flow diagram of an example method for 
the layer transfer technique of the present disclosure. 
0039 FIG. 16 is a front view of an example electropho 
tography-based additive manufacturing system of the present 
disclosure. 

DETAILED DESCRIPTION 

0040. The present disclosure is directed to a layer transfer 
technique for printing 3D parts and Support structures in a 
layer-by-layer manner, where each layer is printed from apart 
or Support material in a thermally-controlled manner. The 
layer transfer technique is performed with an imaging system, 
Such as an electrophotography-based additive manufacturing 
system. For example, each layer may be developed or other 
wise imaged using electrophotography and carried from an 
electrophotography (EP) engine by a transfer medium (e.g., a 
rotatable belt or drum). The layer is then transferred to a build 
platform to print the 3D part (or support structure) in a layer 
by-layer manner, where the Successive layers are transfused 
together to produce the 3D part (or Support structure). 
0041. In comparison to 2D printing, in which developed 
toner particles can be electrostatically transferred to printing 
paper by placing an electrical potential through the printing 
paper, the multiple printed layers in a 3D environment effec 
tively prevents the electrostatic transfer of part and support 
materials after a given number of layers are printed (e.g., 
about 15 layers). Instead, in the present disclosure, a layer 
retained by the transfer medium is heated to an elevated 
transfer temperature. The heated layer is then pressed against 
a previously-printed layer (or to a build platform) to transfuse 
the layers together (i.e., a transfusion step). This allows 
numerous layers of 3D parts and support structures to be built 
vertically, beyond what is otherwise achievable via electro 
static transfers. 
0042. For transfusion to occur, the interfaces between the 
heated layers need to be pressed for at least a minimum 
duration to allow molecular interdiffusion to occur between 

the layers. This minimum transfusion duration (t,n) 
is believed to be a function of the average time for the polymer 
molecules to diffuse one molecular radius of gyration (T,), 
which itself is proportional to the material viscosity (LL 
rial), and is inversely proportional in an exponential mannerto 
the transfer temperature (T,), as shown in Equations 
1-3: 

transfiesion = f(tr.) (Equation 1) 

Trr f(ilmaterial) (Equation 2) 

1 (Equation 3) 
Transfer Plmaterial f ( 

In other words, as illustrated in FIG. 1, if the transfer tem 
perature is increased, the minimum duration required for the 
polymer molecules to diffuse one molecular radius of gyra 
tion decreases exponentially, and Vice versa. 
0043. The particular inverse exponential relationship 
between the transfer temperature and the minimum transfu 
sion duration varies depending on the particular compositions 
of the layer materials. However, to obtain good part strengths, 
the minimum transfusion duration for a given transfer tem 
perature is desirably set to be at least the average time for the 
polymer molecules to diffuse one molecular radius of gyra 
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tion (2T,), more desirably at least twice the average time for 
the polymer molecules to diffuse one molecular radius of 
gyration (22T,), and even more desirably at least three times 
the average time for the polymer molecules to diffuse one 
molecular radius of gyration (23T,). 
0044) For example, as shown in FIG. 1, when transfusing 
layers heated to a transfer temperature Temp, the minimum 
transfusion duration is Time, based on the plot line function 
of f(t), such as 3t, Alternatively, if the transfer temperature 
is increased to Temp, the minimum transfusion duration is 
Time, which can be exponentially shorter than the minimum 
transfusion duration for the transfer temperature of Temp. 
Thus, 3D parts may be printed at faster speeds with good layer 
transfusions by increasing the transfer temperature, such as to 
at least a “fusion temperature' of the layer material. 
0045. As discussed below, the fusion temperature is a tem 
perature that sufficiently melts the layer material to a fusable 
state Such that polymer molecules of the layer material 
readily interdiffuse during the Subsequent transfusion steps to 
promote interlayer or interfacial entanglement. For example, 
for an acrylonitrile-butadiene-styrene (ABS) copolymer, the 
fusion temperature may range from about 180° C. to about 
220° C. depending on the particular copolymer composition. 
At a transfer temperature of about 220° C. and a plot line 
function of f(t)=3t, the minimum transfusion duration for 
the ABS copolymer is about 0.03 seconds. In comparison, at 
a transfer temperature of about 160° C. and the same plot line 
function, the minimum transfusion duration for the ABS 
copolymer is about 6 seconds, which is substantially slower. 
0046 Equations 1-3 shown above provide a starting point 
for selecting a transfer temperature. However, it has been 
found that several additional factors balance the correlation 
between the transfer temperature and the minimum transfu 
sion duration, Such as (i) thin layer reheating, (ii) layer adhe 
sion to the transfer medium, and (iii) part heat accumulation. 
First, the layers being printed are thin. As such, the interfaces 
between one or more of the previously printed layers are 
reheated with each Successive transfusion step, during which 
further interdiffusion can occur. As such, the minimum trans 
fusion duration is not limited to a single transfusion step. 
Rather, the duration may be divided into multiple successive 
transfusion steps. For example, the 6 seconds required to 
transfuse the ABS copolymer at a transfer temperature of 
160° C. may be divided into 12 successive cycles of about 0.5 
second each. 
0047. Additionally, while the fusion temperature is high 
enough to promote rapid layer transfusion, it can also be too 
hot for the transfused layer to cleanly release or otherwise 
delaminate from the transfer medium (e.g., a rotatable belt or 
drum). This can potentially result in portions of the transfused 
layer remaining adhered to the transfer medium, or Smear 
upon release from the transfer medium, which negatively 
impacts feature detail, dimensional accuracy, and porosity of 
a printed 3D part. 
0048. Accordingly, in some embodiments, the layer trans 
fer technique may also include a “transfixing step, in which 
the transfer medium and/or the transfused layer is cooled 
prior to releasing the transfused layer from the transfer 
medium. While not wishing to be bound by theory, it is 
believed that this transfixing step cools down the interface 
between the transfer medium and the transfused layer, thus 
increasing the adhesive force of the interdiffused polymers in 
adjacent layers relative to the adhesive force of the transfused 
layer to the surface of the transfer medium. This keeps the 
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transfused layer adhered to the 3D part in a fixed spatial 
position, and allows the transfused layer to cleanly release 
from the transfer medium and remain adhered to the 3D part. 
0049. Alternatively, the layer retained by the transfer 
medium (and optionally, the top surface of the 3D part) may 
be heated to a lower transfer temperature (e.g., Temp). Such 
as a temperature between a glass transition temperature and 
the fusion temperature of the layer material. In this embodi 
ment, the heated layer is then pressed against a previously 
printed layer (or to a build platform) to transfuse the layers 
together (i.e., a transfusion step), and then released from the 
transfer medium. 
0050. However, as discussed above, a lower transfer tem 
perature increases the minimum transfusion duration, which 
can potentially slow down printing speeds. Nonetheless, 
depending on the particular additive manufacturing system, 
the transfusion step may not necessarily be the rate limiting 
step for printing speeds. As discussed below, each layer is 
imaged (e.g., developed) at an imaging engine, transferred 
from the imaging engine to a build platform, and thermally 
treated before and/or after the transfusion step, where any one 
of these steps may dictate the maximum printing speed attain 
able. 
0051. For example, due to the layers being thin, the imag 
ing of the layers at the imaging engine may be the slowest step 
in each layer cycle. In this situation, a longer transfusion 
duration at a lower transfer temperature may be used. The 
lower transfer temperature allows the heated layer to be hot 
enough for sufficient polymer interdiffusion over the longer 
transfusion duration, while also being cool enough to readily 
release from the transfer medium. 
0052. The use of a lower transfer temperature is also par 

ticularly suitable for some embodiments of the present dis 
closure that incorporate post-fuse or heat-setting steps (e.g., 
layer transfusion assemblies 333 and 433, shown below in 
FIGS. 7 and 8). In these embodiments, after release, the 
transfused layer and the 3D part may then be further heated to 
at least the fusion temperature of the layer material in the 
post-fuse or heat-setting step. This sufficiently melts the 
transfused layer material to a fusable state such that polymer 
molecules of the transfused layer material at least partially 
interdiffuse to promote interfacial entanglement. 
0053 Another factor to consider when balancing the 
transfer temperature and the minimum transfusion duration 
involves the bulk temperature of the 3D part. Because the 
imaging system is capable of printing the layers at speeds that 
are much faster than the rate at which heat diffuses through 
the variable thermal resistance of the 3D parts, heat accumu 
lation in the 3D parts has been observed. This heat accumu 
lation is proportional to the transfer temperature and the size 
of the 3D part. 
0054 As such, as the height of a given 3D part grows, heat 
dissipation from passive thermal diffusion can become insuf 
ficient to cool the heated layers. The faster the layer speed, the 
faster the heat accumulation in the bulk of the 3D part. As 
Successive layers are continuously printed, this heat accumu 
lation may exceed the “deformation temperature of the 3D 
part, causing the bulk of the 3D part to soften enough to 
reduce its structural integrity. Such a soft part may deform 
under a Subsequently-applied transfusion pressure during a 
Subsequent transfusion step. 
0055. In some embodiments, heat accumulation can be 
reduced by slowing down the printing process to allow the 
passive thermal diffusion to lower the part temperature. As 
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mentioned above, the transfer temperature may also be low 
ered since the printing speed is already being slowed down. 
However, as can be appreciated, these techniques can Sub 
stantially increase the time required to print 3D parts, particu 
larly if the layer transfusion step is the rate limiting step in the 
process, thereby reducing throughput. Instead, to overcome 
this issue while maintaining fast printing rates, the layer 
transfer technique may include an “active cooling step” to 
prevent the 3D part from accumulating additional heat, 
thereby maintaining the 3D part at an "average part tempera 
ture” (T,) that is lower than the deformation temperature 
(T) of the 3D part, as illustrated in Equation 4: 

Tar, f(Transfer tactive cooling)'s Team 

0056. In particular, after each layer of the 3D part is trans 
fused, the heat added to the 3D part from the transfused layer 
may be substantially removed prior to the transfusion of the 
next layer. This holds the 3D part at an average part tempera 
ture that is desirably balanced to promote interlayer adhesion 
and reduce the effects of curling, while also being low enough 
to prevent the 3D part from softening too much (i.e., below its 
deformation temperature). 
0057 The following embodiments illustrate example 
additive manufacturing systems of the present disclosure that 
are configured to balance the thermal effects described by one 
or more of Equations 1-4. For example as shown in FIG. 2A, 
system 10 is an example additive manufacturing system for 
printing 3D parts and Support structures using electrophotog 
raphy, which incorporates the layer transfer technique of the 
present disclosure. In the shown embodiment, system 10 
includes EP engine 12, transfer belt 14, rollers 16, build 
platform 18, and press plate 20 for printing 3D parts (e.g., 3D 
part 22) and any associated Support structures (not shown). 
Examples of Suitable components and functional operations 
for system 10 include those disclosed in U.S. patent applica 
tion Ser. Nos. 13/242,669 and 13/242,841. 
0058. In alternative embodiments, system 10 may include 
different imaging engines for imaging the layers. As dis 
cussed below, the layer transfer technique focuses on the 
transfer of layers from belt 14 (or other transfer medium) to 
build platform 18 (or to the 3D part 22 being printed on build 
platform 18), and on belt 14, rather than on the particular 
imaging engine. However, the layer transfer technique is par 
ticularly suitable for use with electrophotography-based 
additive manufacturing systems (e.g., system 10), where the 
multiple printed layers in a 3D environment effectively pre 
vents electrostatic transfer of part and Support materials after 
a given number of layers are printed, as discussed above. 
0059 System 10 also includes controller 24, which is one 
or more control circuits, microprocessor-based engine con 
trol systems, and/or digitally-controlled raster imaging pro 
cessor Systems, and which is configured to operate the com 
ponents of system 10 in a synchronized manner based on 
printing instructions received from host computer 26. Host 
computer 26 is one or more computer-based systems config 
ured to communicate with controller 24 to provide the print 
instructions (and other operating information). For example, 
host computer 26 may transfer information to controller 24 
that relates to the sliced layers of 3D part 22 (and any support 
structures), thereby allowing system 10 to print 3D part 22 in 
a layer-by-layer manner. 
0060. As discussed in the U.S. patent application Ser. Nos. 
13/242,669 and 13/242,841, EP engine 12 is configured to 
develop or otherwise image successive layers 28 of a thermo 

(Equation 4) 
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plastic-based powder using electrophotography. As used 
herein, the term "electrophotography” includes ionography. 
The thermoplastic-based powder includes one or more ther 
moplastic materials (e.g., an acrylonitrile-butadiene-styrene 
(ABS) copolymer), and may also include one or more addi 
tional components for development with EP engine 12 and 
electrostatic attraction to belt 14. 
0061 The imaged layers 28 of the thermoplastic-based 
powder are then rotated to a first transfer region in which 
layers 28 are transferred from EP engine 12 to belt 14. Belt 14 
is an example transfer medium for transferring or otherwise 
conveying the imaged layers 28 from EP engine 12 to build 
platform 18 with the assistance of press plate 20. In the shown 
embodiment, belt 14 includes front or transfer surface 14a 
and rear or contact surface 14b, where front surface 14a faces 
EP engine 12. As discussed below, in some embodiments, belt 
14 may be a multiple-layer belt with a low-surface-energy 
film that defines front surface 14a, and which is disposed over 
a base portion that defines rear surface 14b. 
0062 System 10 may also include biasing mechanism 29, 
which is configured to induce an electrical potential through 
belt 14 to electrostatically attract layers 28 of the thermoplas 
tic-based powder from EP engine 12 to belt 14. Because 
layers 28 are each only a single layer increment in thickness 
at this point in the process, electrostatic attraction is suitable 
for transferring layers 28 from EP engine 12 to belt 14. 
However, as mentioned above, the multiple printed layers 28 
for 3D part 22 effectively prevents electrostatic transfer of 
layers 28 from belt 14 to build platform 18 after a given 
number of layers 28 are printed. 
0063 Rollers 16 are a series of drive and/or idler rollers or 
pulleys that are configured to maintain tension on belt 14 
while belt 14 rotates in the rotational direction of arrows 30. 
This allows belt 14 to maintain a substantially planar orien 
tation when engaging build platform 18 and press plate 20. 
System 10 may also include service loops (not shown). Such 
as those disclosed in U.S. patent application Ser. No. 13/242, 
841. 

0064 System 10 also includes heater 32, located upstream 
from build platform 18 and press plate 20, based on the 
rotational direction of belt 14. Heater 32 is one or more 
heating devices configured to heat layers 28 to a temperature 
near an intended transfer temperature of the thermoplastic 
based powder, Such as at least a fusion temperature of the 
thermoplastic-based powder, prior to reaching press plate 20. 
Examples of suitable devices for heater 32 include non-con 
tact radiant heaters (e.g., infrared heaters or microwave heat 
ers), convection heating devices (e.g., heated air blowers), 
contact heating devices (e.g., heated rollers and/or platens), 
combinations thereof, and the like, where non-contact radiant 
heaters are preferred. Each layer 28 desirably passes by (or 
through) heater 32 for a sufficient residence time to heat the 
layer 28 to the intended transfer temperature. 
0065. As defined above, the fusion temperature is a tem 
perature that sufficiently melts the thermoplastic-based pow 
der to a fusable state. Thus, the fusion temperature will vary 
depending on the particular layer material used and on the 
applied pressure. For example, for an ABS copolymer mate 
rial, the fusion temperature may range from about 180°C. to 
about 220° C. depending on the particular copolymer com 
position, as mentioned above. Heating the thermoplastic 
based powder to the fusion temperature does not necessarily 
require every component of the thermoplastic-based powder 
to melt. Rather, the overall thermoplastic-based powder needs 
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to reach a fuSable state for Subsequent transfusion. This typi 
cally refers to the one or more thermoplastic materials of the 
thermoplastic-based powder being sufficiently melted to the 
fusable state. 

0.066 Build platform 18, press plate 20, and heater 32 may 
collectively be referred to as layer transfusion assembly 33. 
Layer transfusion assembly 33 is configured to transfuse the 
heated layers 28 from the belt 14 to the previously-transfused 
layers of 3D part 22 (or onto build platform 18) in a layer-by 
layer manner. 
0067 Build platform 18 is a platform assembly or platen 
of system 10 that is configured to receive the heated layers 28 
for printing 3D part 22 in a layer-by-layer manner. Build 
platform 18 is supported by Z-axis gantry 34, which is a linear 
guide mechanism configured to incrementally lower build 
platform 18 along the vertical z-axis relative to belt 14 and 
press plate 20 after each pressing step. The movement of build 
platform 18 with Z-axis gantry 34 is operated by Z-axis motor 
36 based on commands from controller 24, where Z-axis 
motor 36 may be an electrical motor, a hydraulic system, a 
pneumatic system, or the like. In some embodiments, build 
platform 18 may include removable film substrates for receiv 
ing the printed layers 28. 
0068. In the shown embodiment, build platform 18 is heat 
able with heating element 38 (e.g., an electric heater). Heat 
ing element 38 is configured to heat and maintain build plat 
form 18 at an elevated temperature that is greater than room 
temperature (25° C.). Such as at the desired average part 
temperature of 3D part 22. This allows build platform 18 to 
assist in maintaining 3D part 22 at this average part tempera 
ture. 

0069. As mentioned above, the average part temperature 
for 3D part 22 is desirably high enough to promote interlayer 
adhesion and to reduce the effects of curling, while also being 
low enough to prevent 3D part 22 from softening too much 
(i.e., below its deformation temperature). Suitable average 
part temperatures for 3D part 22 range from greater than the 
average solidification temperature of the thermoplastic mate 
rial(s) of the thermoplastic-based powder to about the glass 
transition temperature of the thermoplastic material(s). More 
desirably, the average part temperature is maintained at about 
the creep relaxation temperature of the thermoplastic material 
(s) of the thermoplastic-based powder, or within about 10°C. 
above or below thereof. Examples of suitable techniques for 
determining the creep relaxation temperatures of materials 
are disclosed in Batchelder et al., U.S. Pat. No. 5,866,058. 
0070. In some preferred embodiments, the average part 
temperature is maintained in a range between the creep relax 
ation temperature of the thermoplastic material(s) of the ther 
moplastic-based powder and a maximum allowable Solidifi 
cation temperature, where the maximum allowable 
solidification temperature may be illustrated by the stress 
relaxation of the thermoplastic-based powder. For example, 
when printing layers 28 of an ABS copolymer-based powder, 
the average part temperature for 3D part 22 may be about 
100° C., as may be appreciated by a comparison of the stress 
relaxation or Young's modulus versus temperature for the 
composition. As shown in FIG. 2B, which is a logarithmic 
graphical illustration of Young's modulus versus temperature 
at atmospheric pressure for a particular ABS copolymer, as 
the temperature increases by a small amount above about 
100° C., the elastic modulus of the ABS copolymer signifi 
cantly drop (illustrated by the shoulder in the plot). At this 
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Young's modulus drop, the ABS copolymer significantly 
softens, which reduces its structural integrity. 
0071. As such, maintaining 3D part 22 at an average part 
temperature below the Young's modulus drop for its compo 
sition allows 3D part 22 to maintain its structural integrity 
when pressed between build platform 18 and press plate 20 
during Subsequent transfusion steps. Furthermore, when the 
top-most layer of 3D part 22 is maintained at this temperature 
and receives aheated layer 28 at a fusion temperature of about 
200°C., the transfusion interface temperature for transfusing 
the layers together starts at about 150° C. This temperature is 
suitable for the polymer molecules of the layers 28 to at least 
partially interdiffuse to promote interfacial entanglement, 
pursuant to the plot line function of f(t) in FIG. 1 and Equa 
tions 1-3. 

0072 Press plate 20 is an example heateable element or 
heatable layer transfusion element, which is configured to 
press belt 14 and a given heated layer 28 downward against 
3D part 22 and build platform 18 during each transfusion step. 
Press plate 20 may be actuated with a servo mechanism (not 
shown) configured to move press plate 20 along the vertical 
Z-axis during each transfusion step. 
0073. As mentioned above, the particular pressure applied 
during each transfusion step is desirably high enough to 
adhere the heated layer 28 to the previously-transfused layer 
28 (or to build platform 18), allowing the polymer molecules 
to at least partially interdiffuse. However, the transfusion 
pressure is also desirably balanced to prevent press plate 20 
from compressing 3D part 22 too much, thereby allowing 3D 
part 22 to maintain its dimensional integrity. 
0074. In the shown embodiment, press plate 20 is heatable 
with heating element 40 (e.g., an electric heater). Heating 
element 40 is configured to heat and maintain press plate 20 at 
an elevated temperature that is greater than room temperature 
(25°C.). However, in comparison to the elevated temperature 
of build platform 18, heating element 40 may heat and main 
tain press plate 20 at a temperature that is less than the desired 
average part temperature of 3D part 22. For example, in 
situations where the intended average part temperature for 3D 
part 22 is 100° C., heating element 40 may heat and maintain 
press plate 20 at about 70° C. 
0075. The lower temperature for press plate 20 will cool 
belt 14 from the side of rear surface 14b (i.e., a transfixing 
step). This is in addition to thermal conduction that occurs by 
the previously-printed layers of 3D part 22 itself, which draw 
heat from the transfused layers down into the previously 
printed layers. As discussed above, if the transfused layer 28 
remains too hot, it may remain adhered to front Surface 14a of 
belt 14, rather than cleanly releasing from belt 14. As such, 
cooling belt 14 with the contact from press plate 20 (and/or 
via the previously-printed layers) allows the interface 
between front surface 14a of belt 14 and the transfused layer 
28 to cool down enough to cleanly release the transfused layer 
28 from belt 14. 

0076. On the other hand, due to the large contact surface 
area between belt 14 and press plate 20, if press plate 20 is 
maintained at a temperature that is too low, the contact dura 
tion between press plate 20 and belt 14 during the transfusion 
step may cool the transfused layer 28 down too much, thereby 
lowering the transfusion interface temperature, which can 
reduce the interlayer adhesion. As such, in some embodi 
ments, heating element 40 desirably maintains press plate 20 
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at a temperature that balances these competing thermal 
effects to facilitate both transfusion and transfixing in a 
single, combined step. 
0077 System 10 may also include one or more air knives 
42 or other cooling units, where air knife 42 is an example 
cooling unit configured to blow localized cooling air to the 
top layers of 3D part 22. As best shown in FIG. 3A, air knife 
42 is located adjacent to the lateral side of build platform 18 
to direct the cooling air laterally relative to the direction of 
movement of belt 14. This allows air knife 42 to extend along 
the entire length of 3D part 22, providing good air flow over 
the top layers of 3D part 22, including the fused layer 28. 
0078. In an alternative embodiment, system 10 may also 
include a second air knife 42 (not shown) located at the 
opposing lateral side of build platform 18. In embodiments 
having air knives 42 or other cooling units, press plate 20 may 
be heated to the fusion temperature to promote interdiffusion 
in the transfusion step. Then, upon release of press plate 20, a 
separate transfix step may be performed by cooling the trans 
fused layer before release of the layer from the belt 14. 
0079. As also stated above, when system 10 prints layers 
28 at high speeds, the printed layers 28 do not have sufficient 
time to cool down to the desired average part temperature 
before successive layers 28 are printed. As such, as the height 
of 3D part 22 grows, heat dissipation from passive thermal 
diffusion becomes insufficient to cool the heated layers. 
0080. This is depicted in FIG. 3B, which is a graphical 
illustration of the number of layers printed versus the average 
part temperature for a 3D part printed without the active 
cooling (represented by line 44) and for 3D part 22 printed 
with the active cooling (represented by line 46). As shown by 
line 44, without the active cooling, the heat added by each 
layer at its fusion temperature will accumulate in the 3D part, 
causing the average part temperature to increase until the 
deformation temperature of the 3D part is reached, as illus 
trated by threshold line 48. At threshold line 48, the tempera 
ture in the bulk of the 3D part is high enough such that the part 
material substantially softens. When the 3D part reaches this 
point, the transfusion pressure applied by press plate 20 dur 
ing Subsequent transfusion steps may overcome the structural 
integrity of the 3D part, thereby deforming the 3D part. 
I0081 Air knife 42, however, actively cools each layer after 
the transfusion step to prevent the additional heat from accu 
mulating. As shown by line 46, the active cooling Substan 
tially removes the heat provided by each layer 28, thereby 
providing Substantially Zero heat accumulation after each 
printed layer 28. As such, 3D part 22 may be substantially 
maintained at an average part temperature that is below its 
deformation temperature during the entire printing operation, 
as illustrated above in Equation 4. 
0082 In some embodiments, it can be beneficial for the 
average part temperature to be high enough Such that the bulk 
of 3D part 22 exhibits a small amount of softening. It has been 
found that when the bulk of 3D part 22 exhibits a small 
amount of softening that still maintains its overall structural 
integrity (i.e., 3D part 22 does not deform), Subsequent trans 
fusion steps with press plate 20 may mildly compress the bulk 
of 3D part 22, thereby increasing the part density. The 
increased part density correspondingly reduces brittleness 
and porosity of the resulting 3D part 22, and increases its 
Z-axis strength. These properties are beneficial for a variety of 
applications. 
I0083. While illustrated with air knife 42, system 10 may 
alternatively include a variety of different convective and/or 
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conductive cooling units configured to actively cool each 
layer after the transfusion step to prevent the additional heat 
from accumulating, such as refrigeration units, liquid-cooling 
units, evaporation units, and the like. Furthermore, one or 
more air knives 42 (or other cooling units) may be located at 
other locations around build platform 18 and press plate 20 to 
direct the cooling air towards the top layers of 3D part 22. 
Optionally, system 10 may also include additional pre-heat 
ers (e.g., heaters 270 and 272, shown in FIGS. 6A-6F) to heat 
the top layer(s) or surface of 3D part 22 to the transfer tem 
perature (e.g. to the fusion temperature) prior to each Subse 
quent transfusion step. 
0084 FIG. 4A-4D illustrate an example process for print 
ing a layer 28 with system 10 using the layer transfer tech 
nique of the present disclosure. At the start of the printing 
operation, build platform 18 and press plate 20 may be heated 
to their desired temperatures. For example, build platform 18 
may be heated to the desired average part temperature for 3D 
part 22 (e.g., about 100° C. for an ABS copolymer), and press 
plate 20 may be heated to a temperature that is lower than the 
desired average part temperature for 3D part 22 (e.g., about 
70° C. for an ABS copolymer). 
0085. The printing operation initially involves imaging 
(e.g., developing) a powder layer 28 with EP engine 12 
(shown in FIG.1) and transferring the imaged powder layer to 
heater 32 via belt 14. As shown in FIG. 4A, as the imaged 
powder layer 28 passes by (or through) heater 32, heater 32 
heats the layer 28 and the associated region of belt 14 to an 
intended transfer temperature of the thermoplastic-based 
powder, pursuant to the plot line function of in FIG. 1 and 
Equations 1-3. For simplification, the following discussion 
will be made with reference to the fusion temperature of the 
thermoplastic-based powder or layer material (e.g., about 
200° C. for an ABS copolymer). 
0.086 As shown in FIG. 4B, the continued rotation of belt 
14 in the direction of arrow 30 aligns the heated layer 28 
above build platform 18 with proper registration location 
along the X-axis. Press plate 20 may then actuate downward, 
as illustrated by arrow 50, to press the heated layer 28 onto the 
previously-printed layer of 3D part 22. As shown in FIG. 4C, 
because layer 28 is heated to the fusion temperature of the 
thermoplastic-based powder, the pressed layer 28 transfuses 
to the top surface of 3D part 22. 
0087. The temperature of press plate 20, being lower than 
the desired average part temperature, and Substantially lower 
than the fusion temperature, begins to draw heat from the 
heated region of belt 14 in a transfixing step. Additionally, the 
previously-printed layers of 3D part 22, which are at the 
desired average part temperature, may also conductively 
draw heat from the transfused layers and the heated region of 
belt 14. These assist in releasing the transfused layer 28 by 
cooling belt 14 from rear side 14b, as discussed above. As also 
mentioned above, at its fusion temperature, the minimum 
transfusion duration for an ABS-copolymer material can be 
as low as about 0.03 seconds. However, this low duration may 
be countered by the duration required for the transfixing step 
to cool the interface between belt 14 and the transfused layer 
28. 

0088 As such, examples of suitable transfusion durations 
for pressing during the transfusion step range from about 0.1 
seconds to about 1.0 second, with particularly suitable trans 
fusion durations ranging from about 0.1 seconds to about 0.5 
seconds. In some embodiments, the transfusion duration is a 
fixed value for each layer 28. In alternative embodiments, the 
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transfusion duration may be varied based on the dimensions 
and geometry of 3D part 22. For example, the transfusion 
duration may be reduced for layers 28 having Smaller cross 
sectional areas and/or fine-feature details. 
I0089. After the transfusion/transfixing step is completed, 
press plate 20 may then be retracted upward, as illustrated by 
arrow 52 in FIG. 4C, to release the pressure applied to belt 14 
and the transfused layer 28. In the embodiment shown in FIG. 
4D, this releases the layer 28 from belt 14, allowing the layer 
28 to remain transfused to 3D part 22. Additionally, Z-axis 
gantry 34 may lower build platform 18 downward, such as by 
a single layer increment or other Suitable distance, as illus 
trated by arrow 54. 
0090. In an alternate embodiment, press plate 20 may be 
heated to the fusion temperature of the thermoplastic-based 
powder to assist in the transfusion of layer 28. In this embodi 
ment, layer transfusion assembly 33 is desirably configured 
Such that retracting press plate 20 upward does not immedi 
ately release the transfused layer 28 from belt 14. Rather, belt 
14 may be maintained in a relatively constant position upon 
the retraction of press plate 20 by positioning build platform 
18 in a higher position relative to that shown in FIG. 4D 
during the transfusion step. A separate transfixing step may 
then be utilized. 
0091. In this transfixing step, air knife 42 may beactivated 
to cool the transfused layer 28 before releasing it from belt 14. 
After a duration sufficient to cool the layer material down 
below the fusion temperature, which maintains the transfused 
layer 28 in a fixed spatial position and adhered to 3D part 22, 
build platform 18 is then lowered to release transfused layer 
28 from belt 14. 
0092 Air knife 42 may also be activated to blow cooling 
air onto the transfused layer 28 after delamination from belt 
14. This actively cools the transfused layer 28 down to the 
desired average part temperature. Examples of suitable dura 
tions for this active cooling step range from about 1.0 second 
to about 2.0 seconds, which may correspond with the transfer 
and alignment of the next layer 28. 
0093. As can be appreciated, the transfer of layer 28 from 
belt 14 to build platform 18 requires a pause during the 
pressing step. Otherwise, the movement of belt 14 in the 
rotational direction of arrows 30 during the transfusion step 
may cause a mis-registration of the pressed layer 28, poten 
tially resulting in lowerpart quality. These pauses during each 
transfusion step may be accommodated with the use of Ser 
Vice loops, such as those disclosed in U.S. patent application 
Ser. No. 13/242,841. 
0094. As further shown in FIGS. 4B-4D, as a present layer 
28 is being transfused, the next layer 28a may be positioned 
at heater 32. This allows heater 32 to sufficiently heat the next 
layer 28a during the required pause while the present layer 28 
is transfused to 3D part 22. After the layer 28 is transfused and 
cooled, the same process may then be repeated for layer 28a. 
and each subsequent layer for 3D part 22. 
(0095 While layer transfusion assembly 33 is illustrated 
with a planar press plate 20, in alternative embodiments, press 
plate 20 may be replaced with different pressing mechanisms, 
Such as rollers, partial-cylinder presses (configured to simu 
late rolling motions, e.g., blotters), and the like. The embodi 
ments are beneficial for increasing part density due to their 
capabilities inexpelling any gasses (e.g., air) trapped between 
the powder particles. For example, FIGS. 5A-5E illustrate 
layer transfusion assembly 133, which is an alternative to 
layer transfusion assembly 33 of system 10 (shown in FIGS. 



US 2013/01 86558 A1 

2A, 3A, and 4A-4D), and where the reference numbers of the 
respective components are increased by “100 from system 
10. 

0096. As shown in FIG. 5A, layer transfusion assembly 
133 includes nip roller 120 in lieu of press plate 20, where nip 
roller 120 is another example heateable element or heatable 
layer transfusion element, and is configured to rotate around 
a fixed axis with the movement of belt 114. In particular, nip 
roller 120 may roll against rear surface 114b in the direction 
of arrow 156 while belt 114 rotates in the direction of arrows 
130. In some embodiments, nip roller 120 may function as a 
drive roller for belt 114. While belt 114 is illustrated as 
bending around nip roller 120 at about a 90-degree angle, belt 
114 may alternatively bend around nip roller 120 at about 
180-degree angle in a U-shaped arrangement as shown below 
for belt 314 and nip roller 320 (shown below in FIG. 7). 
0097. As further shown, air jets 142 (or other suitable 
cooling units) are used in lieu of air knife 42, and are located 
downstream from the interface between belt 114 and nip 
roller 120. Air jets are configured to blow cooling air towards 
the top layers of 3D part 122 to actively cool the layers after 
each transfusion step, as discussed below. Air jets 142 may 
alternatively be replaced by a variety of different convective 
and/or conductive cooling units, such as refrigeration units, 
liquid-cooling units, evaporation units, and the like (e.g., one 
or more cold belts and/or drums, as discussed below). 
0098. In this embodiment, build platform 118 is supported 
by gantry 134, which is a guide mechanism configured to 
move build platform 118 along the Z-axis and the x-axis to 
produce a reciprocating rectangular pattern, where the pri 
mary motion is back-and-forth along the X-axis. Gantry 134 
may be operated by motor 136 based on commands from 
controller 124, where motor 136 may be an electrical motor, 
a hydraulic system, a pneumatic system, or the like. Accord 
ingly, the pressure that is applied during each transfusion step 
is performed by build platform 118. 
0099 Prior to printing 3D part 122, build platform 118 and 
nip roller 120 may be heated to their desired temperatures, as 
discussed above for build platform 18 and press plate 20. In 
comparison to press plate 20, heating element 140 may heat 
nip roller 120 to a higher temperature (e.g., to the average part 
temperature, such as about 100° C. for an ABS copolymer) 
since there is a relatively short time for the heat to locally flow 
from nip roller 120 through belt 114. 
0100. During the printing operation, heater 132 heats an 
imaged powder layer 128 and the associated region of belt 
114 to an intended transfer temperature of the thermoplastic 
based powder, Such as to at least the fusion temperature of the 
thermoplastic-based powder (e.g., about 200° C. for an ABS 
copolymer). Belt 114 may then move the heated layer 132 to 
a predetermined registration location along the X-axis, as 
shown. Gantry 134 may then actuate build platform 118 
upward to engage belt 114, which presses the top layer of 3D 
part 122 against the heated layer 124, as illustrated by arrow 
158. Alternatively, nip roller 120 may be actuated downward 
to meet the top layer or surface of 3D part 122. 
0101. As shown in FIG. 5B, this presses the heated layer 
128 between the top layer of 3D part 122 and belt 114 at the 
location of nip roller 120. While build platform 118 remains 
engaged with belt 114, gantry 134 may then move build 
platform 118 (and 3D part 122) along the x-axis in the direc 
tion of arrow 160, at a rate that is synchronized with the 
rotational rate of belt 114 in the direction of arrow 130 (i.e., 
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the same directions and speed). This presses belt 114 and the 
heated layer 128 between the top layer of 3D part 122 and nip 
roller 120. 

0102. As shown in FIG. 5C, this causes rear surface 114b 
of belt 114 to roll across nip roller 120 to nip belt 114 and the 
heated layer 128 against the top layer of 3D part 122. Because 
layer 128 is heated to the fusion temperature of the thermo 
plastic-based powder and 3D part 122 is maintained at the 
average part temperature, the pressed layer 128 transfuses to 
the top layer of 3D part 122 in a similar manner to that 
discussed above for 3D part 22 and layer 28. 
0103) As further shown, as the transfused layer 128 passes 
the nip of nip roller 120, belt 114 wraps around nip roller 120 
to separate and disengage from build platform 118. This 
assists in releasing the transfused layer 128 from belt 114, 
allowing the transfused layer 128 to remain adhered to 3D 
part 122. Additionally, air jets 142 blow cooling air towards 
the top layers of 3D part 122 as build platform 118 moves 
along the X-axis past nip roller 120 to cool down the trans 
fused layer 128. The transfused layer 128 may be cooled 
down to the average part temperature (e.g., about 100° C. for 
an ABS copolymer) by continuing to blow cooling air against 
the 3D part 122 in between transfusion steps. 
0104. When build platform 118 moves 3D part 122 past 
nip roller 120, gantry 134 may actuate build platform 118 
(and 3D part 122) downward, as illustrated by arrow 162. As 
shown in FIG. 5D, gantry 134 may then move build platform 
118 (and 3D part 122) along the x-axis in the direction of 
arrow 164, back to a starting position along the X-axis. As 
shown in FIG. 5E, build platform 118 desirably reaches the 
starting position as the next heated layer 128 is positioned 
above 3D part 122. The same process may then be repeated, 
where gantry 134 actuates build platform 118 upward to press 
belt 114 and the next heated layer 128 between the top layer 
of 3D part 122 and roller 120, as illustrated by arrow 166. In 
this step, however, the height of the top surface of 3D part 122 
is offset downward, such as by a single layer increment, 
compared to the previous pressing step. 
0105. As can be appreciated, moving build platform 118 
(and 3D part 122) in the reciprocating rectangular pattern 
allows the transfusion steps to be performed while belt 114 
continuously rotates. In particular, moving build platform 
118 at a rate that is synchronized with the rotational rate of 
belt 114, along with the use of nip roller 120, which rotates 
against rear surface 114b of belt 114, allows the transfusion 
and transfixing steps to be performed rapidly (e.g., within 
about 0.1 to about 0.5 seconds). This allows the active cooling 
steps to range from about 1.0 second to about 2.0 seconds, 
which may correspond with the transfer and alignment of the 
next heated layer 28. 
0106 While the reciprocating rectangular pattern is 
described as a rectangular pattern with sharp axial corners 
(defined by arrows 160, 162, 164, and 166), gantry 134 may 
move build platform 118 (and 3D part 122) in a reciprocating 
rectangular pattern having rounded or oval-defining corners, 
So long as build platform 118 moves linearly along the X-axis 
during the transfusion steps. 
0107 As can be appreciated from the depictions in FIGS. 
5C and 5D, airjets 142 may direct cooling air towards 3D part 
122 in a global manner, where cooling air, while directed at 
the top layers of 3D part 122, may also flow around the lateral 
sides of 3D part 122. Depending on the geometry of 3D part 
122, this global cooling can cool 3D part 122 down below its 
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desired average part temperature, which can have adverse 
effects on 3D part 122 in some circumstances (e.g., curling 
issues). 
0108. As such, in some embodiments, air jets 142 may be 
replaced with one or more localized cooling mechanisms or 
units, such as one or more cold belts and/or drums, which can 
contact the top layers of 3D part 122 to selectively cool only 
the areas of 3D part 122 that are in contact with the cooling 
unit 642. In other words, the cold belts and/or drums only cool 
the top heated layers of 3D part 122 in a localized manner, 
rather than a global cooling of 3D part 122. This draws away 
the additional heat from the transfused layers (and a portion of 
the previously-printed layers) in an active cooling step with 
out cooling down the entire 3D part 122. This accordingly 
precludes the need to heat the bulk of 3D part 122 back up to 
its desired average part temperature. Examples of Suitable 
cooling units in these embodiments include those discussed 
below for layer transfusion assembly 633 (e.g., cooling unit 
642, shown below in FIG. 10). 
0109 FIGS. 6A-6F illustrate layer transfusion assembly 
233, which is an alternative to layer transfusion assembly 133 
(shown in FIGS.5A-5E), and where the reference numbers of 
the respective components are increased by “200” from sys 
tem 10 (shown in FIGS. 2A, 3A, and 4A-4D). Layer transfu 
sion assembly 233 may function in a similar manner to layer 
transfusion assembly 133, where build platform 218 may 
move in a reciprocating rectangular pattern. 
0110. However, as shown in FIG. 6A, layer transfusion 
assembly 233 includes fusion roller 220 and releaseroller 268 
in lieu of a single nip roller 120, where fusion roller 220 and 
release roller 268 are each configured to rotate around an axis 
with the movement of belt 214. The use of separate rollers 
(i.e., fusion roller 220 and release roller 268) separates the 
functions of each roller, allowing them to be optimized for 
their particular purposes. For example, fusion roller 220 may 
be heated to a high transfer temperature (e.g., the fusion 
temperature of the thermoplastic-based powder) to accelerate 
the layer transfusion, and release roller 268 may be main 
tained at a Substantially lower temperature to assistin delami 
nating the transfused layers 228 from belt 214. 
0111. As further shown, layer transfusion assembly 233 
also includes heaters 270 and 272 and air jets 274. The sepa 
ration of fusion roller 220 and release roller 268 creates 
separate transfusion and release steps, and allows a transfix 
ing step to be performed therebetween via cooling by air jets 
274. By postponing the release step, fusion roller 220 may be 
heated to a transfer temperature best suited for the transfusion 
step (e.g., the fusion temperature of the thermoplastic-based 
powder), rather than a compromise temperature that facili 
tates both transfusion and release. This can increase the print 
ing speed and/or increase the interlayer adhesion between the 
transfused layers 228 per transfusion step, while also cleanly 
releasing the transfused layers 228 from belt 214. 
0112 Prior to printing 3D part 222, build platform 218 and 
fusion roller 220 may be heated to their desired temperatures. 
For example, build platform 218 may be heated to the average 
part temperature (e.g., about 100° C. for an ABS copolymer) 
and fusion roller 220 may be heated to the transfer tempera 
ture of the thermoplastic-based powder (e.g., to the fusion 
temperature, such as about 200° C. for an ABS copolymer). 
During the printing operation, belt 214 carries an imaged 
powder layer 228 past heater 232, which heats the imaged 
powder layer 228 and the associated region of belt 214 to the 
desired transfer temperature. 
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0113. Additionally, platen gantry 234 moves build plat 
form 218 along the x-axis in the direction of arrow 276 below, 
along, or through heater 270. Heater 270 may function in the 
same manner as heaters 32 and 232, and heats the top surface 
of 3D part 222 to an elevated temperature, such as at the same 
transfer temperature as the heated layer 228 (or other suitable 
elevated temperature). 
0114. As shown in FIG. 6B, the continued rotation of belt 
214 and the movement of build platform 218 align the heated 
layer 228 with the heated top surface of 3D part 222 with 
proper registration along the X-axis. Furthermore, the heated 
layer 228 and the heated top surface of 3D part 222 each pass 
heater 272, which may be configured to heat and/or maintain 
both the heated layer 228 and the heated top surface of 3D part 
222 at the transfer temperature of the layer material. This 
prevents the heated layer 228 from cooling down prior to 
reaching fusion roller 220, and brings the temperature of the 
heated top surface of 3D part 222 to or near the transfer 
temperature before the next transfusion step is performed. In 
alternative embodiments, one or more of heaters 232, 270, 
and 272 may be provided a single heater configured to direct 
heat in multiple directions (e.g., towards both the layer 228 
and the top surface of 3D part 222). 
0.115. In further alternative embodiments, one or both of 
heaters 270 and 272 may be omitted if not needed. Corre 
spondingly, one or both of heaters 270 and 272 may also be 
utilized with layer transfusion assembly 133 (shown above in 
FIGS. 5A-5E) in the same manner as for layer transfusion 
assembly 233 to direct heat towards the top surface of 3D part 
122 prior to the transfusion step. 
0116 Gantry 234 may continue to move build platform 
218 (and 3D part 222) along the x-axis in the direction of 
arrow 276, at a rate that is synchronized with the rotational 
rate of belt 214 in the direction of arrow 230 (i.e., the same 
directions and speed). This causes rear surface 214b of belt 
214 to rotate around fusion roller 220 to nip belt 214 and the 
heated layer 228 against the top surface of 3D part 222. This 
engages build platform 218 and belt 214, and presses the 
heated layer 228 between the heated top surface of 3D part 
222 and belt 214 at the location of fusion roller 220. 
0117 Because layer 228 and the heated top layer of 3D 
part 222 are can each be heated to the fusion temperature of 
the thermoplastic-based powder, the pressed heated layer 228 
transfuses to the heated top surface of 3D part 222 with a high 
level of interlayer adhesion. By separating fusion roller 220 
and release roller 268, with a cooling step therebetween via 
air jets 274, layer transfusion assembly 233 allows the layers 
to be heated to an optimal transfusion interface temperature, 
and to be cooled to a temperature that fixes the layers before 
release. 
0118 For example, the transfusion interface temperature 
for transfusing the layers together may be at about the fusion 
temperature of the thermoplastic-based powder (e.g., about 
200° C. for an ABS copolymer). This can substantially 
increase the printing speed and/or increase the extent to which 
the polymer molecules of the transfused layers interdiffuse 
per transfusion step to promote interfacial entanglement, 
while also maintaining dimensional accuracy of 3D part 222. 
0119. As shown in FIG. 6C, after passing fusion roller 
220, and while build platform 218 remains engaged with belt 
214, belt 214, build platform 218, and 3D part 222 pass airjets 
274. Air jets 274 may function in the same manner as air jets 
142 and 242 for cooling belt 214 the side of rear surface 214b. 
In alternative embodiments, air jets 274 may be a variety of 
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different convective and/or conductive cooling units, such as 
refrigeration units, liquid-cooling units, evaporation units, 
and the like. 
0120. As discussed above, if the transfused layer 228 
remains too hot, portions of it may remain adhered to front 
surface 214a of belt 214, rather than cleanly releasing from 
belt 214. As such, cooling belt 214 with air jets 274 allows the 
interface between front surface 214a of belt 214 and the 
transfused layer 228 to cool so that the transfused layer 228 
will remain adhered to 3D part 222 and cleanly release from 
belt 214. This also partially assists in the active cooling of 3D 
part 222 to maintain 3D part 222 at the average part tempera 
ture below its deformation temperature, as illustrated above in 
Equation 4. 
0121. As further shown in FIG. 6D, as the transfused layer 
228 passes the nip of release roller 268, belt 214 rotates 
around release roller 268 to separate and disengage from 
build platform 218. This assists in releasing the transfused 
layer 228 from belt 214, in an “assisted delamination step, 
allowing the transfused layer 228 to remain adhered to 3D 
part 222. Additionally, air jets 242 blow cooling air towards 
the top layers of 3D part 222 as build platform 218 moves 
along the x-axis past release roller 268. This actively cools the 
transfused layer 228 downto the average part temperature, as 
also illustrated above in Equation 4. 
0122) When build platform 218 moves 3D part 222 past 
release roller 268, gantry 234 may actuate build platform 218 
(and 3D part 222) downward, as illustrated by arrow 278. For 
example, build platform 218 may be incrementally offset 
downward by a single layer increment. As shown in FIG. 6E, 
gantry 234 may then move build platform 218 (and 3D part 
222) along the x-axis in the direction of arrow 280, back to a 
starting position along the X-axis. 
(0123. As shown in FIG. 6F, build platform 218 desirably 
reaches the starting position for proper registration with the 
next layer 228. In some embodiments, gantry 234 may also 
actuate build platform 218 and 3D part 222 upward for proper 
registration with the next layer 228. The same process may 
then be repeated for each remaining layer 228 of 3D part 222. 
Layer transfusion assembly 233 provides the benefits of 
transfusing the layers together at the desired transfer tempera 
ture (e.g., the fusion temperature of the thermoplastic-based 
material) to increase interlayer adhesion, while also suffi 
ciently cooling down the interface between front surface 214a 
of belt 214 and the transfused layers 228 to transfix the layers 
228 in place before release from belt 214. This promotes a 
clean release by assisting the delamination from belt 214. 
0.124. In addition, for each printed layer 228, the combi 
nation of airjets 242 and 274 (or other cooling units) substan 
tially removes the heat that is added from heating elements 
232, 270,272, and from the heated fusion roller 220, prior to 
printing the next layer 228. This active cooling substantially 
removes the heat provided by each layer 228, thereby provid 
ing Substantially Zero heat accumulation after each printed 
layer 228. As such, 3D part 222 may be substantially main 
tained at an average part temperature that is below its defor 
mation temperature during the entire printing operation. Fur 
ther, the top layer surface temperature of the printed 3D part 
222 may be brought back up to the transfer temperature after 
delamination using heater 270 and/or 272 of layer transfusion 
assembly 233 for optimal transfusion of the next layer 228. 
0.125 FIGS. 7 and 8 illustrate layer transfusion assemblies 
333 and 433, which are alternatives to layer transfusion 
assemblies 133 (shown in FIGS. 5A-5E) and layer transfu 
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sion assembly 233 (shown in FIGS. 6A-6F), and include 
post-fuse heaters 382 and 482 configured to perform a post 
fuse or heat-setting step by heating the part Surface to an 
elevated temperature (e.g., to at least the fusion temperature 
of the thermoplastic-based powder) after transferring a layer. 
As shown in FIG. 7, layer transfusion assembly 333 may 
function in a similar manner to layer transfusion assembly 
133, where the reference numbers of the respective compo 
nents are increased by “300 from system 10 (shown in FIGS. 
2A, 3A, and 4A-4D). 
I0126. As shown in FIGS. 7 and 8, this post-fuse step 
follows the transfusion/transfixing and release steps of the 
layer transfer process, which may be performed at a transfer 
temperature that is below the fusion temperature of the ther 
moplastic-based powder. The addition of postheaters 382 and 
482 in layer transfusion assemblies 333 and 433 permits 
transferring of layers to 3D parts 322 and 422 at transfer 
temperatures optimized for clean and quick transfer of layers, 
without sacrificing part strength gained through interfacial 
bonding of the layer material at the fusion temperature of the 
thermoplastic-based powder. In this manner, part quality may 
be optimized for dimensional accuracy and porosity (by a 
clean transfer), and also for strength. 
I0127. As shown in FIG.7, layer transfusion assembly 333 
also includes heaters 370 and 372 (in addition to post-fuse 
heater 382). Heaters 370 and 372 correspond to heaters 270 
and 272 of layer transfusion assembly 233 and function in a 
similar manner for heating the top surface or layer(s) of 3D 
part 322 prior to the transfusion step. Post heater 382 is 
located downstream from nip roller 320 and upstream from 
air jets 342, and is configured to heat the transfused layers to 
an elevated temperature in the post-fuse or heat-setting step. 
I0128 Prior to printing 3D part 322, build platform 318 and 
nip roller320 may beheated to their desired temperatures. For 
example, build platform 318 may be heated to the average 
part temperature (e.g., about 100° C. for an ABS copolymer). 
However, nip roller 320 may be heated to a desired transfer 
temperature for an imaged layer 328. 
I0129. During the printing operation, belt 314 carries the 
imaged powder layer 328 past heater 332, which heats the 
imaged powder layer 328 and the associated region of belt 
314 to the transfer temperature. In comparison to layer trans 
fusion assemblies 133 and 233, in which the imaged powder 
layers may be heated to at least the fusion temperature of the 
thermoplastic-based powder, the transfer temperature for 
imaged powder layer 328 is desirably less than its fusion 
temperature, but high enough to achieve partial entanglement 
of the polymer molecules between the heated layer 328 and 
3D part 322 during the subsequent transfusion step. Suitable 
transfer temperatures for the thermoplastic-based powder 
include temperatures that exceed the glass transition tempera 
ture of the thermoplastic-based powder, where the layer mate 
rial is softened but not melted, for example, a temperature of 
ranging from about 140° C. to about 180° C. for an ABS 
copolymer. 
0.130. As further shown in FIG. 7, during operation, gantry 
334 may move build platform 318 and 3D part 322 in a 
reciprocating rectangular pattern (depicted by arrows 376) in 
the same manner as gantries 134 and 234. In particular, gantry 
334 moves build platform 318 along the x-axis below, along, 
or through heater 370. Heater 370 heats the top surface of 3D 
part 322 to an elevated temperature, such as the transfer 
temperature of the thermoplastic-based powder. As with the 
above-discussed embodiments, heaters 332 and 370 may heat 
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the imaged powder layers 328 and the top surface of 3D part 
322 to about the same temperatures to provide a consistent 
transfusion interface temperature. Alternatively, heaters 332 
and 370 may heat the imaged powder layers 328 and the top 
surface of 3D part 322 to different temperatures to attain a 
desired transfusion interface temperature. 
0131 The continued rotation of belt 314 and the move 
ment of build platform 318 align the heated layer 328 with the 
heated top surface of 3D part 322 with proper registration 
along the x-axis. Furthermore, the heated layer 328 and the 
heated top surface of 3D part 322 may each pass heater 372, 
which may be configured to heat and/or maintain both the 
heated layer 328 and the heated top surface of 3D part 322 at 
the transfer temperature. This prevents the heated layer 328 
from cooling down prior to reaching nip roller 320, and brings 
the temperature of the heated top surface of 3D part 322 to or 
near the transfer temperature before the next transfusion step 
is performed. In alternative embodiments, heater 372 may be 
omitted. 
0132 Gantry 334 may continue to move build platform 
318 (and 3D part 322) along the x-axis, at a rate that is 
synchronized with the rotational rate of belt 314 in the direc 
tion of arrow 330 (i.e., the same directions and speed). This 
causes rear surface 314b of belt 314 to rotate around nip roller 
320 to nip belt 314 and the heated layer 328 against the top 
surface of 3D part 322. This engages build platform 318 and 
belt 314, and presses the heated layer 328 between the heated 
top surface of 3D part 322 and belt 314 at the location of nip 
roller320. This at least partially transfuses heated layer328 to 
the top layer of 3D part 322. 
0133. As the transfused layer 328 passes the nip of nip 
roller 320, belt 314 wraps around nip roller 320 to separate 
and disengage from build platform 318. This assists in releas 
ing the transfused layer 328 from belt 314, in an assisted 
delamination step, allowing the transfused layer 328 to 
remain adhered to 3D part 322. As discussed above, main 
taining the transfusion interface temperature at a transfer 
temperature that is higher than its glass transition tempera 
ture, but lower than its fusion temperature, allows the heated 
layer 328 to be hot enough to adhere to 3D part 322, while also 
being cool enough to readily release from belt 314. 
0134. After release, gantry 334 continues to move build 
platform 318 (and 3D part 322) along the x-axis to post-fuse 
heater 382. At post-fuse heater 382, the transfused layer 328 
and 3D part 322 are then heated to at least the fusion tem 
perature of the thermoplastic-based powder in a post-fuse or 
heat-setting step. This melts the material of the transfused 
layer 328 to a highly fusable state such that polymer mol 
ecules of the transfused layer 328 quickly interdiffuse to 
achieve a high level of interfacial entanglement with 3D part 
322. 

0135 Additionally, as gantry 334 continues to move build 
platform 318 (and 3D part 322)along the x-axis past post-fuse 
heater 382 to airjets 342, airjets 342 blow cooling air towards 
the top layers of 3D part 322. This actively cools the trans 
fused layer 328 down to the average part temperature, as 
discussed above. 
013.6 Gantry 334 may then actuate build platform 318 
(and 3D part 322) downward, and move build platform 318 
(and 3D part 322) back along the X-axis to a starting position 
along the X-axis, following the reciprocating rectangular pat 
tern 376. Build platform 318 desirably reaches the starting 
position for proper registration with the next layer 328. In 
Some embodiments, gantry 334 may also actuate build plat 
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form 318 and 3D part 322 upward for proper registration with 
the next layer328. The same process may then be repeated for 
each remaining layer 328 of 3D part 322. 
0.137 Layer transfusion assembly 333 provides an alter 
native mechanism for transfusing the imaged layers 428 
together at 3D part 322, while also keeping the heated layers 
328 cool enough for clean release from belt 314. The heat 
setting step performed after releasing each transfused layer 
328 from belt 314 accordingly increase interlayer adhesion to 
promote good part strengths. 
0.138. Additionally, air jets 342 (or other cooling units) 
substantially remove the heat that is added from heating ele 
ments 332, 370, and 372, and post-fuse heater 382 prior to 
printing the next layer 328. This active cooling substantially 
removes the heat provided by each layer 328, thereby provid 
ing Substantially Zero heat accumulation after each printed 
layer 328. As such, 3D part 322 may be substantially main 
tained at an average part temperature that is below its defor 
mation temperature during the entire printing operation. Fur 
ther, the top layer surface temperature of the printed 3D part 
322 may be brought back up to above its glass transition 
temperature using heaters 370 and/or 372 for transfusion of 
the next layer 328. 
0.139. As shown in FIG. 8, layer transfusion assembly 433 

is a combination of layer transfusion assemblies 233 and 333, 
where the reference numbers of the respective components 
are increased by “400 from system 10 (shown in FIGS. 2A, 
3A, and 4A-4D). Layer transfusion assembly 433 includes 
post-fuse heater 482 located downstream from release roller 
468 and upstream from air jets 442, which may operate in the 
same manner as post-fuse heater 382 to heat the transfused 
layers to at least the fusion temperature of the thermoplastic 
based powder in the post-fuse or heat-setting step. 
0140 Prior to printing 3D part 422, build platform 418 and 
fusion roller 420 may be heated to their desired temperatures. 
For example, build platform 418 may be heated to the average 
part temperature and fusion roller 420 may be heated to an 
elevated temperature, such as to the fusion temperature of the 
thermoplastic-based powder, as discussed above for fusion 
roller 220, or to a lower transfer temperature. During the 
printing operation, belt 414 carries an imaged powder layer 
428 past heater 432, which heats the imaged powder layer 428 
and the associated region of belt 414 to an elevated transfer 
temperature, desirably above the glass transition temperature 
and typically not exceeding the fusion temperature of the 
thermoplastic-based powder. 
0.141. During operation, gantry 434 may move build plat 
form 418 and 3D part 422 in a reciprocating rectangular 
pattern (depicted by arrows 476) in the same manner as gan 
tries 134,234, and 334. Gantry 434 may move build platform 
418 along the x-axis below, along, or through heater 470, 
which heats the top surface of 3D part 422 to an elevated 
transfer temperature, likewise above the glass transition tem 
perature and desirably not to exceeding the fusion tempera 
ture of the thermoplastic-based powder. 
0142. The continued rotation of belt 414 and the move 
ment of build platform 418 align the heated layer 428 with the 
heated top surface of 3D part 422 with proper registration 
along the x-axis. Furthermore, the heated layer 428 and the 
heated top surface of 3D part 422 may each pass heater 472, 
which may be configured to heat and/or maintain both the 
heated layer 428 and the heated top surface of 3D part 422 at 
the transfer temperature. This prevents the heated layer 428 
from cooling down prior to reaching fusion roller 420, and 
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brings the temperature of the heated top surface of 3D part 
422 to the transfer temperature before the next transfusion 
step is performed. 
0143 Gantry 434 may continue to move build platform 
418 (and 3D part 422) along the x-axis, at a rate that is 
synchronized with the rotational rate of belt 414 in the direc 
tion of arrow 430 (i.e., the same directions and speed). This 
causes rear surface 414b of belt 414 to rotate around fusion 
roller 420 to nip belt 414 and the heated layer 428 against the 
heated top surface of 3D part 422. This engages build plat 
form 418 and belt 414, and presses the heated layer 428 
between the heated top surface of 3D part 422 and belt 414 at 
the location of fusion roller 420 to perform the transfusion 
step. 
0144. By separating fusion roller 420 and release roller 
468, with a cooling step therebetween via airjets 474 (or other 
cooling mechanism), layer transfusion assembly 433 also 
allows the layers to be heated to a transfusion interface tem 
perature higher than is permitted in using layer transfusion 
assembly 333. Where layer 428 and the heated toplayer of 3D 
part 422 are heated to, at, or near the fusion temperature of the 
thermoplastic-based powder, the pressed heated layer 428 
transfuses to the heated top surface of 3D part 422 with a high 
level of interlayer adhesion. 
0145 After passing fusion roller 420, and while build 
platform 418 remains engaged with belt 414, belt 414, build 
platform 418, and 3D part 422 pass air jets 474, which cool 
belt 414 the side of rear surface 414b, as discussed above for 
air jets 274. In alternative embodiments, airjets 474 may be a 
variety of different convective and/or conductive cooling 
units, such as refrigeration units, liquid-cooling units, evapo 
ration units, and the like. Cooling belt 414 with air jets 474 
allows the interface between front surface 414a of belt 414 
and the transfused layer 428 to cool so that the transfused 
layer 428 will remain adhered to 3D part 422 and cleanly 
release from belt 414. 
0146 In particular, as the transfused layer 428 passes the 
nip of release roller 468, belt 414 rotates around release roller 
468 to separate and disengage from build platform 418. This 
assists in releasing the transfused layer 428 from belt 414, in 
an assisted delamination step, allowing the transfused layer 
428 to remain adhered to 3D part 422. 
0147. After release, gantry 434 continues to move build 
platform 418 (and 3D part 422) along the x-axis to post-fuse 
heater 482. At post-fuse heater 482, the transfused layer 428 
and 3D part 422 are then heated back up to the fusion tem 
perature of the thermoplastic-based powder in a heat-setting 
step. This melts the material of the transfused layer 428 to a 
fusable state such that polymer molecules of the transfused 
layer 428 become highly interdiffused to promote interfacial 
entanglement with 3D part 422. In effect, layer transfusion 
assembly 433 generates two interdiffusion steps separated by 
a transfixing step, a process particularly Suitable for building 
very high strength parts. 
0148. Additionally, as gantry 434 continues to move build 
platform 418 (and 3D part 422) along the x-axis past post-fuse 
heater 482 to airjets 442, airjets 442 blow cooling air towards 
the top layers of 3D part 422. This actively cools the trans 
fused layer 428 down to the average part temperature, as 
discussed above. 
0149 Gantry 434 may then actuate build platform 418 
(and 3D part 422) downward, and move build platform 418 
(and 3D part 422) back along the X-axis to a starting position 
along the X-axis, following the reciprocating rectangular pat 
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tern 476. Build platform 418 desirably reaches the starting 
position for proper registration with the next layer 428. In 
Some embodiments, gantry 434 may also actuate build plat 
form 418 and 3D part 422 upward for proper registration with 
the next layer 428. The same process may then be repeated for 
each remaining layer 428 of 3D part 422. 
0150. Layer transfusion assembly 433 provides a further 
alternative mechanism for transfusing the layers together, 
while also keeping the heated layers 428 cool enough for 
clean release from belt 414. The separation of fusion roller 
420 and release roller 468, with a cooling or transfixing step 
therebetween via air jets 474, allows the layers to be heated to 
an optimal transfusion interface temperature, and to be cooled 
to a temperature that transfixes the layers 428 before release. 
Furthermore, the heat-setting step via post-fuse heater 482 
provides an even greater control over part strength. 
0151. Accordingly, the thermal profile of the layers 428 
and 3D part 422 may be tightly controlled to meet a variety of 
requirements. After release from belt 414, the transfused 
layer 428 may then be reheated to at least its fusion tempera 
ture via post-fuse heater 482, as discussed above, to further 
promote interfacial entanglement with 3D part 422. 
0152 FIGS. 9 and 10 illustrate layer transfusion assem 
blies 533 and 633, which are further alternatives layer trans 
fusion assembly 233 (shown in FIGS. 6A-6F), where air jets 
274 are omitted. For example, as shown in FIG. 9, layer 
transfusion assembly 533 may function in a similar manner to 
layer transfusion assembly 233, where the reference numbers 
of the respective components are increased by '500' from 
system 10 (shown in FIGS. 2A, 3A, and 4A-4D), and by 
“300 from layer transfusion assembly 233. 
0153. In this embodiment, belt 514 desirably functions as 
aheat capacitor for heating the layers 528 and 3D part 522. In 
particular, belt 514 desirably has a high thermal conductivity 
and high heat capacity, as discussed below. Heater 532 as 
shown is a non-contact radiant heater that directs heat to 
opposing faces of the belt, so as to heat the belt itself along 
with heating an imaged powder layer 528. As such, after 
being heated with heater 532, belt 514 may be the sole source 
of heating for the transfusion step, and nip roller 520 may 
optionally be unheated or heated to a lower temperature (e.g., 
the desired average part temperature). In other embodiments, 
an alternative or additional heat source may be used in place 
of heater 532, such as contact heat source or non-radiant 
heaters. 
0154 Accordingly, prior to printing 3D part 522, build 
platform 518 may be heated to its desired temperature (e.g., 
the average part temperature). During the printing operation, 
belt 514 carries imaged powder layer 528 past heater 532, 
which heats the imaged powder layer 528 and the associated 
region of belt 514 to an elevated transfer temperature, such as 
the fusion temperature of the thermoplastic-based powder. In 
this embodiment, due to its higher thermal conductivity and 
heat capacity, belt 514 desirably continues to heat the heated 
layer 528 during transit to build platform 518. 
0.155. During operation, gantry 534 may move build plat 
form 518 and 3D part 522 in a reciprocating rectangular 
pattern (depicted by arrows 576) in the same manner as gan 
tries 134, 234, 334, and 434. The continued rotation of belt 
514 and the movement of build platform 518 align the heated 
layer 528 with the top surface of 3D part 522 with proper 
registration along the X-axis. Gantry 534 may continue to 
move build platform 518 (and 3D part 522) along the x-axis, 
at a rate that is synchronized with the rotational rate of belt 
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514 in the direction of arrow 530 (i.e., the same directions and 
speed). This causes rear surface 514b of belt 514 to rotate 
around nip roller 520 to nip belt 514 and the heated layer 528 
against the heated top Surface of 3D part 522. This engages 
build platform 518 and belt 514, and presses the heated layer 
528 between the top surface of 3D part 522 and belt 514 at the 
location of nip roller 520 to perform the transfusion step. 
0156 The conductive heating from belt 514 directly heats 
only those areas of 3D part 522 that are being fused together 
(i.e., the areas of 3D part 522 that are in contact with the 
heated layer 528 or belt 514. Additionally, belt 514 desirably 
conducts thermal energy to the transfused layer 528 and 3D 
part 522 as belt 514 and build platform 518 continue to move 
in the direction of arrow 530 from nip roller 520 to release 
roller 568. While not wishing to be bound by theory, it is 
believed that the release of thermal energy from belt 514 to 
the transfused layers of 3D part 522 during this step provides 
two functions. 
0157 First, it continues to heat the transfused layers of 3D 
part 522, thereby increasing the interlayer adhesion. For 
example, if belt 514 and layer 528 are heated to a fusion 
temperature of about 200°C., and 3D part 522 is maintained 
at an average part temperature of about 100° C., the initial 
transfusion interface temperature for transfusing the layers 
together starts at about 150° C. However, the continued con 
ductance of thermal energy from belt 514 to the transfused 
layers of 3D part 522 while moving from nip roller 520 to 
release roller568 increases the transfusion interface tempera 
ture. This accordingly increases the extent that the polymer 
molecules interdiffuse to promote interfacial entanglement, 
pursuant to the plot line function of f(t) in FIG. 1 and Equa 
tions 1-3. 
0158. Second, the conductive heat transfer, which draws 
heat from belt 514 and layer 528 into the top-most layers of 
3D part 522, cools belt 514 and layer 528 down from the 
fusion temperature to a lower temperature, so that when pass 
ing release roller 568 the transfused layer 528 may remain 
adhered to 3D part 522 and cleanly release from belt 514. 
Thus, drawing heat from belt 514 in this manner cools belt 
514 and layer 528 down in a similar manner to airjets 274 and 
474, without employing the jets. 
0159. In particular, as the transfused layer 528 passes the 
nip of release roller 568, belt 514 rotates around release roller 
568 to separate and disengage from build platform 518. This 
assists in releasing the transfused layer 528 from belt 514, in 
an assisted delamination step, allowing the transfused layer 
528 to remain adhered to 3D part 522. 
(0160. After release, belt 514 may rotate back around to EP 
engine 12 (shown in FIG. 2A), and may be cooled down 
further with additional cooling mechanisms (not shown) or 
via ambient cooling. Gantry 534 may actuate build platform 
518 (and 3D part 522) downward, and move build platform 
518 (and 3D part 522) back along the x-axis to a starting 
position along the X-axis, following the reciprocating rectan 
gular pattern 576. Build platform 518 desirably reaches the 
starting position for proper registration with the next layer 
528. In some embodiments, gantry 534 may also actuate build 
platform 518 and 3D part 522 upward for proper registration 
with the next layer 528. The same process may then be 
repeated for each remaining layer 528 of 3D part 522. 
0161 Layer transfusion assembly 533 provides a further 
alternative mechanism for transfusing the layers together, 
while also keeping the heated layers 528 cool enough for 
clean release from belt 514. The separation of fusion roller 
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520 and release roller 568, with a cooling or transfixing step 
therebetween via the thermal conductance from belt 514 to 
3D part 522, allows the layers to be heated to an optimal 
transfusion interface temperature, and to be cooled to a tem 
perature that transfixes the layers 528 before release. 
0162. In some embodiments, layer transfusion assembly 
533 may also optionally include one or more pre-heaters (e.g., 
heaters 270 and 272) to direct heat towards the top surface of 
3D part 522 prior to the transfusion step; one or more air jets 
(e.g., air jets 274 and 474) to assist in further cooling belt 514; 
one or more post-fuse heaters (e.g., post-fuse heaters 382 and 
482) to reheat 3D part 522; and/or one or more active cooling 
air units (e.g., air jets 242, 342, and 442) to assist in main 
taining 3D part 522 at its desired average part temperature. 
0163. However, the high thermal conductivity and heat 
capacity of belt 514 allows layer transfusion assembly to 
selectively transfer heat only to those areas of 3D part 522 that 
are being fused together. This conductive heating reduces the 
risk of melting melt small part features of 3D part 522 that 
have been completed and are not being fused with the current 
layer 528. This is in addition to allowing a reduced number of 
heating and cooling units in layer transfusion assembly 533, 
thereby reducing the number of re-heating and re-cooling 
steps. 
0164. Examples of suitable average thermal conductivi 
ties for belt 514 include thermal conductivities of at least 
about 0.12 watts/meter-Kelvin (W/m-K), with particularly 
Suitable average thermal conductivities ranging from about 
0.2 W/m-K to about 0.5 W/m-K, where the average thermal 
conductivities are measured pursuant to ASTM E1225-09. 
Furthermore, examples of suitable average heat capacities for 
belt 514 include specific heat capacities of at least about 1,000 
joules/(kilogram-Kelvin) (J/kg-K), with particularly suitable 
average heat capacities ranging from about 2,000 J/kg-K to 
about 3,000 J/kg-K, where the specific heat capacities are 
measured pursuant to ASTM E1269-11. 
0.165 Examples of suitable materials for belt 514 include 
polymeric and metallic materials, which may be doped with 
one or more conductive materials to promote the electrostatic 
charges. Examples of Suitable polymeric materials include 
polyimide materials, such as those commercially available 
under the trade designation “KAPTON” from E.I. du Pont de 
Nemours and Company, Wilmington, Del. 
0166 The thermal conductivity and heat capacity of belt 
514 may alternatively be collectively referred to based on its 
average thermal inertia or effusivity, pursuant to Equation 5: 

I=V (K-pic) (Equation 5) 

where “I” is the thermal inertia or effusivity with units of 
joules/(meter-Kelvin-seconds') (J/m-K-s), “K” is the 
thermal conductivity of belt 514, “p” is the density of belt 514 
(kilograms/meter), and “c” is the specific heat capacity of 
belt 514, where the density and specific heat capacity are 
typically referred to together as the Volumetric heat capacity. 
Accordingly, examples of Suitable average thermal inertias 
for belt 514 include thermal inertias of at least about 400 
J/m-K-s”, with particularly suitable average thermal iner 
tias ranging from about 600 J/m-K-s” to about 800 J/m- 
K-s'. 
0167. In some embodiments, belt 514 may be also be a 
multi-layer belt having layers of different materials, as dis 
cussed below. In these embodiments, the above-discussed 
average thermal conductivities and heat capacities are based 
on the averages of entirety of belt 514, which is dependent on 
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the materials of the different layers and the relative cross 
sectional thicknesses of the different layers. 
0168 FIG. 10 illustrates layer transfusion assembly 633, 
which is an alternative to layer transfusion assembly 533 
(shown in FIG.9), where the reference numbers of the respec 
tive components are increased by '600' from system 10 
(shown in FIGS. 2A, 3A, and 4A-4D), and by “100 from 
layer transfusion assembly 533. As shown in FIG. 10, layer 
transfusion assembly 633 also includes cooling unit 642, 
which is a conductive cooling unit to actively cool 3D part 
622 in a similar manner to air jets 242, 342, and 442 to assist 
in maintaining 3D part 622 at its desired average part tem 
perature. 
0169. However, in comparison to non-contact cooling 
units (e.g., airjets 242,342, and 442), cooling unit 642 selec 
tively cools only the areas of 3D part 622 that are in contact 
with cooling unit 642. In particular, cooling unit 642 may 
include roller 642a and cooling belt 642b, where cooling belt 
642b is configured to rotate around roller 642a (and other 
idler and/or drive rollers), desirably at a rate that is synchro 
nized with the movement of build platform 618 and 3D part 
622 along the x-axis in the direction of arrow 630. Belt 642b 
itself desirably has a thermal conductivity and is cooled down 
(e.g., via a refrigeration unit or other cooling mechanism, not 
shown) to function as a heat sink. In alternative embodiments, 
cooling unit 642 may include any Suitable mechanism for 
drawing thermal energy from 3D part 622 via thermal con 
duction (e.g., a rotatable cold drum or a reciprocating cold 
platform). 
0170 In this embodiment, after moving past release roller 
668, the top surface of 3D part 622 desirably contacts and 
moves along with belt 642b for a sufficient duration to 
actively draw heat from 3D part 622 in an active cooling step. 
As mentioned above, this selectively cools only the areas of 
3D part 622 that are in contact with cooling unit 642, rather 
than a global cooling of 3D part 622. As can be appreciated, 
during each transfusion step with belt 614, which selectively 
heats only those areas of 3D part 622 that are being fused 
together, the majority of the heat drawn into 3D part 622 
resides at the top-most layers of 3D part 622. As such, selec 
tively drawing heat from these same areas promptly after the 
transfusion steps prevents the heat from diffusing into the 
bulk of the part, without globally cooling 3D part 622. 
0171 Accordingly, the combination of belt 614 and cool 
ing unit 642 allows layer transfusion assembly 633 to directly 
heat and cool only those areas of 3D part 622 that are being 
fused. This may eliminate bulkheating and bulk cooling steps 
that potentially impart undesirable effects such as melting of 
Small features that have been completed, or over cooling of 
Surfaces that are still under construction. 
0172 System 10 with layer transfusion assemblies 33, 
133, 233,333, 433, 533, and 633 is suitable for printing 3D 
parts (and any support structures) from thermoplastic-based 
powders at high rates and with good part resolutions. In some 
embodiments, system 10 may print layers of a 3D part at a rate 
of at least about 40 layers perminute (e.g., about 50 layers per 
minute) with accurate registration, layer thicknesses ranging 
from about 5 micrometers to about 125 micrometers, and 
layer dimensions along the y-axis up to at least about 51 
centimeters (about 11 inches). For example, system 10 may 
print a 3D part at a rate of about three inches in height along 
the vertical Z-axis per hour. 
0173 The resolutions of the 3D parts may also be varied 
based on the printing rate. For example, each 3D part may be 
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printed at a “high quality' resolution, in which system 10 
operates at a slower rate, but prints with lower layer thick 
nesses. Alternatively, a 3D part may be printed at a “draft 
quality' resolution, in which system 10 operates a faster rate, 
but prints with greater layer thicknesses. Furthermore, a 3D 
part may be printed in 'gray scale', in which a lower density 
of the part material is developed or otherwise imaged. Numer 
ous resolutions and speeds therebetween may also be incor 
porated. In each of these situations, the controller may adjust 
the applied pressures, temperatures, and/or contact durations 
during the transfusion steps to account for the different print 
ing rates. 
0.174 System 10 is illustrated as being configured to print 
3D parts (e.g., 3D parts 22, 122, 222,322,422,522, and 622) 
from a single thermoplastic-based powder. However, the 
additive manufacturing systems of the present disclosure may 
also be configured to print 3D parts and/or Support structures 
from multiple part materials and/or Support materials derived 
from thermoplastic-based powders (e.g., multiple composi 
tions and/or colors). Examples of suitable multiple-material 
systems include those disclosed in U.S. patent application 
Ser. Nos. 13/242,669 and 13/242,841. 
0.175. In some embodiments, controller 24 may monitor 
the applied pressure, the temperature of the layers, part 
heights, and the contact durations during the transfusion steps 
to maximize or otherwise increase the effectiveness in trans 
ferring the layers from the front surface of the transfer belt to 
the build platform. In an open-loop embodiment, one or more 
of the applied pressure, temperature, and contact durations 
may be fixed parameters for a given part material and overall 
printing rate. For example, in embodiments in which the 3D 
part 22 (and any associated Support structure) is printed with 
partially porous structures, the part height may be self com 
pensated in an open-loop manner where a spring action of the 
transfer roller may function as a mechanical proportional 
control system. 
0176). If the printed layers begin to fall behind in height 
relative to the ideal nip height, the nip compression is 
reduced, which reduces the transfer pressures and the layers 
may not be fully compressed. The resulting material would be 
slightly porous and have a resulting larger layer thickness. 
Alternatively, if the height of the printed layers grows too 
large, the nip compression is increased, which increases the 
transfer pressures and the layers would be more compressed. 
The resulting material would be less porous and have a result 
ing Smaller layer thickness. 
0177 More preferably, in a closed-loop embodiment, con 
troller 24 may adjust one or more parameters in response to 
the monitored signals using one or more process control 
loops. For example, as shown in FIG. 11A, layer transfusion 
assembly 33 may include one or more temperature sensors 
784t and/or one or more height sensors 784 hp and 784hs, 
each configured to communicate with controller 24. While 
illustrated in use with layer transfusion assembly 33, sensors 
784t and 784h are equally suitable for use with layer transfu 
sion assemblies 133, 233,333, 433,533, and 633. 
0.178 Temperature sensors 784t are configured to monitor 
the temperature of 3D part 22 and/or the associated support 
structure (referred to as support structure 22s). Examples of 
suitable temperature sensors for temperature sensors 784t 
include non-contact sensors, such as infrared pyrometers, 
which may communicate with controller 24 to transmit sig 
nals relating to the monitored temperatures. Alternative tem 
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perature sensors may include ultrasonic transducers for mea 
Suring the part temperatures using acoustic thermometry. 
0179 Based on the received signals of the monitored tem 
peratures, controller 24 may adjust one or more parameters of 
system 10 to maintain 3D part 22/support structure 22s at a 
desired temperature (e.g., at its desired average part tempera 
ture). For example, controller 24 may adjust operations of one 
or more of the heating components of system 10 (e.g., heaters, 
rollers, platforms) and/or one or more of the active cooling 
mechanisms of system 10 (e.g., cooling air jets). In some 
aspects, controller 24 may adjust the temperatures and con 
tact durations during the transfusion steps to compensate for 
changes in the temperatures of layers and/or fluctuations in 
the monitored applied pressures. 
0180 Alternatively, and more preferably, the heating com 
ponents of system 10 (e.g., heaters, rollers, platforms) may be 
maintained at set point temperatures, and controller 24 may 
adjust operations of one or more of the active cooling mecha 
nisms of system 10 (e.g., cooling air knives and air jets). In 
particular, the cooling air flow may be adjusted using com 
mercial flow control valves based on feedback from the tem 
perature sensors 784t to substantially maintain 3D part 22 at 
the intended average part temperature. 
0181. As further shown in FIG. 11A, the layers of 3D part 
22 may be laterally encased by the layers of support structure 
22s. In these embodiments, temperature sensors 784t may be 
configured to monitor the temperatures of 3D part 22 and 
Support structure 22s independently of each other (e.g., with 
different temperature sensors 784t) or together. In some 
aspects, the thermoplastic-based powder for Support structure 
22s may have a higher glass transition temperature and/or a 
higher creep relaxation temperature compared to that of the 
thermoplastic-based powder of 3D part 22. As such, the layers 
of 3D part 22 may conform to the dimensions of support 
structure 22s during the printing operation. 
0182 Height sensors 784 hp and 784hs are respectively 
configured to monitor the heights of 3D part 22 and Support 
structure 22s during the printing operation. Examples of Suit 
able height sensors for height sensors 784 hp and 784 hs 
include non-contact sensors (e.g., laser height sensors), 
which may communicate with controller 24 to transmit sig 
nals relating to the independently monitored heights. 
0183 Maintaining an intended part height during the 
printing operation is beneficial for good part accuracy, and 
also controls the amount of nip compression at the transfer 
rollers, which have Small working nip interference ranges 
(e.g., from about 0.002 inches to about 0.012 inches). Accord 
ingly, in some aspects, controller 24 may adjust the pressure 
applied by press plate 20 or build platforms 118, 218, 318, 
418, 518, and 618 in response to changes in a monitored nip 
pressure. 
0184. However, this can present issues when printing with 
part and support materials at the same time. If the printed 3D 
part 22 is too high relative to the printed Support structure 22s, 
the transfer roller pressure will be high due to the higher 3D 
part 22 and completely mask any feedback from the lower 
height of Support structure 22s. As such, the use of separate 
height sensors 784 hp and 784hs allows controller 24 to com 
pensate for height variations in each of 3D part 22 and Support 
structure 22s, as well as when using multiple part materials 
and/or multiple Support materials. 
0185. Due to the variety of 3D part and support structure 
geometries that system 10 can print, the cross-sectional loca 
tions of 3D part 22 and support structure 22s may vary in 
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location in the x-y build plane. This can present issues for 
height sensors 784 hp and 784hs that have fixed measurement 
locations. For instance, in a first printing operation Support 
structure 22s may be positioned below height sensor 784 hs. in 
a Subsequent printing operation 3D part 22 may be positioned 
below height sensor 784hs, and in another printing operation 
neither 3D part 22 nor support structure 22s may be posi 
tioned below height sensor 784 hs. 
0186. As such, as shown in FIG. 11B, in some embodi 
ments, system 10 may print layers of part column 22 pc and 
support column 22sc along with the layers of 3D part 22 and 
Support structure 22s, where part column 22 pc may be posi 
tioned below height sensor 784 hp, and support column 22sc 
may be positioned below height sensor 784 hs. This allows 
height sensors 784 hp and 784hs to independently measure the 
heights of 3D part 22 and support structure 22s, and allow 
controller 24 to direct height compensation protocols based 
on the feedback from height sensors 784 hp and 784 hs. 
0187 Height compensation for each of 3D part 22 and 
Support structure 24 can be accomplished, for example, by 
adjusting bias Voltage at the imager (e.g., EP engine 12), and 
by adjusting light-emitting diode (LED) discharge on any 
organic photo conductor in the part or Support material to 
affect its mass density. 
0188 As shown in FIG. 11C, in some embodiments, a 
single height sensor 784 may be configured to map the entire 
surface of 3D part 22 and support structure 22s in a two 
dimensional image, allowing controller 24 to direct height 
compensation protocols regardless of the geometries of 3D 
part 22 and Support structure 22s. Examples of suitable height 
sensors for this embodiment include scanning laser line sen 
SOS. 

0189 Moreover, this two-dimensional image data allows 
controller 24 to account for height changes in the lateral 
directions along the y-axis well as in the process directions 
along the X-axis by adjusting the intensity of the LED pixel or 
grayscale across the light bar in EP engine 12 (for the lateral 
directions) or in time (for the process directions). In further 
embodiments, the height sensor 784 may be configured to 
also measure layer thickness of each layer 28 on belt 14 prior 
to the transfusion step. 
0190. As shown in FIG. 12, in some embodiments, system 
10 may also include a chamber 785, which can extend around 
layer transfusion assembly 33, and may define an enclosable 
environment for printing 3D part 22. While illustrated in use 
with layer transfusion assembly 33, chamber 785 is equally 
suitable for use with layer transfusion assemblies 133, 233, 
333, 433,533, and 633. Chamber 785 is a temperature-con 
trollable chamber, which provides greater control over the 
active cooling step. For example, chamber 785 may be main 
tained at the average part temperature of 3D part 22 (e.g., 
about 100° C. for an ABS copolymer). 
0191 In these embodiments, chamber 785 may partially 
enclose Z-axis gantry 34 and belt 14, allowing Z-axis gantry 
34 and belt 14 to extend through the walls of chamber 785. In 
some embodiments, deformable baffles may be incorporated 
to maintain a thermal barrier. In alternative embodiments, 
heater 32 may be located outside and upstream of chamber 
784. In further alternative embodiments, chamber 785 may be 
located below press plate 20, allowing build platform 18 to be 
lowered down into chamber 785. These embodiments further 
assist in maintaining 3D part 22 at an average part tempera 
ture that is below its deformation temperature, as illustrated 
above in Equation 4. 
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0.192 As further shown in FIG. 11, layer transfusion 
assembly 33,133,233,333,433,533, or 633 may also include 
pressure sensors (e.g., pressure sensor 786) and/or capacitive 
or resistive sensors (e.g., capacitive sensor 788), each of 
which is configured to communicate with controller 24 over 
one or more communication lines (not shown). Pressure sen 
sor 786 is one or more sensor assemblies configured to mea 
sure the transfusion pressure applied between build platform 
18 and press plate 20 (or between build platforms 1187218/ 
318/418 and rollers 120/220/320/420), allowing controller 24 
to monitor the applied transfusion pressure and adjust the 
height of build platform 18 and/or press plate 20 using one or 
more process control loops. Examples of Suitable sensor 
assemblies for pressure sensor 786 include one or more strain 
gauges retained on build platform 18 and/or press plate 20. 
0193 Capacitive or resistive sensor 788 is one or more 
capacitive/resistive sensor assemblies configured to measure 
the electrical resistance between build platform 18 and press 
plate 20 (or between build platforms 118/218/318/418/518/ 
618 and rollers 120/220/320/420/520/620). For example, 
during a transfusion step, capacitive sensor 788 may induce 
an electrical current from platen 18 to press plate 20 (or vice 
Versa), and measure the intensity of the resulting electrical 
current through the printed layers 28 of 3D part 22 and belt 14. 
Since the thickness of belt 14 is constant, the resulting elec 
trical current will reduce as the 3D part 22 grows through the 
printing of Successive layers 28. 
0194 Thus, capacitive sensor 788 is also suitable for 
monitoring the height of 3D part 22 and the number of layers 
28 transferred to build platform 18. This allows controller 24 
to accurately predict the applied pressure during a Subsequent 
pressing step rather than merely relying on the calculated 
height of a single layer increment. This accurate prediction 
allows build platform 18 to be quickly raised to an intended 
height, rather than relying solely on feedback signals from 
pressure sensor 786. Build platforms 18, 118, 218,318, 418, 
518, and 618, press plate 20, and rollers 120, 220, 320, 420, 
520, and 620 may each also include one or more temperature 
sensors (not shown) configured to respectively measure the 
temperatures of the build platforms and press plate/rollers, 
allowing controller 24 to hold them at the above-discussed 
temperatures. 

0195 In some embodiments, controller 24 and/or host 
computer 26 may receive operational mode selections for 
operating system 10 in different modes. For example, a user 
may select operational modes such as high quality printing, 
draft quality printing, and gray scale, as discussed above. 
Alternatively, system 10 may receive the operational mode 
selections as default or system generated modes (e.g., a 
default of a high quality printing). These received operational 
mode selections may alternatively (or additionally) be set 
based on the geometry of the 3D part, such as if the 3D part 
has a Small cross-sectional area and/or fine-feature details, as 
discussed above. 

0196. Upon receipt of these operational mode selections, 
controller 24 and/or host computer 26 may set transfusion 
parameters for performing the transfusion steps, based on the 
received operational mode selections. For example, the trans 
fusion pressure, temperature(s), and or duration for each 
transfusion step may be set or adjusted based on the received 
operational mode select. This provides greater control over 
the transfusion steps when operating system 10 to improve 
printing accuracies and/or printing rates. 
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0197) System 10 may then image a powder layer of the 3D 
part from a thermoplastic-based powder (e.g., develop a pow 
der layer with EP engine 12), transfer the imaged powder 
layer to a transfer medium, heat the imaged powder layer 
while the imaged layer is retained on the transfer medium, 
and transfuse the heated layer to a surface of the three-dimen 
sional part based on the set transfusion parameters. 
0.198. In some embodiments, the set transfusion param 
eters allow the transfusion pressure, temperature(s), and or 
duration for each transfusion steps to vary between different 
transfusion steps. For example, if a first portion of a 3D part 
contains a simple block geometry and a second portion of the 
3D part contains a fine-feature geometry, controller 24 and/or 
host computer 26 may set the transfusion parameters such 
that the layers used to form the simple block geometry are 
transfused differently (e.g., higher transfusion pressure) from 
those used to form the fine-feature geometry (e.g., lower 
transfusion pressure). 
(0199 FIGS. 13 and 14A-14C illustrate a suitable embodi 
ment for belt 14 (shown in FIGS. 2A, 3A, and 4A-4D), and is 
equally suitable for belt 114 (shown in FIGS. 5A-5E), belt 
214 (shown in FIGS. 6A-6F), belt 314 (shown in FIG. 7), belt 
414 (shown in FIG. 8), belt 514 (shown in FIG. 9), and belt 
614 (shown in FIG.10). In the embodiment shown in FIG. 13, 
belt 14 is a multiple-layer belt that includes layer or film 790 
(defining front surface 14a) and base portion 792 (defining 
rear surface 14b). 
(0200 Film 790 and base portion 792 are desirably derived 
from materials that are suitable for transferring the layers 28 
of part (or support) materials from EP engine 12 to build 
platform 18, that are thermally stable at the fusion tempera 
tures T of the part and support materials, and that are robust 
for continued operation at high rotational speeds while being 
repeatedly heated and cooled during the heating and active 
cooling steps. Furthermore, for use as belts 514 and 614, film 
790 and/or base portion 792 also desirably have high thermal 
conductivities and heat capacities for selectively heating the 
3D parts. 
0201 Film 790 has a film thickness 790t, and is derived 
from one or more low-surface energy materials, thereby 
allowing the received layers 28 to effectively release from 
front surface 14a to build platform 18. Examples of suitable 
materials for film 790 include one or more fluorinated poly 
mers, such as polytetrafluoroethylenes (PTFE), fluorinated 
ethylene propylenes, and perfluoroalkoxy polymers. 
Examples of suitable commercially available fluorinated 
polymers include PTFE available under the trade designation 
“TEFLON” from E.I. du Pont de Nemours and Company, 
Wilmington, Del. 
(0202 Base portion 792 has a thickness 792t, and is derived 
from one or more materials that promote good electrostatic 
attraction for the thermoplastic-based powders to front sur 
face 14a via electrostatic charges. Examples of suitable mate 
rials for base portion 792 include one or more polyimide 
materials, such as those commercially available under the 
trade designation “KAPTON” from E.I. du Pont de Nemours 
and Company, Wilmington, Del., which may be doped with 
one or more conductive materials to promote the electrostatic 
charges. In some embodiments, belt 14 may also include one 
or more additional layers between film 790 and base portion 
792, such as one or more tie layers. 
0203 For use as belts 514 and 614, examples of suitable 
materials for base portion 792 include those discussed above 
for belts 514 and 614. In these embodiments, base portion 792 
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may constitute the bulk of belt 14, where thickness 792t is 
substantially greater than film thickness 790t. This allows 
film 790 to be derived from a low-surface energy material that 
may have a lower thermal conductivity and/or heat capacity, 
while still retaining an overall high thermal conductivity and 
high heat capacity. 
0204 FIGS. 13 A-13C illustrate alternative embodiments 
for belt 14 for engaging with various drive rollers of system 
10. As shown in FIG. 14A, front surface 14a of belt 14 may 
include receiving region 794 and edge regions 796 on oppos 
ing lateral sides of receiving region 794. Receiving region 
794 is the region of front surface 14a on which layers 28 are 
retained for transfer between EP engine 12 and build platform 
18. Edges regions 796 are the regions at which one or more 
drive mechanisms may engage drive belt 14. 
0205 For example, one or more rollers (e.g., rollers 16, 
nip roller 120, fusion roller 220, release roller 268, nip roller 
320, fusion roller 420, release roller 468, nip roller 520, 
release roller 568, nip roller 620, release roller 668, and/or 
any service-loop roller) may engage front Surface 14a and/or 
rear surface 14b at edge regions 796 to ensure the rollers to not 
interfere with the imaged layers 28. In some embodiments, 
pairs of opposing rollers (not shown) may simultaneously 
engage front Surface 14a and rear Surface 14b at edge regions 
796 to nip and drive belt 14 in the direction of arrow 30. 
0206 Registration along the x-axis may be maintained 
with the use of encoder markings 798. Encoder markings 798 
may be pre-marked on front Surface 14a and/or rear Surface 
14b at preset increments along the X-axis, or may be printed 
with the imaged layers 28 to identify relative locations of the 
imaged layers 28 along the X-axis. System 10 may also 
include one or more optical readers (e.g., optical reader 800) 
to locate encoder markings 798 as belt 14 rotates in the 
direction of arrow 30. 

0207 Alternatively, as shown in FIG. 14B, belt 14 may 
include an array of holes 802 or other openings that extend 
through film 790 and base portion 792 adjacent to the lateral 
edges of belt 14. Holes 802 are configured to engage with gear 
teeth (not shown) of one or more rollers (e.g., rollers 16, nip 
roller 120, fusion roller 220, release roller 268, nip roller 320, 
fusion roller 420, release roller 468, nip roller 520, release 
roller 568, nip roller 620, release roller 668, and/or any ser 
vice-loop roller) to drive belt 14 in a tractor-feed manner. In 
this embodiment, registration along the X-axis may also be 
maintained with the use of encoder markings 798, if desired. 
Alternatively, holes 802 may themselves function as encoder 
markings in the same manner. System 10 may also include 
one or more optical readers (e.g., optical reader799) to locate 
encoder markings 798 and/or holes 802 as belt 14 rotates in 
the direction of arrow 30. 

0208 FIG. 14C shows yet another alternative embodiment 
in which belt 14 includes rear ribs 804 that extend laterally 
along rear Surface 14b. Ribs 804 are configured to engage 
with reciprocating gear teeth (not shown) of one or more 
rollers (e.g., rollers 16, nip roller 120, fusion roller 220, 
release roller 268, nip roller 320, fusion roller 420, release 
roller 468, nip roller 520, release roller 568, nip roller 620, 
release roller 668, and/or any service-loop roller) to drive belt 
14 in a timing-belt manner. In this embodiment, registration 
along the X-axis may also be maintained with the use of 
encoder markings corresponding to encoder markings 798, if 
desired. Alternatively, ribs 804 may themselves function as 
encoder markings in the same manner. System 10 may also 
include one or more optical readers (e.g., optical reader 800) 
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to locate the encoder markings and/or holes ribs as belt 14 
rotates in the direction of arrow 30. 
0209 FIGS. 14A-14C illustrate example engagement 
mechanisms for belt 14, allowing belt 14 to engage with one 
or more drive mechanisms of system 10. However, belt 14 
may alternatively include different engagement mechanisms 
as particular designs may require. 
0210 FIG. 15 is a flow diagram of method 810, which is an 
example method for the layer transfer technique of the present 
disclosure, and may be performed with system 10 having 
layer transfusion assemblies 33,133,233,333,433,533, and 
633. As shown, method 810 includes step 812-826, where 
steps 818, 8.20a, 820b, 824, and 826 are optional steps 
depending on the particular embodied layer transfusion 
assembly utilized (e.g., layer transfusion assemblies 33,133, 
233,333, 433,533, and 633). 
0211 Method 810 initially involves developing or other 
wise imaging a powder layer (step 812), such as with EP 
engine 12. The imaged powder layer may then be transferred 
on a transfer medium from a first location at EP engine 12 to 
a second location at the layer transfusion assembly (e.g., layer 
transfusion assemblies 33,133,233,333,433,533, and 633) 
(step 814). Prior to reaching the second location at the layer 
transfusion assembly, the powder layer is heated to a transfer 
temperature, such as the fusion temperature of the thermo 
plastic-based powder (e.g., at heaters 32, 132,232,332, 432, 
532, and 632) (step 816). 
0212. In some embodiments, the top surface or layer(s) of 
the 3D part may also be pre-heated prior to the transfusion/ 
transfixing steps (step 818). For example, with layer transfu 
sion assembly 233, heaters 270 and 272 may heat the top 
surface or layer(s) of 3D part 222 to the fusion temperature of 
the thermoplastic-based powder, or other suitable transfer 
temperature. Because layer 228 and the heated top surface/ 
layer of 3D part 222 can each be heated to the fusion tem 
perature of the thermoplastic-based powder, the pressed 
heated layer 228 transfuses to the heated top surface/layer of 
3D part 222 with a high level of interlayer adhesion (during 
transfusion step 520). 
0213 If the particular embodiment does not incorporate 
heating of the top surface or layer(s) of the 3D part, the heated 
layer may then be directly transfused and transfixed with the 
layer transfusion assembly, as illustrated by arrow 828. Upon 
reaching the layer transfusion assembly, after either step 816 
or step 818, the heated layer may then be transfused and 
transfixed (step 820). 
0214. In some embodiments, such as for layer transfusion 
assemblies 33, 133, and 333, the transfusion and transfixing 
may be performed in a single step. For example, for layer 
transfusion assembly 33, press plate 20 may engage build 
platform 18 to transfuse the heated layer 28 to the top surface 
of 3D part 22. Because press plate 20 may be heated to a 
temperature that is lower than the fusion temperature, the 
contact between press plate 20 and rear surface 14b of belt 14 
cools down the interface between belt 14 and the transfused 
layer 28, increasing the adhesive force of the interdiffused 
polymers in the transfused layer 28 and 3D part 22 relative to 
the adhesive force of the transfused layer 28 to surface 14a of 
belt 14, thereby maintaining the transfused layer adhered to 
the 3D part in a fixed spatial position. 
0215. The transfused and transfixed layer may then be 
released from the transfer medium (step 822), such as by 
retracting press plate 20 and/or build platform 18, or by the 
separation of belts 114/333 from build platforms 118/318 by 
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belts 114/318 winding around nip rollers 120/320. The trans 
fixing step discussed above allows the transfused layer to 
cleanly release from the transfer medium and remain adhered 
to the 3D part. 
0216 Alternatively, such as for layer transfusion assem 
blies 233,433, 533, and 633, instead of a combined transfu 
sion and transfixing step 820, method 510 may include a 
transfusion step 820a and transfixing step 820b, which are 
separate. For example, layer transfusion assembly 233 
includes aheated fusion roller 220 (for transfusion step 820a) 
and release roller 268 (for release step 822), which are sepa 
rated by air jets 274 (for a cooling or transfixing step 820b). 
Correspondingly, belts 514 and 614, which have high thermal 
conductivities and heat capacities, may be utilized instead of 
(or in addition to) air jets 274 for the cooling or transfixing 
step 820b. 
0217. This allows the layers to be heated to an optimal 
transfusion interface temperature at the heating steps 816 
and/or 818, and during the transfusion step 820a, and then to 
be cooled to a temperature that fixes the layers (at transfixing 
step 820b) before release at release step 822. This substan 
tially increases the extent to which the polymer molecules of 
the transfused layers interdiffuse to promote interfacial 
entanglement, while also maintaining dimensional accuracy 
of the 3D part. 
0218 Moreover, the release of the transfused layer from 
the transfer medium may be assisted during the release step 
822. For example, release roller 268 may assist in releasing 
transfused layer 228 from belt 214 by increasing the angle of 
separation between belt 214 and build platform 218, which 
increases the ease at which transfused layer 228 delaminates 
from belt 214. 

0219. After release, the 3D part may then optionally (de 
pending on the particular embodiment) undergo one or more 
post-fuse or heat-setting steps (step 824), Such as discussed 
above for layer transfusion assembly 333 (shown in FIG. 7) 
and layer transfusion assembly 433 (shown in FIG. 8). At 
heat-setting step 824, the 3D part may be heated to at least the 
fusion temperature of the thermoplastic-based powder, Such 
as with post-fuse heaters 382 and 482. This sufficiently melts 
the material of the transfused layer to a fusable state such that 
polymer molecules of the transfused layer further interdiffuse 
to promote interfacial entanglement with 3D part. 
0220. The 3D part may then be actively cooled (e.g., with 
air knives 42 and air jets 142,242,342, 442, or other convec 
tive and/or conductive cooling units, such as cooling unit 642) 
(step 826). As discussed above, because the imaging system 
(e.g., system 10) is capable of printing the layers at speeds that 
are much faster than the rate at which heat diffuses through 
the variable thermal resistance of the 3D parts, heat can accu 
mulate in the 3D parts, which, if not accounted for, can exceed 
a deformation temperature of the 3D part, causing the bulk of 
the 3D part to soften enough reduces its structural integrity. 
Such a soft part may deform under a Subsequently-applied 
transfusion pressure during a Subsequent transfusion step. 
0221) To overcome this issue while maintaining fast print 
ing rates, the 3D part may be actively cooled between each 
transfusion step 818 to maintain the 3D part at an average part 
temperature that is lower than the deformation temperature of 
the 3D part. In some embodiments, the active cooling step 
826 may also be an optional step of method 810. For example, 
system 10 may instead operate at a lower printing speed to 
allow heat to diffuse from the 3D part. However, as discussed 
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above, the active cooling step 826 is desirable for maintaining 
the structural integrity of the 3D part while printing at high 
speeds. 
0222 Steps 812-826 may then be repeated for each layer 
of the 3D part until the printing operation is completed (as 
indicated by arrow 830). By heating each layer to at least the 
fusion temperature of the thermoplastic-based powder, fol 
lowed by transfusing, transfixing, and optional active cooling 
allows system 10 to print 3D parts with good part quality and 
strengths (e.g., Z-strengths). 

EXAMPLES 

0223) The present disclosure is more particularly 
described in the following examples that are intended as 
illustrations only, since numerous modifications and varia 
tions within the scope of the present disclosure will be appar 
ent to those skilled in the art. 

Example 1 
0224 For the printing operations of Example 1, 3D parts 
were printed with an additive manufacturing system corre 
sponding to the system shown in FIGS. 1, 2, and 4A-4D, 
having a moveable press plate and a vertically-actuatable 
build platform, each of which were heated. The 3D parts were 
printed from an ABS part material, where each layer was 
developed with an electrophotography engine and transferred 
to a rotatable transfer belt looped around a service loop 
design. The developed layer was carried by the transfer belt to 
an infrared heater to heat the layer to a fusion temperature of 
ABS part material. 
0225. The heated layer was then transferred to and aligned 
over the build platform. The press plate was actuated down 
ward to transfuse the heated layer against a previously-trans 
fused layer of the 3D part (or to the build platform for the 
initial layer). The press plate was then retracted, which 
cleanly delaminated the layer from the transfer belt, allowing 
the layer to remain transfused to the 3D part. 
0226 Cooling air from an air knife was also directed to the 
top layers of the 3D part. This removed the additional heat 
from the transfused layer to provide an average part tempera 
ture of that maintained the structural integrity of the 3D part, 
where the 3D part did not slump or melt due to heat accumu 
lation. This process was repeated for each layer of the 3D part. 
The air knife and the press plate successfully maintained the 
average part temperature below the deformation temperature 
of the 3D part during the entire printing operation. The result 
ing 3D parts exhibited good part resolution, dense fill, and 
good dimensional integrity. 

Example 2 
0227. For the printing operations of Example 2, 3D parts 
were printed with an additive manufacturing system corre 
sponding to system 10 having a layer transfusion assembly 
333 as shown in FIG. 7 (without pre-heaters 370 or 372), and 
as further depicted in FIG. 16 (using the same reference 
numbers as for system 10 and layer transfusion assembly 
333). As shown in FIG. 16, the system 10 included two EP 
engines 12, a belt 314, two belt drive mechanisms 16a, three 
belt drag mechanisms 16b, three loop limit sensors 16c, idler 
rollers 16d, belt cleaner 16e, and layer transfusion assembly 
333. 
0228 Belt drive mechanisms 16a, belt drag mechanisms 
16b, loop limit sensors 16c, idler rollers 16d. and belt cleaner 
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16e maintained tension on belt 314 while belt 314 rotated in 
the rotational direction of arrows 330. In particular, belt drive 
mechanisms 16a engaged and drove belt, and belt drag 
mechanisms 16b functioned as brakes to provide a service 
loop design for protecting belt 314 against tension stress, 
based on monitored readings via loop limit sensors 16c. 
0229. The 3D parts were printed from an ABS part mate 

rial, where each layer was developed with an EP engine 12 
and transferred to belt 314 looped in the service loop design. 
The developed layer was carried by belt 314 to an infrared 
heater 332 to heat the layer and belt 314 to a fusion tempera 
ture of the ABS part material. 
0230. The heated layer was then transferred to and aligned 
over the build platform 318 (not shown in FIG.16). The build 
platform 315 was actuated upward by gantry 934 to transfuse 
the heated layer against a previously-transfused layer of the 
3D part (or to the build platform 318 for the initial layer). In 
particular, actuating the build platform 318 upward pressed 
the heated layer and transfer belt between the build platform 
318 (or against a previously-transfused layer of the 3D part) 
and the nip roller320. The build platform 318 was then moved 
at a synchronized rate with belt 314, and then released at a 
downstream location. This cleanly delaminated the layer 
from the transfer belt, allowing the layer to remain transfused 
to the 3D part. 
0231. The 3D part was then re-heated with post-fuse infra 
red heater 382 to further increase adhesion of the transfused 
layers. Cooling air from air jets 342 was also directed to the 
top layers of the 3D part. This removed the additional heat 
from the transfused layers to provide an average part tem 
perature of that maintained the structural integrity of the 3D 
part, where the 3D part did not slump or melt due to heat 
accumulation. The build platform 318 was then moved back 
to its starting position via gantry 934, and the process was 
repeated for each layer of the 3D part. In these Examples, the 
air jets 342 Successfully maintained the average part tempera 
ture below the deformation temperature of the 3D part during 
the entire printing operation. The resulting 3D parts also 
exhibited good part resolution, dense fill, and good dimen 
sional integrity. 

Comparative Examples A and B 
0232 For the printing operations of Comparative 
Examples A and B, 3D parts were printed with the same 
additive manufacturing systems respectively used for 
Examples 1 and 2. However, for Comparative Examples A 
and B, the air knife orjet cooling was omitted. Otherwise, the 
processes were performed in the same manner as discussed 
above for Examples 1 and 2. 
0233. For the printing operations of Comparative 
Examples A and B, prior to the completion of each printed 3D 
part, the printed layers began to compress and flatten. As 
discussed above, this is believed to be due to heat accumulat 
ing in the printed layers, which was unable to diffuse suffi 
ciently between each printed layer. The accumulated heat 
softened the bulk of the 3D part, causing it to compress during 
subsequent transfusion steps. This resulted in deformed 3D 
parts. 
0234. As such, the layer transfer technique of the present 
disclosure including the active cooling is beneficial for print 
ing 3D parts at high rates using electrophotography. The 
active cooling was successfully implemented to remove the 
added heat from each fused layer prior to the transfusion of 
the next layer. This allowed the 3D parts printed with the 
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systems in Examples 1 and 2 to be maintained at average part 
temperatures below their deformation temperatures, but high 
enough to promote good interlayer adhesion and reduced 
curl. 

0235 Although the present disclosure has been described 
with reference to preferred embodiments, workers skilled in 
the art will recognize that changes may be made in form and 
detail without departing from the spirit and scope of the 
disclosure. 

1. An additive manufacturing system for printing a three 
dimensional part, the additive manufacturing system com 
prising: 

an imaging engine configured to develop an imaged layer; 
a movable build platform: 
a rotatable belt configured to receive the imaged layer from 

the imaging engine, wherein the rotatable belt has an 
average thermal inertia of at least about 400 joules/ 
(meter-Kelvin-second'); 

a first heater configured to heat the rotatable belt and the 
imaged layer on the rotatable belt; 

a nip roller configured to press the heated imaged layer 
conveyed by the rotatable belt onto a top layer of the 
three-dimensional part retained by the movable build 
platform; and 

a release roller configured to separate the pressed imaged 
layer from the heated rotatable belt such that the pressed 
imaged layer remains adhered as a new top layer of the 
three-dimensional part; 

wherein the rotatable belt is configured to thermally con 
duct heat into the three-dimensional part while the 
pressed imaged layer moves between the nip roller and 
the release roller. 

2. The additive manufacturing system of claim 1, wherein 
the first heater comprises a non-contact radiant heater. 

3. The additive manufacturing system of claim 1, and fur 
ther comprising a second heater configured to post-heat the 
three-dimensional part having the new top layer. 

4. The additive manufacturing system of claim 1, wherein 
the nip roller is configured to be heated. 

5. The additive manufacturing system of claim 1, wherein 
the moveable build platform is configured to move in a recip 
rocating rectangular pattern that is synchronized with a rota 
tion of the rotatable belt. 

6. The additive manufacturing system of claim 1, and fur 
ther comprising a cooling unit configured to cool the three 
dimensional part having the new top layer. 

7. The additive manufacturing system of claim 6, wherein 
the cooling unit comprises a belt configured to be cooled 
down and to contact the new top layer of the three-dimen 
sional part to conductively draw heat from the three-dimen 
sional part. 

8. The additive manufacturing system of claim 1, wherein 
the rotatable belt comprises a multiple-layer belt. 

9. The additive manufacturing system of claim 1, wherein 
thermoplastic-based powder comprises an acrylonitrile-buta 
diene-styrene copolymer, and wherein the wherein the first 
heater is configured to heat the rotatable belt and the imaged 
layer on the rotatable belt to a temperature ranging from about 
180° C. to about 220° C. 
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10. A method for printing a three-dimensional part with an 
additive manufacturing system, the method comprising: 

imaging a layer of the three-dimensional part; 
transferring the imaged layer to a rotatable belt having an 

average thermal inertia of at least about 400 joules/ 
(meter-Kelvin-second') 

heating the rotatable belt and the imaged layer while the 
imaged layer is retained on the rotating belt; 

pressing the heated imaged layer between the heated rotat 
able belt and a top surface of the three-dimensional part 
So that the heated imaged layer fuses to the top surface of 
the three-dimensional part; 

maintaining contact between the rotatable belt and the 
fused imaged layer so as to conduct thermal energy from 
the heated rotatable belt to the three-dimensional part; 
and 

releasing the pressed layer from the rotatable belt such that 
the pressed layer defines a new top surface of the three 
dimensional part. 

11. The method of claim 10, wherein imaging the layer 
comprises developing the layer with an electrophotography 
engine. 

12. The method of claim 10, wherein pressing the heated 
layer between the rotatable belt and the top surface of the 
three-dimensional part comprises engaging the rotatable belt 
with a nip roller. 

13. The method of claim 10, and further comprising cool 
ing the three-dimensional part having the new top layer. 

14. The method of claim 13, wherein cooling the three 
dimensional part comprises drawing thermal energy from the 
three-dimensional part having the new top layer by thermal 
conduction. 

15. The method of claim 14, wherein cooling by thermal 
conduction comprises contacting the new top layer with a 
cooling belt. 
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16. A method for printing a three-dimensional part with an 
additive manufacturing system, the method comprising: 

imaging a layer of the three-dimensional part; 
rotating a belt having an average thermal inertia of at least 

about 400 joules/(meter-Kelvin-second''); 
transferring the imaged layer to the rotating belt; 
heating the rotating belt and the imaged layer while the 

imaged layer is retained on the rotating belt; 
engaging the heated rotatable belt with a nip roller, which 

presses the heated layer to a top surface of the three 
dimensional part; 

moving the three-dimensional part in a direction and at a 
rate that is synchronized with a rotation of the belt; 

conducting thermal energy from the rotating belt to the 
three-dimensional part while moving the three-dimen 
sional part in the synchronized direction and rate; and 

releasing the pressed layer from the rotatable belt such that 
the pressed layer defines a new top surface of the three 
dimensional part. 

17. The method of claim 16, wherein imaging the layer 
comprises developing the layer with an electrophotography 
engine. 

18. The method of claim 16, and further comprising cool 
ing the three-dimensional part having the new top layer. 

19. The method of claim 18, wherein cooling the three 
dimensional part comprises drawing thermal energy from the 
three-dimensional part having the new top layer by thermal 
conduction. 

20. The method of claim 16, heating the rotating belt and 
the imaged layer comprises heating the rotating belt and the 
imaged layer to a temperature ranging from about 180° C. to 
about 220° C. 


