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(54) METHOD FOR PRINTING AN OPTICAL COMPONENT

(57) A method for printing a three-dimensional opti-
cal component (1), in particular an ophthalmic lens, com-
prising the following steps: virtually slicing the intended
three-dimensional shape (2) of the optical component (1)
into two-dimensional slices (3) of a height h, resulting in
an approximate shape (4); determining an approximation
error e quantifying the difference between the intended
shape (2) and the approximate shape (4); building up the
three-dimensional component (1) from layers of printing
ink, wherein for each slice a layer is printed, wherein each
layer is obtained through a targeted placement of drop-
lets of printing ink at least partially side by side wherein,
depending on the approximation error, the slicing and/or
printing pattern of the corresponding slice is adjusted
such that the absolute value of the approximation error
e is reduced.
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Description

BACKGROUND

[0001] The present invention relates to a method for
printing a three-dimensional optical component, in par-
ticular an ophthalmic lens, comprising the following
steps: virtually slicing the intended three-dimensional
shape of the optical component into two-dimensional slic-
es of a height h, resulting in an approximate shape; de-
termining an approximation error e quantifying the differ-
ence between the intended shape and the approximate
shape; building up the three-dimensional component
from layers of printing ink, wherein for each slice a layer
is printed, wherein each layer is obtained through a tar-
geted placement of droplets of printing ink at least par-
tially side by side.
[0002] Printing three-dimensional optical components
such as ophthalmic lenses is known from the prior art. In
three-dimensional printing, a three-dimensional struc-
ture is approximated by a stack of two-dimensional slices
forming the printable layers. These layers are deposited
through a targeted placement of droplets of printing ink
at least partially side by side from the ejection nozzles of
a print head. The layers are printed at least partially above
each other such as to form the intended three-dimen-
sional structure. It is inherent to such a layered construc-
tion that errors result from the approximation of the in-
tended shape of the structure to be printed by the stack
of two-dimensional slices.
[0003] This error is particularly detrimental and pro-
nounced in printing optical components, in particular oph-
thalmic lenses. The generally curved surface of these
components is approximated through the stepped struc-
ture of the deposited layers. The deviation between the
intended and the approximated shape is largest in the
vicinity of and at the optical centre of the lens, i.e. where
the highest accuracy is required.
[0004] The extent of the approximation error e is linked
to the height h of the slices which in turn is a reflection
of the volume of the ejected droplets and hence tied to
the properties of the print head and printing ink. Reducing
the volume of ejected droplets changes the aerodynamic
behaviour of these droplets, in particular their flight prop-
erties, hence affecting the overall print. In addition to
these technical problems, simply reducing the height h
of the slices, even if it was technically feasible, would
result in prolonged printing times.

SUMMARY

[0005] Hence, it is a purpose of the present invention
to provide a method for printing three-dimensional optical
components, in particular ophthalmic lenses, with a re-
duced approximation error e while at the same time main-
taining attractive printing times and avoiding a re-design
of the overall printing method and printing apparatus.
[0006] According to the present invention, this object

is achieved by a method for printing a three-dimensional
optical component, in particular an ophthalmic lens, com-
prising the following steps: virtually slicing the intended
three-dimensional shape of the optical component into
two-dimensional slices of a height h, resulting in an ap-
proximate shape; determining an approximation error e
quantifying the difference between the intended shape
and the approximate shape; building up the three-dimen-
sional component from layers of printing ink, wherein for
each slice a layer is printed, wherein each layer is ob-
tained through a targeted placement of droplets of print-
ing ink at least partially side by side, wherein depending
on the approximation error e, the layer corresponding to
at least one slice is printed in multi-pass mode, i.e. the
corresponding multi-pass slice is divided into multiple
sub-slices and their corresponding sublayers are printed
in consecutive sublayer printing steps.
[0007] Through an adjustment of the slicing and print-
ing process for at least one slice depending on the ap-
proximation error e of that slice, an advantageous bal-
ance between printing speed and printing accuracy can
be achieved. Higher accuracy is achieved through slicing
and printing processes which give more flexibility to the
approximation of the intended shape. More accurate slic-
ing and printing processes are applied depending on the
approximation error e, e.g. for those slice with an absolute
value of the approximation error e above a defined
threshold, hence reducing the absolute value of that ap-
proximation error e, resulting in an optical component of
increased accuracy. More time intensive but also more
accurate printing methods are reserved to those slices
which need most improvement, hence resulting in a print-
ing method with maximum speed at the defined accuracy.
[0008] Through the division of the at least one slice
into multiple sub-slices, a better approximation of the in-
tended shape through the stack of slices is obtained.
Hence, the absolute value of the approximation error e
of the adjusted at least one slice is reduced as compared
to the original at least one slice. In this way, an optical
component, in particular an ophthalmic lens, of increased
accuracy and quality is provided. Printing in multi-pass
mode is more time consuming than printing in single-
pass mode. Another drawback of multi-pass printing are
abberations (ghosting) caused by the multiple sub-lay-
ers. Reserving multi-pass printing to those slices with an
absolute value of the approximation error e above a cer-
tain threshold, allows to minimize the detrimental effects
of multi-pass printing: prolonged printing times and un-
wanted optical artefacts such as abberations. Further,
by choosing an error threshold, a desired balance be-
tween speed and accuracy can be defined.
[0009] Optical components in the sense of the present
invention comprise lenses, in particular ophthalmic lens-
es. Ophthalmic lenses comprise concave, convex, bicon-
cave, biconvex and meniscus lenses. Ophthalmic lenses
in the sense of the present invention also comprise multi-
focal lenses as well as gradient-index lenses.
[0010] In the sense of the present invention, printing
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of an optical component comprises building up the com-
ponent from layers of printing ink. These are obtained
through a targeted placement of droplets of printing ink
at least partially side by side. The droplets of printing ink
are ejected from the nozzles of a print head, typically
towards a substrate. The printing ink preferably compris-
es a translucent or transparent component. Preferably,
the printing ink comprises at least one photo-polymeriz-
able component. The at least one photo-polymerizable
component is preferably a monomer that polymerizes up-
on exposure to radiation, e.g. ultra-violet (UV) light. The
deposited droplets are preferably pin cured, i.e. partially
cured, after deposition. Preferably, the viscosity of at
least one component of the printing ink is increased. Pin
curing is preferably carried out after deposition of the
respective droplet or after deposition of an entire or only
part of a layer. Alternatively, pin curing is carried out at
certain intervals, e.g. after printing of every second layer.
[0011] Targeted placement of droplets of printing ink
is obtained through the ejection of said droplets from noz-
zles of a print head. Preferably, the droplets are ejected
towards a substrate. Droplets of layers constituting the
second and following layers are at least partly ejected
towards the previously deposited layer, such that the
three-dimensional structure is built up layer by layer.
[0012] Virtual slicing comprises the approximation of
the intended shape into a stack of two-dimensional slices.
The slices have a defined height h. Preferably, the height
h of all slices is equal, e.g. defined by the volume of drop-
lets ejected by the print head in use. Alternatively or ad-
ditionally, the height h is defined by the aspired printing
time. Preferably, the slices have a flat front and back
surface, which are identical to each other. Particularly
preferably, the slices are parallel to each other and do
not intersect.
[0013] The approximation error e is preferably deter-
mined as the difference between intended shape and
approximate shape. E.g. the approximation error e quan-
tifies the height difference between the intended shape
and the approximate shape along a, preferably vertical,
cross section of the optical component. Here and in the
following, "vertical" refers to the direction of the gravita-
tional field.
[0014] An error threshold is preferably defined e.g. de-
pending on the desired balance between printing speed
and printing accuracy. In this way, the balance between
speed and accuracy can be advantageously defined. E.g.
multi-pass printing is reserved to those slices, wherein
the approximation error e or its absolute value exceed
the error threshold.
[0015] According to a preferred embodiment, the
number of sub-slices and the height of the respective
sub-slices are chosen such that the absolute value of the
approximation error e of the at least one slice is reduced.
The heights of the sub-slices of the at least one slice sum
up to the height h of that slice. Preferably, a sublayer of
a defined height is achieved by reducing the density of
deposited droplets and/or the droplet volume. E.g. a sub-

layer with x% the height h of the original layer is obtained
by printing the sublayer using a printing pattern, wherein
only at x% of the volume elements droplets of printing
ink are deposited.
[0016] According to a preferred embodiment, the
height of the sub-slices does not increase from the first
printed sub-slice to the last printed sub-slice, i.e. the
height of two sub-slices printed consecutively decreases
or is the same. This is particularly advantageous for op-
tical components with convex sections as the dome-
shape of these sections is best approximated through a
stack of slices of non-increasing height.
[0017] According to a preferred embodiment, the at
least one multi-pass layer is pin cured with a reduced
pinning intensity as compared to the layers which are not
printed in multi-pass mode. By reducing the pin intensity
for the at least one multi-pass layer allows the respective
layer to dissolve into one smooth layer with reduced thick-
ness.
[0018] According to the present invention, the object
is likewise achieved by a method for printing a three-
dimensional optical component, in particular an ophthal-
mic lens, comprising the following steps: virtually slicing
the intended three-dimensional shape of the optical com-
ponent into two-dimensional slices of a height h, resulting
in an approximate shape; determining an approximation
error e quantifying the difference between the intended
shape and the approximate shape; providing a printing
pattern for each slice determining at which volume ele-
ments (voxels) droplets of printing ink are deposited;
building up the three-dimensional component from layers
of printing ink, wherein for each slice a layer is printed,
wherein each layer is obtained through a targeted place-
ment of droplets of printing ink at least partially side by
side according to the provided printing patterns, wherein,
depending on the approximation error e, for at least one
slice, the printing pattern is adjusted such that the ad-
justed printing pattern comprises a first sub-pattern de-
termining volume elements at which droplets of a first
volume are to be deposited and a second sub-pattern
determining volume elements at which droplets of a sec-
ond volume are to be deposited, wherein the first volume
is larger than the second volume.
[0019] As detailed above, through the adjustment of
the printing pattern, a better approximation of the intend-
ed shape is obtained and the absolute value of the re-
sulting approximation error e hence reduced. In this way,
an optical component of enhanced optical quality is pro-
vided. Similar to using multi-pass mode, using a first and
a second sub-pattern for slices depending on the approx-
imation error e, e.g. with an absolute value of the approx-
imation error e above a defined threshold, gives a larger
flexibility in approximating the intended shape. Prefera-
bly, the adjusted printing pattern provides for at least one
slice with a first height h1 in the region of the first sub-
pattern and a second height h2 in the region of the second
sub-pattern, wherein h1 is larger than h2. Particular pref-
erably, h1=h. The increased flexibility is particularly im-
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portant and beneficial for ophthalmic lenses in the vicinity
of and at the optical centre. Preferably, the droplets of
the first volume are ejected from a first set of nozzles of
a print head and the droplets of the second volume are
ejected from a second set of nozzles of a, preferably dif-
ferent, print head. Alternatively, both sets of nozzles are
part of the same print head.
[0020] An error threshold is preferably defined e.g. de-
pending on the desired balance between printing speed
and printing accuracy. In this way, the balance between
speed and accuracy can be advantageously defined.
Preferably, adjustment of the printing pattern is reserved
to those slices, wherein the approximation error e or its
absolute value exceed the error threshold.
[0021] According to a preferred embodiment, the first
and second sub-pattern are adjusted such that the ab-
solute value of the approximation error e of the at least
one slice is reduced through the adjustment of the printing
pattern. Preferably, the first sub-pattern is restricted to
those regions of the at least one slice where the height
of the approximate shape is lower or equal to the height
of the intended shape and the second sub-pattern is re-
stricted to those regions of the at least one slice where
the height of the approximate shape exceeds the height
of the intended shape.
[0022] According to a preferred embodiment, the sec-
ond sub-pattern comprises the edges of the at least one
slice. When approximating the optical component, in par-
ticular when approximating convex sections of optical
components, the edges of the slices generally extend
over the intended shape, i.e. a surplus of volume is cre-
ated in these areas. By providing a second sub-pattern
at the edges, wherein the second sub-pattern comprises
droplets of a reduced volume, a region of reduced height
h2 is advantageously provided and a better approxima-
tion obtained. The second sub-pattern hence introduces
an additional step at the edges of the at least one slice.
[0023] According to a preferred embodiment, the first
sub-pattern comprises a black pattern and the second
sub-pattern comprises a greyscale pattern, wherein
black pixels refer to volume elements on which droplets
of the first volume are deposited, grey pixels of the pattern
refer to volume elements on which droplets of the second
volume are deposited and white pixels refer to volume
elements on which no droplets are deposited. In this way,
a particularly simple adjustment of the printing pattern of
the at least one slice is carried out. For example, the
adjusted printing pattern of the at least one slice can be
obtained from the original printing pattern of that slice by
colouring the edge regions of the slice in grey, leaving
the remaining part of the pattern black and white, respec-
tively.
[0024] According to the present invention, this object
is likewise achieved by a method for printing a three-
dimensional optical component, in particular an ophthal-
mic lens, comprising the following steps: virtually slicing
the intended three-dimensional shape of the optical com-
ponent into two-dimensional slices of a height h, resulting

in an approximate shape; determining an approximation
error e quantifying the difference between the intended
shape and the approximate shape; providing a printing
pattern for each slice determining at which volume ele-
ments (voxels) droplets of printing ink are deposited;
building up the three-dimensional component from layers
of printing ink, wherein for each slice a layer is printed,
wherein each layer is obtained through a targeted place-
ment of droplets of printing ink at least partially side by
side according to the provided printing patterns, wherein,
depending on the approximation error e, for at least one
slice, the printing pattern is adjusted such that the ad-
justed printing pattern comprises a first region with a first
sub-pattern and a second region with a second sub-pat-
tern, wherein the first sub-pattern corresponds to a first
density of deposited droplets and the second sub-pattern
corresponds to a second density of deposited droplets,
wherein the first density is higher than the second density.
[0025] As detailed above, through the adjustment of
the printing pattern, a better approximation of the intend-
ed shape is obtained and the absolute value of the re-
sulting approximation error e hence reduced. In this way,
an optical component of enhanced optical quality is pro-
vided. Similar to using sub-patterns corresponding to
droplets of differing volume, using sub-patterns with dif-
fering droplet density gives more flexibility to the approx-
imation, resulting in a reduced absolute value of the ap-
proximation error e and hence an optical component of
increased quality. Preferably, the adjusted printing pat-
tern provides for at least one slice with a first height h1
in the region of the first sub-pattern and a second height
h2 in the region of the second sub-pattern, wherein h1 is
larger than h2. Particular preferably, h1=h, i.e. the first
density equals the density encoded in the original printing
pattern of the at least one slice.
[0026] The method generalizes to more than two sub-
patterns in order to further increase accuracy straightfor-
wardly.
[0027] An error threshold is preferably defined e.g. de-
pending on the desired balance between printing speed
and printing accuracy. In this way, the balance between
speed and accuracy can be advantageously defined.
Preferably, adjustment of the printing pattern is reserved
to those slices, wherein the approximation error e or its
absolute value exceed the error threshold.
[0028] According to a preferred embodiment, the first
and second sub-patterns are adjusted such that the ab-
solute value of the approximation error e of the at least
one slice is reduced through the adjustment of the printing
pattern. Preferably, the first sub-pattern is restricted to
those regions of the at least one slice where the height
of the approximate shape is lower or equal to the height
of the intended shape and the second sub-pattern is re-
stricted to those regions of the at least one slice where
the height of the approximate shape exceeds the height
of the intended shape.
[0029] According to a preferred embodiment, the sec-
ond region comprises the edges of the at least one slice.
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When approximating the optical component, in particular
when approximating convex sections of optical compo-
nents, the edges of the slices generally extend over the
intended shape, i.e. a surplus of volume is created in
these areas. By providing a second sub-pattern at the
edges, wherein the second sub-pattern comprises drop-
lets of a reduced volume, a region of reduced height h2
is advantageously provided and a better approximation
obtained. The second sub-pattern hence introduces an
additional step at the edges of the at least one slice.
[0030] According to a preferred embodiment, the print-
ing pattern comprises a black-and-white pattern, wherein
black pixels correspond to volume elements on which
droplets of printing ink are to be deposited and white pix-
els correspond to volume elements on which no droplets
of printing ink are to be deposited and wherein the first
sub-pattern comprises a first density of black pixels and
the second sub-pattern comprises a second density of
black pixels.
[0031] According to a preferred embodiment, the first
region comprises only black pixels and the second region
comprises a checkerboard pattern.
[0032] According to a preferred embodiment, the sec-
ond sub-pattern is dithered. Dithering yields a particularly
simple method for encoding a desired height h2 in terms
of a sub-pattern of black and white pixels. Hence, a fast
and efficient way for adjusting the printing pattern of the
at least one slice is advantageously provided.
[0033] According to a preferred embodiment, the layer
corresponding to the at least one slice is pin cured with
an adjusted pinning energy, wherein the pinning energy
allows a smooth transition of the deposited droplets. In
this way, unwanted optical artefacts are advantageously
reduced or entirely avoided.
[0034] According to a preferred embodiment, a slice
offset is added to the slicing. Standard slices are fitted
to the intended shape randomly. This results in an ap-
proximation error e between the intended and the ap-
proximate shape, being reflected in detrimental devia-
tions between the intended shape and the printed shape.
By adding a slice offset, these errors and the resulting
deviations are reduced. Preferably, the slice offset is cho-
sen such that the absolute value of the approximation
error e is minimal.

BRIEF DESCRIPTION OF THE DRAWINGS

[0035]

Figures 1a, 1b, 1c and 1d schematically illustrate
a printing method according to an exemplary em-
bodiment of the present invention.

Figures 2a and 2b schematically illustrate a printing
method according to an exemplary embodiment of
the present invention. Figure 2a schematically illus-
trates a printing pattern comprising a first and a sec-
ond sub-pattern corresponding to the deposition of

droplets of differing volumes. Figure 2b schemati-
cally illustrates a printing pattern comprising a first
and second sub-pattern corresponding to the depo-
sition of droplets with differing droplet density.

DETAILED DESCRIPTION

[0036] The present invention will be described with re-
spect to particular embodiments and with target to certain
drawings but the invention is not limited thereto but only
by the claims. The drawings described are only schemat-
ic and are non-limiting. In the drawings, the size of some
of the elements may be exaggerated and for illustrative
purposes may not be drawn to scale.
[0037] Where an indefinite or definite article is used
when referring to a singular noun, e.g. "a", "an", "the",
this includes a plural of that noun unless something else
is specifically stated.
[0038] Furthermore, the terms first, second, third and
the like in the description and in the claims are used for
distinguishing between similar elements and not neces-
sarily for describing a sequential or chronological order.
It is to be understood that the terms so used are inter-
changeable under appropriate circumstances and that
the embodiments of the invention described herein are
capable of operation in other sequences than described
or illustrated herein.
[0039] In Figures 1a, 1b, 1c and 1d a printing method
according to an exemplary embodiment of the present
invention is schematically illustrated. The present inven-
tion refers to a method for printing a three-dimensional
optical component 1, in particular an ophthalmic lens.
The optical component 1 is illustrated in Figure 1a. Ac-
cording to the present invention, the intended three-di-
mensional shape 2 of the optical component 1 is virtually
sliced into two-dimensional slices 3 of a height h, resulting
in an approximate shape 4, see the sectional view of
Figure 1a. Figure 1b shows a sectional view of the op-
tical component 1 in the x-z-plane. Each slice is defined
by its height h and its base area, wherein the height h
preferably is the extension of a slice 3 along the z-direc-
tion and the base area its extension in the x-y-plane. In
the case of an optical component being an ophthalmic
lens, for example, the slices 3 are preferably cylinders of
height h. Preferably, the radii of these cylinders differ for
each slice 3 such that a best approximation to the intend-
ed shape 4 is achieved. It is clear that the quality of the
approximation is defined be the height h of the slicing.
The smaller h, i.e. the thinner the slices 3, the better the
approximation. The height h cannot be chosen arbitrarily
small. First of all, the height h is limited by the available
and printable droplet volume. This in turn is defined
through the ejection nozzles of the print head in use and
additionally limited through physical constraints such as
properties of the used printing ink and flight properties of
the droplets. Additionally, a smaller height h, i.e. thinner
slices 3, increases the printing time, making the print less
efficient.
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[0040] The methods according to the present invention
overcome these difficulties by providing a printing meth-
od, wherein the balance between printing speed and
printing accuracy can be adjusted. To this end, the dif-
ference between the intended shape 2 and the approxi-
mate shape 4 is quantified. According to the invention,
the difference between the intended shape 2 and the
approximate shape 4 is quantified through the approxi-
mation error e, see Figure 1c. Preferably, the difference
between the intended shape 2 and the approximate
shape 4 is determined for multiple, particularly preferably
all, slices 3 obtained through the virtual slicing. The ap-
proximation error e is e.g. calculated as the difference
between intended shape 2 and approximate shape 4 for
each point of the base area of that slice 3, i.e. the ap-
proximation error e(x, y, z=z0) for one slice 3 is a function
of x and y. Alternatively, the difference between intended
and approximate shape 2, 4 is calculated for at least one
section, particularly preferably a vertical section, of the
optical component 1, i.e. the approximation error e is a
function of either x of y, e(x, y=y0, z=z0) or e(x=x0, y,
z=z0). The approximation error e alternatively comprises
a single value, e.g. obtained through averaging of the
approximation error e(x, y, z=z0), e(x, y=y0, z=z0) or
e(x=x0, y, z=z0). Preferably, the approximation error e of
a slice 3 is calculated for a fixed z-coordinate, e.g. cor-
responding to the height h of the slice 3, e.g. e(x, y, z=h),
e(x, y=y0, z=h) or e(x=x0, y, z=h). By way of example,
the approximation error e(x, y=y0, z=h) as a function of
x at the height h of the slices 3 is shown in Figure 1c.
As is apparent in this example, the approximation is par-
ticularly pronounced in the vicinity and at the optical cent-
er of the optical component 1 and at the edges 10 of the
slices 3. According to the invention, depending on the
approximation error e, the layer corresponding to at least
one slice 3 is printed in multi-pass mode, i.e. the at least
one slice 3 is divided into multiple sub-slices 5 and their
corresponding sublayers are printed in consecutive sub-
layer printing steps. In this way, a better approximation
of the intended shape 4 is advantageously achieved and
the quality of the optical component 1 improved. Prefer-
ably, an error threshold is defined and the at least one
slice 3 is selected depending on the approximation error
e as the slice 3 wherein the approximation error or its
absolute value exceeds a defined error threshold. The
error threshold advantageously allows the definition of a
desired balance between speed and accuracy. Prefera-
bly, the number of sub-slices 5 and the height of the re-
spective sub-slices 5 are chosen such that the absolute
value of the approximation error e of the at least one slice
3 is reduced, see the improved approximation error e in
Figure 1c. Particular preferably, the height of the sub-
slices 5 does not increase from the first printed sub-slice
5 to the last printed sub-slice 5, i.e. the height of two sub-
slices 5 printed consecutively decreases or is the same.
For example, the first sub-slice 5’ is a cylinder of height
h1 and radius r1. The second sub-slice 5" is a cylinder of
height h2<h1 and radius r2<r1 and the third sub-slice 5’"

is a cylinder of height h3=h2 and radius r3<r2, see Figure
1d for an example with h1=0.66h, h2=0.33h and
h3=0.33h. The left panel of Figure 1d depicts the original
slicing. The slicing according to a preferred embodiment
of the present invention is shown in the right panel of
Figure 1d. Through the division of the at least one slice
3 into sub-slices of decreasing or equal height, a better
approximation to convex sections of the optical compo-
nent 1 can advantageously be achieved. This is particu-
larly relevant when printing ophthalmic lenses. The
height of the sub-slices 5’, 5", 5"’ is preferably converted
into a volume of printing ink deposited when printing the
respective sub-layer. Preferably, the volume of deposited
printing ink is determined through the density of depos-
ited droplets. For example, the density of deposited drop-
lets of a sub-layer with a sub-slice height hi=x·h is x times
the density of deposited droplets of a regular layer of slice
height h. E.g. the density of deposited droplets is 66%,
33% and 33% of the density used for printing the regular
slices 3 of height h, respectively for the first, second and
third sublayer of the example of Figure 1d. The printing
patterns of the multi-pass slice are, for example, random-
ly generated. Preferably, the printing pattern for each
sub-slice 5’, 5", 5’" comprises a grid wherein each grid
cell corresponds to a voxel, i.e. a unit volume, of the sub-
slice 5’, 5", 5"’. Grid cells are color coded to contain in-
formation about whether a droplet of printing ink is to be
deposited at the corresponding voxel. E.g. the grid cells
are either black or white, wherein black grid cells corre-
spond to voxels of the sub-slice 5’, 5", 5’" on which a
droplet of printing ink is to be deposited during sub-slice
printing and white grid cells correspond to voxels on
which no printing ink is to be deposited during sub-slice
printing. E.g. the printing patterns of the sub-slice 5’, 5",
5’" are generated through conversion of a greyscale im-
age into a black-and-white pattern, e.g. through halfton-
ing. In a preferred embodiment, random generation of
the sub-slice printing pattern comprises a step of con-
verting a greyscale image to a black-and-white pattern
using any of the known algorithms for this conversion.
The conversion of the greyscale image into a black-and-
white pattern is preferably carried out through halftoning.
Halftoning comprises a simulation of the continuous grey-
scale image through a pattern of black dots of either var-
ying size and/or spacing on a white background.
Additionally, a slice offset is preferably added to the slic-
ing. The slice offset constitutes an additional parameter
with respect to which the approximation can be improved.
Preferably, the slice offset is chosen such that the abso-
lute value of the approximation error e is reduced.
Preferably, the at least one multi-pass layer is pin cured
with a reduced pinning intensity as compared to the lay-
ers which are not printed in multi-pass mode. For exam-
ple, the at least one layer is printed with 15% pinning
intensity.
[0041] In Figures 2a and 2b, a printing method ac-
cording to an exemplary embodiment of the present in-
vention is schematically illustrated. According to the in-
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vention, depending on the approximation error e, for at
least one slice 3, the printing pattern 6 is adjusted such
that the adjusted printing pattern 7 comprises a first sub-
pattern 8 determining volume elements at which droplets
of a first volume are to be deposited and a second sub-
pattern 9 determining volume elements at which droplets
of a second volume are to be deposited, wherein the first
volume is larger than the second volume, see Figure 2a.
Adjusting the printing pattern 6 of the at least one slice
3 such that the adjusted printing pattern 7 comprises a
first and a second sub-pattern 8, 9, respectively, advan-
tageously increases the flexibility of the approximation,
resulting in an optical component 1 of increased optical
quality. For the first and the second sub-pattern 8, 9, drop-
lets of a first and second volume are deposited on a first
and a second region of the layer corresponding to the at
least one slice 3. Due to the differing volume of the de-
posited droplets, the first and the second region prefer-
ably exhibit a first and a second height. It is preferred that
the height of the first region comprising the droplets of
the first volume is larger than the height of the second
region comprising the droplets of the second volume.
Preferably, the first and second sub-pattern 8, 9 are ad-
justed such that the absolute value of the approximation
error e of the at least one slice 3 is reduced through the
adjustment of the printing pattern 6. Particularly prefer-
ably, the second sub-pattern 9 comprises the edges 10
of the at least one slice 3. Hence, at the edges 10 of the
at least one slice 3 a lower volume of printing ink is pref-
erably deposited. In this way, additional steps can be
provided, improving the approximation to the intended
shape 4. According to a preferred embodiment, the first
sub-pattern 8 comprises a black pattern and the second
sub-pattern 9 comprises a greyscale pattern, wherein
black pixels refer to volume elements on which droplets
of the first volume are deposited, grey pixels of the pattern
refer to volume elements on which droplets of the second
volume are deposited and white pixels refer to volume
elements on which no droplets are deposited. Through
converting regions from black into greyscale patterns,
the printing pattern 6 of the at least one slice 3 can par-
ticularly efficiently be adjusted to yield the adjusted print-
ing pattern 7. Additionally, a slice offset is preferably add-
ed to the slicing. The slice offset constitutes an additional
parameter with respect to which the approximation can
be improved. Preferably, the slice offset is chosen such
that the absolute value of the approximation error e is
reduced.
[0042] According to the invention, depending on the
approximation error e, for at least one slice 3, the printing
pattern 6 is adjusted such that the adjusted printing pat-
tern 7 comprises a first sub-pattern 8 and a second sub-
pattern 9, wherein the first sub-pattern 8 corresponds to
a first density of deposited droplets and the second sub-
pattern 9 corresponds to a second density of deposited
droplets, wherein the first density is higher than the sec-
ond density, see Figure 2b. The adjustment of the print-
ing pattern advantageously increases the flexibility and

hence accuracy of the approximation, resulting in an op-
tical component 1 of increased quality. According to a
preferred embodiment, the first and second sub-patterns
8, 9 are adjusted such that the absolute value of the ap-
proximation error e of the at least one slice 3 is reduced
through the adjustment of the printing pattern 6. Prefer-
ably, the first and second sub-patterns 8, 9 of a first and
second density of deposited droplets correspond to first
and second regions of the corresponding layer with a first
and second height, respectively. Preferably, the first
height is larger than the second height. In this way, ad-
ditional steps can be provided, improving the approxima-
tion. Preferably, the second sub-pattern 9 comprises the
edges 10 of the at least one slice 3. The printing pattern
7 comprises a black-and-white pattern, wherein black
pixels correspond to volume elements on which droplets
of printing ink are to be deposited and white pixels cor-
respond to volume elements on which no droplets of print-
ing ink are to be deposited and wherein the first sub-
pattern 8 comprises a first density of black pixels and the
second sub-pattern 9 comprises the second density of
black pixels. Hence, a particularly efficient method for
the adjustment of the printing pattern 6 is provided. For
example, the first sub-pattern 8 comprises only black pix-
els and the second sub-pattern 9 comprises a checker-
board pattern. In this way, a first region of the correspond-
ing layer of height h and a second region of a height h2<h
are provided. This is particularly beneficial when printing
optical components 1 with convex sections. Preferably,
the second sub-pattern 9 is dithered. The second sub-
pattern 9 is e.g. obtained from a greyscale image through
dithering. According to a preferred embodiment, the layer
corresponding to the at least one slice 3 is pin cured with
an adjusted pinning energy, wherein the pinning energy
allows a smooth transition of the deposited droplets. Ad-
ditionally, a slice offset is preferably added to the slicing.
The slice offset constitutes an additional parameter with
respect to which the approximation can be improved.
Preferably, the slice offset is chosen such that the abso-
lute value of the approximation error e is reduced.

KEY TO FIGURES

[0043]

1 Optical component
2 Intended shape
3 Slice
4 Approximate shape
5 Sub-slice
6 Printing pattern
7 Adjusted printing pattern
8 First sub-pattern
9 Second sub-pattern
10 Edge of the slice

e Approximation error
e’ improved approximation error
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h Height of slice

Claims

1. Method for printing a three-dimensional optical com-
ponent (1), in particular an ophthalmic lens, compris-
ing the following steps:

- Virtually slicing the intended three-dimensional
shape (2) of the optical component (1) into two-
dimensional slices (3) of a height h, resulting in
an approximate shape (4),
- Determining an approximation error e quanti-
fying the difference between the intended shape
(2) and the approximate shape (4),
- Building up the three-dimensional component
(1) from layers of printing ink, wherein for each
slice (3) a layer is printed, wherein each layer is
obtained through a targeted placement of drop-
lets of printing ink at least partially side by side

characterized in that, depending on the approxi-
mation error e, the layer corresponding to at least
one slice (3) is printed in multi-pass mode, i.e. the
slice (3) is divided into multiple sub-slices (5) and
their corresponding sublayers are printed in consec-
utive sublayer printing steps.

2. Method according to claim 1, wherein the number of
sub-slices (5) and the height of the respective sub-
slices (5) are chosen such that the approximation
error e of the at least one slice (3) is reduced.

3. Method according to one of the preceding claims,
wherein the height of the sub-slices (5) does not in-
crease from the first printed sub-slice (5) to the last
printed sub-slice (5), i.e. the height of two sub-slices
(5) printed consecutively decreases or is the same.

4. Method according to one of the preceding claims,
wherein the at least one multi-pass layer is pin cured
with a reduced pinning intensity as compared to the
layers which are not printed in multi-pass mode.

5. Method according to one of the preceding claims,
wherein an error threshold is defined and multi-pass
printing is reserved to the layers corresponding to
slices (3) wherein the approximation error e or its
absolute value exceeds the error threshold.

6. Method for printing a three-dimensional optical com-
ponent (1), in particular an ophthalmic lens, compris-
ing the following steps:

- Virtually slicing the intended three-dimensional
shape (2) of the optical component (1) into two-
dimensional slices (3) of a height h, resulting in

an approximate shape (4),
- Determining an approximation error e quanti-
fying the difference between the intended shape
(2) and the approximate shape (4),
- Providing a printing pattern (6) for each slice
determining at which volume elements (voxels)
droplets of printing ink are deposited,
- Building up the three-dimensional component
(1) from layers of printing ink, wherein for each
slice (3) a layer is printed, wherein each layer is
obtained through a targeted placement of drop-
lets of printing ink at least partially side by side
according to the provided printing patterns (6),

characterized in that, depending on the approxi-
mation error e, for at least one slice (3), the printing
pattern (6) is adjusted such that the adjusted printing
pattern (7) comprises a first sub-pattern (8) deter-
mining volume elements at which droplets of a first
volume are to be deposited and a second sub-pat-
tern (9) determining volume elements at which drop-
lets of a second volume are to be deposited, wherein
the first volume is larger than the second volume.

7. Method according to claim 6, wherein the first and
second sub-pattern (8, 9) are adjusted such that the
approximation error e of the at least one slice (3) is
reduced through the adjustment of the printing pat-
tern (6).

8. Method according to one of the claims 6 to 7, wherein
the second sub-pattern (9) comprises the edges (10)
of the at least one slice (3).

9. Method according to one of the claims 6 to 8, wherein
the first sub-pattern (8) comprises a black pattern
and the second sub-pattern (9) comprises a greys-
cale pattern, wherein black pixels refer to volume
elements on which droplets of the first volume are
deposited, grey pixels of the pattern refer to volume
elements on which droplets of the second volume
are deposited and white pixels refer to volume ele-
ments on which no droplets are deposited.

10. Method for printing a three-dimensional optical com-
ponent (1), in particular an ophthalmic lens, compris-
ing the following steps:

- Virtually slicing the intended three-dimensional
shape (2) of the optical component (1) into two-
dimensional slices (3) of a height h, resulting in
an approximate shape (4),
- Determining an approximation error e quanti-
fying the difference between the intended shape
(2) and the approximate shape (4),
- Providing a printing pattern (6) for each slice
(3) determining at which volume elements (vox-
els) droplets of printing ink are deposited,
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- Building up the three-dimensional component
(1) from layers of printing ink, wherein for each
slice (3) a layer is printed, wherein each layer is
obtained through a targeted placement of drop-
lets of printing ink at least partially side by side
according to the provided printing patterns (6),

characterized in that, depending on the approxi-
mation error e, for at least one slice (3), the printing
pattern (6) is adjusted such that the adjusted printing
pattern (7) comprises a first sub-pattern (8) and a
second sub-pattern (9), wherein the first sub-pattern
(8) corresponds to a first density of deposited drop-
lets and the second sub-pattern (9) corresponds to
a second density of deposited droplets, wherein the
first density is higher than the second density.

11. Method according to claim 10, wherein the first and
second sub-patterns (8, 9) are adjusted such that
the approximation error e of the at least one slice (3)
is reduced through the adjustment of the printing pat-
tern (6).

12. Method according to one of the claims 10 to 11,
wherein the second sub-pattern (9) comprises the
edges (10) of the at least one slice (3).

13. Method according to one of the claims 10 to 12,
wherein the printing pattern (7) comprises a black-
and-white pattern, wherein black pixels correspond
to volume elements on which droplets of printing ink
are to be deposited and white pixels correspond to
volume elements on which no droplets of printing ink
are to be deposited and wherein the first sub-pattern
(8) comprises a first density of black pixels and the
second sub-pattern (9) comprises the second den-
sity of black pixels.

14. Method according to claim 13, wherein the first sub-
pattern (8) comprises only black pixels and the sec-
ond sub-pattern (9) comprises a checkerboard pat-
tern.

15. Method according to one of the claims 13 to 14,
wherein the second sub-pattern (9) is dithered.

16. Method according to one of the claims 10 to 15,
wherein the layer corresponding to the at least one
slice (3) is pin cured with an adjusted pinning energy,
wherein the pinning energy allows a smooth transi-
tion of the deposited droplets.

17. Method according to one of the claims 6 to 16, where-
in an error threshold is defined and the adjustment
of the printing pattern (6) is reserved to slices (3)
wherein the approximation error e or its absolute val-
ue exceeds the error threshold.

18. Method according to one of the preceding claims,
wherein a slice offset is added to the slicing.
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