BERELSE 06K KEBWAEHXE pp.841~845

Reverse EngineeringS ©] &3 A& 7]5A4 AAF A
A Realization of the Process Chain from
Reverse Engineering to Rapid Tooling
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Abstract

Reverse engineering enables a fast creation of CAD model from an existing part without
any technical drawing or digital data. This method of data acquisition is necessary in
several industrial applications when the modification of an existing product design has to
be performed and verified afterwards. In this paper, the surface of an existing ship
propeller was measured by a tactile measuring system and the acquired point data of the
surface were used for modeling of a solid model in CAD system. By using LOM and
casting processes, an aluminum propeller for functional test was manufactured and then
its accuracy was measured by a laser scanner and compared with the original CAD data.
As the results show, the use of LOM as a rapid prototyping process and casting as a
secondary process delivers a functional prototype propeller which can be used for test
purposes.
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