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Development of Rapid Tooling Processes Based on Three-Dimensional CAD/CAM

J. H. Ahn, K. Park, C. X. Kim, B. C. Park and 5. R. Chei (Samsung Electro-Mechanics Co.)

ABSTRACT

The present work concerns rapid tooling technology based on three-dimensional CAD/CAM. Two types of 1ooling
processes have been introduced: the quick Jelivery malding ({DM) process and the rapid tooling {RT) process using a rapid
prototyping system. Botll processes arc based on three-dimensional CAD/CAM techaology and realize a paperless
manufactutimg systerm with a high efficiency. The proposed appreach has been applied o the product development for various
elecirical parts, and the final delivery has been reduced as compared with the traditional approach
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Fig. 1 Quick delivery molding procedure
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Table 1 Composition for metal powder

Material Composition (%)
Cr 010
Cu 2.65
F= 260
Mn 0.80
A\ 003
Ni 0.04
Si Q22
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Table 2 Comparison of delivery of the propesed approach with the traditional approach

] Product design Mock-up Prototype mold Mold mamyfacturing Toial
Traditional | 2D based design | Manual machining | 2D based approach 2D based appreach 106 days
approach {5 davs) (21 days) (35 days) (45 days)
Proposed 3D based design | Rapid prototyping QDM process Rapid tooling 37 davs
approach (10 days) (2 days) (15 days) {10 days) ;
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