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Table 1. comparison of different indirect rapid tooling

techniques !
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Fig. 1 Mold inserts made by RapidTool of DTM
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Fig. 2 CMB Process
e FolAH £ES FFIE A= =Fo] AR
HAA T @A Fig. 29 e e dolx o
3 £ AP W] X3 coaxial nozzle
o] ALEE I Ut} o] =Z & ALg3H &3 A
7t &3 AFo] AAHEHE HolEo AU o)
Wl oM dqS oA g FHo] Ut Fig.
39| CMB 3R & AF3 &7} Yeh Qi
2715 & 50mm, ¥°] 40mm °|5 Al L€ AzEs
316L &HA# A F&olvh A7} AhE 208 A
T ol B

AdE HEQ Ui dHe
A &H= dendritic 23S Bola Q)
27 ot 4488 AAFEY A
o] FAMOZHE 4/ 0.lmm A
£ Rp-v=50 um ©]t}.

37
EEDIERY

El Al g
o

o
YEE 0es o
Som,

iH 2=

Fig. 3 Turbine blade fabricated by CMB
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Fig. 4 Deep drawing punch fabricated by lamination of
metal sheets
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Fig. 5 Fan insert fabricted by 3D Welding and Milling
and injected plastic parts
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