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Three-Dimensional Net Shaping Combining VLM-st and the Triple Reverse Rapid Tooling

Dong-Gyu Ahn*, Sang-Ho Lee’, Dong-Yol Yang’

][ Abstract j[

The technical combination of RP and RT has a potential for rapid manufacturing of three-dimensional parts. In the
present work, a new RP system, VLM-st, is proposed to manufacture net shapes of 3D prototypes. ™7 human head shape
and a knob shape are manufactured by the VLM-st apparatus. In addition, a new RT technology, which utilizes a RTV
molding technique and a triple reverse process technique, is proposed to manufacture net shapes of 3D plastic parts using
prototypes of VLM-st. A plastic part of the knob shape is produced by the proposed RT technology. The combination of

the proposed RP and RT enables the manufacture of a plastic knob within two days.
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Fig. 2 Process flow to generation USL data
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Table 1 Results of fabrication for a human head shape
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