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Comparison of Accuracy of RP Processes

Hong-Seok Byun, Heng-Jae Shin, Kwan-Heng Lee(K-JIST)

ABSTRACT

Dimensional accuracy and surface quality are very important in rapid prototyping especially when the models are used
for the production of tools, This paper presents the development of benchmarking part to investigate dimensional accuracy
and surface finsh. A new lest part is designed to perform benchmarking of major rapid prototyping processes such as
selective laser sintering, laminated object manufacturing, stereolithography apparatus, and fused deposition modeling. The
test part design includes basic manufacturing features such as holes, walls, squares, cylinder and etc. In addition, the small
features are included in order to evaluate the fine details that can be manufactured by a specific RP process. The CMM
program that automatically measures different features in the test part is also developed. The evaluation of acouracy as well

as surface roughness are discussed for major rapid prototyping processes.
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Fig. 3 measurement direction
for surface roughness, Ra
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Fig. 4 Measurement results
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