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The Manufacturing Technique of Rapid Products using Filling Process
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ABSTRACT

In order to reduce lead-time and cost, recently the technology of Rapid Prototyping and Manufacturing (PR/M)
has been used widely. So various RP/M methods have been developed and these systems commercialized several
years ago. The machining process is one of these methods. It also offers advantages such as precision and versatility.
But there are some considerations during machining. The most important problem among them is the fixturing. So we
have to overcome the limitation because the fixturing time is depend on the complexity of geometry to be machined.

In this paper, we have developed the fixturing technique using filling process that can be widely useful for rapid
products within a short time. So we have carried out some kinds of rapid products such as plastic knob and metal
fan using our fixturing process. In fixturing step, the filling material might chosen a resin or a alloy according to
wether the work material is plastic or metal respectively. Also we developed the set-up equipment attachable on the
table of the milling machine that provided practicable quality during a series of machining operations, named by two
step milling process.

Key Words : Rapid Prototyping and Manufacturing(RP/M, & 28 2 A3, Rapid Product(# & A &HE),
Milling Process(32t &4), Two Step Milling Process(2% W¥ 7}, Filling Process(£3 &
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Table 1 Material property of filling material
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Fig. 4 Set-up equipment
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Table 1 The process specification
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7+& _ F&3) A& X (pm) : 2500
A ’ FTF old £% (mm/min) : 250

Fig. 6 The finished shape of the-upper-face milling
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Fig. 8 Final metal Fan
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