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A Benchmarking Comparison of Rapid Prototyping Processes
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ABSTRACT

Requirements of a benchmarking for rapid prototyping systems and process usually include manufacturing time,

cost (including system price), and dimensional accuracy. This paper deals with a benchmarking comparisons to

investigate the functional requirements of RP system. A special designed IMS T2 test part with dimensional,

geometrical, and surface roughness features has been used in the inspection of RP processes. IMS_T2 test part was

built on 5 commercially available RP machines which are relatively new model in Korea.
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Table 3 Measuring Items for the Surface Roughness

No. ITEM No ITEM
S1 | TSBX direction | 54 SSB Y direction
82 | TSBY direction { 85 SSP Z direction

83 | F3BXdirection
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Table 4 Accuracy of each RP syste

Maoxlel Process Dev./mm) Dev.{%)
FDM TITAN FDM 89.1 .81
EOSINT P380 SLS 171.1 219
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SOUP 11 600GS SLA 99.3 1.09
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Table 5 Results of a Benchmarking Comparison

. - Accuracy  Roughvess  Build Cost  Build Tine
RPSystem | Process (1) (Ra, 2} (1.O00Won) (k)
FDM TITAK FDM 89.1 3.08 620 29
EOSINT P380 SLs 1711 3 970 9.5
Obijet Quadra Inkjet 157.8 152 600 10.3
Viper si2 SLA 2.6 0.22 810 24
SOUP |1 660GS SLA 99.3 658 1050 10
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