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Rapid Tooling of Aluminum Shoes Mold Using Porous Mold

Sung I Chung*, Du Su Jeong*, Do Kyung Kim**, Hae Do Jeong***and Ku Kap Cho****

ABSTRACT

The RP&M(Rapid Prototyping and Manufacturing) is the most appropriate technology for the small-lot
production system, in which the production cycle is getting shorter owing to various needs from consumers.
Recently RP products which are made of plastics, wax, and paper are used to verify the design of samples. But
these products cannot be applied to the real mold because the strength enough to be a mold cannot be given by
soft materials such as plastics. So RP products are copied to AFR(Al powder Filled Resin) molds or metal molds,
which is called the RP&M. In this paper, RP&M is applied to a casting process. A porous casting mold, which
is made from ceramic powder and binder,is used for rapid tooling of aluminum shoes molds.

Key Words : slurry(ar?ia]) porous casting mold(% 7)1 F8), slurry casting(£&18 M2H), vacuum sealed
casting(Z AT )
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Fig. 1 The Manufacturing Process of Slurry Casting”
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Fig. 3 Microstructure of Porous Mold
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Fig. 6 Process of Vacuum Sealed Casting
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Fig. 7 Microstructure of Product by Conventional and
Vacuum sealed casting
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Fig. 8 Aluminum Golf-Shoes Mold
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Fig. 9 Aluminum Shoes Mold
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