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Abstract

: Recently, the study for production technology is focused on cycle time reduction as various products are

manufactured. In order to manufacture tool and die, rapid prototyping and rapid tooling are researched. Stereolithography

apparatus, selective laser sintering, 3D printing, laminated object manufacturing are developed in rapid prototype

. The

purpose of this study is to develop rapid tooling technology using thermal spray process. This technology is not
well-known to korea, but this study will be contributed in development of domestic molds industry through continuous

research and development.
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Fig. 3 Manufacturing process of die using high carbon steel
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