PHEMUBESX K 263 83 pp. 14-23

August 2009 / 14

Journal of the Korean Society for Precision Engineering Vol. 26, No. 8, pp. 14-23

¢ 5S4 63N YAYYAR V¢ ¥ 88

374 3% 44 BYYY 788

0|8

r°l'

28 e

Development of Moulds and Dies Using Direct Metal Rapid Tooling & Manufacturing
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Fig. 2 Applications of moulds and dies of direct metal
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Fig. 3 Applications of steel lamination process to

manufacturing of mould with conformal cooling
channels (Toyota Technology Institute, UK)®
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Fig. 4 Applications of steel lamination process to

manufacturing of mould with conformal cooling
channels (Univ. of Warwick, UK)P
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Fig. 5 Applications of 3 DP process to manufacturing of
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Manefacture Moulds

Fig. 6 Application of SLS process to manufacturing of
mould with conformal cooling channels (Univ. of
Leed, UK)?
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Fig. 7 Application of DMT process to manufacturing of
mould with conformal cooling channels (Univ. of
Chosun and Inssteck Inc., Korea)™
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Fig. 8 Application of DMD process to manufacturing of
thermal management mould (Univ. of Louisville
and POM Inc., USAY*%
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Fig. 10 Applications of steel lamination process to
manufacturing of sheet metal forming tools
(Univ. of Tokyo and Hanai Engineering Inc.,
Japany™®
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Fig. 11 Applications of SLS process to manufacturing of
sheet metal forming tools (Nanyang Technical
University, Singapore)*
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Fig. 12 Applications of DMD process to manufacturing
of hot forming tools with conformal cooling
channels (Univ. of Graz, Austria)18
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Fig. 13 Applications of DMD process to manufacturing
of hot forging tools with a high wear resistance
(POM Inc., USAY
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Fig. 14 Applications of DMD process to restoration of
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Fig. 15 Applications of DMD process to restoration of
sheet metal forming tools (POM Inc., USA)™*

il body ido etz 00
o 0TS

% wFo] FAY oF g
of F& Ep “91”“’ Heq 5 drh
2003 WHEE 1F9 POM AtejAlE DMD 34S
o] AlE Y 23 2 AFA Ed AHY F
71es Aate] ol Hgstm
a3 9 AFE AT WE @~ 1L
A7 4 At 538 POM A7F 2HEat ¥
o g3l 4
A2} Door ¢ A WA o]FAWHA &
B/E thAl A a’*/ﬂ%}s}ﬂok
=), 71&Y Door AY ¥ I AA
FHoE PR AFdo] WAH
Door 48 538& AZ34 Elr o] A3 Door 43
w89 977t 8suAA Aasivhe il B
9,

4 1 do op
P
Ip
f
~1>

Ul =

3@ rE o
ot
ox
o
=
=l
2

Fig. 16 3} QOI A}%z]— LAMP £
AdY 2= 43t ﬂr}—% w4, A=
Y T dYd 5dE& Hesle]
}]' 0”3} !-rol’kg—ﬂ-’} 733ﬂr°ﬂ

iTﬂ 24 Al {PLHOH
Bed AYEHRE
FYERY 29 #%O) 1.5 Bl
ag 4 gl

ﬁlﬂ,
rSl
I‘N
-, Q‘,.\
o
o
o,
oo
N,

]

Removing of
worn area

Repaired
die worn area

Fig. 16 Applications of DMT process to restoration of hot
forging tools (Inssteck Inc., Korea)"'



SEEUBASN M 267 8% pp. 14-23

August 2009 / 20

N 3% =
e 2% TY ERZEA S e R Y
Bl Wl 244E R AR4EH 2ol AF
& AZE AL Y EV 228 A7)
71 9 o

Fig. 17 Example of post-processing of deposited mould
by direct metal RT&M technologies (Univ. of
Hong Kong, China)™
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Fig. 19(b) Concept of bulk metal forming dies with high
wear resistance’
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