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Rapid casting mould process for innovatory products
based on characteristics of digital picture
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Abstract : The design of innovatory products and their mould processing methods were introduced- T heir

3-D model with key design information was generated by using the two-dimensional characteristics in the

digital picture and software Pro/E. The SLA prototype of designed product could be manufactured quickly

with rapid prototyping machine. Then this prototype was reproduced into a silicone rubber one: and finally

the quick casting of zinc-alloy mould for the designed product was implemented with the help of the special

casting technology with gypseous mold, providing a simple and quick way for development of innovatory

products-
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Fig-1 Flow-chart of product modeling
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Fig-2 Example of digital picture
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Fig-3 Process of product designing based on characteristics of dragon-feature in Fig-2
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Fig-4 SLA prototype and its silicone rubber mould
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Tab-1 Stoving process of gypseous mould
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Fig-5 Alloyed mold of handicraft articles with innovatory

design and components for their trial-manufactur-

ing
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