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= Pressing
Atomizalion Isostatic pressing
Reduction Rolling
Electrolytic deposition Extrusion Amosphere
Carbonyls Injection molding Vacuum
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I Cold i
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e Hot
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¢ Physical models of parts produced from CAD data files can be manufactured
in a matter of hours, to allow rapid evaluation of manufacturability and
design effectiveness. In this way, rapid prototyping serves as an important
tool for visualization and for concept verification.

e With suitable materials, the prototype can be used in subsequent
manufacturing operations to obtain the final parts. In this way, rapid
prototyping serves as an important manufacturing technology.

e Rapid prototyping operations can be used in some applications to produce
tooling for manufacturing operations. In this way, one can obtain tooling in a
matter of a few days.
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