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Abstract

in manufacturing press die with free surface, grinding
operation is an important post process for surface finish and
dimensional accuracy, With the advancement of NC technology,
sarface grinding operation is increasingly replaced by the
gantry type manipulator. As the pechanics for grinding
operation is different from machining operation, conventional
CAM system for machining operation is hard to apply. In this.
paper, we develop a five-axis CAM system by whlch_ an
efficient gantry trajectory can be planned and verified. The
developed system consists of four conceptual modules: namely
CAD, PROCESS, CAM, and ANALYSIS. In the CAD module, the
machined surface is represented by ClL-data or surface
modeler, and process parameters are specified by the PROCESS
module. Then, the CAM module generates a series of grinding
paths based on the grinding mechanics together with process
databases for tool specs and grinding conditions. The
generated paths are verified via ANALYSIS module.
Validitation via real experiments is left for further study.
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==~ Entar Crinding conditien -~--
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=== Creund anount Statistics —
Target Crinding anount (mn) @ 6.408
In-Telerance (mn) : 0.188
Out-Tolerance (wn) : 8.108
Feed Gwms/nin) : 268.800
Spindla speed (rpn) @ 3000.808

Mean : 0.368

Rarvre 1 8,399

Variance: 2.806

Stondard deviation : B.07S
- Llatped Tine (nim) : 445,200

Press any key ...
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Drav tesl radius map M

17 16. Tool radius map

=== Cround amouni Statisiics -—
Target Crinding anount (mwn) : B.400
In-Tolerance (m} ! 8,108
Out-Tolerance (ms) : B.108
Feed (wn/nin) | 200.800
Spindle speed (rpnd ! J086.000

Nean ; 0.372

Range ; 0.390

Variance: 6.203

Standard devistion ! B.873
Elasped Tine {min) ! 643.936

Press any key ...

217, dvigey 24

e b ndeinlbatats e T

=== Cround ancunt Statistics bl
Tareet Crinding anount () : 8,40¢
In-Teleranca (nn) : 0.108
Out-Toleranca (m) : 6,188
Tead (mu/nin) 1 300.808
Spindls speed (rpm) @ 4800.0908

Wean : 8.372

Rangs : 0.399

Vartance: €.003

Standard deviation : 0.873
Elasped Time (nind | 429.291

Press ang key ...
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