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Abstracts Based on the minimum cutting time criteria, the tool path generation algorithm of a pocket
machining is developed as a form of a built-in cycle for the WOP(workshop oriented programming) of a
CNC controller. Based on the given CAD database and tool information, an optimal cutting depth and

geometric properties can be generated, then six different tool paths will be generated internally and
automatically. Finally, the G code which commands tool movements is generated for CNC machining.
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Fig. 1. Machining strategy for pocket roughing

848



3. Rol29 Fx % AnYF

FAMTE AN 7] AsAM AAA 240l mAH
A, £ =& H2ADY IT H2 JYRg mjdnt,
HA Y FA TT H2E AN BL AT 2EHO %o
W 325 ATt old 533 2Y FE, & odUc
7b Sut e gl Wi HH FT A= gA[2]4]06),
ET AR FH9 dH oidAsd st @ A FF9
FTTHAEE o8, H3 TT32E YAsts Wyol uig a7
OlTH3I[5]. £ ATA AtA HolFS Yoo YA A
B, @7 o]de oldAEE ZE TAY YR EE RE A
Ast7] A% A B FFAZE AAHE.

M Aelgd 718 F2E 39 2914 Eol: nig o
HEY-, dnelF F4F, Y22 TYH Aoy, 7 BB
o g dde o g,

CAD Databae
3TN E
Input Feed rate
Traverse rate

T T e e e e e e e e e e e ————— I
i :
! L Calculate surface point !
! i
| l !
! I
! }
! Calculate optimal depth of cut :
Pocket ! t
|
Cycle i Identify istand Identify edge i
! I

|
Algorithm ! |
|
! I
| I Generate six tool path patterns ] !
l !
: )
|
E [ Calculate optimal cutting time I !
S R

Output
Pu I Optimal cutting tool path pattern ]

ag 2. XA 7T Hol &9 IR Fx
Fig. 2. Basic structure of pocket machining cycle
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Fig. 3. Desired surface point by regular xy interval
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Fig. 5. Operator of Sequential labeling and Identify edge
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Fig. 6. Six tool path patterns
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where Ly is the length of tool path.

Ve is the cutting feed rate.
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where Lg is the length of noncuiting traverse.

Ve is the positioning rapid traverse rate.
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Fig. 7. Example of workpiece
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Fig. 8. The cutting time of each tool path pattern with

respect of each layer.
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Fig. 9. Total cutting time of each tool path pattern
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