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ABSTRACT

As consumer's desire becomes various, agility of mold manufacturing is most important factor for competence of

manufacturer. In common works to use commercial CAM system to generate tool path, some decision making process

is required to produce optimal result of CAM systems, We propose tool selection procedures to aid the decision

making process. The system provides available tool size for machining of design model part of injection mold die by

analyzing sliced CAD model of die cavity and core. Also, the tool size information is used to calculate machining
time. The system is developed with commercial CAM using APl. This module wiil be used for optimization of tool

selection and planning process.
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where, r;: vound radius at convex vertex i
w; . strait width at concave vertex j
v.: number of convex vertics
v, number of concave vertices
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where, IT : In— Tolerance
PS : PariStock
TD: Tool— Dimension
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Intol Outtol PartStock
Rough 0.03 0.12 1.00
Semi-Finish 0.03 0.03 0.30
Finish 0.03 0.03 0.00
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Figure 1. Flowing Structure
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Figure 2. Solid Model
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Figure 6. TD16 Result of
NC-code & Machining Time
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