F2ER7IA%S BdE FAGEN =
CAM Z=213&

o] F M, 9%

23 pp. 228 ~ 234

8 E A%KFZ BE

o ¥4 A

F(AWWED), o] A sGHAAANt®)

Process Improvement of Continuous Casting Mold using CAM Program

Jong-Sun Lee , Choung NamKung® , Jeong-Youn Lee

Abstract

This study is object to process

improvement of continuous casting mold. For process

improvement of continuous casting mold using CAD, CAM software and CNC machining center.

CAM software is purpose of G-code generation for CNC programming. Then CAM software and
CNC machining center are connect to R5-232C cable.
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Fig. 2 CAD drawing of broad face

Sehedene Pedel Potify Cooec; locke Qs

L

o i

ol hae « P

m~’”"‘“ HERPEE ;:E" Bt

‘ iz ;_\:\“ :‘u;’ (:.I.::»'

mmm—— 2B N :‘5'.:"

Fig. 3 Working time of broad face
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Fig. 10 Model inspection of broad face
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Fig. 16 Data input of cutting condition
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