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Manufacture of Buff Die using CAD/CAM Systems
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Abstract

The object of this study is a manufacture of
buff die using CAD/CAM systems. Systems are
consist of AutoCAD, CAM software and CNC
milling machine. CAM software is purpose of
G-code generation for CNC programming. Then

CAM software and CNC milling machine are-

comnect to RS5-232-C cable for networking.

Keywords : Buff Die(A&9] ¥+ £3%), Tool
Path(Z+7242), Pocket Working(ZA}3),
Postprocess Module(3# 8 2%8)
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Fig. 1 Configuration of CAD/CAM system
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Fig. 2 Flow chart of CAD/CAM system

3. A=l H§

31 CAD Z2Yy& o] &3 =N

AutoCADE &4349 23449 7exde *F
Ailed THARE CAM Z 27182 Omegadl A
goEY 4 UE DXF A9 Adz Ag3}
Omegad] A= o] DXF €& gojAx T 24
Yo} 221 71T T o1/ & Atk

-107~



Fig. 3 CAD drawing
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Fig. 4 CAM Interface

Fig. 5 Define of surface configuration (2D)
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Fig. 6 Define of surface configuration (3D)
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b. Tool path (3D)

Fig. 8 Generation of tool path(finish working)

a. Tool path

a. Tool path

b. Tool path (3D)

Fig. 7 Generation of tool path(rough working)

b. Tool path (3D)

Fig. 9 Generation of tool path(finish working)
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Fig. 10 Condition of working(rough)
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Fig. 11 Condition of working(finish)
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Fig. 12 Post processing
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Fig. 13 NC data
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Fig. 14 Tranfer data box of Omega program
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Table 1 Working condition & working time
Condition Rough |Finish(®1.3)|Finish(®1.0)
Cutting speed
(rpm) 3,500 3,690 3,600
Feed rate
(mm/min} 32 34 34
Pitch(mm) 0.6 05 04
Plan step
(mm) 0.3 2.8 2.8
Working time
_ (mm | 260 [ %2 ] 66
Table 2 Experimental conditions
_ CAD_S;)ftware AutoCAD 7
- CAM Software B Omega
Rough 020
Flat T hish 213
Endmill ’ -
L Finish d1.0
Tolerance +0.01
CNC Machine TONG IL(TNV 40AM)
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