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Fig.8 Calculated Tool Orientation

3. E

—

2 drelMeE 5389 4 5% 78 Al NC Data &
Aokl HE T7dolE Eolv AaFE NS 7
gk A|2="lel 4] NC Data & 43k 5243 NC Block <
Adstal, 4 b T AR 9GS s 2
°] NC Data & 23] 4o A8 & do)s =4
T AE HA FTAAE AL o] Ala"e g
O7 JhEel AHEE T A8 dols 2Y9oEA VM
w2 el 71 & S Aol ddEn.

xT23

—

1. F. Mason, "5x5 for High-productivity Arifoil Milling", American
Machinist, Nov, pp. 37-39, 1991.

2. H. K. Tonshoff and J. Hernaadex-Camacho, "Die Manufacturing by 5-
and 3-Axis Milling", J. of Mechanical Working Technology, Vol. 20, pp.
105-119, 1989.

3. B. K. Choi, J. W. Park and C. S. Jun, "Cutter-location Data
Optimization in 5-Axis Surface Machining”, Computer Aided Design,
Vol. 25, No. 6, pp. 377-386, 1993.

4. S.J. Kim, "NC Milling Productivity Incensement by Short Milling Tool
Setting Method", Journal of the Korean Society for Precision
Engineering, Vol. 25, No. 5, 2008.

202





