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Abstract

NC simulation has been used to replace the test cutting of NC machining. Although it can
reduce the NC part programming effort, it still has a problem. If any error is found during the
simulation, then the part has to be reprogrammed and it is time consumm'ing. This paper presents
a method for verifying and editing the NC code after the post-processing without going back to
the part programming stage. A data structure and an algorithm to verify and edit the NC code
interactively with the aid of graphics is introduced. Z-map method is used for the shaded image
display and cross-sectional view display of the macined parts. The method was implemented in
a IBM/PC-386 with MS-Windows software, and the multi-window function of the MS-Windows
is used for the simultaneous editing and verification.
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procedure Select NC Code(px, py) .
var px : x value of picked point on screen;
py .y value of picked point on screen;
no_sec : number of section include the picked
point;
x_scr: x_scr value of DLL structure indicated
by Sec[no _sec] [{];
v_scr:y_scr value of DLL structure indicated
by Sec[no sec] [:]

begin
no_sec : =Include Section: px, (py);
i =0

while Sec[no sec] [/] is not empty do
x_scri =x_scr DLL(Sec[no_sec] [i];
y scr: =y_scr DLL(Sec[no_sec] [{];
length : =Length(px, py), drawd line by(x_scr,
y_scr));
if length is minimum then
Selected NC code Number : =Sec[no_xec] [i];
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