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Abstract

Presented in this paper are a CAPP(Computer Automated Process Planning) scheme and
a generating method of intelligent NC data for unmaned machining of mold die. Mold die
surfaces usually have free-formed geometry of complex shapes. So it is easy to overcut
the die surface and to overload the cutting tools. It takes tens of hours to prepare process
plans and to generate NC data for each processes.

Therefore a classification of unit machining operation(UMO) for mold die manufacture, a
backward recursive capp algorithm and a generating method of intelligent NC data are
presented in this paper in order to provide a unmaned machining architecture of mold die
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(b) Side view

(a) Raw stock with Dnill Hole

(d) NC Tool-paths

(c) Top view(1st plane)
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Pocketing path interval

Pland step

Rough pocketed surface

Fine-pocketing boundary

(b) Top view(Wall)

(a) Side view

(d) NC Tool-paths

{c) Top viemFloor)
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(a) Plane-parallel contouring (b) Isoparametric contouring

{c) Hetical contouring (d) Isoparametric down-hill scanning
[2d 4] dHEy 99 AA33

Strip boundary curve

(c) Parallel-offset area-scanning (d) Spiral-offset area-scanning
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Cutting depth

Vertical concave strip
Pencil-curve

(b) Pencil-curve scanning

A

Cutting depth

(c) Pencil-curve scanning

Horizontal concave strip

(f) Curve-parallel strip-scanning
(upward)

Vertical concave strip

(g) Curve-parallel strip-scanning

(h) Curve-normal strip-scanning
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