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Table 1 Geometric entity supported by commercial

CAD/CAM systems
Gometic | Eny Fiy oo
100 Circular arc
102 Composite curve
104 Conic arc
Curve 110 Line
112 Parametric spline curve
126 Rational B-spline curve
141 Boundary
142 Curve on a parametric surface
108 Plane
114 Parametric spline surface
118 Ruled surface
Surface 120 Surface of revolution
122 Tabulated cylinder
128 Rational B-spline surface
140 Offset surface
Trimmed 143 Bounded surface
surface 144 Trimmed parametric surface
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DEAS, CATIA, Pro/ENG, Cadds5% tile A&
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IGES 5} 2 Table 2o vtehdl wie} o] Az} thet
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section), &8 teH(terminate secnon)oi FAE) £
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Table 2 IGES file structure

Start Section S. _1
: file name, date ... g al
Global Section © !
: system information G 2
Di : D 1
irectory Entry Section D )
(DE Section)
: index, entity type number... : '
% entily bpe D n3
Parameter Data Section ]lz ;
(PC Section)
- real dat dinate, ter... ) ’
real data (coordinate, parameter...) p d
Terminate Section T |
S nlG n2Dn3P n4

Type 143, 144
Trimmed surface

Type 141, 142

Boundary curve

Type 128 lk

Rational B-spline surface

Type 102 ,
Composite curve

Fig. 19 Trimmed surface representation in commercial
CAD/CAM
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Fig. 20 Construction procedure of trimmed surfaces

Fig. 21 1GES freeform surface generated through coordinate

transformation on OpenGL

Fig. 22 Designed surface by using I-DEAS
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(b) Generated measuring code

Fig. 23 Automatic generation of measuring code

Fig. 24 On-the-machine measurement for freeform surface
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