=

=74l

OES &AL AFRAY B3l AEEY
ozt ohdv] 9 717 AR Ask §o2 g9k 4 Qlnk

webA ol e FHAE A3 AT Wete R B
YA o E2E AES A4, AUsHA BT o e 17
77kl @]9 Adrt AEE BAZ R A

229l 7 F580 WA A AL E 4 Qi)

oloh 2 2T £3317] $Iste} 53] WATE Rof

ML T471E, BEAHE, BTN AZkA) 283 o

47k APIEE glod A BHIAY BES ol
1%, 0%, BEH 422 A A 337148 Be

2 813 9t} £ ATIHE o] FoA ThE 23R
472 $A0 A4 THEEWHIIY BA 4T $F %

CAM T8& A& 221 7€ 2§ ARIE AAE

o 2N A FA71A Y vobd W dRstet A™

DRFEPPT] M3 M2

SEe AT Y AxYe) BAHS

2T LT ALY 715S A 35k Bk
5L FA Aokl A TN AZE wiA e B F
& 7HE 7HesHA st aRIPH] At 7S B4
of sty 93 WFor wHstal glov olF Hdto
7189 2% A4t - 3% U FROJA Bt Y| &
7HE EQAlE - thE U 2o HRAUES SIS
24 AT on)of A 13] APl ATt HrkE= H3t
39k & Holl S ALT F 3 B ot
AEY &, F23o] glo] ZE 7H 340 g=dS v
t}, ol &RV B2 55 A4 3R o E
7ol dad 45F AECl dstol H4T 455
T3E £ ot & 4584E A JMER 379 &4
7hEt o] FUd AFAT JMEY FHHe 55 YUYW
S UaR ke 9 249 & F3o| glo] 13] A% & &
7F8& 7He A st Aoloh ER U, =2, Hil
EolE, 29E9 T2 HEVAR FEH 2ol 453




Aol thigt Aafat EFol= A tigt EUFo) da
3 A o & Aa3E A 4 don ok 349
A7Hgol oA E L% AAaL DRIPHASE g
5% 4
13} Aol o3t 47hge] EHC2REH de 5 e

A SlollA EAT naL AT TR7I7HA) S 0] 9]
d= TH7HE 58 U= Folghe Wit S8 &
5 & o gon old E4L& IFUEE 813k 4
U ddee 2L REANY BFEHE 4A IS5 +
A=E et DAL M, IRIPEA AR 2 T
RUE I 2L ERFELS tE S77IE A
FA7IA AFFAR AEF Yol Aol gl=S o
EFag ez,

2. ot 37k 7%

o|fgt BE37H719 EAHE AdzE A AL
2 g8y Yoo, ERVHETIE ARSSt] 3T 4 9l
= O B 715 2 £2E woske Ao AR
ot 303 Aot} wehA B HoMe BV o
7Y 7F7 e & AR T oA A= of it 7S T
@st7] e CAM &Y 8-S BEAHE A2 Eof AA|
8}z gt

2 AN AAshs tEEA7R7IE 719 Ho8 F
AH MazakAr?] Integrex—200 2dolt}, o] Rde 7|&
9} Turning Center 752 7|EHo2 {X31HA 5%
Machining Center®] 7]5-& F713t ti#3Q th&5E371
3719 ®E mdolt}, HARE e FFHo] 7R BE
A= FAZ]8 CF) 22 AREW Aituto|E7} Azt

Fig. 1 Integrex-200 mil-turn machine
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Table 1. Specification of Integrex-200

Model Integrex-200
Company Mazak(Japan)
Machine Limits X580, Y160, 21045, B225, C360
Turning Speed 5,000rpm
Milling Speed 12,000rpm
Max. Fesdrate 38,000mm/min
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Fig. 2 Turning by the mil-turn machine
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Fig. 5 Dual center machining by the mill-turn machine
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(b) Spur gear

Fig. 6 Gear machining by the mil-turn machine



4 ZAHTE Fig, 73 2 UEI4E 7P
B} 0|2 AFHME U 2USY JHEEI} 1100
of 3}=1| Integrex—2002 HdiF< 12,000rpm 224
oj# g m&zAL WSt gl

oAl FAGH ikt BErhg 715 olYol® 39 37
9] 23+& E3to] PP YT g WHo) HgE ALE A}
ZH}

Fig. 7 Cylindrical Grinding

3. &8-S 1% CAM

U oA Aw B vlol Zho] BER7HE 71§ ARGSie ok
3 259 7S ST 4 ook I uE Bty
AL FAYLE FFHEE AAY T Y AFL W%
Agtoln FAFEE A AAPETHHCAM) FHS
Bl ZEsti A& TR AL ssfof g,
ol ¢t th&lE, B3 53V U = U= BE
o] X3E CAM 2ZEJO1E AMSIAL 5HAQ 4ZE
o1& Aursio] 28T Yavk qiry & nojAs CATIA
9] Multi~Axis Machining ZE-& AHEste] b B3}
FHA7IHE 5% BI7E)E ¢ BY & L%,

3.1 CAM g HY 2EY

5587718 Mgt Thadt st AlE 7ed
ool 7 AEE AEE AE 29 2 50} CAM &
AL £ LRZANAE AVEaA} gir} HAER AlE
2 Fig. 89 ()¢ Zt}. ok 5% E3rievie) ohokst 7t
T B4E AFY 4 =S HAEY e Fig. 89 (@)l
wAE 7}
Agoz 7138 ¢ o 5L AR Yok & Ak

% 3o 213 22 WA B SAYS sk npREe
2 394 2e 28N WS npAA Fo o]
H§ B3/ HIAEE Bk vy B 71T
AUEE AR £ 9k CAM 2Y-e $3317) gt A
WA o RN 3-D RAHE Fjof s £ oM 3
3t 2 CATIAY CAD RES ARSI Fig. 89
(b)e o)t mdlslo] AFfolct,

Turning

Grooving

f i

Facing Helical Machining

(a) Test piece for machining accuracy

(b) Modeling of test piece for machining accuracy

Fig. 8 Modeling for CAM work
3.2 5% BEWIS 3PB= 8%

HYstL FAH QA 78-S Y- e TFHR AL A
7 ARE AP Sl AHH R E THEAGE BT
e B8 7 ZRA|IAE AAstoof i}, B
7HBAME B2 B¢ AR Ade T F A,
zend 7k, 7 R 2EE 7Y eAR 3RS T
ot Aol A &89 FHoJA Aol

Fig. 9= S5¥75-& A% 37 228 Z2ALM2 &
AHoz yehd Aolth, Fig. 99 () AL Fe

September 2004



2A $E08 st TsiH B 1o|AE CATIA
9] Turning ZE& AME5te] AR E YA T UbE
KolEg ANl 34 9 Aartg ARE PAsian
a3t go] koSt AR 97 zastdg wet
FFARE YRS U EF Fig. 99 by FHlolE
B AR A2t Zrg oz 29T go] Zulo|EV} Ydt
71 o) 3EARE A4 Ytk

Fig. 9 Tool path constrﬁdion for milling

At 2k Folls AEYS ol 8 B4, T2 Tk
27h, 9287 52 a8 Fig. 99 (= B4
= AT A4 7Y dE BoFe AS2A 1™
P33T AR AL $ = 0E Yok SR SAMYAS
& 5 Ut Fig. 99 (e EA=UE ARSE &1
FLE o] FHE w7IA] WY o2 RAMYASt] ARG
t}. Fig. 99] ()& 3d&T 2RE9 FA A& 58
E 713 e 2A HolH Fefe] YFHE b EA=T

[FCA=)

o

£ 2 x

SRBEY IR H13A HIZS

o] Pt WAL 7HERT Wk B9 2wt nYHo} 9
7YY Zuoh A LT UL CAM 2TEYolS
AHgoH) GUE $FOR FTARE T & 9o,

3.3 Post-Processing

olzl o] AT FAHRE 7 A9 F7Y
Cutter Contact Data(c]3} CC--Daté)iH, 7hEalaiat &
£ 55587719 7|AFEe g NC-DataZ W)
Fojof &t thE7ME UM = ol Z2 Post-
Processing 2r¢19] 93t Ajoj7} v 7tk g e 5a%
a4olt} Fig, 10 & 2oA A|A8 Integrex—200 555
WHe719 3REHEAY 7 AZRAE e Ut
CC-DataZ BAE 3142+ Fig. 109 F2HE HEA QL
Xe, Yo, Ze A FEA AgollA L Ao|BE 7hgsiaat
e AL AFA Q] Xm, Y, T B WA F= G715}
A& 3 of 311 =5 Pivot length$t Tool lengthE H
¥ Gage length 3131 Rha BAF3] Srojof gt

i
X i X :‘rm
pe t
l H
u, O ‘ -
) B 3' |
[
“—““-’;1 - #—p’”
4, / s, .
v, i R
+ o -
-
-2 NEIEA TETnY

T
ST 1%

Fig. 10 Coordinate systams for 5-axis MCT

9o} Z+& Post—Processing 332 Arg AT EQ0]Ql
Post—Workst G—Post5-& 3t 438 4= it

3.4 3TY2Y TS AN 2 P

o443t Zo] 44443 NC-Datat A4 BAZIEE 43



317] Aol ¥t=A] dAE hy, 32 29 7 A A
Aof s "t Algdo] A} WAl AlEH 0| HS F5to
AR} B9 A3 FEolv HAR Y Tt n)d QRS
motdh 4= Stk FARY HEE Yot A48 AZEY
0131 Vericut 5.3(CG Tech. U.S.A)S A831% 21 Fig.
13 2 B9 73 AnE =& Fig. 119 ()& H
AR AlEFolA g BoFL glon o7|Ae
A o BE 23 FAZ3HA "ot Fig. 119 (b WAl AE
ol AP R A £ vjAla} &7 T2 wAla) 29
A% 7] 9 3= HA2EE #33%

(b) Machine simulation

Fig. 11 Tool path verification with Vericut
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(b) Result objects of machining

Fig. 12 CNC machining with Integrex-200
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