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A Study on the Mechanical Design and the 2.5-axial Combined
Machining by CAD/CAM

Yang-Chang Lee*

jl Abstract ‘[

In this paper, the Post Process for the manifold complex processing using CAD/CAM Software of two and a half
Dimensions(2.5D) has been developed to maximize the application of the manifold manufacturing machine. Many
companies are currently making use of high price systems to improve manufacturing process using the multi-axial
complex manufacturing machine. In accordance with the requirements, the utilization of CAD/CAM Software for the
manifold complex manufacturing machine is earnestly demanded. However, the experts who have experience in
manifold manufacturing machine are insufficient. Consequently the outcomes of the Post Process for 2.5D CAD/CAM
Systems have been dealt in order to be smoothly operated by those who have basic skills and be understood in process
drawings. CNC program functions can be specially used as they are, when drawn up. The Post Process for the original
point designation and transformation of coordinates has been developed and applied. The results gave proof of practical
manufacturing outcomes.
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#105=100.0 (Z Displacement () : User set)
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[FR#100 GE #102] GOTOB113 (Repetition & End set)
GO CI{360/#1021 *[#100]] F#1 (Angie Auto set & Feed)

"GO FHEXSE.0 CEBETT
601 X45.0 F100
C78.495F200 -
C79.186.25.037,
C70.866 25.145
C80.527 75,325
£81.18876.573
C81.75 25 885
82298 76.258
£82.784 76,684
£83.21127.16
C83.56977.676
€83.853 78.227
C84.058 28.803

Fig. 5 Example of Output
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Fig. 11 Screen of PP Option

#1-2000 (Feed Speed : Auto) 7]
648 680 €90 €56

#2=54 {Work Coordinate Number: €54 & User set)
#3=[42-53] (618 -~ P Number Set : Auto)

#100=0 (Start Humber : User set)

181-0.6 (Start fngle : User set)

#1e2=4.0 (Arrangement Number : User set)
#163=70.6 (B-axis fngle : User set)

#164-28.8 (X Displacement (+) : User set)
#165-0.0 (Z pisplacement (-) : User set)

610 L2 PH3 €#101 {Start angle)

H211

668 X¥104 VO 28165 10 J1 KO R#103 (Movement & B-fxis Rotation Angle)
690 G43 Goe X8. ve. 258. Hi3

18

N5813  (Repetition Loop Humber)
IF[#100 GE #102] GOTO5113 (Repetition & End. set)
661 C[[360/1182]=[#100]] F¥1 (Angle Auto set & Feed)

#100=-#108+1 (Loop Repetitien : Number set)
G0T65013 (End)

Hae

Fig. 12 Example of Output
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