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ABSTRACT

A study on the generation of optimum tool path for
machining the concave parts is discussed. Above all,
the various cutting factors and their relationships
are considered. Then optimum tool path for concave
parts is generated on these cutting variables and
their relationships. It is difficult for existing
CAD/CAM systems to machine the concave parts. For
cutting the part even the experienced craft must give
many attentions and m®much time since it needs
consideration of various cutting conditions and
geometlric properties.

The optimum tool path for the concave part is
generated on not only geometric properties but also
cutting conditions. We choose ,as variables, feed and
cutting direction for productivity, diameter of tool
and constant(stable) cutting force for machining
accuracy, The results are verified through simulation

of the index of performance and cutting force.
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IFig. 10 tool path of machining surface with low slope
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a) tool path for uncut corner part

A

v

'

| o— 712732 —a +34=2

EAL

——71& AR —m— TR

Rk

b) evaluation

12 tool path of machining circle and corner



