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An Algorithm for Automatic Generation of a
Dimension and Tolerance Chart
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School of Systems Management Engineering, Sung Kyun Kwan University

ABSTRACT

A dimensioning system in a manufacturing process is often complex, especially when a lot of
operations are involved in the process. Determination of operational dimensions and tolerances
becomes even more complicated if there exist inconsistencies between operational and design
references. Dimension and tolerance charts have traditionally been used to establish the relationships
among operational dimensions in machining . This chart furnishes a record of the relationships in an
easy-to-grasp form, proves that sufficient stock for a cut is available even under adverse conditions,
and also proves that separate operations, when taken together, will harmonize as desired. In this
paper, various existing roles of the chart have been extended to an operational routing sheet by
generating it automatically, providing machining conditions, and verifying operational tolerances.
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Fig.l1. Flow chart for generating a dimension and tolerance chart
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