BEBELEEG 2002468 EFB8MAEHUE pp569~574 KSPE 025196

AETH HAR JIBE 93 T ME ALY Ay
Y (SMUEL thatel J[A S, MR (EA SR 2| H 28ty
SIGRT(ET MA 7| AT ), YAMT(EIE MA 7)E HTY)

Development of Tool selection System for Machining Model Part of Injection Mold
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ABSTRACT

As consumer’s desire becomes various, agility of mold manufacturing is most important factor for competence of
manufacturer. In common works to use commercial CAM system to generate tool path, some decision making process is
required to produce optimal result of CAM systems, The paper proposes a methodology for computer-assisted tool selection
procedures for various cutting type, such as rough, semi-rough and finish cuts. The system provides assist-tool-items for
machining of design model part of injection mold die by analyzing sliced CAD model of die cavity and core. Also, the
generating NC-code of the tool size is used to calculate machining time. The system is developed with commercial CAM
using APL This module will be used for optimization of tool selection and planning process.
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Fig.1 Algorithm of Determining
the Tool for the Rough Cut

222 S48 27 ZY

Zie 383} 2T Yae dx 2ol
bzt Bat BANA Ul a7 skl WA
F Alold BRO e A4 Y5E AT

245 Aolel gae U
"an &Folzs #FAY
4 ohgRel &34 Lol
gom, thest ol A4d

E
Mo v
r_E, ~. J

Pappus-Guldinus ©| 2 A A, wAe FHUE A
U SAE wed 2pdA dyd ot gA4E Al
e AR F Holo) /A ot

V. =Yhl =(4

i+l

~A)h e 12)

ANM, ¥ & F gdolzd BT 34 T
gehln, ke % %EM* Aele) gol 8
71k aglm Hae2rH tee 9 £ 9

;;A—A

o~

o,

Fig. 2 Approximated triangle proportion

EE Fig. 2 oA RoAFE AAY  triangular
proportion & ©] &3t & #H T2 A& FEF F

AN

MM g &
e, 259 2

Lk

AN &FA7A ] 2HT A
Qo o] Agx " Hol2A o
. Agd F3e tEERY E 3E Ax
o, 7tEES o 1}871 3ty 2718 o] 2
A A gon, Mad FFE AFE AAY B

&9 a7l9+ F4E e ddx

‘}ﬂ

Fig. 39 AAs 214 "2 33 378 AR
= AAE dyse ol
) A setolag dxoh
@ T &4 Dol 1)E et
(3) A 2 13)2 Aagct
@) 2(14)2 o183t normal Al x & A4S
=3
(5) Z47e) S W ARE 27 H5o
LAl A 4 DAAAE TE G
(6) AAHez Harto] 53 x @E T3, x
#Ro 3A Za dolg zZe M 2
TTE 3L FF FHFoAN FAHEU

223 HA4E 3T €%
Ao, 2 JtEEe AAA 3
AYAe T 7EEd F4E werl 9

sted Hogol e
3] 743 Eel Afolzo] 2E WIe| P H:
] 513l

WASRT AL FT Aolzz AU £ o
FF 27t B B3 U@ TAE Yojok 5ol
g e B Q= neldor W) F, 58 F

T YR FE W, e A2 BT 279 58

- 572 -



. @A B8 FF ZA sbg e ¥TE
Hag FFE BABY

Fig. 3 Algorithm of Determining the Tool
for the Semi-Rough Cut
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