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Automatic generation of NC-code using Feature data and Process Planning data

J. M. Park, H. M. Rho(CAD/CAM Research Center, KIST)

ABSTRACT

Generating NC-code from 3D part model needs a lot of effort to make many decisions, including machining area,
tool change data, tool data, cutting condition, etc., by using either manual or computer aided method. This effort can

be reduced by integration of automated process planning and NC-code generation. In case of generating NC code
with a help of the process planning system, many data mentioned from the process planning can be used. It means
that we can create NC-code about a full part. In this study, integration of FAPPS(Feature based Automatic Process
Planning) with a NC-code generating module is described and additional data to adapt NC-code for machine shop is

discussed.
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Fig. 3(a) the Rough-Cut Area without Finish-Cut

Fig. 3(b) the Rough-Cut Area with Finish-Cut
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Fig. 4 a data input screen for NC generate module
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Fig. 5 a simulation screen using SpeedPlus
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