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Development of Web-based Monitoring System for Monitoring
Mold Manufacturing Process

G. H. Kim, B. C. Shin, J. H. Choei, K. H. Shin, G. S. Yoon, M. W. Cho

Abstract _
In this paper, the web-based monitoring system is developed for the process monitoring of mold manufacturing. The
cutting force is measured by hall-sensors which is low cost and useful to be installed in machine tool indirectly. Specially

the current of main spindle in machine tool is converted into cutting force by various experiments. For effective emot

monitoring, the interface that is able to offer the information of current process and cutting signal to client is establish.
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Table 1 Specification of the experimental apparatus

CNC machine | HYUNDAI HiMac V-100
Dynamometer | Kistler jit 9272 model
A/D board ADLINK it PCI-9112
Tool @20 4 teeth flat endm%ll
@20 2 teeth flat endmill
Workpiece S40C, SM45C
Feed rate 20mm/min ~ 200mm/min
Depth of cut 0.5mm ~ 0.45mm
Cutting speed | 500rpm ~ 2000rpm
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Fig. 3 The structure of experimental setup
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the experimental conditions
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Table 2 Environment of system development

(0N Window 2000 Professional
Web server 1IS 5.0
Script language | HTML
Used language | Visual C++ 6.0 (ActiveX control)
Communicatio RS232C Serial communication
Nathod 1 | (PC & CNC machine)
Internet(TCP/IP)
pC Pentium 2G
RAM 512MB
ADLINK it PCI-9112
A/D Board Testing sample-rate : 1IKHz
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Fig. 5 Detailed structure of developed system
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Fig. 6 Main web page of developed system
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Fig. 7 Monitoring web page of developed system
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