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Development of off-line Robot Task Progfamming System for Polishing
Process of Sculptured Surfaces

S, C. Chung*, K H Kuk**, G, B, Choi**

Abstract

In order to achieve high accuracy of teaching and increase productivity using industrial
robots in polishing process of dies, an off-line task programming system was developed
on IBM-PC/386 under WINDOWS 3, 0 operating system, The internal structure and the
mathematical basis of CAMPoli are described, Surface modeling technique of polishing
dies with sculptured surfaces is introduced by poing data interpolation methodology through
the use of CL-data transmitted from conventional CAM system, Tool selection, polishing
speed, polishing pressure and kinds of tool motions can be determined and selected by
user specified polishing variables, Task creation and verification of polishing path via
computer graphics simulation of polishing tool can be done by the menu-driven function
of CAMPoli system, Post-processing module is attached to generate robot language. Some

simulation results are provided as verification means of the system.
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Fig. 8 Data Points for Composite Surface Modeling
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MOVE TO x Linear Interpolation
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