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Sequence Planning of Machining Features using STEP AP224

Kang, M.J.*

ABSTRACT

As a bridge between design and manufacturing, process planning is 10 generate a sequenced sct of
instructions 1o manufacture the specified part. Automatic interpretation of manutacturing information
incorporated in the design documentation such as CAD file has been a knotty subject for manufactur-
ing cngineers since no current data exchange format for product data provides a perfect interface
between heterogencous systems. The recent neutral data exchange format STEP, standard lor the
exchange of product model data, includes not onty geometry but also technical and managerial informa-
tion. STEP AP(Application Prowocol) 224 is specifically dedicated to the mechanical product definition
for process planning using machining features. Given a design information in STEP AP 224 format,
process planning can be made without human intervention. This paper describes a method o delermine
the sequence of machining features by using the machining features and the manufactuning inlormation

expressed in STEP AP224.
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1D Type
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Name dese.

Property_definition | surface_roughness

Plus_minus_tolerancel dimensional...dia,

Bl Ry —

Plus_minus_talerance directed_dim

Table 2. Tolerance properly class

1D Tol. 1D> Type Name magn itude ref.1D value
l 1 mea. para. vale 0.02

2 | repr. #803

3 2 6.3

4 2 Machining M
5 2 cut off 0

6 2 Machining aspect N

7 2 clearance 2

8 2 repr. #777

9 3 range. lower limit 9.95

10 3 range upper dimit 10.0

11 3 Tepr. #562 M
12 4 range lower himit 9.90

13 4 range upper limit 10.4 =
14 4 repr. #795

15 4 Tepr. #797
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