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Setup Data Generation for Positional 5-axis Machining of Die and Mold

Jung Geun Lee*, Seong Jin Yang** and Jung Whan Park***

ABSTRACT

Five-axis machining has been applied 10 manufacture of turbine blades, impellers, marine propellers.
Nowadays it extends to mold & die machining, where more productivity as well as added value is
expected. The five-axis machining can be divided into positional and continuous, according to the vari-
ableness of tool orientation during material removal process. The positional [ive-axis machining is com-
monly applied to the regional machining on a whole part surface in mold manufacturing industry,
where the tool crientation for each region (area) should be determined to be feasible, that is, avoiding
any interference such as machine tool collision, etc. Thercfore it is required for a CAM programmer to
decide a feasible tool orientation in generating tool-paths on a designated arca, because it is a very
tedious job to obtain such information by utilizing a commercial CAM system. The developed system
generates feasibility data on tool orientation and machining region, which facilitatcs the CAM program-

mer’s decision on a feasible tool orientation.

Key words : Positiona! S-axis machining, Die and mold, Tool orientation
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Fig. 4. Hybrid model construction.
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Fig, 5. Link coordinate systems on the 5-axis machine.
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