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Fig. 1 Block diagram of Intelligent Decision
Making in Cutting Conditions
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Aakzn AFFAAY 2292 Fg 1604 25Ee] 2
A Y A8 (Input data), FFAE(Tool data) R 2
HhResul) 3714 2§02 Lo}

FPPAe A9 Fod P& 4 A= B 37
2] A3 @ AAGANH)FEE, FHEA
&, AFA AW §)E-& DB(DataBase)3} 3}
3, o} & nigo g Ao F4zUE FEde Aol
o.

& AFFY AN2Ye vlo]laZ £ZE Q] Visual
C++& o] 834 Coding¥ Compile o, 44
& B3l g UEL MS AccessE ©]-&35te DBE
TEHI=E FAP}ATH

21 J¥AE(Input data)

Input datac}+] FZ7)AlS) 4L AXNFH(HA
& olEEE B)  AMEFTY 548 F& nEy
PAYAEM/Qt 24743 7](High  Speed
Machine)2 ¥H3A0h 228l 3 4hA)(Workpiece)
o 4oz ARFHA T AA2A # I
go] glo]A 713 & 9EE viAE Ao uiA]
sto.g, 7HEeta A} she Pgol dig R e 9493
= Aoz E7HE9 St Miling $%7139
Profiling, A3 H¥ 4 7189 Copyingo 2
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Fig. 2 Cutting model shape
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A FAE 71 A, & Al2HMe et
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22 FFAH(Tool data)

Yutdo g FTE ¥4HBall or Flat), Aad A
EMilling cutter diameter), F7d4, Al o)
(Effective cutting length), F@c](Total length),
I3 3 W3 (Full radius or corner radius) 52
2 o5t 7| e dto P4, H4}
Y g ¥ FFLe $UE nHsA

49 d=4(Flat end-mill)}& 84} 7}go) B A=
HU(Ball end-mill)2 H2}7}F o] Bol] AM-EE FTF
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7 nlste] dAselsid).

2.3 Ak (Result)

DB(Database)ll x| FZ8 w38 Azl
ae(Radial width of cut), &3 dA+zl¢] ap(Axial
depth of cut), 44 = Ve(Cutting velocity), ¥3
o4 f2 59 ES AN ThE Al Jste} F3
A4 Nirpm)9} o4& fz(feedrate) & 4M&3}0
2 ARNZAE FAse 2otk

® Flat End-mill
Ve= (wx Dx N)/1000 {m/min]
" N=(Vecx1000)/ (mx D) [rev/min]
® Ball End-mill
Ve= (X Nx 2y/r*—(r—ap)*/1000
[m/min)
N=(Vex 1000)/ (% 24/r*—(r—ap)?)
{rev/min]

A2 Al(Coolant)= B4 A48 FYst
o Y283 L2 dh= Aoz FF olBE
ZaA7Y T 9 B AL A
$5H& A4 F IFFH RElol B E& 3 &
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Q71Me HANA AHSEAE B3R f3tAE
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(Mist)2 ThE0] o} A& n| & Hg-3he Avl=gt
6] 7}3% {)(Semi-Dry Cutting) Mist Spray, ¢3¢ &
718 B2 9ol 3581 Air Cutting, 18] 32 o} 51
F3E 34 &+ Dry Cutting © 2 5§ 3] HAM-4)
AHS A S B E YTk
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2.2, Fig. 1¢] &2rjojoiade] ANz Zo|
A WAGANNE 7487 %F(Machine type)9} T
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Fig. 3 Machine type and material
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Fig. 4 Shape information and Cutting method

vlAg BAZH  F7%84(Tool type), T A

S(Milling cutter diameter) 2 A= Fahds 5
g d99r.
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Fig. 5 Endmill type, cutter diameter and number
of cutting edge

Fig. 62 2802 oko) AetAidlA H9€ gE
€ DBIlN HF9) dazndg A&dd WAy
A4} o] ae(Radial width of cut), 3P A4}glo]
ap(Axial depth of cut), Hi&x Ve(Cutting
velodity), @20l4 fz, % HAFRPM), ol$EE
(feedrate), A4}-F-A(Coolant) & &8 k.
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Fig. 6 Out window of result report
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