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Development of Operation Planning System

Considering Machining Safety
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Abstract

In manufacturing industry, cutting parameters have an influence on reducing the
production cost and time and deciding the quality of a final product However,
owing to governmental regulations and the change of owner’'s cognizance, the
machining safety becomes important in those fields relatively. The paper presents
an intelligent operation planning system considering machining safety for milling
operations. The main issue of the system is to determine the cutting parameters in
achieving a balanced consideration of productivity and worker’s safety. The detailed
algorithm and functions of the developed system is introduced and then discussed.
Keywords : machining safety, operation planning, cutting parameters, operation

planning system
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