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A Study on CAM System for Machining of Sculptured Surface in Mold Cavity(2)
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Abstract

In this paper, we propose unique CAM system for personal computer that can define the geo-
metric shape in an ease manner and to machine the sculptured surfaces of a mold cavity.

In this CAM system, if a user inputs simple initial information such as the control points for
a shape definition and a radius of tool etc., ali of the procedures for machining will be processed
automatically by the CAM system as well as NC commands and simulations.

In addition to this, the environment of the CAM system is composed of “C" language for an
easy extention of additional modules.

Also, the CAM system with the following characteristics was developed.

1. The optimum tool path satisfying given tolerance limits reduces the time for the high pre-
cision machining of sculptured surface in a mold cavity.

2. The generated NC commands can be trasmitted to NC directly by the CAM system
through RS - 232C from PC.
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Shape Deflnmon & Display

sh_disp() moduie
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Table 1 NC commands for KSM1 CNC milling

EIA - Standard
,,]7 e

GO0 Positioning
GO1 Linear Interpolation
GO2 Circular Interpolation(CW)
GO03 Circular Interpolation(CCW)
GO04 Dwell
G21 Eméty Line
G64 Step Motor 91zt
G65 Magnetic Tape bperation
G66 VSen'al Communication Operation
G90 ”Abrsolute Input
G91 Incremental Input
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Fig. 2 (a) The sculptured surface in the developed

CAM system
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Fig. 2 (b) Tool path simulation for machining
defined sculptured surface
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Fig. 3 The méchining précess of a workpiece
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