WEEEEASERE, A118, A33, 135-140, 2008.8
J. Korean Society of Industrial Application, Vol.11, No.3, 135-140, Aug, 2008

NCA¥E AAtFFuly FAH S 93 CNC
AN A=" AT
CNC System Improvement Research of NC Lathe
Abrasion—-Based on User Defined Module

* Kk
Bk o A* 7] 5}

<Abstract>

This paper researched about Development Cutting Tool User Defined Module
Based(PMCUDMS) on Simulation that was able to adapt themselves to rapid
development of software and hardware to adopt. It is basic research that develops
a scheme whereby technic make property. This paper theorized about to realize
Cutting Tool User Defined Module Based on Simulation which is developing CNC
Software flows from building Windows XP operating system’s image that is
possible realtime acting and multitasking to correct. And Cutting Tool User
Defined Module Based on Simulation component which was consisted of basis OS,
NC Code parser, Servo Motor Control, Simulator, Man-Machine Interface.
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4.2 Cutting Condition
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Table 1. Cutting Condition & Procedure

Procedure Method & Test Others
Material CrMnMo7
Tool Spec 0.013/m diameter
Flute 2
Feed 100mm/min
RPM 1200 Spindle
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Fig. 3. Simulation Result by sink error correction
system.
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