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Fig.1.1.1 Current Manufacturing Flow from Design to Machining Operation
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FnR I, TEEHA—F -y FL—F— 12X 2 BEOHFLLBMERS ICERT S
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B E) L) I T2 VWEREZUTOL ) I2E 2 /.

1. BRRoONC 7ur7 745059512, MIHFEHEHIETREL TMILET>TWADT, M
TARPL I Tk ﬁﬁf%éﬁﬁ& 27 o TW iz,

2. MIFPEEETHEPHEHBAZOTFABRSEH I TR, (REEEICREINSLa Y
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Fig.1.3.1 The flowchart of this study
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KA D THEAEM, AMac DIREEFTD 72012, EITRL72KD 5N B EEETD 5 MEisE,
WRREIEER, WRETH, Hitet b ) LAEMEL THL.

Fki T - feERe

CNFETOEEYRAT LATIIRIRNLAELERT 5 7-OICEFRHLREREI b, T4 -5
ERFTOBRERARL —F 2L > TITbRTWA, LA LESEDERAL T 2 B RIxd 5 2RI,
HEERELSMWEDEERERAEEREEN LB TE), HETROEELRMBOME L
Vo ZERICYV AT AERICEVWEEL 52 52 L R (REKICHIET A 720121, BSR4 E
VATADEHIZ Y ay 7R THOTEBRBEE LR ENE R T, TR - fEERET 2T X
EThHbH. 2OOICITHTEMIE, TELIT/AEEMBE 0T — 5 O, TERHEHIM I
C7eliGtr—2 %281, Tnbo7—5 2GR L, MO & HHE L TR - fEE&E
AT DRV ETH 5.

EISH O REAL

AL CAD TEHEFENAMITHROEIRS S CAM W TINTRSTH S NC 7/ I A
PERLTNLE4ToTwA, $7274—F ¥ RXR—R CAM D LHIZ, MLETNVIZT 4 —F %
BHREAMUMIIER ORER LTERELHEMIITAA L) %3055, L LEAFLUHE]
FHogElx, RETHRY -5 OB RRRIEFE L THRESN TV ADTEILRETH AR
TV, FRBAED NC 7075028 AMLOHE, ML 70y 2N THUEIRNIRL S
BENRHLDOT, BEEMTHENDBREE LTWAbIHIn . EAEEL LTWABEE TRV
T, WHTEBROFT AL =5 PN E SNV TH—N—F 4 FMEEZEE L THHEL TV 250553
RTHhHb. £ TLEERESPMIREOTRRFHAZ TV, ZFHIZED W THEE) 2 LIHIZEH
PRELEDVPOMIE LTWLARETHS, Zhid, EEEPMI % T51Ch2 ) I REEF
LTIz, ERORELZEBEZITo TMLE#HITAZ EIHET LS. €oloila
Y¥a—% FICERREFASRMRAZEMAEY 2L, NI4T ) i TREOF M 2T o720,
EMTOFEHR T RIS L GRS 285U ETH 5.

Ik 7ol

MIHICT ) IRE)P TEXRIE R EOREPFE LGS0, ¢ il LEkEE L 2ihid
TR TR, TR A -V 25256720 TR, BREZHEIBEFHS. BIEDOLHIZ
MIFESTHS NC 707 T LEFHOTNTRES AN T, MLHORERE L HERYIAT
ITENTERW., {€oT, FDOLI) RIS L TRIBWOA RV — 7755, FFTEH—1N—F



2. BER - MBI TIrEEM (AlMac)

4 FEFRZELZY, BESELERY VL)L THDLTWAS, FL-AHFEO L S ICHEK
HBIMT AT A7-0121%, MEOKICHED 2 WL ERBRPUHISt 2 RET BENLETH L.

IDEH)BREZICEDTVTHRE LHEIEL R 2.1.1 [RT. RIORT L9 ITEMEREL
T TaEAR, A yT7aER, RAMTOELRAEN) 30DEETHELL. 7)) 7aL AT,
MIL%EAT) WioEHEIfTbh s, T2bbfMT 2 TERELIM LEROREZITbhz), 4
EARMTHEMEROBRENTONE. 4 7O ATIE, MIKRICEbE NI IREORE
Prbhd, TRbLERBTHTRREEFELZY, EBROMIRIEIEE L COEl&st% &
Pirdoiztsh, ZLTHRA P ERATIE, BHOMIEMERONES THOIL. $4bb
TSI B DT — ¥ R—ADBEHIY b, MOITIEREE OBROJE»ITbONS.

R’ETH AMac IR 211 IR LRELTERTEZ DD TRITNE R H %W,

Table 2.1.1 Required intelligent functions of AIMac

Flexible process planning
Pre-Process  |Decision of operation sequence
Provision of resource and machining know-how data
Prediction of machining process
Maintenance for precise prediction
Machining process recognition
In-Process Machining trouble detection
Autonomous decision of
cutting conditions and tool path
Intelligent control for machining trouble avoidance
Post-Process | Generation and maintenance of database




2. BEN - MR TEEMW (AMac)

2. 2 VAFADOBEAEELER

22.1 1 AMac DBESHEE LR L TWA, % RIUXS54 % &£ 9 12, Management, Prediction,
Observation, Strategy & \29) 4 DD T Ty 7 PLE Yo Tk,

Management T, >3 v 770 7RICBIT 2 TERMBOZFRZAFEOFHRLAr V2 —1)
7, TLTIEEMBEFOT— 5 RLE - #EIM 77— 5, BEOMLEFL L, THEEREE
SNIERT 570 DBHRE L7 .

Prediction 710 v 7 TiX, WHET N2 AWV TERB TN IRELMLT M7 TV EFRITS.
[EEREE] i, EBOMTI VA LEVWEW) ZETHDL. ZOTFHERRIE, MLt ouhlsk
Hom#ElL, CTVIRELEBEDEHEINIE Vo/ZMI b 7T VDEIEE W22 L 2 EBT A7
Difibns,

Observation 71 v 7 TiX, EMLHFICEL =2 o DEF#ERITIMITRR 288+ 5 L 312,
LN TVOREBEST ). MBINIZBEDOT74—F Ny 7iE, A 7YYz ML sE
W 57D ETH 5.

Strategy 7' » 7 Tld, Management, Prediction, Observation 7> H D{E#H % B ZERRIIIN L 2479
TRODEMEETH, Eige U CTIIHIS&M R0 EE, FEbliR, YAA) & TEEROWR
%479 . ¥ Prediction & Observation 7> 5 DIEHR % 212, BIICEIHIGHR TERK = &Y%
BDIZLTMIEATS.

EZAT, M221 B EBEEPOLRTALE, Thb 4 DTy 713, BliED
FEERRLERE, W& Vo LBEMRHIICES (BN ERL TWALIRZ LI LY TESL, F/22
Noid, HEDOBEERNRLIHEEMNEORBILICE T, FlehXBY 7 27 27 OREL L
BLENDHEMTH S, HPORNEBNIFHA L)1, ThoDBERIESIHTLTWS
I TR%L, FRENPHEICEROBZ2ITo TREEZRELL TS, LEALERISISHED
A2 BV AT LTHS CAM 1, Strategy D—EE2EHFL TWALDAT, oz 7o
v 7 DRBREDFRIZIZEFHTE TRV &R, £70 Y 725 DBROMUPEL SN TR N
CEERBANMBLIENTESL, ZOLHITH 221 IMIICLELBEFWEICKEL, 208
REHLPIZLTEY, TESMOBERIL - MR b2 ED 5 ECHRBICEEL RIS LR Y
85, THIVo2EHELPS D AlMac DHEEZEIMAR 5.

Bz ZEICREL: AMac DY AT A EH 222 IR T, RISRENTWE LIS, &7
Ty 73V OPDET2a—VPoRYLE, TRNODET 2 —IVOBEEICI ) BENTS V7
VY MeMIAERENS. $bEh AlMac O ¥ AT AR, TEARERLOHSESFO
ETROLNTMIAIFTONEHERD NC TIEEMERECRL D, MTRIICEHRITE LT
MILz47) BEMER L, MIOTHRCBE, ERINLMILT— 5 OFEIC X 2 MO
HAPEBRENTOEDNEGD5.
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Workpiece Model / CAD Data

Prediction

Machining status
A Machining trouble b\

Real Machining

Fig.2.2.1 Conceptual Architecture of AIMac
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Chatter vibration,
Cutting temperature, -
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Cutting condition Process diagnosis
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~ Machining trouble
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Tool path generation ~
I ool with _Real M. Feed rate,
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Fig.2.2.2 System Design of AIMac
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2. 3 VATLADEBREE
2. 3. 1 Management 70 7

Management 7 1 v 7 1%, B12.2.1 %5 %45 & 9 T Planning & ¥ == — )V & Database (2B 9 %
EVa—PLEY Lo THE,

Planning €3 2. — )V

FED NC Tt raen LIz EE L  TIEEBOMRELIER L CTRVEERZERT 572
DI, IMLEICHERT AWM TR, MTIEF, WHISGEZENICRET S 2 EATFRICER
Thb. NI TEHLOFEIMThNTVEDEBRNIEGHS L) IC21, 22], IvEa—F ¥
AF AEFAVTHRET S L LB TENRZ V. AMac ~NOERAD ATNIEM IR & HHEFARD
BHRTH LN, TOEYV2—VIEINLDERMPS, LlOREZ4T). K 23.1 & Planning £
Ja— VOMBORNERLTWS, FIIRT LI, KRELHTFTT7 14 —F vEl&&, IWIGE
RIEFEORE, TEER, YEIEHEORE, MLEFOREE V) 5 OOEEFLETDH L.
AFIEE D SN TAER & ITIEF 2 RET A 72012, CAD TSI N/EHRET VML 7
4 —=F X ETFNAOEEEITH . BREFNVIE, FOBKRT—F L RAMERPAELZEOmET
— I PLWY Lo TVBEDT, L7 4 —F ¥ O@BJEEITV, ZOFEHREMIML TLDOHRDOME
T TWwL . L Lo hEowRE, TEORER, WHISEHCRE T — ¥ DRER,
KPR —F DB RBELBELTA2EMRTHSL. T THRAETAMI/ 9N T —F N
— ALV = AF=FRN=A%FAVCTHERET S L) IZT 5.

» Machining Feature » Process & Operation
Recognition Development
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Cutting Condition | £
Determination

Fig 2.3.1 Planning Task Flow of AIMac
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2. BRA - MR /R (AIMac)
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m DR DO IFHR T, € D87 IL CAPP (Computer Aided Process Planning) D4%3#7 T b HE
BHAFEDO—DLEINTWVE., 8% LIE, TNLEIHEBNICIERZRETADICELLIEFICE
ELRIERIZHOTHE., T0ODMLT 4 —F ¥ OEFEICEH L THELOMEITbhTETY
5[2-3, 24, 2-5]. L7 4 —F ¥ O5FICIZ, BREBIRETVEFEE LZDD D H 5 H[2-6],
MILOBEPLFEINERETH L., THhbLWHIRGERMIFEDREREZMNMLT, ¥—=
YTTA4=F %, FUNVYTT4—=F %, IVYTT4—F+vD 3 O0OELEIIHTHETRET
HhH., KFETIET 0Ty P #RIZLTWADT, BICKY Y FT74—Fx &3
TIT4—=FXIZOVTHEEEDTNL,

MIL74—Fx%i3, PETHEM2320LH12% 5. KIRT L) efEHOFEHREZEICTE
DEAFZMRHEHT 5 LEOREDPLRRENTETH L. I TRRRT v boOBEE, EhHH»
LLMEATER Y, —F, 724 A EDIMCHVTZIRIE» SEATRETHS. LEDRE
WERRET Yy VOENR T2 A AL BHIBREI NS,

TMIHER LEOWRED72OI2IE, MLT7 4 —F v & & B IMOMNTBRERIVLETH 5.
BTN LTOSEIR Y v 7RHILY, JEORROERFLETH S, oML 7 4 —F v 12
LCid, HH) Oz a—FE 0 R ECITHEED BRIV ELRLEbH 5.

Hole Pocket Boss Face

Step Groove Slope Free form

Fig.2.3.2 Typical Machining Feature

FEBRICBWES NS MIIIRIZK 232 ISR LR EMAEDE - EELZIOTH L. T4b
EMITEAT) E WO BEPSRNE, ZREFROML 74 —F v IZBEWVIIEER 525 L8
HEDT, TNEFNEMYLTHDE) TENTELR WV, FITI74—F v bRy —Lwim
T74—FyFALtOBREEITMSTHCA. FIZITM 23313, BERRKEX 232 TEERLT:
M7 4 —F v THEL, TALD MR Y —%2KFALLODOTHS. HIZRsnb LI, =
DEBIZI0BEOML7 4 —F ¥ oML ->TBEY, K7y hOHIZKAN2D, 20DART
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2. B - MRl T/ (AlMac)

vy T RIZENFNRD220H 5. PRIV —EFEREANEIGTNLEL I, Kry b 2D0DRT
YT ARE, RAZRTFry bE&, REBATF Y FEBELRERIED L. T/, Rrv bEA
T TIEENFIWHSL LIZRETH Y, X7 v T LEOFNEFNORSFEHKETHAL. 2O MRy
—fEHRICE Y 7 4 —F ¥ HOMNEBREFRESP), EOMLT7 4 —F 5% ICMLLTWiIFIFX
WREERBTELEWHIFIANDS. EoT, MIMEFEZRETLEOEREZFRE 2 5.
BRERICEL->TIE, ML7 1 —F v OFEHRT 5 2 5812, BROSEDLFIZL o TR
EOLWEENSHD. ZZTHREND L TRTOBROGE Y =128 LT, FHTATE
EUIHIGAE, MTEFZRE L, RMICIETEHRRMTREID 225 &) R TR A
THIHIT 5.

Pocket Boss Face
/ ‘/

| TPAY.
Hole i/ ] Hole Face

P Step
Ty Pocket

Boss

Step

Boss

H Step

Hole
H Hole
H Step

Pocket Boss Face

_Step

Hole
Hole

Hole Hole

Step ~
Product shape Feature topology

Fig.2.3.3 Machining Feature Topology
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2. BEE - MR TIERM (AlMac)

T—FR—AFTHET 2— )V

AlMac DT —F R—2 & LCTHEINSGERIZ, VYV —REREML I NI ERTHSH. Y
V= AT R= A2, TR IR, V/RBEERELR EOBEIHbRTWAE, T4hbb,
TEWE TEH Y VIR SN Tw L TEOEHFRZ 04, BT ITREZ T 57
DOFBRE L EFYFTbNTRDL, TLML INTF—=FR=R 12X, BFEATbhNLIE
BINERINTVE, ERENTVLF—F1E, YHAARK ) EE, FEEEHL & OWElisMst:
DI, LX) BIMIEIR L7 4 —F %) 2MILL70% EDBERTH 5.

SFETIT, TOEIBRT—FIR—ZAFHAVLEWT, FATAIIERCUHEGRRELLI T
BHFEDITONTVDEDIRT], ERNEEREBLIZLYNTELLEIELONR Y, T2, fFE
BO TR RIEERFT 2 T 5561, BRICHHINUHIGGEESRT 523 TEL, 47
TIHOREIRLERENTHORELEDLRTWAERE]. FITEAMETII 2BHOT— R
—AEHETAZLICILT.

FoT— I R=A L, BROICATEINLF—F RITOEEN LRI LT, TIEEMA -
RLEBX—7%, BB LZEPOH LT — B RESNIZHEE, FCT—IR—-RIZERL
TV EIHITT S, EHIEMIHEREEC) V- AF—FR=ARINIL) INTF—F R— %
BHLTVE, ROMTICKBEETWL EIIETE, JY—AF—FDOEH, HICTEOF—
Yix, BEOZBLERTH7:0I1Z, MIKRTRIZT—IR—AEEHFTLIELHPEETH 5.
T/ 7Ny 7 — %1%, Prediction 72 v 7 % Observation 7' v 7 T S 7z 80HI&H %,
Observation 71 v 7 CHE SN MTHEESBECLTF—F N— AT 2 L1275, B
I, B L7-UEIEGERICOWTIE, 2077 2Rk L TWw s, KRB L 7-WEISH
BHconTI, RELZERZEN L CEEERL T, SHIICEPEMI, BEBFRShTY
LWHIHIEG ORI EITV, T—FR—ZAZ2EHL T EHI2T 5. \

INODT—FR—ZADEFHIZ, ANETEATFFCERICL > TMTICEAT 2 5HEEHZ L
TWL ZEIZHYS L, Fltnzoicid, RLEZEDTELRVERO—DTH 5.
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2. BEE - MREEI TR (AlMac)

2. 3. 2 Prediction 70y 7
Prediction 72 v 7 1%, ERTMLIIEZ FRTAEY 22— VLW Y) Lo T\wh, EREHE
i, BICHB LX) ICEBOMIL NP LEVE W) BIRTH 5.

Real time process simulation €Y 2 — )V

BAEOH P LMIICES T TORAORINE, MTREOFHEIIET S Y —VidEo T
2, LPdFEAERTVALERVZ RV, ThdE/, AXRV—FDEDOPTITOR TS b
DO—DOTHY, A2 —FIIILFEEFLEINTVEHEETHH 5.

COEYVa—VIE, EMBRETE, ZoMEE, UHIEGEEATIE LT, ERICIMIAISE
CAHEEOFUEENETHELDTH S, MIIEOTFEET) 72O LELERIE, K&
JTRRFREHZTFHD 2 OTH 5.

IRTFR &, TE &\ OS2 ERICX ), AERRFERELT, FILWERZME
D TEMEN L BIREOBEE T A I & 2E®RT L. FRMENLZEEIS, EBED
YAAREBREELBRTHILONLETHS. CORRKFHZI Ea—F ETEBTSHIC
i, BEILCHVWONEIYEa—3T 574y 7 AFMPEE AN THLEELLNSL. B
f 25 C Z-map %° CSG (Constructive Solid Geometry), B-reps (BEFRFHIE) % ELAFBROER
DHFR, FNICIE L REORHED T 2 &, FAc 2FEPRE SN TE ) [2-9,2-10],
LOFESMIIROERTFUCHLLVAKET 22 LIZE LV, ZOFMILEARTRT
5T EIZHEN TR,

23.41%, B-reps ® AVWT LB L HilId (AL A4 2E€7) v 7L, TEOBENHE
BHIM IR B DO F2FERL2bDTH A, FRICEH LTI, OpenGL[2-111&WV5) 7T 7 1
w2547 RFBELE. S0X) EFECLY, MIhoBEMOBRELLIEET S L4
2, BMENREREIGT LI ENFTRE RS,

Fig.2.3.4 Output Example of Computer Graphics
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2. BER - MR TIEEMN (AlMac)

HFA L x, TESHBEIMEMI T 2BICRET AYERAR L FHTLI L TH L. WHH
SEFUT 27201003, L7 O A ZHRIC L THRL SN BRICEIXITDRENETHS.
Z ) T USRI E L7 IR e T 5 70 DS R T 5 2 & TE L. KK, &
D &) RYHIER R, WHIERICL > TROLNZZT =5 ZHVENETEZV. LL, Zh
I THE L ORI fThINTE D, RPEZICED L) BERERY T 5IEE > TR W[2-12].
Bl2iE, B2351R7 &9 % 2 ROUOHIERE, AL (RSN UEIERO —2TH 57,
Ihd [Eak] BRTHEIL>TW»EbIF TR,

FITARFRTS, CRITRESNTELHEREFRL L) I, BT —F VL8
CHEOFHEAT) . F72, MIPOYEITOT — 5 25 FlICLELRBOBEEBERERH LT
FHRBE L HERFSEL L9175, AFETHVLEROFELVWHBIX3. 4HTT).

FRISNAHEE & LCE, WH, MIRE, CUhIRE), WHIRE, TEERE, REMS %
EREFONS. pEROE, AL TIERS TEORS, MTHE, MILS 7Vo%kE
CHEVWERDEHEHSTH L. BIED CAMIZIE, D L) ZHEHE % Fll§ A2 BENFER VD
T, ARV =Y OREND. MLORLELICKRE2ZEEZ52TLE).

DX HFHIMREIE, FAEHEZ T TR, MITREOZHLMIEFOPEIZSFIHATE,
TR A LT 2 720 13RO TEETH 5.

Chip

Tool

Chip-tool interface

Shear plane

Workpiece
o :rake angle a :chip contact length  F, :horizontal force
d :clearance angle t, :chip thickness F, :vertical force
@ :shear angle t :depth of cut

Fig.2.3.5 Orthogonal Cutting Theory
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2. BER - MEER T/EMSM (AIMac)

2. 3. 3 Observation 70y 2
Observation 71 v 71X, X 2.2.1 225 4924 & 9 IZ Monitoring € 3 = — JU & Process Diagnosis
EVa-VRLEYILoT\W5,

Monitoring €3 2. — )V

CDEV 2=V, BHEE VT ERACTEONAESLOMLIECIERZTT). #HlEshS
HEWR, RELGT TG-S EREPBBRRTHS. B39 XA —FFERET, B2V EER
R, T#RERE R &C, TASBROREBORBICLELRFERCTH A, WHHAR LI, Wl
RIRE, YIHIB G EMT AT BICRAETAHREOZ LT, TAERHHMOREBLZIEREL (Re
TREMOE VWL Z4T) 720 L ELRERTH L. FBIETIE, TTFHOL LTYWHEBZD
FTHFRIERE LTOHCVL R PHITIDEIEZFICEZ TV L,

—HREZ, BIIEHIRO LN L EM4E, LT O#E) TH 5H[2-13].

() YHIEHCEELS A 2 VEVEIE

2 BEAERSEFK

(3) BHIMOKRE SPFHT L TEEHIKL 2 WRLHME

@ FNENDSTHT LI 2L 5HDOBEDITEE

&) BEICHYT LRENE

6 Y, UHICNT 5 EEE

(7) %A

INETEHNEIE LT, OFARS—VREBRTEHNHLZDOPHVORTWS, DT A
F=VRBVZENRE LTIRAAY ¥ 72 &0 5%, BARBRCRE T 2LE0 % &
DOEENH L. F-EEZTFEZFHL-BAOGNE, BV EEESREZELTWEH00,
PRABEREZ—BNICEBMTH S, FMHFEOHEHMRTRIZELTHEDT, 410 BRUH
W AIREPVLEE D, FTTRIGRLEGB 2T el EZONLFEE L
T, HEVEE FHAEREIT 5 E— 2 HOOBHRMEEICTEHNOREEFT) LHCTE. 2o
FER IR, TERHHMEET AL RHETAIEPFTMETHLDOT, FECENTH S
rEZLND.

Process diagnosis £ 2 — )V

EEOMTEEBBIC RS, CURERTAKEL COMTEEFRE Lgal, 2
NERIEIZ LS ERICEERLT, FRCElIicde Lz nide v, 22 TCINET 2 —
VIEMIHRIBONLERPOMLTEOZM 4T, ST TUWEITICH LT, FOLEW
fEZROTBWIY, BONLEFHREICN L TET ik 37w, T iEEP T ERE
EVS NI EEOBEITONEON KM THE., LrL, ToX) REFER, EBEO
ILENCEIHIREBR AT > THEREE L BRET S LEND 5D T, MILREDOEI I L TR
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2. BEA - AR TIEREM (AlMac)

4 OFWETH Y, JLHMES RV, F 2 T Prediction 70 v 7 TRl S 2N LRI BH &
BHENEEEHETAZLICL T, MLLREOZM 24T L5 I12T 5. ﬁﬁ”*’%mf*%)
WHAMDS 5 TEEFHEETFEE LT, EROWHITIER L WEIDFRE 7V OFHRICEIZ, 0
Th LMo TEBEEDOHELIT)2-14]L v o/zl EbHALN TV

K 23.61%, MTTROZMOMNEHEAWIIRLZdDTHE. D L) RHEBEERMT
123, MLRREOBEERLUTU ) RE), TEREREEA Y TOATHRETAIENTE, T
OUHIREBE 4T ) LED 2 <, UAMDHERTA I LITMRETH L. TRIIEWEOF L — 575,
%&b % L2k & EBEOITIRROMED S, MLREDPFEELTWEHE) R

ICHE LT
Prediction
Block Predicted Cutting Force
Machining Status
Process Diagnosis Chatter Vibration
Module Tool Breakage
Monitoring
Module

Measured Cutting Force

Fig.2.3.6 Process Diagnosis Flow of AIMac
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2. BN - MR TIEEM (AMac)

2. 3. 4 Strategy 70 v 7
Strategy 7 1 v 7 1, [X22.1 25 %4345 & 9 I Tool path generation £ 3 = — )L & Cutting
condition maintenance E ¥ 2 — VP S o TW5,

Tool path generation €3 2. — v

BAEONMTIX, FOERSNIZNC 7O I L52FICEHEL THWEDT, Vot AMIL R IGED
TLEHE, ZONCTUT T A ENED > LB ETHIBET LI EFTET, )R
TEREEVSEEIWHRT LI LN TER, —ETHIBRAEBY, TEEHOBE1L -
HBELDT) F Vo TV RVEBO—DI, MIHFESERICETRESNT, EETLHI LT
TERWVWDEEZLNS, FITIOETa— Vi, ERETTERKRYERT S 3L, I
THRIUSHHE L TR OIBIEEIT .

CHFEFTLERBARICELT, 020N fThNL TS, FONC /27T AR ERT
5 CAM 2RO R E LT, %5 2 TEER/ Y — U OFHAEREIT) TNV T XL EHEL
L, FEEFPEVWEFHEENLNC TR 7T 204K e B E Lzb DR[2-15,2-16,2-17], FE
DENWTERBEOERF HAGE L72b D TH 5H([2-18,2-19,2-20]. T - EBER C T BRI % AT
BLIFFE BTN TV BED52-21,2-22], TERET— 5 DAERPSIMTICESL I TORBMZERHEL
7RG OM LR, BERRY? O XTFHERNDER OB, BWRE 7oy 7 TR Ehs NC 7
075 AOERBEPEENTHS. $hbb, FFETERL TS [MTKRISHETESLT
BRERAER] X, ShETOMRLER, 2<EIEZEXFTDHA.

Cutting condition maintenance €3 2. —JV

Pl EHoRER, BENDL ZH CAM ARV — 7 L T+ L — & DM#ECRE, B
EVolzbDELEE LTS, FEBRIINMI 2T 581IC, CAMIZX o TER I/ NC T
0755t LTRLED 2470, SEISHEOBELToTwa. LaL, Z0OHER, +I4
TYFZI—%B0)ETOTEH OBMILETH L. FICEREED L) Z—mEEDOERER
SEWERHICHO 2 HEPREL, KIAX PREMP L Vo BREWH-T01I2E, ZoRL
Bl OB 288 TA 2 ENEELEEO—D L VbR TWA[2-23]. flizd T, <UL
— F M TAIRGAIE U Tk ) EER R DO+ — N —F 4 FEEXERE LT, MLRELnT
FITNACHHIE LT W BIEE D A L v,

FITIDEY 2= TIE, BHOF R —F I2AFE T 12 BAEMICITRIT IS L THE)
FHDOREEAT) . ZFOLDITTFRBERPFHIERO & ) 2 8EERT EHREICRBTE S &
) A EBT LLEND 5.

2371, #EROMIE AMac IZ X AMLOREZRL TWA, EROMLTIX, FEED
Bl TREBRCHIFR, #hCED CBREM AN TEROMITISHE LTV 5%, AlMac T, 20
£ BEAOEM # HHEAL L TRET 5. EETE, KX b, SMHoERSBL <, R LE
D72 ExAT) RERIZA v, 8o TINLAENICHRE SN ATHEIGHE, RERERELDHED
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2. BEA - MRl TIEHM (AlMac)

Bied il THEEMOMEEEZ T EHLTWwA LIZEZ bRV, T T CEER 2 HE
TN TE2EREEMEN T A2 LT, BamBEz2 —gll LIZhRo L RICTEEM O =+
SCFIBA LTI ERTEAEEZONS. /2, TOL) REREEMTHIERHT 20T,
MLOMERB 2% THILLTHETH 5.
ERCUHIGELBIET 20150 LTI, @ICHIElE 4 TH 5(2-24,2-25]. 25 I3ETH]
TOKMNPEE) HEZEEELEL L7 4 — Ny 7 Tld%{, PHEERHERICHAL
A, HHIB LIS & o TEILT AHIRO T A V2 HE L 2D S, SHINS—EIZ%5 X
IICE Y EELX RS E TS, BHIKRTIR, RIFONCEEZFHL L) L3554, kel
HA LR BEILHMHEERT LI LIITELRVY, 0L ICEBOIMTHICUHILENETE
ATV, WYL E4T) DIXFFEICEETH L. L2LENS, TNEFTOFFETHIERESN
HYTHIGMEIE ) EEZTTH Y, WHIEHFICESIIHIE LAMISTE S LIZFVE Rz,
F - FHERE BN ICHH L w2 0no T, MIREANOHRSEFICZLEL22%\0. 2
DEHIBZ LD, MIFICFHFREFHBROM G 2 RBTE A X ) ITL, FRKICHIHISZ
BAEETEL L) IChNT, BENZMLEERTLI LI TES.

. Prediction Strategy Observation
Experience
Knowledge @ Tool path r"m
Intuition - Feed rate i 1
= Spindle speed AT

Fig.2.3.7 Comparison of the conventional machining and AIMac machining
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2. HEM - HRER TR (AlMac)

2. 4 JuvysBoBRoEN
BIEiCIE, 870y 7 T DRZTREBRENIOWTERART X 7275, EBIC AlMac # 5§
5I2iE, 7Oy 7 #WMRTHEY 2 — VEIDBROBNEHLPIIT LBl H L. 22T,
£211 2ZZIUTO420RMT LI, FEROBNEEHRL.
1. 7Y)7utA
2. Av7akAl
3. Ar7avR2 (74—=FKNv7)
4. KAPTFuatxA

2.3.8~[X 2.3.11 1%, AlMac D4 7 1+ A2 BT 5 Management, Prediction, Observation, Strategy
Ty 7 BOBRDOBEZERLTnD, TRHDRNIIBIT LR VEH L HTEROTTEANIAAY
LT3, 70 A0FELVWHAZUTIORT.

7)) TatR .

B)238 (27 7O ABITAEROWNEZRS. TT /=0 FETa— VIR, 125HHER
SN2 T —IR-APORWEEIND 3 T TIRERFTREXRRE 217) . 4 3 TERERE
HERT 5 7-012, Strategy 7 1 v 7 @ Tool path generation <€ ¥ = — JUIZ3RfE 4, 512 Cutting
condition maintenance € ¥ 2 — JVIZIRE I N A, F-INTTEEZ FHl$ 572912, 6 %% Prediction
Ty 7RIS, TR THELIMLIERASE Z o 72841, Prediction 71 v 7025 748
Planning &7 2 — VIS, HUOTERLMIIEFEOHREI TS,

AR |

239124 7O LR 1 IZBITAEROWNEZ/RT. Management 7' v 7 THRE & ﬂf’bl]I
NEFF 2 2612, TEZEREY 2 — VIIERHTCL 7% %43 L 1 % Cutting condition maintenance
EY 2 —)VIZ#ET. Cutting condition maintenance € ¥ 2 — Ui 2 % Prediction 71 v 7 |23t L,
NITTROTFMEZI TN, 30OMIFIEERLE ) OB fThbs.

MIICHES DL, IR GEDEE, FMEEE) OREM b s, 2 THRED
PR SN WIGE L, 4 2% Tool path generation €Y 2 — JUICIRL & CL 77— % DEHEIYTh
7ok, FUMEAEYREINE, MTICHENZWIEEIE, 4 PMRESINH% 5 oFHRE &I
THfThbhs.

AV TOER2 (74—FNy7)

2310124 2t X 2 1B B1EHROFN%/RT. Monitoring E¥ 2 — Vi1 95 2 DIF
¥ % Process diagnosis € ¥ 2 — VTR L, £ TMLKROZRA TS, 723 % Cutting
condition maintenance € ¥ 2 — JVIZFRML L, @Tﬁuj]’?’x ¥y Pva— FE—FIlEbXEHI2T 5.

SLUUTHIREI 2 EOINTL b7 TUHSE LA 121E, 4 %% Cutting condition maintenance <€
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2. BER - MBI TR (AMac)

Va—VICREENT, %) EESLEREEEOBIENITONE. ZRTHIMI b7 7V 550
TEX WX, Tool path generation EY 2 — VIZBW T LERRDBIEIfTTHONT, 470
A1 LRI TR FH S UM T T b b,

F 72 5K B Wi A 72812 Prediction 71 v 27 % 5 Process diagnosis & ¥ = — L IZHfit
EN5. 6 BLARBLRZEDLEDZBEELEL THHEIC Prediction [ZRE SN T, 7'V 7o
T A T/RL7 &9 IT Prediction 7’1 v 7 25 Planning € 2 — )VIZJBIRTF — & 23t $ B i
D% %A%, 7 1% Monitoring €Y 2 — L& Prediction 710 v Z IZIRAE I NHEERE T MR T 57
OIZYIHI BB OEF I ThbNI S,

RAPTO LR

2311124 7L X2 BT LEHRDOWNZRT. 1 & 255 Prediction 7’1 v 7 & Observation
70y 7 %6 Database maintenance ¥ 2 — VICIRE SN, 3 BT —FIXR—-RIFFEINE. £
7z Database generation TiX, 4 D LX) LM ERL TR A - —, TEXA-F—20RfftxNh
BIERDBEFRLLED % L o IEROBIBRD/-0IZ, 5§ 27— N—AMHET 5.
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2.

BEAA - HREA TR (AlMac)
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( Planning Machining sequence Database Datab
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Process Tool list ~ [Face | T1 KA B — S are generation
) = A e
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E T2. T4 Tool data Cutting condition - )
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Machining process,
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Cutting condition
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Depth of cut,
Feed rate,
Spindle speed.

Machining error,
Chatter vibration,
Cutting temperature,
Tool wear, etc.

%

1 ‘[ﬁw

IS i

——

Tool path generation
In-process tool path
generation & modification

N QA U A W NN

(Chatter vibration,

sulel Process diagnosis | |
| | Machining status,
‘ Machining trouble

o Tool breakage), etc.

4

Tool wear, etc.

- Monitoring
Feed rate, ;i .
Spindle speed, l”ll
Spindle load, MG
Cutting force,

Vibration,
Temperature, m

=

\k _—

D BRIR T — %

 BEHIME TV, IITE&D CAD 77— %

SV —=AF—% (HEMEE, THEEESH), UHIGH
TEY AN, ILEE, YEIGEG AR, ILE—F)
CUEIG M GEYEEE, FEEERE)

S V=AT =% (FEMEIE, TEmIM, IEIERE)
CINIRRT—%, MLEETF—%

Fig.2.3.8 Data flow in AIMac (pre-process)
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Tool wear, etc. [
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Fig.2.3.9 Data flow in AIMac (in-process1)
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2. BEA - mEEELT/EEM (AMac)
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24

Feed rate,
Spindle speed,
Spindle load,
Cutting force,

Monitoring
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Temperature,

Tool wear, etc. H ] ] ]

]

- M

1|7/

| HETE T

N QO v A W N~
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CEIEI, Ay Fava— K (GEITEEE 4T 720)
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DB E NI RE oER (LEXER L)
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Fig.2.3.10 Data flow in AIMac (in-process2)
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maintenance ] Cutting temperature, ' Machining status, '
Tool wear, etc. \ I Machining trouble |
Depth of cut, (Chatter vibration, é

Feed rate,
Spindle speed.

= S Tool breakage), etc.

a

i

L 3

i

Monitoring

Tool path generation Feed tie,
In-process tool path Spindle speed,
generation & modification Spindle load,

Cutting force,
_»| Vibration,
Temperature,
\T ool wear, etc.

\ =

N

1 Hhi Sh7-ETHIG M, IHIGREL

2R S NTETHIE, INTHERA R

3. 7T I R—AHEFHAOMILIER, CIBIREKER

4 BMBLEA—A— L DRESINE Y Y — AFEHR, INLIHER

SIRESNLEET -5, LEDEL %o ERDOH BRI
Fig.2.3.11 Data flow in AIMac (post-process)
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2. BHEA - WEeR TIEMEM (AlMac)

2. 5 Ft¥

A%, TSRO SN TV CEREEHOICL, RHUEI T/ AMac OBEHEE &
VAT LEBRERELL. FVATLARHERT S 4 00EET 0 v 7 (Management, Prediction,
Observation, Strategy) 2SR TREXBZHE SO0 R, K709 7 2HBETEHED 2 — )VEOTE
BoWnzHL 2L
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3. Yr—F vy rFIal—% (VMSim)

3. Yr—F ¥ NI =vTTyIal—% (VMSim)

3. 1 Yr—F¥hv_aTdrrFaTy U ITOER

D2 — ¥ ORBH LR EEZERIC, FEIRPREDI VYo -y ZREMOERITIER
L <, CAD/CAM/CAE ¢ W o 72V AT LDBAIZ L BB ED LN TS, 20X 2BIK
PHOERNT, RnEERIEL I TOFITHERERPRICHZA L Z L 2ERTHREBEEE (7
T—=F XN T 7 F2T)T) T AELEET > TS, E2AT, ZOT7—F
YNV T 77 FaT7)r7env)SEOERIE, BB (22— FHATOERE]| & &
NBH, ThTRBERTEL0T, 3H)PLEANEESRY LTHL.

SETIf TNz T 7 —F X V=277 72 F a7 ) I T AERICOWVTUTICREAT
A, gaESE, REREBOHBTITbRE Yy —F ¥y~ 777 Fa7) 7L, BHRE
BB OEMMEICEH L-ERE 5 2. TabbREORELY [WE JFFﬁJF1$W$J

ST BEBRTHDEEZIGE, Vr—F ¥V 772Fa7) 7%, HEOREIC
J5 [WE] LA VFI2ERILLC, HEORELEME [HH] LBERILIn/-[WE JJ:
[ZANF NI LTITH) T L EEER L TWA[3-1]. Maryland. K= ISR (Institute for Systems
Research)® CIM Lab. TlX, W7 —F YV~ Za 7727 Fa 7)) v 7%, BROHEHEEERZBT
ALOIEETREOI  Ya— Y EFVEYIal—Yar2EHTA00LEHEL TWVWA[3-2].
F72V. Marinov &, Wy —F ¥y Nv a7y rFaT) vy, BEIRO—D2 T F0MD
B ERamixst, TREREN, TEEH, WELY) 0Br50572012, 8, 7atkX,
B EE L Vo RSB T 5V AT 4 L ER L TWA[3-3]. HiJll & TH.C. Childs i,
Tr—F XN TIT A OREIBCBIAEAIO—o L LTRATWS., ZhidSvdih
X, BYEBRECO CAE & LTER L TWA[34].

AR TRT 7 —F N2 T 72 FaT )T %, REVATFLOEMESH 2T 5200
MEEEBIRO—2 L LTIZ S, Thbb, 70 AEFNVERVTERICIILET 52 L%
LWL (IR#RE) #FEIL, 2SI T 5882 52 2l L €85 5. FICAR
BT, Tr—F¥N~YoaT70FaT )y TIC@RPTIEDTELRVWERTD AKAEINT

(F7—F ¥ N<xT=F) PRHNIFoTWL.
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3. Yr—Fx LU T Ial—4% (VMSim)

3. 2 VMSim DY AT AR

I, ChIETHFPRTCELYYMTOIy ¥a—¥ s Ial—a Y ICETARSEICOVT
AT H. W.P.Wang & K. K. Wang i, HEIWZWEIBETLI LICL o TERINATER
FEHE (swept volume) % EHET L MM LFHELEIREL, TEOB X2 UHEIM OFIRE
CEEBRTHIELEHLABS]L. BHLEABRI IaL—Ya eI Ial—varofk
&L, HWHM ORAIRE 2T TR MTRRICRAE T 5 8H1T & INTRRZEOHEE © WHEIC L72[3-6,
3-7]. BIEL L, BB T FIVOMIHELFM T2 I B TEL VAT LAEREL
72[3-8]. D. Blackmore & M. C. Leu i&, AHAIZEKE L72WROBREFELEKTESL LI I
SDE (Sweep Differential Equation) #E%&EA L, MMTEE (LED7bAR) ZHEIM VY v FE
TVICEBEMICEHTEA L)1 L7239]. L LEE SN TEDLbAIL, M LWEIN
PHRDODOLNDEIDTHY, EROIMLREELII-HETAILEZZ oM. 20k ) REIEIT
TVE, MIAROTFEE V) EEIL THITHLAICHEECTH S, i SHIE, FEENTE Xt
ZICYEIAZ T TR LUHBESCKEAM I ZROL I LN TE S 3D-VMS EIEIhS V2T A
PR LB4). L2 LEMLRY I 2L —a vzl RE T — 7 R— AR & L8
EL, UHIMIZFHES 5 &) LX) 3UEHIMTHRE L FMICHET 200 Iab—Ya
EWVRD. BOLRTFIZENVERICESSYIalb—Ya Y EPEEL, YUHINIEORES SR
WCHHRALT 5 2 & 2AAEICL[3-10], TR OIE CAM ISELZBIREFTY Y IRk LT,
BHELTRE V) vy FEFVE LTHEER{ERTE % Boundary-Map HE[B-111ZREL T 5,
LrLZnsid, MIBROBHENLERRLEELR T T 74 v 7 ADFRRICELFBEIrNL TN
DT, RFFETHEL ENLMIIROTFHEIIKREL B> Tw5.

ARFFETIX, BF L7z VMSim O Y A7 A% K 3.2.1 12”7, VMSim 3R 7 7LV F3
WVIZEBMIANRELZDDT, BRI I2Vb—%, YHII2LV—FD22O2DEJ2a—
LR SN TS, BIRY I 2V —% T, #HEMETERIK, NC 77— BADIND L HH
MOBIRELEETET 5 LI, BEGFICHREIN TV WERAARL EOYHILS 2 Mt 5
CLENUEETHDH. TAWEI I 2L -y Tk, MBINANT 2—F 2 RITMLHOHIT %
IMTAEERHEET A ENTERETHSL. €512 VMSIm X, #EESIh-BHRE+IC, R REER
LSBT LICEoT, MLTHREABULRIDIBIET LI LD AR THS.

B 322 ICETHEO—-HZRT. ELICUEITIROY 774 v 74 X~ ZOBII NC 7
U755, ETCEBRER, WAATHE. ILLBECRUTYEYI2L—-—vary2HVT,
IEI DRI bV 2, IITEERHEET L. KicBWCE, A RICUEINEE, FTiomTEs
BRRENTVES,

ZOYVIaVL—FDOREV - NVIZBELTE, BIRVI=21L—-¥%%3. 38T, ¥ 32V
—%%3. 48T, NC7RFSLDBIER3. 5ETHLIFHHLTV L.
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3. Y r—Fy vy 3Ial—4 (VMSim)

Machined shape
Geometric verification

of machined parts

Cutting force

Workpiece
geometry

Meni Pasewn | Buce bob

Tool Geometric

geometry i

Physical
simulator

Cutting
conditions

Machining error

WIS

Cutting coef.
Rigidity

1 45
' |wn3 s5000;
 [c00 x50. Y140. z70.;

27 360 deg
If
— Radial
— #xial
49
46 b3 ng 11.50 0 mm

Fig.3.2.2 Output Example of VMSim
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3. ¥7—F¥NVRY=yFYIalb—% (VMSim)

3. 3 EKRVIaL—%

BEQOIVEa—yBEBITV Y vy FEFY ¥ 7EHiORECLY, 3 XKTVEDOET) ¥
THRRGICEBHINL LIk o7z, AT, ThoDFETHWTCLEOEH X U-HE
MOFRELZEET 2 L HICTRAAREBBREF L Vo N T A= RIS 5 EIZOWT
LT,

3. 3. 1 #£4EHE

ELHFEE L, 2 0DVARDESA (umion), EAZE (subtraction), HEAFE (intersection) % &
530D THAB[3-12]. F33.1IRT I, FREN+, —, * L WVIFREFTHWICEKING.
TCTEAMER, ZERPICEET S 2200V A, BIZXLTA B OWTNLONEBICHE
THI)LREETHY, £E&ELE, FHZITADOHETB DN THE L) ZHDOELSTHY,
ELELIR, ADHETH N HOBOHETH D L) hHDEATHL. INLELH, £67F,
ELEERAVRIIRA RVRE2ERTEL, T§4bb, IVEa—4% T CADICAM ko723
BUATLEERTAHLTRLZILEDTELRVEMNTH S,

AR TIX, K331 DOBIFAVAEA EVEKB OBZRY, HEME 3. 3. 2 THHTHITE
BREMEICEIBRZ TEHEEZEL, HHMPTEICL > TMTINBBORRELEREL T
w5,

Solid A Solid B

NI
f A Y

\m—

Union(A+B) Subtraction(A-B) Intersection(A*B)
Fig.3.3.1 Boolean Set Operation
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3. Uy—F¥ I Iab—4% (VMSim)

3. 3. 2 THRBREAROER

XY, WERBET 5 LIk TERSINSBREREOZDOOBRETY > FICHT 5 —#Kk
B2 BRI D W TR B[3-5].

BREREZERT DD IBEYEITIRD Z 2L Tz sizn.

1) BEEKIMSETES.

2) BEYKZ, MEEOEALEBDTHS.

3) BEYEOFEI, HAMEETH 5.

2) &£3) BMBHEIIKRRTEE, INSOEAFERR> A, B ERBERZIRNT 72
W, 50, HORZELTWAREWEWS ZETHS.

BB LR OSRHEZHZ TR, BREFRBEIIROZDDOIMAN SR OIL> TS,

1) EAEEEONE TOBBMEDOER OMIES

2) WEROBEPICHZICERINSEE (CA&HE)

1) 13UMKZHR T 5 R OBEEBBBEENSRDENBDT, 2) OEKHEKRD D HEIZD
NWTIRRTINK.
FT, 2 KV HEEZEH I EIRE> TERINDEHBR (EKE) OERSGEITDOWTHA

FTB, 2RFTEN—TOEZFVERROEIBNITIA—FORTERTS &, AKRBIEIRK 332Dk
S5,

r = r(u,t) (33.1)

ZZTuldh—TNRTA—=FT, t IEBEKTHS. O, THFNOMNE TOERGINC
TiEsRe DHFEETS. TR e LOFRITBVWTRORNKDILD.

——x— =0 (33.2)

ZZT, 0r/oud—T7LoERTHO, de/dt' IAKROEREERT. RDODIT,

iﬁ_dr@@)ﬂ_&rdu+gi

(3.3.3)
dt dt dudt Jt
=% 332 WRATHE
or 9r o A (33.4)
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3. Uyr—F¥ I FIal—4 (VMSim)

AT, uZt TEROLT I ETERNCM ZENTE, FL TR B3.1) 2—DOD/)NT A—
S TEBHTBHIENTES.

e :Envelope
t: Time Parameter
u: Curve Parameter

Fig.3.3.2 Parameterized Curve Parameter

HL, I—Tdg(x,y,t)=0TEEHINDRS, Big-ok7 T0—FRRERS. K333
RENDBEIE, 2DDH—T g(x,y,t) £Eg(x,y,t +61) DXEEERS.

g(x,y,t)=0

gx,y,t+6)=0

Fig.3.3.3 General Expression of Swept Volume

5t — 0Dy, ERRIITECEES. TETHE, glx,y,t)-g(x,y,t+61)=072DT,
BMEDOEN I g/dt=0ZMWETIENEMNS. TN AKEERDDZEMIIUTOLDI
25.
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3. Uy—F¥ I3 Ialb—4 (VMSim)

d
g(x,y,t)=0, a—‘f(x,y,t) =0

3IXCEBIC BT HEAKEICEL T, BETEE g(x, y,2,1) EXKT &,

8(x,y,z,t) = 0 (3.3.5)

%(x,y,z,t) =0 (3.3.6)

237251, ZOMIEKBE EICHBERBLTEN. 2 Tx,y,zid, MEEERT S
D 3 KITERE, ¢ IREIER THSD. ZOEFTIE, 3 RICIARIERT D EK1E 23RO D5 DK
HTHBDOT, BT B0, BREMDr = r(u,v,t) LU TERTE DMEOHEFITDN
TEATWL., ZZTu,vid, W,v) ER,u, susu,vy,sv=v,T INEDONITA—FT
EINBMNEKIIDODWTORERD B.

ZOR:, THEENTRTOBMN TOYERDOERTHZ ENWIUEEMES. Zhid, ITRTOE
I TOBEBMEDERN, WEKREOERN, LT THH I LE2EKTSH. ZIT, N IEE
#EIZXD,

or or
N =—x— , 3.3.
" du v (33.7)

K-AMEDEED 13, KA TERBEINS.
e=r(u(v,t),v,t) (3.3.8)

Lo TN, BRDES IKFBEENS.

N -%eo0¢ _(droum or\ (drom dr (33.9)
dv dt oudv Jdv dudt dJdt

N, =0,N, = 0&HETSE, UTFORDBKROLD.

N,xN, =0 (3.3.10)
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3. Uyr—F ¥V Ial—4 (VMSim)

* 335 & 337 BR (338) KRALEETZERORNEHES.
N N o [[2r.0w, 9r) (or du)) (or or
du dv dv Ju ot du odv
or du or Jor du or Jr or
= ———— || ——+ . X —
(0u ot 8t)((8u Jv 0v) (&u 8v))
dr du Or or du Jdr or Or
— ——————+— _—_+_.__ . __x_
(au ov av)((au ot <9t) (&u dv))

or du Jdr\/ dr Jor oOr
_|oreuw or AL (3.3.11)
duodv oJv)dt du dv
Zho z
or or oJr
— — —=0 (3.3.12)
du dv ot
AQ AN
drou or
dudv Jdv

(3.3.13)

AN, HAUKAFEHEIIH LU TROZEDNSTHSD. Lo TR 33.12) OLHiIvaET >
(x,y,2) | du,v,t) 0 THBZ &M, BBEZRODEOIIELIRVES.

BHINEROBEDEE2HRTI2D, AlELTRZ334ICALND L D7, $8 p OREN S

O—NVEERDOERAN S EER OMNEZHWTEKHEEEZLS. ERITRT LD, ROR
T4 BRI,

r, = (psinB cos¢, psinf sing, p cosf )

(3.3.14)
EROPLOBZRERITRT LI,
r,= (R cost,R sint,O) (3.3.15)

£0 T,
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3. Uyr—F ¥ )R>I al—4% (VMSim)

r=r +r, = (Rcost + psinB cos¢,Rsint + psinfsing, p coso ) (3.3.16)
3 (x,y,2)/ 9 (u,v,t) ZHEHT 5 ERDX D3R 21ES.

t=¢ (3.3.17)
TP A, AHRRHEETOLDITRS.

e(0,¢)= (Rc0s¢ + psin® cos¢, RsinB + psinBOsing, p cosH) (3.3.18)

N b—FATHS.

AZ
A Z
7]
Y Y
> >
R
X ¢
X y
p
Body coordinate system World coordinate system

Fig.3.3.4 One example of swept volume generation (torus)

AFETHE, AVLT7ITRINEHIISOEIIICHEELTETY L, ZOFEEZEN
LTR (33.12) HEIEaiEmz kD, TERERBEEZERTS.

I AL —HFNTE, #HAENZ CL T—YE2WNESOTEBEET A ML, £
DTEBBL AL METEEFINERICTHREGREEENRTS. T U THHEIMET IV EKD
SNTHEREAECS. 3. 1HTHPLAZEEZBL, K33.6 IR LD ICHEIMATE
Lo TITENSETERELTWS. £-Z0OKIZ, 3. 3. 3HTHHATIAHETEES
MIYLA S, EAAYIASEZHIEL TW5. ‘
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3. ¥r—F vy =TI alb—% (VMSim)

A A

r0, u, t)

r(0, u, t) = R(t) + uA(t) + pcos0 e: + psind e; I

R(t):Trajectory of control point
A(t):Orientation of the tool axis
p  :Tool radius
0=t=1,0=u=L,0=6=2rn

Fig.3.3.5 Parameterization of the Cylinder Cutter

Boolean subtraction
Tool swept volume -

Destination position

e )
=
| | Start position
oy
~ VQ o
Axial depth of cut
Radial depth of cut

Fig.3.3.6 Boolean Subtraction Between Workpiece and Tool Swept Volume
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3. ¥r—Fyhwi=rrLIal—% (VMSim)

3. 3. 3 YRALEEREEROVEN

TAAR SRR IR, BERBERICIARINTOWEWITEEL /ST A5 Thb. BIRY 3
2l =3 T, BHHETVBIULERERBETNVDLLINLDNNTI A5 2RD 5.
PUFICEHRFEICOWTHAT .

1) Y1AADEH

FIHHMETNE TEREMEET NV EOMICEEREL B IR, FRICEEELZBL TS
(. ESXTEORENNBEL —DORIOMNEDLS, LEOBEMEK T RO L. T, FEHMN
PAAIL, BEETROONLAEZHETHIEA UTHER) EITEEFVHLE 337 Ok
ITEKDONE, Thbh, BEEKICLY) TEEFVEERY 2 00HEBICHIT T, FRENL
BN X )22 o0EBICTESAST D 254, ARO X ) ICH FOHEBICTHSAYED 255 T,
REHATAAE KD L. BHAYEARE, @TOHEEY»S, TR OEEMEITRERKD S D

ERNDDDDER L > TRDTNS,

Feed direction Feed direction
, ?2\/\
/ dl /7 \\
V4

", d1 /)‘
\

/ / ;2\& !
]
I

T ey
- ~

— gy,
e

\ 4 h \ ’
\ p 4 ’ \ V4 Y
\\< . , / \\< . , /
7 L. —”Cutting tool 7 \‘~-——”Cutting tool
d1+d2 : Radial depth of cut d1-d2 : Radial depth of cut

® : Vertex

Fig.3.3.7 Calculation Method of Radial Depth of Cut

2) EEBGREENER
AFETIERA I ZTZ Y FINIZELAMIZRNGRE L TWADT, ZOEHFEIZTOWTHE

T5, AVJIZF7LZYFIMVIIEoTRYEPNLEEZ, K 338 IZRT LX) ICEFEOEKE L
LTRDBZENTE, ATERHTHELUTDLH 2% 5[3-13].

Q=dxaxD (3.3.19)

ZZTC d EEFEYAA, o 3HHEYAKR, D IIBEEET, 0 3REAETHL. X5
W2, T FINVONEE u, FHMEEEEE N, 20 % feTE, —HL7) OE&EREE MRR

BUTOLHITETIENTES.
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3.

Fr—F XY Ial—% (VMSim)

MRR=_2%/ (3.3.20)
UXNXD

d: Radial depth of cut
a:Axial depth of cut
D:Distance

Fig.3.3.8 Calculation Method of Metal Removal Rate
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3. ¥y —F¥MIYZY Y Ial—% (VMSim)

3. 4 YEII2lL—%

—EINZ T Y FINMICE AT OEEMREZ, FOUEEEL TE-bARICEZMIEEOH
ke, KR - ERESIGERT 2 UV IRBORAEICKECEEIND . ft> TIMLEOLHI
JIRMITEERTFRT L L IIBOTCEETHL LSR5,

AETIE, 3. 3HTHPLABKRY Iab—Ta vIiCE VB S008I &tE TE - #8
MT—500, YHIMTETVICEDSE, MIPICEET HURINRPMIRELHET 2 WY
Ialb—TavIiZonTIEHET A,

3. 4. 1 YHIMIEFNVOGHE
I FIVOYHIIMIEFVIE, Smith & Tlusty 12X DV ZETALMIIELT, XDLH % 5
BEIZOE SN, ZORBEAERHEIEIMEIN TV S[3-14].
L. IR € 7
(Average Rigid Force, Static Deflection Model)
2. BREWEIE TV
(Instantaneous Rigid Force Model)
3. BREEIET N, BEEETIV
(Instantaneous Rigid Force, Static Deflection Model)
4. LTEER &R LzBRBYEIE TV
(Instantaneous Force with Static Deflection Feedback Model)
5. 90 BEEMEEFZERLUHIANET IV, BEEEFV

(Regenerative Force, Dynamic Deflection Model)

Aifgecik, EdL7z5 20€EFNVORN, 2 FEBL 3 FHICHLYTL2EFVEHVWCYHEIN L
MIEEDOHEZIT.

2 HFHOETFIVIIHEN LU A OFELIT ) 72012, =¥ FINVOMNERI L ICFHENTT
bihs. 4 OM/NERICERT 28801, SNTATOHIERICHFITL2dDE LTHD
H. L LLDs, UHHORECTEEREREETI24T). TEEKIMERT 5 WHIIE,
NOFaArERB Ll b2 TORMNERIERHTHUENZRELELEALZLIZL>TRKDLA
b. ¥, TEOMEALTELLIEDOUHINZEEL TV L, IR OBEEIHIIRD 5
ha., ZoOEFVERAVIE, RS EIR T EE, fhms X OEEH AR DENIZ
L BUEINERDEND FET LI LATETH 5.

3 ZEHDOEFNVIE, 2 FHOEFVCHE SNAEI 231, MIE%ERKT 20h %D
B TEEREERB L eSO MIREDOHERIT). 72720, TEERIZWEHNICHATS D
DEREL, BUHOEBIIZELTTICHELIT).

ARFZECTH W IEIIN I E 7V O L, REFLDECTHB L TWw L.

41



3. Wr—FrlvL=yFyIal—% (VMSim)

3. 4. 2 BRREWEIZETIV
AV IV FINICEAMIAHET A7-2OICHHLUEIMIETVER 34.1 (ZRT[3-

15]. YIEIHOEERITH 72012, =¥ FI V2 EREZRICHHL, BroBEREZOTUNHIL
BN AER LTW A ERELTWA, TEEEANIB W C TR HOB/NERIZ
B2 j FEOWRN IR T 5 TEHEM, F&, #A0DN dF,;, dF, dF,3ZfhthRki
NDESICEES.

dF,(6,2)=[K, +K, -h6.,2)Hz
aF, 0.2 =[K,, + K .- .2 bz (3.4.1)
dF,(0,2)=|K,, +K, -h®.2) ke

K, K, K, K, K J3EBEL)ROSLNLEHRETH L. WHIREICIE, B
EXH)OUNISHEMECTHI L ICLo TR LEENKSTHS K, K,, K, (H
fif *N/mm) &, B ERED72 ) OB OBREICLERYEIIOBRS TH 5 K, K., K, (B
N/mm?) O 2 FEE1H 5. WEHRHOKDFICOWTIX3. 4. 68 THE) 72, (G )X
EYAAEE, dz I TEMNEROEATDESTH 5.

-

ZZ7T, K, K, K,, K

-th Tooth
j(Z)Jt oot

Fig.3.4.1 Cutting Rigid Force Model

XLICERZTEOWYI N %, %) A x ETEEHN ;, TROICEELZAM y HHTLHE
RKDEHIZ% B,

dF ;(6,2) = —dF,;(6,7)cos6 ,(z) —dF,(6,2)sin6,(2)

dF,(0,z) = dF,;(0,2)sin8,(z) — dF,;(8,z)cos 0 (2) (3.42)
dF ;(6.,2) =—dF ;(6,2)
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3. ¥y —Fy ooy FyIal—% (VMSim)

YhH jicL>TE5z2oNATEITIIER 34.1) 2 (34.2) ITARAL, YhH j OELIHIHE
B> TENLERSTAZLICENEXONA.

F,(0) = [dF;(8,2), F,(8) = [dF,(8,2), F,(0) = [dF;(8,7) (343)

Z L CHIHIERICH B2 T RTCOYNHIL L > TEZ LN A%, TEDEAOTTRIE
HL T2 2N ENOLNA DBUNRTRIEH S 5 BRRLIHIT DRETZ LB L TERHESINS.

N-1 N-1 N-1
F,(0) = Y F(6), F,(6) = Y F, (), F, = Y F,(6) (G449
j=0 j=0 =0

I CETWAREE (G )2 TEZTAA., WO )X, YHEIFOYINT O &L ERIICEH)
Bl ST EO TEEEFMOEMTH L. TEIEELZVERETNIE, TERLHFTE
DIzbHRIZL>TBETHZ LI BVOT, YA j LEINT j-1 OUNHAOEBIZT 2 EET
TRV, 5T, ZOEFNTRILEDEUMBIZIN 342 DX HIZLBEDT, (O 2)FXRATEK
OoONb.

h(6,z) = s, sin6,(z) (3.4.5)

T I Ts N H j DEY =, @(z)ti@JnSUj OT B FmONE z BT L HEAETHA.
IS, RKRDOLHICEKENS.

Z-s, -6
S, =# (3.4.6)
-1 :
6,(z)=0+>0, —kz,0<j<Z (34.7)

n=1

K (34.6) TZRIREOIHY, si3—HLYDEY&E, 6,380 ;L j1 OROAE (v
Ff) THhHb. T2, I 347) TOIEEOTRHICOVTOIUNHLNH (z=0) % y BIOIED
FHHEHSEEE ) IClE LA TEEEATH S, ke S TEBMAMOMNE 2 2B} 2 TEMEARD
BNAICHYL, k=tani/RTHAH. 22T, ildhlhfs, RITEFETHS.
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3. ¥r—F ¥ vwI=v Ty Ial—% (VMSim)

j-1 Tooth jTooth

Uncut chip thickness

Machined surface @~ 7 .7

hJ(9, Z) = SU' sin GJ(Z)
S4j : Feed per tooth

Fig.3.4.2 Uncut Chip Thickness

¥/, BREREZEI L OUNIOEYHIERICOWTEZ A, EYHIER % A REA TEE
THZEEL. 3.4.3 1%, EMEYHIE TRZOHIOBEOEDRIEE T ENEL T
B, 2RLRCBITEE, 30T =TV TN, FAARLYF—=I T v I VEENENREL
TEY, HOBMENERPSRDS LN (34.8), (349) TERHTLIELFWETHS.

Y Y
A A
ON R 0 N
R een ¢ een \
X X
R K
Ry
Up-cut Down-cut

Fig.3.4.3 Geometric expression of cutting region



3. r—Fr vy FyIal—% (VMSim)

_j0 up — milling 345
" |m/2+sin((R-Rd)/R) down - milling o
. -1 _ R — milli
6, - w/2+sin” ((R—-Rd)/R) up—mi '1n.g (3.4.9)
/4 down — milling

ZZ TR (345) ODEFWAAES (6 )% 34.1) IKRATEERDLHITR A,

dF;(6,2) = [K, + K, « s, sin0,(2) }dz
dF,;(0,z) = [K + K, s, 8in 9;(2)]dz (3.4.10)
dF,;(6,2) = [K,, + K, +s,sin0,(2) iz

A (34.10) =3 (342) ITRAL, X (348) (349) k- TROOGNEZVF—-DT T
NEFA ALY =TT Y I NG EPLROLNLHIFERBEHATHRSTL5L12koC, T
BEBZZE L2 WEEOUNH jOTEREANZ BT AERBUE N 2HE T LATTE 5.

F_ (0)—%[]( sind;(z)- K, cos0,(z)

+% (26,(2)-5in26,(2))- K, cos 26, (z)}]/m

25,18

F, (6)—_?5[ K, sin6,(z)~ K, cosf,(2) G.4.11)

Sy (26 in20 ) % 0 }ZJZ(G)
e (2)—sin20,(2) + K. c0s 26 (2)

2j.1(6)

F;0)= aR [Kaﬁ,(Z)—s K, cos8, (z)]zfm)

J.1(8)

& 34.11) & 344) DL IZH#HE 1"5:}:5 EiZ&oTC, TEMEAAIBITATREIZER
AN EFET A ENTESL., TUH MV 2L, BEEAFEOWED FIC TEREEZH#I
AZEILLoTRDLIENTXS,
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3. Yr—FxNwL sy Ial—% (VMSim)

3. 4. 3 TEOERETNV

MIFRZER, =Y FIVOLbAPMLHICEE SN TERESNL LIRETSH. #ZTLE—
LIEF DY L o THEL 2 TEMOETREP LHEEZRKAL. AFHTIEET, = FILvo
T ADFTEFEIZOWTHERTWL ., FFZY FINIEN 344 OERD L I 1282 R
UMNAREFHEOTERNVITICI DT AELIEY ELTEFIVET A, M 344 OAKICBIT
LOEPIIY FINETERNVTEDBERTHEUANAEMICLA2TBHEELEEEEZEL TS, §
EQDBEFMET VIIRETRY. T FIVEBAMIC n BRICDELTEZLE, UNHA
WCEBEZETOYHINIRR 34.12) »5EIPNAS.

>He€
4 | P 11
WO oYW sV
i E ":- ...- l IE' :.. E
L End mill 2 BT L 1)
’_J | n § .-":.. ! .'E
n-1 E ! ::..: E
7 7 k : A
I : -
% 2 : ;
Y r r = 6 E:I LR} !..l :

Fig.3.4.4 Static Deflection Model

AF(6) = i[K sin 8,(z) - K,, cos 8, (z)
tan:

+-L{K,.(26,(2) - 5in26,(2)) - K, 0526, (0)}] "
: < (3.4.12)

AF,(6) = ——[- K, sin,(2) - K, cos6,(2)

tan:

+ %{Km (26j (z) — sin 26, (z)) + K, cos 29}.(@}]2“

Zo Loy VN EREDOTHELFD zBi0ER2ET. BEXTLOYEIHIIESE £k OE A LI
ERS 2. S LERATANICEI o THE L ICBITA y HAD7-bai, FELIE)DbAa
TR I NA[3-16].
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3. Ur—Fy Vv =vrvIal—% (VMSim)

AF. v*

—2LE By, —v)+48, kD, O<v, <V

6E I ) k sp,y k !
S (k,l)= E'E (3.4.13)
y 2

MQW

6£EIE Bv, -v)+ 3, (kD) , v, <V,

ZZCv, =L, ~z,E, 3TREOY V7R, [, 3 TEOWE 2 KE- AV FTh5b.
Oy (kD) RE Lk TO Yy JIMDIzbHTHY, RETETMEINZAEY FV - TRAFIVS -
ALy FDbARIZEoTROONS., TEOWE ZKE— X ¥ ML, HAEIZX2HHEEDHE
FEEZR L TR, =08R DEMFFEZHVTERET A[3-17]. x FAIDIzbA S RRITKDHNE.
o TIMIHE LOfEZEE, KDL ) ICHE k TOTRTOHENICL > TELL-bADER

bl LTEHEiING.
o,(k) = iax (k,D), 0,(k)= iéy (k,D) (3.4.14)
0 0

3. 4. 4 TEFRNVIOERETNV
AEVFENV-TERVY - 2Ly bOBENLILAEFTVER 345 2RT. ZOEFIVDT
bAIE, TV FINVIERTAUEIICE o TELAFHLEEICE o TERENSL, I TIHH
B0, AEYFV-TEARVY - 2Ly bewoETOBREZOT#ELMEE 2L
Ty Oy ThH. ERMEWHNRLIY FINVOERIIMbEEE, 2 TDILADORE %S, 13
ROEHITEKEINS.

6,y =0y+¢,L.+0, (3.4.15)

total

ZZTH 345 DX, BEUEROAMERRLIET 5720102y FIVOERICEPHE
W ZT7E SRV REDIzbAS, LY FINVFEETDIbARS, ¥ FIVERDT
b#S % A B CEHTHAETA.

HEENDI2bAIE, RXDLHIcESNA.

éA =éH
0, =0, +£2E—tan¢H +05 5 (3.4.16)

Oc =0y +Lgtang, +0;

CZT, &l dBHTOIZY FINDIbA, & B CHTODIY FINDIbATHE. %
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3. ¥r—F¥NRIYZr TSIl —% (VMSim)

72, RERERDOMIE/NARE, AU E by Q& THERDE )RS,

W =k,6,
WL, = 2,0,

(3.4.17)

F72, ¢ AL OTland, =sing, = ¢, EAhLEh. Tz, G p 6 BTV FINDT:

PARGOTIY FINVERELIEY EEZL L,

5L,° L’
Opp =W, pe =WV
PP 4gEl 7 RS 3EI
5
Opp = T6‘5£,c

EFEEL, Lot (34.16) ZRADEH 1L 5.

5, =6,=-
kH
L w L} 5
Oy =0y +—29¢, + 6 —+ =W )
B H 2¢H E,B kH 2QH 16 E,C
w L}’
O =0y +Lypy + 6, = +QE W+ 6
H H
I (34.19) X,
1
o, =—W
Ak

2
8,0 = 166, — 56, = (7(1-1— L ]W

H QH

(3.4.18)

(3.4.19)

(3.4.20)

A (34200 X0, WEEZLRDDLS, G2 WILTTay FLTHEEMTALZET, 4,
YRRILELL L 7RO X a,, S BIBEM L2 & EOMEE ape 05 ky, 2,555 (3421) DX

k65,
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3. ¥yr—FyeT sy Ial—% (VMSim)

1
a, =— = ky=—

H a,

2 2
3L
Ape = (11&A + 3£E ] = QH = "FE

" ap. — 1la,

(34.21)

INIREL kyy @y BRDOENBE, AEYFL - TREANS - Ly bD7zbAS, & DiZK
(34.22) DX TRKOLNE.

AF
§sp,y(k,l) = Wj’l [§H + (LE — % )¢H]

(3.4.22)
1 (L - 2,)
o [ - a) )

Machining center

V Tool holder

o

0

= O+ @pLg+ O
Fig.3.4.5 Tool Stiffness Model
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3. ¥r—Fy ey Ial—% (VMSim)

3. 4. 5 TEBIUTERVIOERLIMILHRE

MILREEERE 346 OOENIRENS LIS, YRIHMIE L LET LR TERENS. T
BRIOERE, 3. 4. 2EHCHRELZAMN 2O L o TEIET S, #£oT, IRADM
TRaA RS (R EMLEOR M) 12H HROERE» SMIRE T RO ZITII R LR,
PN TEAZE A B S IR 22 BAAR 2 S, B0 TR RIEEAN LM EEIHIT 0, THEYHITr
kb,

up — milling

il 0
0.=0+)> 80, kz= 3.4.23
! ,,z::; m L {7[ down — milling ( )

AR TOWNT L MTAORE (6)iF, 3 (3423) 25 TRAEEAONL > TRET S L
NTES.

J

-1
0+).06,

z,(0)= 'I'c—=° up — milling
i (3.4.24)
6+>6, -7
7,(0)= ———-"=°k—— down — milling

i

SHIIMT OBTFI 2RI X o TR, BEOWKIPMILE % ERT 555, §XTOREI,
X (3424) HPORESNDL. Hig k TR, y AADTERZDEEHRIL 2, = (O W-E N2 L
&, YhITLOMLEE (& LTMLIELICEE SRS,

e;(ky=4,(k) (3.4.25)

BN o I LH OBRAEMME, BHATELAYNI T OMIRELBL, JuEL
TV ZETHETRETH 5.
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3. ¥y —F¥NTY=VIYIal—F (VMSim)

Machining error
Workpiece

Workpiece

Fig. 3.4.6 Calculation Method of Machining Error

3. 4. 6 UHIREKOEMH

HREUE, EBRE ) RO SN PHEMIN F,, F,, F, %) 81383 L TRIBEML 2 b DL,
YIHIE 7V OFHYIHIT) & B L TRD 5.

¥V, EB2Sx, y, t HAOTHYEAF,, F,, F, 2k 5.

N,
Z Fxn
F oo (3.4.26)
Nd

TIT, N,37—4mfTds. ERTRELDZHPHLDT, TE 10 BEMEDOT -5
Y FHTHEONFLET L. T, BERESOTFT—F T4, | BEESZZ)DOT—F BN &
W) v T EER f[Hz], FEEEE Nrpm] DREFRIERADEY) TH 5.

. 60f
N, = NS (34.27)

o, F—FEMN, X1 B4 ) OF— 5 SHN, OBRIEE 2 5.
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3. ¥ry—Fyhvwi=vryIal—4% (VMSim)

SOFYYHNE,, F,, F, % | D470 0% ) 2 BEEERHS 70y | LERENT 2. T2
ERGEM L7 E LT LY, S 0.

I
el
@

F‘X c t xe
F,=F,-s,+F, (3.4.28)
F,=F, s +F,

—%, WHIINIZEFVOR 3.4.11) 5D FHWEITT2RDALZ LN TES. X (34.11) %
R 344) RALWNR IR 2L Y, TERERAGICOWVWTHES LTLE 1 MEOME 2
TEBLZLIZXYRDENE.

G,
F, L. Z-(~kA, )————I:K sin@ - K, cos9+—{K (26 - 5in20)- K, c0s20}]
2 ani 0,
Z-A ) s, ,
== — K, [sin0f~ + K [cos6 ] +-Z(K,C [cos20) — K _[26 - sin26 - )
E 8t st st st

Bex

R
tani

F=Ll.7.(Cka,)-
2

y

[ K, sin6-K, cos0+—{K (26’—sin29)—K,Cc0s2¢9}:|

gsl

- { K feos 08 — K [sinF; + (K, [26 - sin261: + K [cos 261 )}
ﬂ' st st
E:—I—Z(kA) [KH s K, COS@:E
227; (3.4.29)
== {Kae (eex —esr)_stKac [COSGE“}
2n ’
ZZ T,
P— Ay [cos 29% 0= [29 sin20 E
Z (3.4.30)
S=2"4[singf T == A [COSHB"
2ﬂ st 27z st
EBLLE,
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el

ZA

F‘Z = _Kae
2n

5.

=-K,T-K_S +%’(K Q+K_P)

3. Ur—F¥NTY=rTYIalb—% (VMSim)

F.=-K,S+K,T +3}(K,CP ~K.,0)

(3.4.31)

HSI )+ sf KllCT

UEHIET V2RO N A (3.4.31) DEETERE,OSBOLNLK (34.26) DR

EHBT A LIZL o TRADHEY 0.

F =-K,5+K, TF EC—I%(”—Q)
F =—K,T-K,S,F, ———-——-——(K Q:K ) (3.4.32)
ze_— ae Z Ad gex Bst)Fc:KacT
2n
A (34.32) kb,
__SF,+1F, 4(PF,+0F,) )
te — S2+T2 ’ tc P2+Q2
_K.S+F, . _K.P-4F, (3.4.33)
re T * X re Q ’ o
K, = 2 -F, v _F,
Z'Ad (eex—ast) T

X (3433) I, EBREOFHYNIN*HEML <k F,,F, ,F,,F . F, F,#f{ALT
OHIR%K, . K,,,K,,. K, K. K, ERDDLZENTES.

te> " Tre? " Tae? tc? re?

xe? " xc? " ye? " yc> " ze?
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3. Ur—Fxhv=

3. 4.
il

347 IZHREIFERICE h kOSN3, 4.
HERT. EBEMEIEEK 341 O@BNVTHE, T2 32— a vy THOWUEMRRIZE 342
DBYTHAH. KB THENIE, TEoEEA (0~360 &) #F£L, ffEIUWHHToxs s

FRLTWAS,

B bBored )i, ¥Ialb—a VERIERERL B -HL TV Lo TIW,

e

7 IHIE TV OREE

2a2l—% (VMSim)

1§ CBBA L7230 % 2510 L 780l

ZOEPL, BIETHCIUENOEEFERIRYTHLLEEZOND.

Table 3.4.1 Experimental Cutting Conditions

Machining Center

FX-1 (Vertical type)

Material HSS
Number of flutes 4
Flat end mill
Diameter 20mm
Helical angle 30deg.
Workpiece S55C (Medium carbon steel)

Cutting Conditions

Cutting type (a)Down cut, (b)Up cut, (c)Down cut
Axial depth of cut " (a)5mm, (b)10mm, (c)10mm
Radial depth of cut (2)10mm, (b)10mm, (c)10mm
Feed per tooth (a)0.02mm, (b)0.05mm, (c)0.1mm

Table 3.4.2 Cutting Coefficients

Tangential direction

Radial direction

Axial direction

Cutting force [N/mm?]

2587.554

1064.0

575.587

Edge force [N/mm]

15.914

12.872

2.386
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3. Yr—F¥NIY=rFyIal—% (VMSim)

Zz 800
—— Simulation ——Experiment
o 600
o
&
o
L
=]
o
0 90 180 270 360
Tool rotation angle deg
(a) R;=5.0mm, A,;=10.mm, s=0.02mm/tooth, down cut
=z 1500
— Simulation Experiment
o 1000
o
S 500
g o
£ L
O '500
-1000
Tool rotation angle deg
(b) R;=10.0mm, A;=10.0mm, s,=0.05mm/tooth, up cut
=z
0]
o
Re)
o
L
=
o

270 360

0 90 180
Tool rotation angle deg

(c) R;=10.0mm, A;=10.0mm, s=0.1mm/tooth, down cut

Tool: HSS flat end mill with 20mm diameter, 4flutes, 30 deg. helical angle
Workpiece: Medium carbon steel S55C (0.55% carbon)
Fig.3.4.7 Cutting Force in Various Cutting Conditions
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3. 9r—Fx Voo Ial—% (VMSim)

TRz

3. 4. 2~3. 4. AHTHPALALEFNVERIHEE LM TERELK 348 TRT. ER
Zfhix, 343 0@V T, YIalb—TaryTHOWLRIEEREKIIR 344 0@V TH L. HIZB
WO, I LE Lo TESHAICE - MEYRL, HEINImro0RELELTEY,
HEFHI DR L T —EFE ) T EEERLTWS.

M5 dHOLREHIE, YIalb—va VBREEBRERIIEC -BLTWLE o TIW,
COHEPL, FFETHCWMIREZOHEFEDIRETH L I L RENTL.

Table 3.4.3 Experimental Cutting Conditions

Machining Center FX-1 (Vertical type)
Material HSS
Number of flutes 4
Flat end mill
Diameter 20mm
Helical angle 30deg.
Workpiece Aluminum (A7075)
Cutting type Down cut
Axial depth of cut 18mm
Cutting Conditions
Radial depth of cut S5mm,10mm
Feed per tooth 0.1mm/tooth

Table 3.4.4 Stiffness Coefficients

k5 [N/mm)] €, [N/mm]
X 1.557 X 10* 1.091X10?
y 1.777 X10* 4.156 X108
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3. Yr—F XMLy TYIal—% (VMSim)

- Simulation
m  Experiment Hgul

p,m
N
o
o

Surface error

0 B 10 15 20
Axial depth along Z-axis mm

Cutting conditions: R;=5mm, 10.0mm, A,=18.0mm, s=0.1mm/tooth, down cut
Tool: HSS flat end mill with 20mm diameter, 4flutes, 30 deg. helical angle
Workpiece: Aluminum alloy A7075
Fig.3.4.8 Machining Error in Different Depth of Cuts
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3. Yy —FxNvI =T YIalb—% (VMSim)

3. 5 EFNVERICUHIEEDBEIE

ARETIE, TIESMO HEL - Mgt 2 ERT L2720 CFERICEETH S [MLTFRL 1THY
T4 VMSim & iV T, YHIESEEBIET 2 FHRIIOWTHRTW L. BAMIZE, THTEEZR
I L MTFAEDERSS, MIFORD) EEEL ZOMP RN IELILIZL-T, TOK
EEXNTEHHRMTHEED FIREZBAZWE ) ZML2EHTE L X ) ITBEERT) . AW
OB, BENLOERTHLOT, ERFHTIEERZER L 2T L5 %W, 22
TR ETUHEBGDOBELIT ) BREOHERLY THZOIINC U7 T2 AN LT, £DONCT

075 ADBIERTT> T L.

3. 5. 1 NCFurzsavial—%

FENCTUT I L5 AR CTERREZERTANC /O TLY I 2 b—FIZDWTHIH
5. NC 77741, NC LIEEWEHIETABRICHVONLIGHTH S, FHENZL NC O
— FiZoWwTi, JIS iK% DS DOERSLEILTAFEDO NN TV 5 H[3-18], HITITHERIE
D7D IZHIEZER R TAEBRICKTET 230485, RAFETIERLZZNC 77 S6v 32l
— &, F£35.1, K352RTLIRNCI—FB-192BRTEL L) ITH>TnA5,

Table 3.5.1 Preparatory Functions

Code Function Code Function

GO0 Rapid traverse GO1 Linear interpolation

GO02 Circular interpolation clockwise GO03 Circular interpolation counterclockwise
G04 Dwell G17 X-Y plane selection

G18 X-Z plane selection G19 Y-Z plane selection

G353 Machine coordinate system setting G90 Absolute positioning mode

G91 Incremental positioning mode G92 Offset of reference point

Table 3.5.2 Miscellaneous and Other Functions

Code Function Code Function
MO0 Program stop MO03 Spindie on
MO5 Spindle off MO06 Tool change
M30 End of program F Feed rate
I Definition of x-axis arc center J Definition of y-axis arc center
K Definition of z-axis arc center P Period of dwell time
R Arc radius S Spindle speed
T Tool address X X-axis designation
Y Y-axis designation zZ Z-axis designation
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3. ¥yr—F ¥y Ialb—% (VMSim)

NC7UrZ 553 Ialb—FEEEATNCI—F2 170y 7 ZTEIZHBIRL T, GOo, GOI,
G02, GO3FND G I— LR EIHIn L TERREZEH L TWw{[3-20]. £/-FI— FTHES
NTVLREYFEEOEEZHWT, MLBEMOEHRETZALHI1TL7.

- B3 (Goo)

B ) OFE, BESFHARIT L ICHE IR TR 20T, TARRKIIRK 3.5.1 1IRT L1,
EHREZLOTICRPCTREBTS. Thbb x y, z KMAFEOBEIRB ORI tt<t, TH S
BEE, B x MAROTEBEIT L, RICy#Am, RECz#HFHOTEBEIKT
T 5. ZEFAOBEER - BEEEOBEL O TESEBRT 2 BHOEBELY KDL Z L HRTE
L. 12U, B EEIIREMICRESNTED, ZOHEBBRICL > TRE>TWEOT
FORRTBLLEND 5.

M2
v4 Ip - Zg
y
X
A §
¥Yp-¥s
S
PR R SN (t,<t,<t,)
S: Start point

D: Destination point
M1, M2: Intermediate point

Fig.3.5.1 Trajectory of Rapid Traverse

- BEARHE (Go1)

EHREECREVEEL FI—-FTHREL, X G51) L) IC2MOEHEE (TEDEST
FHIIIATT B EEE) SRS EICE S L) ICHfT 5. ok, TAERIIE3S2ISRT &
HIHEBERD, TRETOBORY EEITRROL LS.
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3. Wr—F ¥ NIy Ial—% (VMSim)

F=F+F!+F (3.5.1)

772U Fx, Fy, Fz i3, RWORE)HETH 5.

S
Xp - Xg

Y

S: Start point
D: Destination point

Fig.3.5.2 Trajectory of Linear Interpolation

- s (Go2, Go3)

FEl#EE <X, 7% G17, G18, G19 THWTHHAFEZHREL T, F TREINIX) FE
AR DOEREE & 25 X )12, #ELZMMCHE > TLEFBET 5. 20, Hilohl e
ML EZI/RET DIHEDVH 5.

OO L EIRET 556

353065005 &) ICHBARL £ 2 0o obERAENENE, TERROBEITiEL
b, ZOB, Bldot (ny), BEE (), &E% (yy) &ETE, BGfAEe L O
EmAK IR (352) XhRDOLHNE.

X, — X X, — X

s [ c

6, = arctan(u), 6= arctan(uJ -6, (3.5.2)
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3. Yr—FxNRYU T Y Ial—% (VMSim)

QOMMDLELRET 2 HE

Flp L2 EHETROTh L, OLAMkONHE 2L TERREER TS, HBHT (k.y),
Bmz (py), FAEER R ERTE, BAFNZBE» OHIIPG (x,y) 33 (353) X
DERDBZENTES.

x# x, DEF
M AL R d Vit Bd )2
¢ 2(1% —.xd )
- (3.5.3)
y =y.r+yd +xs_xd 4R _1
¢ 2 2 (x,—x, ) +(y, =y, )

(+1X Go2, —1¥Go3 )
x=x, DL, TOHEE x ETIT L,

Yp[ T

Ys |- e ~ --------------------- S

e

Y

>
o

>
v

S: Start point
D: Destination point

Fig.3.5.3 Trajectory of Circular Interpolation
CONCTHZ LY Iab—FLtBRYIaL—%, WY I 2L —F 2HE L7 VMSim

DYATFLAEEZ 354 1278, COVAFAIILY, #£35.1, £352 TRENTWSEI—
FEZEWANC 7075 20MTTESFHT S 2 EATEE & 72,
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(VMSim)

Fr—Fy LTI al—%

%

okpiece
and
tool geometry

MO03 S4000;
G00 X150. Y30.;

G01 X300. F500.;
Y180.;

NC program
simulator

NC program

Feed rate
Spindle spee

dF,;

dF; dF,;

Cutting coef.
Rigidity

Geometric

Depth of cuts

simulator |

Physical

simulator

R!

¢ Machining erro

Machined shape

i

-

Fig.3.5.4 System Architecture of VMSim Integrating NC Program Simulator
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3. Wy—F vy =rFvIal—% (VMSim)

3. 5. 2 YIHIFRBCEHEER
3. AEHCHRBLI-UEHOEEITLEL 2 5UEIRETROLERE 3. 4. 5H TR
L7z FEICHE > THT o 72, EBRICHEH L7238 TO®E ) TH 5.
vy rkevy ARy ey (OKKE, VM4D)
- TE:2KUBHE7F v b F3)L (KOBELCO #, VC-2MS)
- By hEE L AKEEER 3 BB IR (KISTLER #, Type9257B)
- Fx¥—7 7 (KISTLER #, Type5019A)
CF—yLa—% BEESEPCM iR T -4 L3 —% (TEAC#, RD-125T)
CADEH . (FYaFIVA VAT A VE LabVIEW)

355 2R T & O \CEBREEM & RE L7231, EBRICT Y F IV CTHREIR & H o TEIEIFRE

ZROTVWL, EBROTIILUTOBEY) TH 5.

MRV 7y F Iy FIVEEHIMEZREL, FORABELAZNC 7075 4% AWTNL
2479

QMHIM D ST 2 E N ZB I CRIBL, Yy —Y Ty 7 THIELZRIE, T-FLa—F
T DAT 7— 7IZiLE 7 5.

GYINTAIC, /S—VF LT vy ¥a—% L TDAT 57— 7RSS N7 — 5 & AD K# L TKE
7+ (MS-Excel) #HWTETEZIT, YIHIREZ KD 5.

’—j Machining center

End mull
Workpiece
Dynamometer

Data recorder

Charge amplifier

Fig.3.5.5 Experimental Procedure to Decide the Cutting Coefficients
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353 CUHIRE 2 RO 72D L-#HIM £ TR, ERFGZRY. TLEREDNS
B L7 EBWEITI B, Fy, Fz &, ZN60—H4720) O30 x4 5 OUFER © K 3.5.6 IR
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&2 AHTHRBA30), 3433)% RTg05 LX), YHIREERD LDy —=V7
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B 3.43 IR EN TV BEMEWERPSRKD L I EHFTEETH L. K353 DEEEHNEZ
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Table 3.5.3 Experimental Cutting Conditions to Decide the Cutting Coefficient

Machining center VM 4-1I, OKK
Workpiece- Cast iron
Material Carbide
Number of flutes 2
End mill
Diameter [mm)] 10
Helical angle [deg.] 30
Cutting direction Down
Radial depth of cut [mm] 2
Cutting conditions Axial depth of cut [mm] 10
Spindle speed [rpm] 2500
Feed per tooth [mm/tooth] 0.04, 0.05, 0406, 0.07,0.08
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200
Fy =1623.1%s, + 33.599
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e 50 | L
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=1 Py

8 -50 » Average_Fx

|

2P 100 | = Average Fy

S |

4 » Average_Fz
< 150 |

-200 Fz = -2445%s, - 11.692
-250
0.03 0.04 0.05 0.06 0.07 0.08 0.09
Feed per tooth mm/tooth
Fig. 3.5.6 Regression Lines (Average cutting force vs. Feed per tooth)
Table 3.5.4 Cutting Coefficients of Cast Iron
Tangential direction Radial direction Axial direction
Cutting force [N/mm?] 1489.37 552.556 1920.3

Edge force [N/mm] 7.439 9.475 3.961
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(a) Machined shape (b) Tool path pattern
Fig.3.5.7 Machined Shape and Tool Path Pattern
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AR BALEVELETL. ZOBY I 2 L— 2 IZWEHIINICE L TERZ /2 L T\ NC
Ty 07y IHFEFEHRELTBEB I EDPTRTH L.
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Fig.3.5.8 Change of Estimated Cutting Force
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Fig.3.5.9 Selection of the machined surface
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Fig.3.5.10 Estimated Machined Error of Machined Surface
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Consideration of Cutting Forces _
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Fig.3.5.11Comparison of Original and Modified NC Program

Table 3.5.5 Estimated Result of Machining Time

Original NC

Modified NC

Machining time [s]

87.0

74.57
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Fig.3.5.12 Modification Result of Cutting Force
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Fig.3.5.13 Modification Result of Machining Error
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Fig.3.5.14 Workpiece design and machined part
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Fig.3.5.15 Comparison of estimated and measured cutting force along X axis (Original NC)
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Fig.3.5.16 Comparison of estimated and measured cutting force along Y axis (Original NC)
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Fig.3.5.17 Comparison of estimated and measured cutting force along Z axis (Original NC)
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Fig.3.5.18 Comparison of estimated and measured cutting force along X axis (Modified NC)
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Fig.3.5.19 Comparison of estimated and measured cutting force along Y axis (Modified NC)
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Fig.3.5.20 Comparison of estimated and measured cutting force along Z axis (Modified NC)
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Fig.3.5.21 Comparison of estimated and measured surface error (original NC)
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Fig.3.5.22 Comparison of estimated and measured surface error (modified NC)
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Fig.4.1.1 Generation of the machining cell for peripheral milling
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Fig.4.1.2 Algorithm of the tool path generation
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Fig.4.1.3 Generated example of peripheral tool path for rough cutting
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MNE AN

NN

on-machining cell
(b) Classification of milling region

Fig.4.1.4 Generation of the machining cell for bi-direction milling

(a) Removal volume

(a)Machined shape (b)Generated tool path

Fig.4.1.5 Generated example of bi-direction tool path generation for rough cutting
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@ Control point

(a) Axial depth change (b) Radial depth change
Fig.4.2.1 Modification method of peripheral tool path

(a)Change of axial depth of cut (b)Change of radial depth of cut

Fig.4.2.2 Modification example of contour tool path
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@ Control point

New face

(a) Axial depth change (b) Radial depth change

Fig.4.2.3 Modification method of bi-direction tool path

(a)Change of axial depth of cut  (b)Change of radial depth of cut

Fig.4.2.4 Modification example of bi-direction tool path
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4. 3 MIEFEREOHKE
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TH4TH)EEELTWS, #2C, LitE (Management 71 v 7)) 55 INLDOFE RSG5
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185, 4. 2HITRELSER L ETROLEERLEMNIMHI 720, B 431 TRT L)
WML 7 4 = F v TEICTERERNY — v 2 FORDTEWT, TEERYERTLZ L E LT

X 432 KL 7 4 —F v BICTEEREERLIDIGEOR DA EZRT. ZOBITIE, X7 v
TERTFY N, RAD3ZOOMLT7 4 —F ¥ ORIV LDEEEKRTH S, KITRT LI, 7
£ —F Y BIIBEETERTEITVIE00505.

FAAETNTATERSRE, RROBRERICB> TTEABHIEL I LIk > TEHRL
ns.

K f 1l
)
i D
o o< y
Face Face&Boss
1 X, <
e
> =
Step Pocket

Fig.4.3.1 Assigned tool path pattern for machining feature
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(b)Generated tool path

(a)Machined shape

Fig.4.3.2 Output example of tool path for the product consisting of several machining feature

4. 4FL®
MIEAETHELT, FERIMIETFEERL TRETEL LI LT VITY AL EREL,

HEMLZIT) 20D ELRA v 7a0 A TERKRAER T A7 4 (IP_TPG) ZB%EL. 2D
VAFACEY, mINTHOSERE EEFOTERBR 2 EREMCTERTEL L)k F
2T b 7Vt LT, TERKRZFZIRKICETE T L HEIIOWTKRE L. $4bs, TE

EREEROTEZCEBEERTEAZ L 2RLL.
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5. BEIMIER

5. 1 YVAFAIER
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NVSBEHI SIS EREE, 4 ZBTHM LA IP_TPG ¥ #E& L7z, Z1id AlMac @ Prediction 7'
Oy 7k Strategy 7H v 7 ZHWZIITICHEYE 5. ZHICE), FRIBRICED IO
PR A ERETT) Lol 74— F7 47— FEESTERICE 5.
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Y, 74—F 1D MR —{ER, WEHIHEIR, TERRSATENS L, IP_TPG 1T TERRE,
BERTA. 727°L, IP.TPG 34 v 7O ATLERREER L TVEDT, BEIZIIROT
BN EERTH S CL data PPN SN TS, FE SN TEMERHEHEIZ VMSim &, 1T
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2L, RYBEEOEFECRERLZHMESELI LN TETILERROLEILETH LR L
i, IP_TPG KR ->T4. 2ECHELIHFETHVWTREOBIEEZIT)H. OB, F38y
AR EBIEL, Al L7z UL ET L) EESEIESIN S, TR 2T
TSP TSR SIS, MANYAADERR O REERSLELRE X, FEFMY
AHRDBIEFTON, BV EEIBEESNDL., ZOBRIBROEERITILENDL2H5E6E, #
FYlAA, FEFAYAADIEE TREDBIEITOI T, B 512 12, ZoOEIEAEE
EDOFEE 70 —F v — MCRELZDDERT.

o T, YIRHIGHDIEIEIREIZLTO®EY TH 5.

L #E)EEOLRHE

2. HHEIAARDER

3. FEAMYAADER

:®I5K,MIﬁﬁ?MIP??wmmﬁfiﬁtwm%ﬁéﬁﬁbfml%ﬁ5VXTA

X, TNETHONC 7075 0ICEBMIOEE KELZERY, KFROBENTWEETH
LHESZA.
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5. BHEMIZEER

VMSim *Estimated results

Product shape
Machining feature

Model |
Workpiece reference *Machine tool
and modification||

tool geometry ;

Requirement
to the machining operation

Fig.5.1.1 Data flow between IP_TPG and YMSim

( Start )

MIKEDE

IITRENERE
BwW-LTLEM?

Y ¥
EEEDEIE

LRI DRBIEIET
A RYIYRAHD
EEINf=M?

EREFHET L3I
BEShi=mh?

A

HHFRVIAHDER | (EBARAVAHDEE
End [ |

Fig.5.1.2 Modification flow chat of cutting conditions

92



5. BEINTHER

5. 2 EBREE

HAEMTERICHER L - EBRESRILTO®E) TH 5.

Yoy evy Ry =7k r s (OKK B, VM4-D)

- BhOET  AREEERX 3 KB JEE (KISTLER #, Type9257B)

«F¥—V7 7 (KISTLER #, Type5019A)

CF=FLa—F BEELZEPCMiLik AT — ¥ L2 —% (TEAC#, RD-125T)

CADEH L (FYaF VA VA RNT A YEL LabVIEW)

- F—F@EMNA (77 F v 78, HSSB: High Speed Serial Bus)

-a2v¥a—4% PC/IAT a2~ Va— % . (Pentium Il Xeon 550MHz, 256MB RAM, Windows NT 4.0

Workstation)

EBREBOMESN 521 IORT. MEVATARFEFTERSI IV Ea—Fb~vd v Tty
% ? NC 258725 HSSB THER I N TV A[5-1]. AV AT L6 INA T4 ERIE, T
EBEEHIC NC 70y 7| IN, NC BEICERXRINL. TLMIHOUHIN7— 413,
BHMOTICEY T SNZBHE o F v —V7 v 72 B L THIBI N RIC, T—FLa—
T DAT 7— 7IZitsk s b, £ LTI TRIC, DAT 7— FICiék ST -5 % AD K&
BlLCTary¥a—% ETBITT 5.

Machining center
NC controller

= End mill
Workpiece
Computer Dynamometer

Data recorder harge ampir

Fig.5.2.1 Experimental apparatus
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5. BHEINTEER

5. 3 FHIfERICESSEENT

BAZ L2V AT ACEIDESHEMIER 21T 72. AR LT2MIBRIE, M 53.1@I1IXRF
BN THAH., TERINLTERKEZ, H53.10ICRTE)EEHETEERTHS. 72721,
TERBIMIHROEFTVERIL, MLETWEFLERMTERINSOTHL. ZONMLT
ZBWTIE, FARLAZVATLAEZHVWTRENLI 2 TbE 5 LIBE LYEINOADOTH%ZIT) 2 &
L7, F-UEI D ORAMEIZ 600N, HR/AMEIZ-600N & L7z, HI D40 ABICEEE L7 HEIS
% CoAIEIGE), R LATE, BHAMIEES31ITRTEY) THA.

(a) Machined shape (b) Generated tool path
Fig.5.3.1 Machined shape and generated tool path

Table 5.3.1 Workpiece, end mill and Initial cutting conditions

Workpiece Cast iron (FC250)
Material Carbide
Number of flutes 2
End mill
Diameter [mm)] 10
Helical angle [deg.] 30
Cutting direction Down
Radial depth of cut [mm] 2.5
Cutting conditions Axial depth of cut [mm] 8
Spindle speed [rpm] 2500
Feed rate [mm/min] 200
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Fig.5.3.2 Commanded feed rate value
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Fig.5.3.3 Comparison of estimated and measured cutting force along X axis
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Fig.5.3.4 Comparison of estimated and measured cutting force along Y axis
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Fig.5.3.5 Comparison of estimated and measured cutting force along Z axis
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