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Fig. 1-1 Impeller (https://www.nc-net.or.jp/)
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TAERASL DREFITH L LT 5. TAEBI D EAR AN & 1%, % < DREFE D BAKHE X
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L, CNC oJUHKRE L L THlAIA T Z & T, CNC HIkDM:AE & HITHN R D Bk #e i %
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I, 7Y = v 7R v ZICBT I ERT. FEMBEERIL, 2749y FO X5 KD
MGk 2 EHRL, T—7ALEMO X ) IGHEEIERLH 5. AL, FEEEHEERN
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Fig. 1-2 Basic components of machine tools
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Fig. 1-3 Basic components of computerized numerical control
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TN TWBEENWR 5,

VAR TR ER R o ) b & BRI TAEMOE AL A T v 5. LRI TR O
EOHEHAOMITEESL»S, IV v 7ML e il —3MLhx o REo M TEEE 15
IR 2 TRENHESEISEICOZ VB IN TS, BEKBEZITRTESE Z L
TR 2 7 VEERERTHBEMLIA V20, HEILMLTIEZENT 2
Z LT, TIEfFLRFOHIK, XU, BRIEZ L ICERT 2 XiERAZDOHIE T, &K%
LT 5. CNC L, MIHEEI &Ikt L 25t m Wil 217 > Tn 728, i
13 CNC oL FE oA Eic v 1 5@ CNC CHIE< % 235 R253m L, S T
& RIRFICHIE© % 2BERER AT D CNC P FEFRICR > TWwb, 7z, CNC T LIFEMD
HENC AN 2, FHHEZEE LY HRE e L O EIA%EE, X 512t ToT BEAIC X 2 MBIk & o

HED N T L LTOEE LMD > T3, NC TIEHM % HIH 2 CNC oREEALIZ
APEMER Eich Bl Eifficd 5. wiido X 5 ic, BERE 0T Y 2T, LR {FODJM;
SIFEET v 20K - BBk d, CNC T TIEHEM & % o BLARER O IEH 7
T 74 —LE LTORERD 2.
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I—FTHKENE NC 7o 277 skl R R LTws, TEYIER, K 1-4 1R
TML e TINTLEN5. CAD Tat S =8 ajIRIE, CAM ic X o TTE#EHKD
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Fig. 1-4 General machining process chain

Fig. 1-5 Magnified photo of machined surface
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A TR 2 IRFi, TRAIRIC SR 3 2 1E LR RIS -C ol o FHRICIR KIRFIF 3 2 © & 28
TENIT, fEROHERIC X 2 TERIICHER L <, KES BIRE BT 2 TE#I % (R
HJREIC 7 B,

1-3-2 EmOEEERMDES DOE

1-4 CRTE)ICBHEDIMTO 7u v 2F = —vid, —HADORAURRIER7 o —
D7D, [HROMAERE RS TRV, BN TIcBb 23 XCoy 7ty T7 V=L
avF—2 v+ (b CAD, CAM, CNC) &2 N Z N ANIE#RD & i KR D ) % 7ERK
T30, ABREBEEREHRZEY L Tw 328, U o@ERCHHT 2 ERe, AITE
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CAD 205 CAM ~D1EHRTH 5. CAD TIEL iz iR 7 — & %, ERIEE 5 L OFEM
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MW HEM %A1 d % INFELTSTEP 77 v b 7 + — L ZB% L7z, ¥ 72, INFELT STEP
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DREFIHEMET VA LET L L THD. HltBEE2rOMTETET LV S DERE
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L— X OFERIC K o THRREICER LTS, KEEEOMLEL I, BA <L — X 23
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Chattering Apply know-how to reduce cutting load

Fig. 1-6 Processing applying processing know-how
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DFFIAMEIC D W TII% K DA D 528, FHEIICH7 77T — X 28D 2 WEEMEZR & D
M2 O AFEER EOSRIIR O N Tz,

IMTHGCER N 2R AEHRE CNC 2ECHHT 2201, MLy AF <
—VTERINIERIMtO T r R HEHDA v 27 2 — R TCRHIND Z L BHET
H5. URTEHZHLEDA v 27 2 —ZATHERILT 5 2 & T, ftho 7' v RITHE L THIE
AT 5. MIRGOEIECHRIERPROEREICTERN T, 2 2 TRONERS £ X
DEFEZRR LI+ LI, HEROFEAOHHADLETH .
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1-4 XHEDOEH

ZD0 X5 hWEDL &, KfETE, T 82X F 2 —vDK T uwRADT — X 2
Tl T, EREEMLIE EEEEZM T 58 L CNC 2% L, oA OMEEZ 1T
I LEHNE T S.

F 1, NC 7' v 27T ACIRMARTE RVEEEHKEERICNL, oML 7 v 2 2205%
DOEMEMEHT 22 & CRRIRTE 2 2L 2 IRET 2. WEDOMTL 7R F 2 —vid, |
VT =27 —~<y b EFEHALE v ABO T — 2T ER LI T8, T
— 2 HEHIEER I LT, FKEF 7o+ 2TH 3 CAD & CAM I L <l 2
EHNLENTH2LDLH 27, ZFTorz blilE nw 2TH 3% CNC Bk v,
fli 7ot 2t DIFREFREHI LT ARWED, AifEICE T, CNC FETF—x1t
AotflAZlES. 7o AEICE W THET D RIERE MWK T 2 LB EZEFKL, 7w
£ A5 5 CNC A& T~ 2 HFREAER AT 2. 5 210, MILETL /&R S8
INZMIGRCHERRICERZEREZ BT 5 LT, REELA LR L %
RFExT 2. BROML 70225 = — v OfE#RIT LD S T~ D Al itk & o 5 ¢
HY, 7o AMAIETIERINE X2 %RT A7) v 7T —2HRKEIFERI L THR W,
AENCHEH < ¥ 215 WA HiEL T 2.

AW TR, T—2HFICXVEEREAM LT 28722 CNC L LT, MT7rtRAF z—v
DETO R ZDEREILAL, 7o 253H > CNC B0 L T 3 1EHREZFEH & 31
A%z D OAE CNC v AT L %FAFT 5. 1B, A CNC v 27 20E#RE H
T 5 A L LT CAD, CAM & CNC 07 — 2 X=X % F T 5. IHH O A
ZERTE0CHEOA VA T2 —RE LCT—XETAERET S, ZOT—2ET
NMIREELT 5 2 LT, RESRLEMAAS L s, FiElid, HEWREM T o+ 225500
REICT 2L EbIc, 7—FZX—RICEEL CHAMMT 2PICEL T 5. 5 2 Bigl, [F
VAT LICET D, BEERBENLOW T 7a—F L LT, CAD Ok T— %% CNC
DEEEH T2 7T — 2 (L EHDO Y AT LT 2. T, MITEGOHES , 7~
v 2 FER T 272007 — 2 odH L FFIAATRE A 2T 2. 5 3 &R L L C,
i CNC v AT LOEML L VEREL, HET XXX EH T L7 2T LVDH
A, 3 XOBITO CNC e 3 2 B2 REE S 2. K 1-7 12 off&zRd.
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Fig. 1-7 Proposed Integrated CNC system

1-5  AEESX DAL

KHSIIAREEEH 6 ETHREI NG,

F1FETiE, CNC i3 NC TIE#EMZHIHT 2 < & crlcaBELS8BM L2175 &
5 HAM R AE, B, BEE0 TV 2 ic e b\, JEIEELE D S 2R R E L
TOZREPIERLC0B kbR, ZD X ARBRENCET2EBEMToMEL L
T, NC 7025 LOEHRERA T THE 2L, ML uXRF = — v DGR EET
RN &, MTIRGD ) v BAEAH S RN & ZFE L. ZORE L LT
A CNC v A7 LOFFEEIREL, AWIEOHN L BEZETW2,

¥ 2#Tld, NC TIEMoOvzb e, CNCldavva—xfbanrzzticky, #l
HoEHEELCHIBEL 2R L CE MR ICOVWTRRE, ~"—F v T2V 7
Y= T HAROBEETRIL 2 0TI AL, S OB PSHEICGEEL H ) 7V 2 A ElESEIC
175 CNC 05 #HDOFHEIC DN TEET 5.

H3ETIE, AR TIRE LA T A CNC v 27 2o iAfEEch 3, 7 —%
N—ZR AL v 2T 2R R BT —RXETAD, CAD, CAM, CNC H K N T/EHHK
OfEWME LA L, HAEAEOE S CEROBAHAZSRET 5 2 LiICo0n TR 5, K%
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THEICHFE L Z2MTIESE, CAD F—20 X 5 &ftio 7 u v 2 FHFIHEZ AL L,
EAEE R TERMAART 2. EMLCHONIMTER T — 2 2 FAIHEE L L, #iEA
R —ZOMLOSETHZEEL CAIEHAT 2 2 e chEEZM E35 2, HET—2X
—ZIC kY, L7 v AHCcoFROREZR/IMEL, A L 2ERE2AMEHTE 5 C

LEMAT 5.

FAFETE, RO NC 7u 77 AR LCw2EHREHO 2L, HHET—4~_—
R H 15 CAD OaHEW % EH L CEB L 72 CAD [ & HH oM THES &, CNC
DT v TV X LD TREICIR~ 5, FERRIC NC TIEEMICEE L TITIL, 20f
I EBGEES % . CAD OFHEIR OB #3838 L TN S 2 EK T2 2 &2 5, ek,
THEBFOEAER TH - - EEHE oM ZEZ T 22 L3 T& 52 &2, CAD OEHE
REBEESIR L CEN S ARIET 2 2 & T, {ERAECTERL 2T ik L <, &6t
R T —2 %2 XV BEICHHETE 2 2 L AT 5.

%5 ETIE, EMLTRLNZIREL & O T — & LA <L — & O fRBRICH 5 <
JUNRERERE T 2= CNEL, ET -2 =2 %D LI LIS % FF-il
EREICE DT WRL, XV RWIITEEE LTHEEHTE 20 27 A 2B% L 72, BB
FREFEMERMTIES AR TE 2 2 L 2 HERL, RAMA L — & Ch lE &M%
H DI ENLL DM 2R T 2 5 R 2 MEET 5.

FomTIE, AFETHEONZMARY X L0, Kinofbmziti~s,

1-6 #&

A#FTlE, CNC 2 NC TIEHWZ#If+ 2 2 & <, SR mtEreitic fr- 1%
H e BLER OB BE~DOERICOWTIRR 2 & &b ic, HEEHE L EEE0M L
FIE X ¢ B EAMFE Do iciE, BUKD CNCic, NC 7Y u 275 LAoERERRE &, R
BCHNHAT 2 AT LORIME W) REBFEET 5 2 LA Lz, £7, BED
LT7uv2xF x—VITIHEROMEAERAED KA E v 5 WAREZ S Y, CNC Mt 7'm
AP LIERES S C L OWEEX IR L 72, CNC 28 7" v & X DIFHFAIH % FEH I 25 7=
WVIZ, HET—ZRXR—REeT—R2ETVORELELWIEREADOT T v b 7+ —LDME
MrRLE HEF— 44— NI 7 et 2 F 2 — v CAERINZERE2EET L L
T, CNC 28 CAD [E##zZMA L CHIEH T 2% Z &%, CNC 28053 2 I L BI5#E % i
sz toRBEE2HERL, £HT -4 _—2% b OMAECNC v R T L 2[FTE L0
7, KX DOHMWZRL 7.
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2 2% NC LM OSERN B D 7= DHREFR D H

2-1 ®E

AREFETIE, ATE Cib~7z CNC 38L& o3 L P mbt§Re(Iic 7 31 H &, BESE o Fdifr
RIE~DEMIZOWT, CNC OFHIC X 5 NC TEEMOMmE v L E, XU, 2ok
RICHBKL 72 CNC oHE iR ot s 633 2. TAERZ B3 2 NC ofitd:
X, ®EMLTZFHEE»S 7077 L X2 HEII T~ L af X &, ARERNFRIZREER ICm
EL, 8EEICRNTIXA L7 2b b L7, avEa—2{t3 7z CNC (%, HELLH
DEpdfb e & bic, SERE, 2o mnEICE Z fIE - 2 ERE %2 w0, s T o328
WCHRBAL CT& 72, IFl, @07 20{te 1oT o THERIC X Y Hi7z aBlEZE oY
T XA LY T FHBHERDDODH B, BERIESZENT 2% T, CNC DEEILHAMEFHIC O

THEHT 5.

2-2 NC TYFEmDaE Y

1947 FEiC~ ¥ F 2 — % v Y TRHKY: (Massachusetts Institute of Technology, LA™ MIT)
B — FEMENTSEATC, g COFEO TAEREMICHE L, @O Tho &g v R LS
JETTY % RS 2 HRYC, BUEGIEOMIZE2 FME X L7z, MiZEista o B8 Tz His
TT AV AEED SR EDOTIE 2T, 1952 FI1CFX 2-1 IR T —FEZ 3> NC
7742 CREY v FF - 377w 8 BRI N, R I AR EE Sl 2
& (NC) ¢ LCHAZYT AT 4y - TAYA Vi, MIT ORIE L LCRERIN
7 ZORERE I MIT LA — b e LTEH L OWEE LB DEHZED, BUEHIE A
CWHgEE N 20miE & o7z, BREIAC ML T3 NC TAEBMICHEH I TV B9 —FK
HHEIZ, MIT ©Z ORFFFE S N2y — RO R BE S S hTw 3. CNC oA
FraFiZ, 1958 4Eic MIT O IL[FEFIRE CTH o 72X — 7 v XDRFZFH MIT 129 A U TRz L
T3l
1956 4ELARE L, fEfE, 754 RME, <~ =v 2wy & w) TEEMABERHIE X N 3
NC LEHts K %2 LBFE X 7z, NC LIEHIE 7 74 A BEH L3 L E o722 dH Y,
HFERBERZHAL LT, XYZ D 3 XoeZEMiiEfEas Sk L. TEBE) L Y)
ARTTIAREEN &9 2 BllEN T B B iEkic o vk, Sl OBERRIC O Wik — 3
BWEFTHHICAR 272, 2D 7%, HAENTIE TESMBBMGRERT 058 © NC &
DERD MR DFEREAL M Th N, A Y Y P PAT el Z i, ZHICTEMA 72T X filh & ik
E L, LU oBfEFR A HFUCE & L 72, NC TA/EBEM O BlEFR (X, 1963 4F12, K[E T NAS
(National aerospace standard) 938 & L CTHI#{L & #, LI EIA (Electronic industry
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Fig. 2-1 World's first NC milling machine!'”!

association) RS-267 & L CHHIM I N7, EFRMICIE 1968 41 ISO841 & L THIME{L X
Nniz.

HEHEO KEEEROTE T, HHOMTHEZ TREICKELLZN 7 v A7 7=V
R, B—2 VA VT 7A=Y YBMEREIN TV, 20X ) hHHESNClLanzC &
T XY, HEEHEMZRE LS CEEN T4 5 2 & SRS 72 o 7= AEFERIR DS TREE)
i B L7z C &3l o X b ofRIBICE R L BB E O flilg I K X, HBE O RR(E
HEA 72, NC TAERM L, BHEHEHAR0REIICKE CHEL 7%.

TR R AR PE T 13 ARSI 0 il 233K 0 & 7z 28, UM E o @Al 230 TR 12 Jg
THECTHEROEIT VSR 25 Lo RENEEAZHDER & 2 5. MTHRIC
B amstic X v, UTHIEEER N & Hc UJHItE 235 £ 2 BRR A3 @A & 417z, Schultz IZFFE
DOYIHEE OHPFAN CUIHIEE D ERIc e d Wil I 23m 32 e %G L s ylsl
ol # )L, YIElo &t c—E0MEF CLAEMPUBINIBHRDO A H = X L&
FERE O VIR FIEIC X AL i L7z 20, TR o Endif i, Bichinz < TR
CHWAEM OFgE L HicEBH T Nz,

2000 FfRICIE, 7 74 2Bl THEEE S WS X5 IcfEkiZFE e S T E 20N
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THA, 15O TIEEMICEEIEER L 28 AN T2 L L7z, B CNC o & #aEL
R, RERIZERANEEE N TE 2L — TR OB IEHI NS L 5 gk
D, TREERA—B &L 7.

THiICAy P BHAIND L, ZhE TATCEG I T TR O 4 S
N REROER, MILEMORAR TR ba vy a— 2 CEFEHEINS XS ITh-
oo Ay P —2MbE b 2 T, NC LIFH & JE0%EER b @ErReIc Az Y, E¥EMe
Ry b ETEEME > A7 2 L5228 T, vRY MCX2MTHMOor—F-7yr—F
DR L, TIEHEWE & DEE TR HELAEA . THER, *v b7 —2 %20 L T
Ftpala=r—vavedszllc EhERICNZ, BGERYICH 2%ME S »HE
HNC PRIR P HEEZWT TR 2 v AT L FEAEI T 3. ToT o fic k> T, NC
TARHEM DO BEMORBE R M TR Z ) T A 2 4 LTS 2 2 & T, miEic s v T b M
RFCEIELAEETH 2. THOEFERENa vy o —2{Ltd s OT (Operation
technology) & IT 25@l&3 5% 2 & ¢, A & HHAERMIC IS 52 2 & ZAlREIC L 728
ED 7 A — NPWACBIRD > T B,

S o TAEBEMAEE S 12 2014 4212$ 81.2 billion ( US ) &7 3 KX RFEEICHEL
721211, 2018 4£1%, $91.8billion ( US Fi) &REMRFVTW 2122 TIERERR O 54 2

miE, 1980 FF TRED 1L TH o7, ZD1k 2008 FFE CTIEHAL 1L %Y, 2009

Fig. 2-2  Japan's first NC milling machine!??!

16



ELDARRIPED 1 AL E 7r o7z, TAFBM O EEAER L, RAFELTHZHBHEEEXD
F 7 BAEEERMOIAA Y L HICEEL T B,

HATYH % O RO MIT LA — Mg s h, BARICET L 72, 1957 fFiTik
774207 74 2BicELE W77y 27) © NC 2fladbez NC TIFEHE
WMOEES 15 & LTt ng (K2-2), 1959 FoHRFAATICE W T, NC LIFH
WAPIER S N8, 2 ORHEBIINIMNZ Bt F, 2018 4F o HAREEE T/EBM R AT
(JIMTOF2018) Tl 473 BHAHIEZ X512, NC TIEHEMIZEEX LTRELEEL
7o, HARD TARHMAEERICH 1T 2 NC 2GR 2R3 NCALIHIL, 1990 FFUHIC L 70% %
Z, 2014 FEITI3 90% % B 2 T\ 524, HAD TARBEMESE 13, EICHE L T NC LXK
Mo TRV E W R D 5. HARTIX, WiEH¥IL GDP @ 21%% o 2 PIEEREE T
»H5. TIEHEMIZ, WiEo AEficinz, SRS & v 5 KEAE-C Nl % & o 2
B ciE¥ AL 2 TE T-,

2-3 CNC nHE

1952 FFIChAFE 7z MIT @ NC 1%, 250 RoBEZEE L 1750V L —% v, wJH)E
b % eV EDO TEHMARIEM TS - 725, 2D NC I, FJvyRr%, =47
o7 a4 B O RHEM Z Y ANt s EE L, N L 72, KT,
CNCHEA - D—D2TH277F v 7HRAKHDO NCEEDOHKEICOWTIERS, &,
Atk iE 1972 SEICE LERASH X WL L Twv 38 5, 1972 LRI O Wiz E L
WMERLL, 197247 7 F v 7 LRl T 5.

HARICE T 2 AR89 7% NC 1% 1957 FichF s iz —F7 4 ¥ —FONCTH 3. gt
BRESR T — 7R L 2V 2 G Y, e — R ) v X Z2# L T7 74 R
ML %EFT o7z, HEMHICE I =F 2 THEEEEZHWZ7Y) vy 7 7ny JoE Mgz =
vy FEFEH L. 774 ZBICHER L 2 ROOFANCEE L LT, ZEHTLEPELET
¥ (B SUBARU) 7 LIiCiIA S N7z,

1959 Ficid, FREL X, AT 2EXET OV R JEFEEICHE] L 72 & E chliz 3 2 &
DNV AE—Z DO EMEET 2720, WMEE—X T2 2MEET 5, A—T VA —TF
ROBR - WEA~AVRE—2 (K2-3) ZHFEL 2. FRHAICHETRY: L R, NC 0¥
AHERE T H 2 BRI & PR 2 TEEMIE L <EHRE I 2, RBEEHE 7 v 250 BlH
vy NC Hfa v v a— 2 NBEEEFRKL 220 LT — 7oKEfESiciEo %, Ml
LEMTHEE I NZBRO T Z T c%, FEECHLTT 2 E2RERBROMIA
AEfL X -, FRC, MEETFEZ NIV VRARICESZz 221k Y, BEEEORHIC
2059 1R PR L, BURE 2 KR ICHIE L 7.
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o

Fig. 2-3  Electric / hydraulic pulse motor!?”

L !
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Fig. 2-4 First computerized NC (FANUC250a) [28
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EAEA 1969 FEICHK LI =a v 2 — & FACOMRIL, ¥4 7V Z A L 15 us®
a7 xe) 2 FEEEL L, 16 €y PINREHEED 6 us & WO HRETH o 72, FF, Z
DI=avva—xEHRAALL NC (FANUC250a) #ldY 7 7 4 ¥ —Fod NC T
HY, TNBCNCOMHEE Y THD (X2-4). 1972 FICHK L 258X, FCRAED I
Ny 7Ty TEEAEOaTAE)REH LT, ava—xbETTu s LHEE
DA[HEIC IR o 72, a 7 A= VEEAENL, 7 v 277 MEIED /- NI T — 7 2 FfL 3 2 R
Hotleh, TuTILDFEFTTIRT 7Y —XICHATHEAI Y 3 E L2 W
L7 T/, "—=FvxTiRIGET, V7 T ol 7Te s 7 a B ANEZLD I LI
X0, 3V VIR, R, HHAEESR L WO BEOMEMICTIET 2450 To CNC Th -
7z.

1973 4FICIE, F—RAANY a v IBREL, BHIERRKDOLNE LI ho7-728,
77 F v ZITKED Gettys & 74 & v AR FE), DC H—FE— 2 DHEAfi2EA L
7o, [FReC, FfEEKC DC Yy —FE—% Hiffz 2y FrE—2Iic)gfH L7z, DC %
Y PAVE—XIL, AT — X OHMICERZFHEN L Tz, BIFTHRE o 7= MW
DEREHO AL Y FAE—XICHEL T, F— A2 CREERICIVETEO /N %
FEHL 7=,

BB OHE L L vilEdic X b, ~4 7 n 7oty 308k 2 £ ) 28 L 24l
It I N BE X ik B &, 1975 i AMD #o 7ot v % Am2901 Z A AD
THHE®D CPU %Ki L 7. 1976 FiICEIAKICE e —FHHD~ 4 70T oty H
MC6800(8 v F)ZEH L, il 7' v 7" J L DN IC XA % JST L CRRIENA %
ELHEEZAADLAREL 75 EPROM %, =70 /7 L0877 XA —XDIEMEIZ Ny T
YNy 7Ty 737 CMOS XY 2R L7, 1978 FIcHKINZWD 16 €Y FDA
v~ A4 e T ety i8086 & 1979 HFICHRH L. =7 v /7 L9 XF7 X =4
DI L LTANTA A ) YO TEHAL, Ny 77 v 7EEABICR 72, $7-FR%E
&L LT CRT (Cathoderaytube/7 7 v v EFKIings) ZHE#E L, 707 7 L0fwESLINT
FATOIRREERIC 351 2 BAF & B IC A B L 7z,

NC TAEHEM D B i vy, DC ¥ —FRE— X DMFEE N TH 3 77 > DIRF AN E L
Teolziz®, 19824, v—xIc7 =74 MEaZMHAAALLRIAEHK S 4 70 AC 3 —
RE—22FK I, DCH—FEx—-2ro2mMcI Y Ex bk, 1987 Ficit, =4
AX—BERE WG FEGA P ERAL S A A VBB 2R L 72 AC 3 —Fx— 2 2B
I,

1988 4 CNC 0 & 2 EH T 57201, CNCH 7oty ¥+ &L T32Ey b~=4 7
o7uty Y EEALZ HROMLGEKTHSE CNC N2 % 32y MET 57210 Th <,
WERAS 2 ICEEt S 7z 7 e v FHARCHHICERDISEN B T2 2 5 & 5 MH A%
L7z=nAF <2 &2 (F-BUS) #8432 &T, VAT LDELZAREIC L 7. 2 Dff
EIIBED CNC oA TH 2 (M 2-5). PErgd LT, 0.1 pum OFEEET 24 m/min O
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Fig. 2-5 Basic structure of CNC

YIHIA D %, 1mm OfE L 724655 7' 8 v 7 % 30 m/min OYIHE Y TINT < & % & T
ZRBLL 7.

L), CNC » oV —FR"~0dlEHEa%2 7 e s7Eg8EcHhL, 3y—FT7v 707 s
[ #% < PID #lf#l (Proportional-Integral-Differential Controller) T¥ — &€ — & % &3 %
EVIRDT Fu S =R AT LTH o7z, 1988 4, F—RiHFIZ CNC iIc#5 L /-
7Y R4 v R b A vy (Texas Instruments Inc.) 1@ DSP (Digital signal processor)
BT, CNC 226 % —RT7 v 7~ iEr—FRE— 2 ~OEBHRET 2TV 2152
EWVSTYRAY =R RAT L%FFE LT (K2-6). DSP 2 EEEORMEL AT LITHA L
7R OHITH o 7=, ZNLAES —F T v 713 CNC 22 5 O EFRES I > TH —FE—
2 EWENT 27 —2GIHT 7 =T 7LD, 1 KDY Y T AH—K N (FSSB)
73 CNC 2o EDY —KRT v 7% VTAERT 5 L) v AT LERHBIED it
TWn3,

IIMHBEACHEBOMA GRS 5 2 L, MEMEICX I ARMOERZET 27200,
CNC [T LEBE L MAVIERE S . 3 X OMMERREICRE SN 2 EHM L v FPE P R EE
HENng, COFFEZEHT LD, CNCRMAOEH A —FNvzTLY 7MY 2T %
¥3b5Z L THELR B, RIficiR7z X 51 NC TEHEMO 1 v b7 — 7 i
[oT s, F72, ¥ =2V 74 HilioLlH{k2 5, PC (Personal computer) % CNC 23%
FREICIET 2 X 910/ > T& 72, CNC IC PC 2 EHERT 2 Biffie, 4 v b7 — 28
TPC It 2 Bl o3 2 2 & ¢, MR PCHY 7 b v = 7 RHIER A — 71 h352 4
T LMK ZIEIA CTEH T2 223 TE 5. £—v a ViES, Zeflfflie woz ) 7T A&
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Position feedback

Fig. 2-6 Basic structure of digital servo system

600 mm

Fig. 2-7 Latest CNC (FANUC Series 30i-Model B) 29
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A ZALFE S A B 7 BRRE 13 B LST © CNC 23l L, e A3 & 1 2 U 2N F-ALER 1ML
I PC 20T 2 2 L BREEARNAKEITH P, YT AEA LOEREES I 2L —v a vk
AE7z &, CNC & PC OMRED @ EICHlG 3 2 BEREDME 2 S L T 5.

X 2-7 ic CNC OfeiE T A% R T, K 2-1 IR HEH D NC X 2-4 1733 HFH) D
CNC icHg LT, BIRICHEREL Y 4 X2/ NEUL L EhiassE b L= 2 L A3b b 5

2-4 CNCHEHSDEE

(1) NCH# v v 5k

NC 23S T h7-4%), NC 7u 27 J 413, TAEEW D NPl LY ofE B8 s 4
PRETREL, ANMBEAROKT —7 (K 2-8) KELL T NCEEICASLE §XTD
FEIIANFTITONDE 72D, 70 77 L {FK3T 5 DICRK R ZZE L T\ 72, 1956 4F 9 H,
MIT 4 — REERERFFEAT X, [RIRE 3 BHLL L oo TAEBEW % HfE 3 2 72 0 ofiriE L BB % 54
ZigHilfEH o NC HEj 7' v 77 1 v 7535 APT (Automatically programmed tools)
ZHAFE L7z, APT 1&, ADBREECHW 2 HEE (55E) 22643 7w/ 7 A55ET, HME
REMLFT 2707 70%ava—R2CTHERTES X5 1Cko7z, APT IZEMRBE) D A
DHIEHITH o 7223, 2 XITIKH APT-ILICHLGR X ALith#t 2 455 AlREIC 72 o 72, 1961 41T
HifR % T T & % 3 RICIRA APT-IIL 23f% & 7z, NC TAFBEMERIAEIC X, IR
A=A EHEED NC ZFHFRE L Cnwiz729, NC ~DfESFET VK —INTEL T, 1%%19‘&
TCICHEHAD NC v 277 230 L Xz, APT BN AR e s 7 I v /56
LChIFE I, APT CTfE L 72 7' m 7' 7 L2 FER L C NI o BB Z 5HH L, &1ho NC
EFNVICERT Z2EARR P 7y 3 2FIF X 7B,

1966 T —~v, LY v, vaVy b AL FD I RERZFLE LZ7V—T71%, APT
HEIXG-NCHEI 7027 3 v 7y 25 4 EXAPT (Extended subset of APT) # BAJF&
L7z, B2 ERTIEIX APT ERIEETH o 7228, UIHISGE THO HERER & v o 7z
UIHEIIN oo BB PE R AGEM & 172, 1974 FFICIZ EXAPTI1 L LCA—va v T v 7L
~y v 7RV ZHBEE TR ST I v Y= LTHHEINSG X5 Ichk o 728,

APT/EXAPT FARMlavva—2CiEf SN0, a2 MEMHEOEED S HTZERK-e
SR, BEIHEXEAR L ~DEAICRLNT WD, I2avva—2oWkicn, <0
PEIMED APT R—20HEI 7027 I v 7 SiEXFAFK L. HARTIEE D ITERTE
M & — L0 TEEWH O 2 Somigab ic@Bo a8 7'r 77 1 v 7SS S
N7z, 1964 FiCE @A AT L 72 FAPT 53k, HIZBEFTo HAPT Sk KR4 ICFEM
ftx 702 NC LMl T3 2 BRBEMIC R 2o, BB 7 v 7T I v 7 OFE
BEE o7z, 1976 fFIc7 7 F vy 7 BFEbE YA LE FHB) 70 77 I v 7E

(SYSTEM-P) %L 7= & T, d- /BRI IcEWTY, HEIZ v/ 7 I v /kE
D R EHICHEA TS (X 2-9).
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Fig. 2-8 Punched tape!!

Fig. 2-9 Portable automatic programming system with punched tape reader!3
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HHAOa v 2= 2P0 BETHo-HEI 7 v 27 I v 7Y —nid, CNC OALEEES DA
FickoT, CNCIt7m 77 LiREHAEL L CRHINE Ko ko7, TBREBT YV
R ZMHRICIEES 2 2 &C, LT 2wl RE2ERT 2B 70 77 I v 7 BER
ZAMLC, EHoavva—2%2pBLed3, a7 7 4% CNC CHEHEFK T
52551k o7. CNCOHBIZ v 7T I v 7Y — VI NEEREIE AT & FEiEi, CNC A —
T E R D DIRIERDVBR I, BB 0 /7 I v Y -V OFEERFA L. £
DETIEEER Y — 27 AT —> a VBB TH - 72 CAD (Computer Aided Design), CAM

(Computer Aided Manufacturing) (X, PC otgER Eic kb, %< ® CAD/CAM X —7%
PRPCR=—ZDY 7 Y 2T RHFELEZZEICEY, #7554 TD NC 7027 LOfE
B, BECIREB v 77 I v 7KEICED Y CAM 2 Tt mo T3,

(2) Ga—~F

CNC TR SMHHINTWE NC 7u 277413, Ga—FEMREh 2 Modh % %15
4S9 2a—FoflatbeThsd. Ga— g, SWHEHOBERSEZT L7 7y F &K
FOXTFHCHEKENDL a— VAR TRiib T2 2 & T, BIELEEERHL TV, TA7
7y b D GIFEARN LA ERD & ERERE, MEE > 5, TEMHESCEE A 270,
7 — 7 RS, 77T L) EEEIEHEZIE ST 5. Gzl b ) BUEIE, BEED
JERE & R i 2 Kb L, TAFYIOALIE DD 77 MHEIE 7x &R R O Hefm b Re
FEBE R EOEEERIEN TS, TAT7 7Ry PO M BTERESRL 7 —F v F & 5
B{E 2R T 2 MgRE L RO b T3, M &b A ) BUlERBIfEoEZIES T 5.
BREMNE» GIEEINMEE COBHE2RT /740122y b 27wy 7 LIES
CNCix7my 7 L ICEXGIHT 256D H 528, Uik v v 7 OFEITICHkN > THET
7y 7 BTG LTI L, RO 7 vy 7o TERK L EEICKE REB»RAE
LawX 5L T2,

NC~DiERe L TCGa—F20bE AL ZoELE 7 75 v 7) THo T,
Z0%77F v 7D NCHAHRMICERLEZZ L Ga—F7a s abE/RL,
~XTD NC T T& %2 X 91/ o725, NC TS AT IO, 2 —FIFT
BB oM A — A1 D NC TAFBEMAEEL T, G a—FEffHcE T XTol
TEHRA — 7D NC 7u 77 LEEKTE 5. X oicfho TIEEMO v 777 L& LTt
HADTERICITZ 2 LI AMME - BIMEDORPAECH o 72720, G 2 — FidHikgiLa
72.1960 EfL X v, NC T o ffi A7 555 L CRHHEh Tz G 2 — FiZ, 1979
fFICT EIARS-274-D & LCTT7 A Y /1 THIEL T 4172, 1982 4F I 1T BRMNELRG T ISO6983 & L
THIE TN/, HRTERKJIS) © G 22— FHK JIS B 6315-1/-2 13 ISO ic# LT\ 3
[36],[37].

EETEEMICS DA T, EEHuRY 23D 7Y v &, L—FIMTHELE o 72 TIER
WO G 2 — FEaTHlflZ 2 X5k T& 72, ikEFENFhERHO7u 7

24



Fig. 2-10 CNC machining simulation (FANUC Series 30i-Model B) [38!
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Ga— FNIZHAL - A <L —4225, CNCO T v 7 v/ E5iacRhiIa T
ZEVISHERD L. T, VNS I 2L —v 3 vIE, s EENERE S &, SRS R
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geometry  ¢————— workpiece workplan

LS
geometry  ¢—— machining_feature machining_workingstep
L |
----- L[0:?]
Py ¢ s ¢
pocket plane hole region ¢| machining_operation
_____ 1] R
) ) Py tool
plane_milling side_milling drilling
technolo
L[0:] gy
o—
geometry toolpath of strategy
_____ 1]
P ¢ o
cutter_contact_trajectory cutter_location_trajectory parameterised_path

Fig. 2-11 Data structure of STEP-NC*!/
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(4) CAM
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| 3D solid modeler l
CAD data <
Tool path
« generation
¢ information
Main processor
Tool center position
Tool axis vector determination
Tool interference avoidance
Machine tool
CL data data
< Machining
* condition data

Post processor
Coordinate system conversion
Linearization
Feed rate control
Cutting speed control

\ 4

: NC program /

Fig. 2-12 CAM structure
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Watch bezel (brilliant cut)

Material: Brass
Surface roughness: Ra 1.1 nm

Clock face of wrist watch
(hologram)

Diameter: 20 mm
Groove pitch: 1 um
Number of grooves: 20,000

Fig. 2-13  Ultra-precision machining of watch parts!*®
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Thermal sensors on
machining center

Data from sensors <:|

ple

Al

< >

Thermal
displacement

model

[um]

Displacement

[*C]
30
6 . . 1\ 10
Dlsplaceme.nt without Temperature 0
compensation
4 ‘ﬁ
2 . .
Al thermal displacement compensation
0 v [h]
I‘\ Displacement with
D) conventional method

Time

Fig. 2-13 Al thermal displacement compensation
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Fig. 3-2 Shared database with software components
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Table 3-1 Data models including extended data models

Data model Contained information (data item)
Design information CAD data (dimensional tolerance, geometric tolerance,
surface roughness, characteristic data) , Defined
machining features (machined shape) and

information(special characteristic)
Machining resource information Collected data of machine tool(machine tool state),
cutting tool(actual tool state), pre-setter, measuring
machine etc.
Machining command information Defined machining process (machining type), strategy

information

Machining technology information | Information on manufacturing features, tools, choice of

machining process etc.

Machining execution information Execution log(execution record, machining environment,
cutting state)
Machining result information Information obtained as machining results such as

inspection data

Knowledge of machining site Machining process maintaining quality, machining

optimization etc, machining operator's know-how

FTRTCDT — X%, ISO/IEC 1157857 CHLE X 172 UUID (Universally unique identifier)
Ev ) 16 Mo XA TR D, AFge<Tix, UUID i34 4 222y FeiflabbE T
MAC 7 FLATHK X, 7 — X EFFIC 7 v X L0 oHENICAER I WG E 05, 7
— 2= 20BN, HIE BIER & OMRENIL, YEUBEEIKIc UUID #f8E€ 352 ¢
THRITEIND LI BFEL 2. MILETIHERE MLHERER & X O LEMEROAMAT T 1%
UUID #{§E3 2 Z & CHASEMAHETH 5.

MAECNC Y AT LDTF—2_—2%, K 3-4 1T X9 RERE D TIEEWOILE 7 —
ZR—=2L LCOIREREZERL, HBOTANAZXLLINEINL Y 7T — X 2 HED
F— N THHEEE S 2 DI L 72 MongoDB L, T —ZET AT — X DBEMBE
B CT& % JSON B cidih 3 5. AR ChRET AT —2x—2iF, a2 6L
FCHERIEAET 277 v b 74— LT, ATV MERAT —AR—ATT—XET
NOBMBEDGTHY, A7V 27 VICEREICT 72 RATE 32 e hbllExRiio T — &
N — 2T LT B,
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Table 3-2 Extended data model of characteristic points

ClassName Property
SpecialCharacteristic
SharpPoint
specialPoint : CartesianPoint
SharpCurve
specialCurve : BoundedCurve
SpecialSegment

spStart : CartesianPoint

spEnd : CartesianPoint

MachiningFeature
T specialCharacteristics

SpecialCharacteristic

4

I |

SharpPoint SharpCurve
- Green |: Existing entity (class) in STEP
?speuaIPomt ? specialCurve
CartesianPoint BoundedCurve Orange :Unique extension

Fig.3-5 Class diagram of the special characteristics
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Fig. 3-6 Machining command edit screen
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Table 3-3 Extended data model of machining technology information

ClassName Property

FeatureBasedMachiningTechnology | (General representation of manufacturing knowledge link with
manufacturing features)

itsFeature : ManufacturingFeature

itsShapeTolerance : globalTolerance

itsQuality : MachiningTechQuality

ManufacturingFeature
itsOperations: MachiningOperation

itsId : Identifier

ExplicitRepresenation : Face

itsWorkpiece : Workpiece

Target : MachiningTarget
specialCharacteristics:SpecialCharacteristics
itsMaterial : Material

MachiningTarget
quality : MachiningQuality

Target : Identifier

CAMtolerance : ShapeTolerance
surfaceRoughness : SurfaceTextureParameter
geometricTolerance: GeometricTolerance
dimensionalTolerance : PlusMinusValue
MachiningQuality
accuracyLevel : Level

smoothingLevel : Level

MachiningTechQuality
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RADEREZEBML 2T —2ET AL TH S, FIERIE, Workingstep Z L ICILY 4 —F %
EZ DR EMLT 2753k (HEHTE, L7 exx, UIEIZMAE) 235K 3-3 1IR3 & 5 Ich
JafE T — 22T LI N TS,
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Fig. 3-7 Machining technology information generation mechanism
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Fig. 3-8  Machining technology information evaluation
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HWIhseThh, H-DFECIIFHMETE 2WIBAERH 5. T2, WR D720 DIFEHRIR
AL —ZDHADARITIKE L TWTIE, AL —Z2 0B B2 24BIINEETH 3.
St%, THIOIEEICOWTEETNELMFL LCUT 3 A2 5. F 1, {HiiEED
AT 2. TR &0 T A % R ICEHE S 2 7200, BROEELZ AL DE 2
TR 2 AL L GEA T 2. L — P4 7 oBIRIEIC S 2 308 5 A — & %, FRN
RICHDEZHHECEREZAGEICT 2 2 LT, HFEHL MR TE 5. F2ic, A6H
EDRT —2DEHTH L. K 27 L0, MLOFREEL 70 2 I THMHERD 7 — 2 2 457E
LCRaT b2 REBEZHET 528, BEHEINLT—2db 2B LIIcT -4
—ZACEBL TV, HEFRHEDT — 2 2HHL W22, BEEDT — X207 5
ZeT, MIAR%ZRLEET % 720 OMLEHEFEORE R AIREIC R 2. 31, ANIT—%
DEAMIFTH S, Ko 27 401, ABERIMNTEEEZHRTEILACT -2 2BET 5
EWVIOEFDD L, WRDEDICANI LT —XIETXTERELCEY, 7—20Hme &
BICEHRAAT 25T —ZITPRL TR E LT 5. DL < VICIG U7 AT)
THMOBEART 21TH T & TX Y SO THEAER Z SR MICINEST 2 2 L AA[FEIC
5. Tz, RRALOBICIE, FHIiOEES LAY 2T APHRE T 2 RIEH 7 — & 23 5
DABRAIC X YV Y 72 d 02BN I N EEEZ R EL T, MLERZURTE R VA
DWEHE LA BETH 2, BT — 2 ZIRET 2 L MRS, BIR L 72855 % FH
LCIBRA RT3 2 L AMETH B,
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3-b 85

ARETIE, BIE TR 7 EROMHAERAER EoE I L, CNC o & i RER
FDOEAMAFEICOWT, ML e R F = —VicBIF 507 vx e CNC DIERDHE
HERAEZED, 7w A3 ERT 2 1EREAEICHH, 2o, FEHTE 2MHA%
w3 &, REFREELL 72, KiF%E<ld, CAD, CAM, CNC ¥ X O TAEH 0 1%
WMEIE L, EFEERCINTOE 7o 225/ - SEAT 2/HA& CNC v 27 LR
L7z, Tt ol e n 357 — 2 ~— 2%, STEP-NCDF— X2 EFA%HRL, 1
BlENET—2ETAICEY, TRCOTu v RICHEFEDOAL v 27 2 — A CTERELILE
3 5. EHOMILIES ICHERIGEHRZ (TN 2 G, AR T — & 2/FK - 3 2 A 41
DNTIRR, F— 2 EEE CAEEEO B WINTIES 2 AR T2 7200 L LT, HHOH
FIFH O A A O RATCHEERE DK S 2 MR T2 2 L 2R L7,
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BAE FHFECNC U RTFTAICEAINIEER L

4-1 ¥EF

AEOHMIZ, 5 3 BT EFTFT - R—2DF— 2T AEEHL T, SHEEMN

TEBHTEZETHB. #HEH CNC v 27 4lE, £EFF—£2<—21ic, CAD, 3 X U* CAM
BT 2EREIEL, MTIESZERT 272008 FTH 5, MTEME, T, TE
BREZERT 287022125 0WT CAD OFEHBIRT — 420 LzTF — 4 25T
22 CEMERMTZHERT2MTIENZ2EKT 5. AETIE, SVWEBREELEHT S
2007 7a—FIZOWTHIATE., % 11X, CAD DFeHEWK b 5iE L 7= ElE o
cmM%ﬁmLf%%ﬁ?—&&~x%ﬂ%LfCNC k&I D Z LT, BBk EIE
M sz Thsd. FE2i, Bhthmo TERKICE T, TERK%Z CAD 0%
AR T — 2 %1E ﬁﬁVLTﬁEfé &, BEET ARIEMOBRER KR T L TH S,
A CNC v 27 L3, fEkofiiic ik LT, CNC MM ic k783, CAD Tz
L7z IE ARG E L RBTE 5 2 L 2 MGET 2.

4-2 CAD DREHEROMAIC L 2BER L

SRMT I, BCEIRBEZEE T2 L icmz, SN OEIRE R XN 2 EEIEHRE
ST I Tw 3 2 e A RERORG 2k 5. 3 X0 CAD 23 —fxfbL7z2 & T
HEAR - BhIAIC 3517 2 BIE % CAD v A7 L CKREF 2098 & L <, HEET 4 v cHK
SN D E i E R 2 4K T % Higashi 512 X 2 BIEBIR 2 EKIH 325 CAD & 27 L DWIEH
»H 58 Oya AN S IT EEM&%ﬁ%%ﬁféﬁﬁﬁm%ﬁ®ﬁ%%%W:yx%A
BELTC3DEFY v 27 Fmbﬁw’m ML.7at2F z—vickWnTid, CAM 24
K32 TEMRKIcE TS CAM FL TV R L_tlﬁ“éﬁé%%&%%@ﬁd\é {F+3rztLl,
CAD it L 7= Ffif ek 2 CNC 238 L <l ¢ % 2 C L 2B o &/ IR L 2 KB
T2EMETH L. HEROFMMITIE, BIREEL2ED 27201213, BEO GV T EREK % £
3% NC 7u 2 Zaicz, MILho@Ey) R EfEsEEch 2. CNCIE, NC 7mv s
7 L0 TEZREE AT L C, 15030 o BEIfE S % BHALRRY 72 © o Kl o B8 &5
fid 2. EREENIC & b 7 &l HIER ICHR T 2 BN BB FE T 5 23, % O % 22l
AR L7-b OB TEZRKORER L 2 5. {EREACIX, BRMeInsg L7 v 2oz
R CHEANKE L BoHAIcl, B EEE 2 IIETEEICEES 2 £ okl %2R
?MﬁL%%ﬁ%W%%tﬂﬁ%%“'i@?@ﬁ*%ﬁﬁé LCRRIRL T3, HE
HIE & R & 0 O BROMAG DY CHENKET 2720, KMFHICIEL W T ER
FEAER L Ch, THOMPREEL, MERIHOMRICX o TEL 2720, JERZERMY
MICHEE L VIR CTPET 2 L I3WEtchH 5. £72, CAM CTHEKT S NC 7v /7 4
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1%, FEARMNITERIEHRS D CL 7 — 2 %A L, BMRERC LEEHRE*EELTCNC 7rn s
TLERERT D, WolE ), MLICHEREE T A — X 13l % O TAFR CIiRE 28 X
NCTw372®, FEEMHETIZRWI 26, EIMTRICHEH T 2 BiEHRS CNC 0¥ F X —
R % B AR % SroBi 5~ 2 TR AR T 5 2 2 i3t 32 L,

AW THFE L 7244 CNC > 27 L3, v A2 T7L0HEETF — 2 x—xic, M ITIEE
WOBEMEFIE® CNC X5 X — 2 EMEBRICED 2 L8 TE 2. HHF — 2~ — 2 Dk
LW CNC DEED T A — & i LT TERKEO ARSI T4 %2 8ET 2 LT,
PEPRERIE % EfEIC IR L 72 TS 2 FC & 5. 72, MBS O TR EH I T

BTh, ZOT—R% 74— FNy 7 CEHIMAICLVFICRFTOEHREMBEHTE %
Zehn, MLTENOEIZZILICNICARETH 5.

ST D RE LTI D 72 @ 1 TR (KT & 552 IS EREHIR & S il 22 1 1 T 2 &
LCHRTE2 R ZET L, BRLZKAS CNC > 27 4TlE, HET—%—20D
CAD 77— 2 %iEH 32 2 &, IEMICHEELICNTAZESaTE 5. A<, @MoER
ZRIFEUER I, ITIERICEld T 2 FBnilE s e, I TR S EIC Glid & 7= e
MCoiEMEEERD O HE O HIWH X Tb i, TBIR-CIEAHE 0 FE % 2 ) 7 IR T
Biphz diliHlc 2 2. AWEIE, EHOMTIENY L ZOHIHT v T Y XL ZFFEST 25 2 LT,
I X A2 L, THRKORSEE T TR &M TEacllfssc e %
HiE 3 2. #ifs CNC & 27 4 TR O BANIC i L ¢, CNC R Ic ki ¢ 37,
CAD Ta%al L 72 MG A G E L K RIT 2 2 L3 v[REIC 7R 5.

4-3 FERBEROMEE L ER

CAD THE L 7= UG 2 CAM #RH L CHEETF — 2 =2 Z2F|H L TERIER &
LTCCNCIicHERINCHEMCHIH T 22 L 2 FEiFT 5. BAEFIE LT, K4-1ICHEBRET

Characteristic line

Fig. 4-1 Intersection of two curved surfaces
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KT &9 7%, 2 00O EICHE#EEE Loy PR HIERERI L. £ o
TERKEE IO 701, HHe e OM% IEMEICERT 2 2 L IXEEATHE T 2. X 4-2
1%, 2 B OZZHR & L C DR 2 S RANICH L 72 BB AR IMR D 794 v flTd 5.
A CNC v R 7 L TlE, PRGN TH 5 2 & MR (Z g4 2 dhifiic X 218
AR oEtIcERTE 2 X9 T 4T ARLRLAZCEEZFIHLT, 2oy VIR
ZIEMEICI T3 5.

SEDT — AR X T 4 TIEHATEOSRZK 2 gt L7261 & LT 2 PO ZRAEL
7o, IO TOEEE A S IC 72 272, CNC (3> = v 7 %l j‘éf»ab@u#%' HE2IT S, 22,
F—FR% @unélii) KT UALER 22 IR AT 5. 00 T8 2MEH 7 35 & [ UG B2 28 AT
THoTh, ERICE DI EHIEESEH Ly AT L] i%&b {723, 22T,
MIHRIZIRD 72 < 180 ° Wir\w= v VA% b OIUERIRE 3 5. 4-3 1R T Ty VA
178 °, 176 ° , 172 ° oIWFRICH L, ZhZhz @SdmTics »w, R X
DML LA CNC Y AT L &AL ZMLEITV, 2 FHORMTH 2B E & DI TLE
ROKEEE & LI %2 ik 3 5.

Characteristic line

Fig. 4-2 Car body outer plate!’!)
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Cutting direction >

Z N
Edge
i 172°
178° 176
90 mm Y

Fig. 4-3 Machined sample shape considered in case study

ANTF =20, LY Yy —2FHE LT, TIEEBINY 3~ =y 7w v &, #HIb
7 A4 (A5052), TEIFER4.0mm OFR— LTy F I %A L 7. Machined shape
7—2odiciE, FROMTIRICZ, HRT — % Th 2 FEfiEHRz b o,

Ml OfEEE S LCl, PPREE L LCL —FBfEECRtll L 2= vy PTHE ORI Y & &,
TR 2 38 4R L 72

4-3-1 MIR+FZTP—

kBT, BIRBERMT. 70 77 AOERRBEEINZ L T v 2OHIZ A -
TLHITFFA SIS, D56, B EOESRERE L 7 v ZOHFANTIES 2 ¥, Bk
JYTIMLTTERWGEEH 5. £z, Bz —ROMT 2L LTEETIHAIL, =
y VIR E L CREZMEST 2720y PTHGAHCHEY) 2SS R I N2 L83 H 5. 1€
keBdtricid, —y DR EMIT S 280 & U< a — FEHEERED H 5 25, 2 — FHRiE D %
13 CNC ICEE S e 2 —F AL ORIES, 22— F i~ T A — 20T X o T—ERNICHIE
INB720, a—FHOKEIL CNC DFE PR EICEE 2T 5. BN TIcE T
1%, RO Z RO 72801 2 — FECIZIREH T 5 & v S FlHIIER X W iTh T & 7.
Jeon |3 CNC TAEHEM DO REENFRAE, MLEHE R, HEERELSG 2 o nnid, Zh o Oz
W, WET e 7 7 ANENRECERT 2 v IEEZ —fRILT 27752 REL . £
7z, A= F AR OMEEFIENIFHL L 228158 b T T 5172 Shih 513, = —F K
BT 2 MBEGEICEERMEZ 5 2 2 L v EEGIHEO R M7 7Y —%REEL 2173,
Yamazaki & (%, EEBONIEGE & ERANEGE 2 H v 72 2 — F- EREE) o UG 2 17 - 72174, $2
ZT B IERONEOE C 2 — FE T O] Y 3R ZARIR T X 722°, HEMIREN S AL 722 &2
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Characteristic line

Neighborhood points

1
Feedrate ! Feedrate
2000 mm/min 1‘ 500 mm/min
Start point of Start point of
Deceleration acceleration

Fig. 4-4 Acceleration deceleration strategy

WEEINTWwb, NC LIERmIC Ci%ﬁﬁﬁﬂﬂgﬁf@iiﬂﬁﬁ?@ LB D, DB INEGEEIC X 5
WIRE 3648 L CRESEALT 2 L o i e b 9. —RIICIE,  BERIICERRE
WY 2 v 72 B3Pk Lﬁ“ﬁ(ﬁéﬁ@ﬁx@ﬂ@ﬁV‘]“C“f)[]]:%ﬁ‘«‘, BEIRBE ST IR 5
EDNBGE I TDON S T & ids\e,

SEOMINRD LS, RO ALy VAP 180 ° kW& Tlida —F MEDRIHE
Gz Ty Vﬁ?‘lﬁkuuﬁxé N LiFEL, loREIZES A, ML 7a 77 4
D7 ay ZEICEWTE, IEAEHEIGERT 2NE W ERESLTRET 2 2L 20, EHH
JEIT X o THIRBE IS A 5. 1 & 0 & DX Z HRE(L T 2 I TIC o n»Tid, el
DERIC R 2 13 EEWIBIRKE TIN5 2 & 288 L < 72 5.

Aty CNC > 27 5T, CAD 7 — 2 OJRIRIEHRZ 5 M DT, 2 PO E =
— TR AL, =y VARICREE T, Bira—JFHR LT IML T v T L%E
K3 5. 0L ICRHEIEHRZ R ERNCIEFEICHRTZ 2 1IEfER ML 7 0 77 L% L
THIENTES, £, a—FIRRBIEEINTE LT, TOaI—FHEDIENH
ZHUDICHEE LI 2 5 2 720, 2 —FRRPHEFRICEK S W 2 EERIE A TbN 5. #
JEHIGE DA CIARKEE A3k £ 2 PERELAfIc L, #id CNC /XTL\@%fﬂlﬁ{ﬁZJET/V
Y XL TIEBRMANICBIRBEE ZIRE L T2 L CGRERIEZIT) 2 & itk Y,
LOVBEsEI NG T Te—F Lz 5.

MTfEsoA 77— LT, 7—4%%7 V“Machining command information” (2,
fa4rEE 2000 mm/min, FEHHEIEREL 10000 rpm, —AEVIEITH 5 Z & & w» ) IITLEF%
5.2 3. #2000 mm/min (%, L7 TEOHERUIHIZMFORAKE Y HETH 5. FEIK
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MITIC BN TI I T O s 1E, NC TAER D i RUTHIE Y T & Tl nl 5 2 8 2 7
WHIPA T, TE2 S OREHEEEE S HL L 7 5. UIHIRE 2 EEIC 72 513 & T HEEFE I3
K, iz, TEFHRO/GHBED G 2 b - oREEE TS T 25 2 L i3 — B Tlda v
Aifgeciz, TEHRFROEET b TEHRKOMELZIFHICE 5 2 L 2T 5720, TE
DEERETH % 2000 mm/min T T ERREKEE &I THFE 2 fREES 5.

AL TV LT, BTy VTEROGE R, BES N EE E CRIET S 2 LA
ERING, =y VECOJEEE IIBE 2 ME T2 23E L L <, BMEHEC TER
FOIRDOLNDEREDDTH L. AT —ARZT 4 DIMLEED» S, —HNBH-HDiEY &
ZWANE LT3 (T THEIF I LT 0.025mm/tooth) 500 mm/min ZfEET 5. L
Fogffc, BHE 2000 mm/min OEMBHIRIC, FFEERZRET 2 &, FEELEFE T
500 mm/min (ZJHGET 2 X 5 MIFGHEEEE D & o IEEE 0 % Koo CHRGEBHA AL E 2 e T
% (4 4-4). MRCEMER &1, MTETHICHEEEIEN I NG, BEDORE
IR HEICHET 2 T CoORMEIRET 2 EMTH L. B 2 v 7 23F4E L il
JEL 725 X5, BWEHEICIO D TR & IcBE I T 5, Rt Cld, b3 279
BT O IEGE X EARTERGE & 3 5. WA E) & MFGRIRE 200> & 0RERE d 1,

a=V-Vo)/Tc 1)
d= VOTC _aTCZ/Z

Thd. 22T, aldEE [m/s?], VoldB#EE [m/s], VIESEE [m/s], Tcidhm
ORI ER [s]Z £, FEREH I, CAM A NC 71 25 L4 IR L 72 NC 7 —
25, FEMLEEOKI DO NC 77— Z IIRE LT LD BT 3 L RS2V, #Hié CNC
2T LIIHEMEA O NC 7 — 2 i LT 82 %2 LT 2 720, WoEBHE S ORE R &
NC < F7 A= R IKFET BETH T — 2 03EH I N TH BTG L CTHICHEE O &
MIT A2 ZERT 5.

Cutting tool

Cutting path

Workpeice

Fig. 4-5 Design shape and tool path
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AR D X 5 ISR I T. 70 77 20 5E L EERIH & w5 2 o0 BERIC X Wik
B, Ry —2ZAZXTF 4TI, EREMICEWTD Ty VTRROTESARHRIVICIES X h
TWAIML7Ta 77 L2ERL, L7077 L20MEIRAEFEE TS, 2 O0HOEEZEDH
EHECERL, UMTD 32032 —v T, fiihs CNC v 27 4k, ek & o TEE)
PR &N IR R 2 B3 5.

@ #A CNC v 27 4 (FE4EE 2000 mm/min)

@ HEdetAMT F2000 (3543 2000 mm/min)

@ HEHEFAT F500($5 4@ 500 mm/min)

4-3-2 BPEE

Ty YM178 °, 176 ° , 172 ° ok L, Eid 3 EEOEESM T, TAra
VXL %BGEES 5 HAYT CNC 225 — 2 ~DONEESEZHIE L CHiRd 2. X 5icEhn
TIC X BZMITAERICOWTIRIRIEE 2 L3 5.

4-3-2-1 I E#MINEE

CNC 23N w77 L&t U, #HELEE 2 1T Wl B L 724558, b —FR v X7 4
~DOffEfRTE LTI N5, CofEREMEZ KT 2 2 & T, #lf#l 7 v Y X L0k
Y2l 2 2 e TE 2. EENEZHEL THL— AL R %M 4-6,4-7,4-8 1
N AR X910, BRIk E CNC > 27 4, F L v P #13E D 3 2000 mm/min
DUk TdH 5 NC 7'u 77 L, FHHiZE Y #HE 500 mm/min DR L NC 7w 7" F L
ENENDH =KV AT L~OMNEBEIEHFTH 5. mRITHE D 72O Il TS o THELER
70y bLbDTHSL. Tz, K4-510RFT LI, EBEOY —K v X7 L~DLETE
i, BEHERCH L CTEEMIES A 72y b LZHBfE 72 5.

The integrated CNC system with feed rate 2000: green
The constant speed machining with feed rate 2000: orange

The constant speed machining with feed rate 500: blue
= === The commanded shape: dots

@ #HiA CNC ¥ 27 LTI, S 2000 mm/min ICAT A=) R L %@ LT CAD
T—ﬁ%ﬂ%?%%ﬁﬁf%%ivvkﬁﬁﬁﬁ%f®&Qmemm:ﬁL?é
B 3-5 TRT X5 ICRBRUITIEREER OEREE S L TiEn T h, TE %%i%/}
— FVHAL CRERHE I NS 720, MEICKFE T Ty VTHR COMREITIZITHEZR T
T\, ISR EZMERECT 2 2 83T L b iEd ik D 2000 mm/mm Dig
ATH Ty VR CEY) R E ClHUE T A EE N TE S 2 L 2R T .
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@ PeREdficiE, ML w77 nz2fgGhirL, Efrho7ay 7 XV ko 7wy 7 256
B L BN & S 2 O A L CHifE I © & o B EiE R 2 EK S 5. 2 OMIE
Reolda—FEREALRINT 2 —FHEEIZTEZ A&DT, 2000 mm/min TEEN T
INB. 178 ° TiE, BIFEME AR INAEY EDIZITFHEEL LD, =y M
DB 70 B IHE > TR ) BAERT 2 DD HERETE 5.

@ kBt D% » HE 500 mm/min EHE —EMLTIX, WFhoAEIIEWwWTH Ty
VTHERTOMEIRIZIZHR TE 2 wElEERES 21T 2 7. 500 mm/min |3 A 5 I
HTPIEE LR T 2 I TR BBEETH L LD 5.

s CNC o 27 L OFFERIRE 7 v 30 R L ITHE o 7= fRbT &l RN X 2 e
fElx, L7 v 7T LRI - LB EZ N L7, CAD DJRIRIEHRZ k& 3
%t CNC & 27 4 Tld 500 mm/min & [RIE QPG E 215 2 ¥ — RignfEx2 I L T
Wb L EERTE T,
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Fig. 4-6 Vertex angle 178 °
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Fig. 4-8 Vertex angle 172°
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4-3-2-72 SEINITIEHHMIK

N~y = v 7y 2T X ZEIMLETY, L—PHIERIC X VINTARZEEL, 59
RicERADE THIRL 72, &P collER R %, X 4-9,4-10,4-11 183, Hiffi & [
FRIZ, SRR E CNC > 27 4K ) 3 2000 mm/min, F L v JRIIHEE NC Fu s 7
L D3k D EEEE 2000 mm/min, FHERIZFE L K NC 7' a 777 43K 0 33#E 500 mm/min O Z L F
NOTHEPTH 2. SIEMTIESO TEHMZ 7oy P LAEDDTH S,

D #4 CNC ¥ 27 L D3k Y #EE 2000 mm/min DIFEUSEOET v =) X4 TlE, AE
ICRfFE Ty PTHADONE D BiE lpm 2SHEE I N7, BEEEEET L ) R LD
WORFEEE D RIE L X OCHH O HERIE & Wy RRIC X b, &0 #EE 2000 mm/min D
MTCh Ty N CHEY) 2R £ ClH L C TEN@ERL 72 2 L AR T 2.

@ 2000 mm/min Tl a—FFkE kI, a—FEES W FERSICHRE Y &
ICKBMAEBEL TS, Ty YHERHIAIC R 510t > C LRSS IEKR T 5
DHERTE 5.

@ BUIRE L % fREEC & 28 & LTk D &l 500 mm/min DK 7 FE—E Il LT i,
WINOAFICEWTH Ty YTHAONEY &iF lpm LAN & ZE L 72 REMN L%
T 2 72. 500 mm/min (3 B ITKEE TS E 2 fEFF T 2 et hdEch b 2 &
DBbh b,

RS IE A M TS ISR S N T w2856, IMLETRIICA v 2 =7 223N T4
% fEAT U CORGR FREE & Moot FEAR b 0 JR B 2 G L TERR O ML 21T 5. AT
T ) R LR O EE AR IR T 2 2 LA D, B IR R L o #HiFE N T
FTAE LT3, FHELBEEE O AWK E WA ICIIRLEICHE S 2 7k & OBEENF
HF B, Ky — 222 F 4 CIRIBGEBE M E W T THEUNC S A B R
3, W RICHEARD b RIFEINTHE 2155 7. #iié CNC v 2 7 A TIRIEIRKE
FEIZEEE IckiFe§, CAD CIEE SN PRIEMRZ BEICHHE X 3 2L 25Kl T
7z.

FrEUREOE 7 v o) XL TliE, CNC DFRE ST A — X TH 2 INIERFELR % HH L T
%, 3% NC LAEBE 0 BEARRE M 1 of U 7= 123 w] RE 7 BT, DR IREE A3 W54 1k
AWAMEEIC X ) TENe~ofiB% mE#cE §, MTHAROFR L 7= 2 AlHeEEs H
2. 7z, MPEGEREER D R WA I RS IS B O CTHo IR & W TR S
AL, TWIRARFRAET 2 RS H 5. 5L, A CNC & R 7 4 TR IERIC N
%, CAD DJEKIGHZFIHCTE 2 2 L ZiEH L, RERTEBICBA R DRD b LA
1%, TRIEER D S I TA R % B3 2 JioR P2 Bl 3 2 dR 2 M ABREZ LR L T <.
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Fig. 4-9 Vertex angle 178°
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Table 4-1 Comparison of processed results for each command speed

Cycle time Inward turning amount [ pm]
I
[s/line] 178° 176° 172°
2000 mm/min
3.556 (100%) 2 4 6
constant speed
2000 mm/min
4.323 (122%) 1 1 1
Integrated CNC system
500 mm/min
11.988 (337%) 1 1 1
constant speed
4-3-3  INTEERH
FERBAT D% Y FHE 2000 mm/min —EHE QNN TR 3.556s % 100 % & 3% &, #HE

CNCiCZTAQWﬂﬁﬁﬁh_TﬂCJ)XZACiéﬂ[ﬁiZZ%ﬁW)4$Bs%ﬁﬁiLt R
MICE T 2RO EIIRMTH 2 LR bH 5, ML LERBFORAEELHKA CNC > R
T L ERILRVTH 57235 0 HE 500 mm/min — & DI TR X 237 %D 11.988 s
THotz. L Cl_f#’j“@m)%iﬁ"%i%é\, IEGE I B oS I D 7y, I TIRFE 2R < 7«
b, IIEEEER 7y % B < — 38 B C O R B IRF ]S NIE0H IR ] 0 A % 10 2 72 5 5 23 1 5E IRg ]
& 73:5./7‘\@0)’7—;(?(577‘4’ TlL, A CNC v 27 L D%k D HE 1T 2000 mm/min & L,
500 mm/min ® 4 f5EHTH % 2%, 2000 mm/mln & 500 mm/min [B]OEEEH 2T v L TH
R TR 6 MIFEET 2728, Z D 7= NTHIEGE T 2> 2> 2 KR 23 E 18 & L7 A5 S, N LI

3 1/3 L7 o 72, #ii CNC /XTA@T}V:J)XA%@H@T% & T, HEAERR TN
ORI E L TREE I TRE R b 2 L 2FE L T, ML TEHBFOMRERI KA
CNC ¥ 27 L L [RIFEREE TH - 723X U 3 500 mm/min OHIT.OH) 1/3 OINITRFHECHE
Blizztichd, ZOfRELK4-1ITRT.

DT —RARAZT 4 Tl, BT — 2 X—2DILIBIRT — % OREUE & LHEd 7 —
2D LTy VIGRFED R R T v ) X LA L 72, L EOfER2 S, #Hid CNC >~
AT LCUE, I TAR S IR 2l EE A 2 BB IS 5 2 & 7 <, BURo R ic i L
TE Y HNIERHE CEME RN TARRERC L 25T 2 2 LB TE 72,
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4-4  FARIERDER

TEARKEE & sz oW Ficid, BREHEHRE HEO mW» TERBEHE IR I N5, ek
fiito NC 7'u 277 Lk ) 2 Hilrthiil 2 & LIk o TERRKIZ, HEINLETFE LT v
A DHPAN T, HHE T 2MUMETIC X o T, HFRBIRB SN CTw S 720, fhifo#Es LiciE
EICHE D I N T B RIE I v, BUNRSY Z IEREIRT 2 2 & <, il a2 mmific X - G
BlEn-dhimZ T 5. 3 ETli~7 X 91, STEP-NC I <TIE, L7 4 —F+H
i, TEHREK 2 —vicEbY) CL T—2 2 EEFEH T2 8 TE 5. AiffET
i, HEhmEicBE L <, CAM 2 132 CL 77— 2 %fH$ 5. fié CNC v 27 414,
HE T — 2 X—20D STEP JEH D CAD OEHEREHRZ EHZSIE L <, LIS ORRE
ExmlbdsZbr2EiET 5.

CAM 2343 2 TEREEIZ, CAD OEHBIRT — X ICx L THA P L 7 v 2RO HiFEN
R & -T2 i %L 9 2 X 5 IClE &, &M asteRIc X - TRl L% TR
DEET R LCEE I NG, BELD 7D IC BRI ERL L - iR A e e L C
HAOLTw3Z s, BICEAER2EATY S, L 2B CciliRERIZEDbN S -0,
BEEEREIS CIR A RMLE DRI D 2 WA H 2. BUIRD CNC 1%, EITHIC 7 1 2T L % fi#br
L, i L 2fa o i o ffisR 2 #am L <, thito TEREZ HERL Tw 2. 585 sdlro
DHIRDOHERTH VIPIRDETF A Z B 2T &2 b, Wil 2R T 2 Bkl & o%s
PEEFE I N, TEREOW O 2 S IFEBTE 3208, KT 2 RIgIRAE S FE
T3588H 5. K4-12 IR T X5, CAM L 7 v ISR T 2 TER & &ZEHBIR
DRNCAEDNFET AT, A——h v FHIVIAR), TvE—7 v F(HIEEL) DAL
BRI TR 5. RIGEAIC X 2BES M THEMS 2K N2 2K E %25, NC 7
077 LAERRHCRAET DR ER PR T 2A L LT, A#libIE, CADT—22065
LHLONCTur 7 L% ERT 52 R, BWMIMLEIT) v AT 2% L 2. TREX
ot MEERE Y 2T A LRI T Y 2 7 L2 A LT, BMIBR & BIRIEKRD 3 Xt
CAD 7 — X &t L7 A3 U T v X 4 LI HER e BN LR ATRE T H 5 2 & 2 UJHIE
BRCHREE L 721750 176,

s CNC v 27 203, 7 — % ~—212H % STEP J¥x CAD 7 — % ofpikIEH % &
32 epmffEch 2. MTIESICEEN MmO CL 77— L, CNC i2#Eam<id
72 { [ CAD OB REHZ S L OBRO LIc TR ESES I NS X HfiET 5. fhF
7 —2X—=2%Ff LT CAD OJZRIE#HS CNC IcfiE T hCTHRBICHMATE 2 2 L T,
AR % K 2 G B e s 2 R L, eIy 7n 3822 2 HEBR L 72 TEARK o Il TH 4
KT 5.

Ky —ZAAZT 41ICEWTIE, 4-13 WWRTTA MYy VY7 — 2 ¥ —RA%fHRHT 5.
DT —7¥—2RI%, Vi, K7 v b, KX, @EREA Il e T 02 5HiH Y —
7 ¥ —ATH Y, NC LOEEM DI L&A M LR & 5 MR % & B IICFHli 3 2
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Fig. 4-12 Tool path sample of free-form machining

Fig. 4-13 Sample workpiece for freeform machining
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Fig. 4-14 CAD data of sample workpiece for freeform machining

eI EIN 5. 4-14 1Tl Z LIty T L CORT 2, HOMRED 60 127 2 1EMERTE
RThszerbhr s,

IO =¥ —2%HT, 3 KotHiic oW CIIREE 2 I 5. MTY v — =21
WwWe LT, Wi/ 3t~y = v 7w v, #REIMIZFER (NAK80), THIIFHERE 4.0
mm QKR — VTV FIVEFEHL, MLESIEEVHIZER L 72, $%id3 2 dhimo TEAL
EBHIET VT Y X L0Z CL 7 — 20 TEN#ED & CAD 7 — £ N il o PR % Wiz 3 %
ORRENRL RS, A v & =7 ) X CHENH (TS LEHRAR S E V2O, ILHET
WENEL 38560855, 207o, CLT—20 TEMEMIEUEEHORR 7 at
YyHERECNC Y RTLDT 7V r—vavy 7bveT7 & LCHFELZ CLT—213,
TH e O U.OLE 2 $5E 3 2 TEe AUBEE 2 TEAE TR T 2. T HIE R O filfH
L, THEGmRMEEE TEHRRZMTIES E LTAERL, CNC 28 TEIER & EMAEE» o
BN ORI S 2 E T 2 Hlich 5. Ky —2RAXF 4 Tlt, F—r v F ILDEHFE
ZAERE Lz, o r TEGEmM & LCCL 7 — 2 2{F L7z, LEeMR %
fEnd s LT, TETECTHEHORE 22T T EETLEMEMIEFRZITY 2L
TZ 5.

TAMAY PRV =27 —XTHRKD CLT—XIC2OWT, bL 7 v RICERKRT 2T
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AREFZRERHL, MACNC v AT LATRET 2 TEMNERMET V) XLZFHLTL
BHIREAPURT 5. e CNC v 27 A0 1E L 72 T B 23 CAD OIRIRIEH % [IEHE I
L—ALTW53Z & CHHEIC 2HIERT DR & DiEWE, FINTAERClKT 5.

A-4-1 NIR b5 52—

B AN L, SEHBR o IcEE T 28 LicER S /- TERKCERI NS, TR
BEIRERE X, AR X 5 ICHUNMRy OERER & L C LR BRI 25810, 1k
gifficid, CNC 23 NC 7'vu 7' 7 L 054 52 o dhii % R T 2 it 2 5w L < T ERE
PEERL T3, MR EZHERT 2R D R L — v v ZHEREIL, H8A 5HIch LD AT T
A vihi ez 3 2 5608% . X774 vl eI, 1 Ao TEEEKE L il
OGN REEENTEEHR, 2774 villifiid, 243 NC 7us s Lofidl%
GERVIERRAE T 2729, CAD Tikeh & vz z iE 3 2 B dh#R 2 1Ec L <
W DT, BT 2 THERME Clah BN R 2 5413, EixI Lz o
AR D B 2 2 L6, BRI L OB, MTHEICHEPRET 252 DM T AR
Kexs.

Kt CNC > 27 4T, HHF— 2 ~_x—21cH % STEP £ CAD 7 — % DLIRIFH
ST 2R 2 A AL CLESHEICHET 2 X5 I LEMEZEIET 2 2L, il
OHEMR A EITTT 5. BHET 2 TERIR L OBAEIIER I MR VA, TXTo T BRI
DSEATERIC R Ut BicidiE E n 3 o ¢, TERKMOBRAEZMEI L, &S E o
HEELN5.

LIFic, TEMBRHIE7Z VY XL 2T 3.

O TER7—2v—2%U3+3MTHITEOYEIAoMiicd 3. K4-151%, T
HAVE a-b M2 BRI L 72 & 2 0l L% MPRETRd. FE L 7 v ROHiFH
WTAER S - TERKIE, MR L <, afi@&Tldd—-—h v +2%, bfr
ETRT v X —hy PBFEEL TS, BERECUNAABCHI VIR L B2 R 55
AL, MLHARSEET L LHBbD S
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tool
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Machining -
surface -
Cutting
point CAM tolerance N

Fig. 4-15 Tool path by tolerance 10 um

@ F4-16 1RT X5 Ic, FRCOTAMEICH L, THET RN TIAR & ot
K 5. MTT 3R STEP B0 7 7 4 Lcalib = f, JE4k 1z NURBS
(Non Uniform Rational B-Spline) fhfio AL LCRHT 2. il Lo (u,v)
L, TEME (xyz) 2 oMERE2T.

Moving to the position

where the cutting point
touches the machined :
surface ‘

-
-
-

o

—
-

-

Cutting point

Fig. 4-16 Move command point to shape surface
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Ball end mill

Tool center point

Workpiece

Fig. 4-17 Move tool axially until the distance between p and q is r

AT EOIFERIIIET — 2R =220 TEEHEL TERARFE L2, K4-17 1CRT
THAE%ZD = (pepy pr), LEICRSIECHIE DR %q = (g0 qy,q,). LEFE L
L, pt gDl ric7e 2 X5 ICTHZETAICEE & 572012, AT O X5 I
IER/Z2kD 5. Wi h<rTh 5.

V1 =4z =Pz

h = J(Qx - px)z + (Qy - py)z

v, =12 —h? (2)

l=v1_v2

TEZI7Z0BHL, HETRICRS G EoRizke, MERZEST 2/EE%
BORL, 50 Lo/ fiExfRL T 5.
TE2MTEOMEICE S 2 M2iE i, B ofEa Rz TEHEOTmIcEE L, BEko
BN, BEINTIEAROMELE 725,

©) 4-18 IR T X ic, BEDO TEMEa L RO TEAE Db Blic, 1 2 3EEKo TR
fLiE 23 5. BITEDYIHI R & L s e R OYTHI L& A A 7240 & il o BORRRAE 23
HEEFFA AU T Ice 2 TEAIEZ KD 5.
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Additional tool position

Curvature

Fig. 4-18 Supplement command point

t

Fig. 4-19 Position correction and interpolation of commanded point

THOETHERZ b THOWTR~2Z P ic X o TERSI N2 FENTOHiE
oifiFEEE, TH LRI & ot (YIHIR) <o oSk HFHR T 2.
BiEFE 9 2 YIWT Bl 0@ V) e bt d 13, dfeRPEEE e L HEERFRE 2 w5 L,

t=r(1—cos@) =r6?%/2
d =2rsinf = 2r0
d =2V2rt (3)

CEEINSG. 22T, 0 419 R THIMoROAETH B, %I, BT X
NAZMEOHZFRLFIZ I LI Vv RE DB T ELICRKENED, 0 120 IHicmne
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RedcercE 2. YNmomEs d LTk X )i, BEoHESmoMicHL

WD RZHFAT L LICLY, K4-18D L5 IBIEINmAIBERINS.

KD B, TCOMITAER A5 PL I Y ATERE AL LTH, MLEFIC
FEAHAG R b LT v 2% CNC AT 2 2L Th B, Ay —2 247 4 TlF, WERTO k
L7 v A 10 pm, HEFAZGHENL 7 28 LT um &R L7, CAMO LT
¥ AT LR M o UIHIRE 1, CAM @ 7’1 275 LEH 7 s b IRIE X415 25, EREIN
TCE L7 Y210 um 25RO 723, SO 7 — AR X F 41051 2 HBMA ORIEN
DEAEL LGERL ., MIEOHE N L 7 v 21 Tum 2 &R L 22013, £BNTci
LENBBOS TSI LT oy VEBPIEAE RS EDRESNDE C EAENTH SEE
BHTHS.

AW HiIE, TEMEMET L TY XACL), NTESZEIEELT 222 Th
5. FMTCR, ERRECHTE L CTRBBNIAE Y 23564 LIPIR#E 2L D28, ATET
HANTAE 4 DM E L %385k T2 720, BEEIE ISR 2 MRS TR & L7,
7z, WIS 2 TEALE o ST G LT ANiE IC B SRR 038N 2 72 o hn T
WFHI R < 75 % N TRERIASHTE R I LIRS R 755 & LIRS LI 7 5 720, T
BB A BT D W T D RS A% 3.

4-4-2 BNHEE

TANAYy PHT7 =27 e—21%, hEEEORZ W 3 ZortHBliz AL CEh, R
FIEE DTS T WK TS 2. ERCHIT L CIME 1o\ < Hllk L TR BHIET &
TV RLDRREREES 5.

CAM P} L 7 ¥ % 10 pm, §4r3% 15000 mm/min, FBYFEEEE 8000 rpm, & v F 0.1
mm, EEHEAYIAZ 0.03 mm OEEYIHITHE L L IMIEHE525. $TD
THEKICE VT, MEEN B X IR EME 2 R — & L, SR O THRERKRZE O FE
AR S 5.

CAM FL 72 10 um TRV — 27 & — 20 THRM A AR L, EMT LA K 4-20 i
NN TAER DA ZIER L 2 FHCHERTE 2 X 91, AiHIC X 2 INTAR MR X
niz.
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Enlarged photo

Fig. 4-20 Machining result of test workpiece

X 4-20 DAY FZIICE T 5, ITIESO TERK L THAE %2 EKR L7202 4-21
TH 5. ElAY) Yo TEMERRTIE, HESIN5 TEMEO RKIBOHR T, Mk
RO B OER &M E 2. FNAMIIZHE CNC v 27 40 TEAERIE & TEAL

EEMOTATY XL EEHALZEREFR LTV S, 5532 TEAE IS L
LOFIFHEIN, IHICHBREZETTT 270 CiEa TEMEEMINTWS Z L %21
RTE 5. M 4-21 DR CR TR (profile) © T BV & %}v~xb#%%%ﬂ4@2:
R, AV FADOTENEIT ST 774 AD L — AKFREECHERTE 32 X 51, S
BATEARRLTWD %%:om<i%6#:$ 72 UA A, %iU%D%L#%ELT
W3, fiiE CNC v A7 A0 X 2 HIE# O R IE, ek % 8 IciEIT L 2 itz v <
W5,
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Original tool position Modified tool position
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Fig. 4-21 Trace of tool positions

— Original tool position
— Modified tool position

0 1000 2000 3000
X[pm]

Fig. 4-22  Trace of tool positions on profile

FBITI T L 72457 % X 4-23 1R ¥, EOORAITRT HAOEBEYINEITH 5. L+
VY FAo TEMEIC X2 MIEARE, AHlofe CNC » 27 40 X 3 TEAERIER
TIIHEZTE v, X 4-23 OfF#R TR MR (profile) © T EAVE % L — W HIER CHIE
L7z %X 4-24 1R g. AV Y FATEME TR, TEMERKIEL Tw 385 i3k
MERBCES, 4 um &7 um OYLBAARRAELTHY, MIARMVEE LT3
DR TE . i CNC v A7 A X BMfiiERIE, DO LEME Y v 7 7 A L2
HLCHY, TEMELXBEEFICHIEL TV,
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Original tool position

Fig. 4-22 Photos of machined surface

— Original tool position

0 — Modified tool position

: STNAPRT

10

Z[um]

4 um 7 um

0 1000 2000 3000
X[um]

Fig. 4-23 Profiles of machined surface by laser measuring machine

3XITHHHmM T Ic BT, BRBEZzm X ¢ 2 HW<T, CAD oxatZIRzHMH L
T, RO dhicfE L Tz v TEAE Z i BicB# L, SGEHEROMER 2R o701 T
BATEZ BN 2 HREA RO LEMEMIET V3 ) XL %#ié& CNC v AT LICHEHEL 72,
i 2 T3 % 37~ C o TEAERICARKIEZ BH S 5 2 & CTEREROHEL [ EL,
RERRTH] D BEAZ 2 BER L 22452, RERMTH 215507,
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4-4-3  HNITEFRE

CLT— 2 %{ERBMiOoRA N 7oy HFIcX ) NC 7027 T7 LI L TINT. L 72555
E, A CNC v AT L0 TEMBHIET V) RLAEHARERF Faky ik b TEE
ZMIEL TINT L 245K 2K 4-2 THIKT 5.

WIE#% o TEAERIZ 195,233 e 72 b, HHIERT 62,615 Mo 3 fFIcimL 722 & T,
etk o i Lic TR Z AR L, TEEEEAZREI SR WRE RN TRZ 5
7z.

THEAEBDK 3 L a5 7210 d 2200 b F, FEREAMTIC i U < TR I 30 min
53 s LHHIEATD 30 min 56 s 12 L CHAERIFFED o xwv. dhif Lo TEAERIEC & b
RWLEMEMEE L2 ik, TEMEMO TEETAMX7 oL B)E 28
L 72720 IE 2S5, = OSSR, MFCER R 2 PR c ¥ 72, 72, #ELEEE DA
il DI TH % 7- O BRI PN 2358 4 L, I EATHE O JOE S FEE L T, »

S1E 9, PEREA O TEREE L, MELEREE O B 3B Td 5203, THMETHMR27 b
WS B 2 7= DINIHE D FEAE L, Z DFER, MIEGERFRIC AN 2 1513 BE oD Yl s 5 53 53 7%
ALTwiepEzONS. TEMBEMET VY X LT3, fEkRETo TEIES SO
THETHTRR 7 bric g L CE#hBIfl s Nz bicky, TEMBEEEMICD 2220
b3, XVEEICMLTE 2L 2ERLT

Table 4-2 Comparison of machining time

Conventional technology —
) ) ) Integrated CNC system
Linear interpolation

Processed surface

Streaks due to steps between

Surface evaluation Smooth surface without streaks
tool paths
) Original tool position Modified tool position
Command points
62,615 195,233 (+132,618)
Machining time 30 min 56 s 30 min 53 s

73



TENEBOBME, AR &5z % F L3 2 & FRRIC, BARemEuc X - Tidii
HER L INEE O R A O M TR 2SN T 2 RS H 2. Ky —ZZ LT 4 DX HIC
HiR I K & A B2 7 WA T I E%?hﬁﬁ%ibﬁhuk#%%@wEiw
WCTHsH, ERLICH- o, MIEHORMELZ Y I 21— F LCRIRKEE LBn s
BORERE Wi 5 2 & BB B,

5 ZT# ‘UE

4-5 s

ARETE, MOBREEZEHT 200N LIES2ERT 2720 1C08 L N5, B
Ko NC 78277 LICHRRL T BERE L CREHEREHRZFE L 72, Lo 72+ =%
Fr—vO{ETO v ATHEBEHCTE 2 AT — AR LT —RXETNICHEDIE, ZOD
T—2E TV %EFIH L 72 CAD OGEHER % & T TIES % £ L 72, FEEIC NC TAEHM

ICHRELIMTL, ZOMREWEEL 72, H 7 — &2 <X —2icd > CAD DXKEHER % EES
ML CLEMEZMIET 22 L2, RallBRoFEBEZREL M LESa2ERT 5L

5, {ERGFETERLZMTIEFITHIEEL T, IBIRT — 228X 0 BFEICHHIMICEIES S 1
L0 BIREMERTE .
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BHE HBAECNCYRTFTAICL A24EEMER L

5-1 %8

FIM L2 M TEATE ORERICEE DL /) vy LEME T —2 & LCNEL, MITEMA
%:—iEEﬁT BN— IRk -EHCTE L L, BIUOHET -4 xX—2cEB I NEHRE
M TS % TR IC d L DE KR L, ZOMEEMELL /2. MELEICE W»TIE, FH
T‘Ei‘%%bulﬂ%ﬁﬁk L, FILZTY, MEERORCEKE ARSI NN TS Ic X 20T
Rl &, HHE T -2 _R—2% b LICHBR INMMTIENIC X 2 M TR O 21T 5 72, #
HCNC Vv AT L, EMLTA2ZLICLVELNIMILERFPLREE & & b I TiES
ERIGOTTHET — 2 _R—RCEBINE. AEPMAONEZPICRERT — 2 2ME
LB, IMTEMEERICZ DT =2 %0352 &T, XY RBOINTEESEEH
NEZYATLERSTWVES,

5-2 MIt/ILIZLZINITETIERDOINE

HECNC > 27 4%, K5-1IRd/MI 3~y = /e v 2 2R T3 TriC
HAL, FIMTALT7T—22NEL TNTEMEZ2HET -2 R — ARk - BHTE 52 L,
BIUOEET -2 R—2% b LICLIED 2 MR IC O X MR L, 2O REMRIEL
7z, BREIC BT, FHIHERE % TR & L, INEARER 0 i W IE AR A = L — 2 D
BICH L OWTEKINZMTIENFIC L MITEE &, FTFT— 42— %HIcKB I
7o I LAE 4 X 2 0 LIREfE] o el % 47 - 7=,

MTRSRE LT, MNEERa Ry P O_—XEEERIRL 72, HIMIEZ T I =y 24
4 (ADCI12) TH 3. ZoEfsmimILclx, REMARIML 7 4 —F % TH % Planar_face,
General_outside_profile, Hole Z & A TWwW3., F7z, 7TA I =v LOHYICH T 2 BEYIH|C
HBHITHDrbbT, ML OMIESRE—H 5720, MILFEAOZEEIC XY INLEH O
JEARBE K T PHM X DK T, 20k, MIEKTAMEL 72> T AR T
H5.

5-2 1%, EELEX—REMERLTEY, FXICE VTR TR L 7285 23N LER AL
T, ZNZ NI L 72 Workingstep & 72> T\ %, FEMTIC X b, Workingstep Hifz T/l
T[], SEUTAIREE, Z2UDHIRR, THhesr, R - KRB v o &k v Y EH R & &K
L7, I OEROINEICE T, JEEEMA ~L — X I X 2 TS TH 5 D2,
PO A XL — 2 IC X ZMTIESTH 200 kMb v, T2, 2 DEHRINEICE
W, F—OMIESICKZMLTH > ThH, MIBEGOEMA <L — X DRK&EIC XY Hix
ZIMTIESDEERLINZ IR, ZhICX Y R ZIMTETFIHERIINEI LS.
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Fig. 5-1 Metal cutting cell

(2)Plane cutting

(DBearing surface

Fig. 5-2 Base part for scalar robot as first sample workpiece
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5-3 MMIETERICE D < IMIEMERDER

Ry —AZ 2T 4 T, FHBiOTEE L U ORI Z8R L 7z, TR A TR ol
RAFRICH L CRGHEDS 2 S, MTHRERSEKINS. 20L& F, MTETHERE
N TAS AR O M TEAMIEHR N ER T 5. #id CNC v 27 4 Tlk, FAFL 728H GUI
XY, MTEAMMERICE T2 I L&A UIHIRR 2 E oW e Rz 2L, ZoE#H%
BT A =L = 2 DM TEFEORBIZOWTHON T2 2 L ZA[HEICL T3, T HERH
Miax HW L 3T 2854, 5-3 12/~ 3§ Workingstep Z & o FHifi & fif -2, 5-4 I
Workingstep Z & DAL 2 FEic, BEIA ~ L — X 23R RIRE 2 &6 0 %2 fh Y L T E&
DIEIE - 24T 5. ILREREIRE & WO MR e & bic, RS TEMEHR % 4
T2 LIy, ZOERPABINICHE T — 2 XR—2IighE s, LUTIC, 207k
D3DODYRN—NVEIRT,

O M 5-3 IR T EHAMEEJL D Tho w2864, FEHEEICES X I0X 0 EE
FJ 3.

@ M 5-4 IR TMTER X Y, FEUIHIEE 2R v Workingstep 120t LT, YIHIREK % A
1B L, FEUTHIRER 2 554 3 2 UIHIR IS 2 42 3 5.

@ MTHOERFZCMTH RO B S, OO0 IRBI 2SR X 12354, TRk 25 2
ClEd 25, TRMMRZMET 5 2 LB LT, Feamz N2 X5 UhiAa
BE/NILT 5,

JEPHRER A <L — 2 TH o TH, M5-3, K54 1CRmEND L) A CNC Y RT L
DR 2L EATER LR, T#heds) X v mais~2HE 2@ c%, 20
CBLTHAET — 2 _—2 2L T V@ L ZMTEGE2REL, MTES2HRTE
%,

YRR D IEYIHI < 2 D Fnd iz, BEfFD CAM o 27 LKERETH W[RETH % 235, CAM
R =R X BBIETIE, —RICREEEZERT 2720R/R00OH 5 FTELKY HES
RETAMEMICH 5. —T, A CNC & 27 L%, MMTHEG OB A <L — & 23888k Ic
DB, B = v 7 B3R L WHEIFIN CIEUIHI N 2R 0 Ex B 5, FEVIHI YRR % A
—NFy T LU CHEIEM A RET 5 L o iR AR E R B IBIERITS T L AARETH 2.
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Fig. 5-4 Machining results display
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b-4  INIHATERER ORRIE

3-8 IR THiE CNC ¥ 2 7 £ O B MG E < 1, FHEfEEREIc X oCTcxa 7 ) v
7 INTHAERE IR T % 5. IMTIEAERRE, 5 2 O 072 FHEEEE it - T, TR
& 7o T\ b Workingstep O THEAHEHREZ LB T — 2 R—Z 0 LB L, MK E
WIEICE R I N2, INTHEMIEHRIE, 3-8 1R d X 9 1Ml cRREI N3 720, CAM
KOBEHA L — 232N 2L 23D, X VL 2 CEMEHRZERCTZ 5. L
FEmR G T 2 2 L oM EZMREET 2720, LT ICE T, B 2 TN R~D#EH
IZDWTIRR 3,

5-4-1 JNIXxg5R 1

FERBIE A ~ L —2ic X b, X 5-2 ITRTI TN RO K% FITN TS 2MER & v
7o, FMITHEAIC XY, #EME LT A=y 4464 (ADCI2) 2T, K 5-1 105
FTMLAE L EHGMTICE T 70 min ZE L 72,

HHT — 2 R—= 2D TEMAERZ AT, LY Y — R, #HHEIME, ML7 4 —F -,
T HoIEHR % H I, Workingstep Z & 1IN THREE D fx D 55 W I TEAHE#R 2 &R 35 2 &
L0, IEAHEEM A <L — X RIS DEEZI{To /2. MR E LT, MILKREIE 48 min
&7, 30%DREEHE A FHIRCc& 2. FIMTNRIE, 70 ® Workingstep THERK X LT
v, 5-6 I LHET D % Workingstep DA TLIEE 2 100 % & L 728G ol LiESEIER
DITREZ RS, UTICKRHEHERT.

@ 5-6 ICB VT, TR E NS Workingstep DT, X 5-2 DOT/RITERE 4.8 mm
DT 7 4 —F % Planar _face DE@MT.TH 5. TV v 7ricid 4 o BEminT
BHBD, TAMNTICEBNT, VY 2HEDRWLKE L ZMTATELMTEMAELE L
TLEEG MOV ViALE 0.1 mm 2R L, £ DO5M% 3 CTOREMMIICEH L T
12 MOMLT 1.2 mm OMLES 2HF Tz, 7 — 2 X =20l LHEAEHRIC B
WC, L2 TE RIS HER T 2EAICH L CTiE 2 mm oY) VAR RO
FhER D B & HMERL 72 5-5 \ORT 7 7 v ILEICE WEL TIRRIPE R 72
b oRHo LT, 77 v NEICERET 5 2 fEFTD Planar_face DY) Y IAAE R 1.2
mm IZEIEL, 1EORECHBAMLEZITS 2L & Lk, FMHMEEROMTTH, Fih
BEAIEIERTICN L 3%NOZENCH E 0, B ICELIES, O bR I NE
ofe. TOXS IR EE L M TEFZIGET — 2 ~— 22 ol L, M5
ZIEIET 2 2L, MK/ %Z 345s 225 43 s ICHHECT X 7.

@ 5-6 ICH T, @TmxH b Workingstep (3, 5-2 D@ T/RT XK a 4 v b
ez FINVTHIZIVMILCTw2., HETF -2 =20 TEMFHREZ SRS
p2licky, FHLAZTEHOYHEIZEMAE LT, XY #EE%E 300 mm/min 25 600
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mm/min C, FHHEELEE % 2000 rpm 2> 5 2500 rpm ICEHE L7z, iR e LT, ML
RFfE 12 68 s 2> & 35 s ICHEHA X 7z,

EIEA TAE4 T X 2 CE O TR IC 3T, 3 RUTIIREIE O fE5, CAD 0%
FHERIC B 2 TR O RAECHELNZE, BiTA7E) L HH X DIFEOHFANTH 2 T L 23T
%, Rl 0O RERMENE DO N, ABEHA <L — 2 X ERE 2[RI RO
NC 7'm 7°Z L X 2 NLClE, MIKHEIZK 56 min TH o7z, #HH CNC v 27 AT X
2 IEABRBER A ~ L — X IC X VR LM TR ic X 2 0L Cld, A A ~L — %
WKEVER I N2 NC 7' v 77 2 X 20X 9 15 %l TRFE 2 45406 L 72, 2o T
EVRETLMIHEMERZILEE T — 2 _R—RCEB LT 2 ick by, JEREREME 2
ZOMILEMERZ AL T, XV RNMIIET 2R T 2 2 EAA[EEICR %, EER
MITEAMEREEE T2 Lick Y, B mEhE - SRR T cE 5.

XX I 2 O

Low rigidity

High rigidity

Fig.5-5 Rigidity depending on clamp position
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Rate of change after improvement %
0 20 40 60 80 100

E003 40 ENDMILL )
E005 40 ENDMILL-1
E006 40 ENDMILL-2
E007 40 ENDMILL-3

E009 8.5 DRILL )

E010 8 MENTRI-1 )

E011 8 MENTRI-2

E012 3.4 DRILL-1
E013 34 DRILL-2
E014 34 DRILL-3
E015 12 MENTRI
E016 M10 TAP
EO017 M4 TAP-1

E018 M4 TAP-2 )
0134 REMA
O L e
023 20 ENDMILL:
E024 20 ENDMILL-3
E025 20 ENDMILL4
E026 20 ENDMILL-5
E027 20 ENDMILL-6
E028 20 ENDMILL-7
E029 20 ENDMILL-8
E031 20 ENDMILL-1
E032 20 ENDMILL-2  e——
E033 20 ENDMILL-3 )
E034 20 ENDMILL4
E035 20 ENDMILL-5 e —
E036 20 ENDMILL-6
Drmee-T §
ILl=2 }
E040 20 ENDMILL-3  e——
E041 20 ENDMILL-4 e ——
E042 20 ENDMILL-5
E043 20 ENDMILL-6 )
E044 20 ENDMILL-7  e——
E046 2 ENDMILL-1 )
E047 2 ENDMILL-2 )
E048 8.5 ZAGRI }
E049 6.8 DRILL }
E050 3.4 DRILL )
E051 5.1 DRILL-1 }
E052 5.1 DRILL-2 }
E053 4.3 DRILL )
E055 3.4 DRILL-1
E056 3.4 DRILL-2 }
E057 3.4 DRILL-3
E058 12 MENTRI )
E059 8 MENTRI-1  e——
E060 8 MENTRI-2 e ——
E061 8 MENTRI-3 e —
E062 8 MENTRI-4 )
E063 8 MENTRI-5 e —
E064 8 MENTRI-6  e———
E065 8 MENTRI-7
E066 8 MENTRI-  e—
E068 8 MENTRI-1  e——
E069 8 MENTRI-2  e——
E070 8 MENTRI-3
E071 8 MENTRI-4 )
E072 8 MENTRI-5
E073 8 MENTRI-6 )
E074 8 MENTRI-7
EO075 8 MENTRI-8 }
E076 8 MENTRI-O e ——
E077 8 MENTRI-10 e —
e

4

Workingsteps

EO078 8 MENTRI-11 )
E079 8 MENTRI-12
E080 8 MENTRI-13
E081 M5 TAP
E082 M4 TAP
E083 M6 TAP
E084 M8 TAP s —
E085 8 REMA
E087 M4 TAP
E088 80 BORING
E090 142 BORING

Fig. 5-6 Optimization of machining commands of first sample workpiece



5-4-2 JNIXIER 2

FEAFE A ~ L — & ic XD, 5-7 WRTEXH v R v b OB % 2 T4 23

ER SN, EMTEFERL 2. #EIMMEZT VI =Y 2648 (ADC12) TH 5. FINT

BT X 20T 40 © Workingstep THEL I LT 3. AL BT D 5 2 ® Workingstep

R LT, HH T — 2 R—= 20 TEAEHRZ LI TS0 R %A 7. K 5-8 1%, &

REATD %% Workingstep DI LR % 100 % & L7256 0K RZOM LHE 2R L T3,

@ 5-8 ICHBWT, OTRENS Workingstep I3, 5-7 ODOTRIMLT 4 —F v
Planar_face OfE LML TH 2. MLV Y —*, HHIME, ML7 4 —F %, THD
HMEZHRICEE T — 2 R—2 B OMLEMEHREZEEL, FRML7 4 —F ¥ I1<ht
T AITEM & U THEA#E 800 mm/min DFEMENDH 3 2 & 2iERTEX 2720, ES
JHFE % 300 mm/min 2> 5 800 mm/min ICEIET 2 2 Lick ), IMIKEZ 45 s 25
19 s ICHffE T % 72,

@ 5-8 ICHBWT, @TRENS Workingstep I3, 5-7 DQOTRIMLT 4 —F v
Chamfering TH 5. H£HT X RXR—ZRORBICX Y, FML7 4 —F ¥ OIMLEMAL
L CH43#E 1000 mm/min, FHEH5 2000 rpm OFEFERH 5 2 & ZHER L 72729,
f8 4 % 500 mm/min 2> & 1000 mm/min iZ, FHfiE[#E%0% 1500 rpm 2> & 2000 rpm
ICBIES 2 2 Lic kb, ITHEZ 30s 25 15 s ICHEHET & 7=,

L EFIT.o 5 2D Workingstep I8 LTI LGS ZE1E L 724558, M TEHZY 2 min
27s2*H 1min 14s &4 50 %%ifE X iz,

RT —ZAZT 4 TR, MTEBRO R CIFRRERA <L — 223, BERL T ZawilTic
W LUCTHRITHRT 5 2 &7, AHRMA <L — 2 L FRIEOMTRR ZER L 722 & %
[ c& 7z, 5%t COYATLERERAL UNLA2ER T E, MLEMIFHR - MLET
By ERINEICHHAING Z &T, AEEZA EL, MLNEZRET 2N LES%
AT 2 HHERBEL T L
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(2) Chamfering @ Plane cutting

Fig. 5-7 Part of robotic arm as second sample workpiece
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Fig. 5-8 Optimization of machining command of second sample workpiece
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TEIES NN TIEREZ FHAHCTE 244 CNC v 27 L2 FF L 7.
ARETEBEOM TV ICHE CNC v 2T L% HEL, JERMA <L — 2 Th oA~
— X LERED 2\ VIZZ W Lo TAVE, TR, M TZEEEZHERTE 2N THES%
ERCE 2 2 & MR L2, FiemMINRTH > Th, FHUDEEDRNINT. O FEE %1%
ML, B8R TIER%2ERTE. A CNC P 2T A1, XROH A4 2 A BRERH L
TEY, AL =23 ET -2 _=2p50, X VBELZMTEEZBIRTE 22 L 2EDR
TE7-.

DXV AT LTI, EHZHT S & TIMTICHET IR REHERPINEINS. &
f;lﬁiﬁk%ofﬁbllﬁiﬁ@ MEES T — 2 RTE, X DICTERRIC O W, Skikam
?@5.$ﬁn@iﬁ«v~ﬂ@ﬁ%kﬂ%ul%MI&#®&E%%ﬁL## SHIGE
BOHEATOILE> TARL — X I X 25 E RS L OHRAHAKE S ho T L,
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5%%ﬁyx%A%m@ﬁ@@$%&K$&mkﬁé HEFERY 35 X ORISR EE T |- %
AR EEHICT =2 _XR=2AZEHL T DI, Ev 7/ T5—24 V{‘ﬁ@f’&)@n@u
S FECEZWIEREOFIN S ETH 5. AKX TR Lz & H i, #A CNC v AT AT
— 2 HFEHHADEZDDT Ty b7 —2THE. ET—2X—2E2HHHHLTH

bW RGEM 2R T 2 BERERIFICRIE X ¢ T W <,
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EOE i

CNCIicxt g 2 mlEtEE & AFEEom E~0ERIZF T T T E hoTn 5. SHEL
EORIEFERFICERTE T ZEBKD D 5, WEBHB BT, mWEBRKEE2EBL T,
MRS BB R 7o o TR AEESEMET T 2. 72, HBADRD ORI L,
AR R E R E RN LD 72 1 i3, EEFNE P REORBCR{-MEZIA L, L8
CHEHCE 3HMABLETH 3. 7V LA ELED SRR & LT CNC 1E, #HAM 72
WAEGIEHT 2 2 LB RREIC R 072 2 L0 b, HEORBYLUND T 7' v —F TR E R
ZEHCTES. ML 02 RF z—vofi 7o 2026 L, HERERE H S ES
LU CHIBENCIEA S 2 2 &L CMTAEE 2 L3 2. IMTETRHCE O W 2150 %, KREHRE
LCHANRL, XRoMTIESERFICEREAT 2 2 LT, MIsEsm EcE 3, Kifgtc
1%, U LEOEELEREZ D OiEA CNC & 27 L %2BAF L 72, LUTICAWIZR B b - f R
rE LD 5,

% 1F Tk, CNC I3 NC LIFH zHlfHl3 2 2 &L crdCRBE A BMILZIT) LW
SHARNEH], IO, BEROT V2 ftic b e, ARG S o madiR e L
TOREFPIERL T3 2 &2l ~, EEEEE RN T & EEER B~ i ERIic o
TR L7z, 672 mEEfER L & EENR L2587 % BT, BifEDo NC 7'n 77 LD
WAL, RO & HAH O A D KA E v 5 fEkd CNC DHFIHTT % IC X 2 [/ R
ZHHD I L 2, EEIEELIC, BIEOI T 7 v 2 X F = — VI IIEWOH AE D K
MicHR S 2R H 5 Z L 2L, AEOHNTH 5, HIROMILEREZ FH 5
Z2FBEELT, AT —AR—RLTFT—XETVOMEL VI IFHREAD v X7 LHEHIC

DWVWTEEL 7-.

28T, NC LMoY zb e, CNCliavva—xfbkxh/izzicky, &
A X 2 @M TR L L v a v e — 2 DREDE LIRS L BTy FEE
R iconTding, L oEPHAICEEL S 5 7 ¥ 2V BIEEIC B W T,
CNC 3 TrEM o FIEIc N 2, B6E& 0T DR OFREISHES . ~—Fv=T7% Y/ 7
v = 7 ko kicin 2, IoT Ko CNC of&#| & 5% OFEIC DOV THEEL 7.
CNC i35 % b HEEICHE VT, Wiz LI e20 b, FAEHLZIAT 20 BE R
S Z L ZIRL 7.

HI3FETIE, F 1 ETlb~7 CNC oG E G EHRREF R o HfriRE Ic T T 2 ek L L
T, MTL7at€xF z—vofio 7at zx e CNC OIEROMHAEREZ 50, e v X
DT 2 IER A B ENCHIF, ¥ 51, BIEHTE 211HA 2 EZRL 72, AECIRE LE
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HTHHMAECNC v AT LOHEARETH 2, AT — s _R—RLlf v 27— L T
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BA4ETE, BVWEREENLOZ®IC, BRO NC 7o 277 LICRELTw 3 ERY
FEL, BT —2~x—20 CAD OxaHEWZiEH L 7= CAD 1§#z & T HEH oM Ti54
&, CNC ofilfl 7 v =) X2 O WTCHEHMNICIER 72, KFFFRDO =D IR L 72T — X €T
L&Y CAD, CAM, CNC, TE#tRIc B 215HE G T — 2 X — R - LG L,
MTIERZFRT 2720 0B TH 5, ILSEMA, ML, TERKZERKT 28701
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TELNHHRE, FTHEEECD L OXMIRRETF— 2 & LTIRRTE 2L T, AL —
ZIMIOHMICHDETE Y ROIMLEAFZERTE 5. IERMBEMA <L — 223 3LF
T2 R=ZAEFHINTIESZRRL, AL -2 LFARED 2 ixZnll oL
ERRERTE B2 L2 MR L. Fi-mMIRRTH > Th, HUDOEAEDOREM T OE
EEEHAL, SaE RN TS ZERTE 2, #E CNC v 27 41%, KROY 4 7 B
EFHLTEY, AL -2 ERBICKEFR T AT -2 _R—2 50, X D@L ZMTEFEE
BIRLEWE RN TIES 2 LR TE L 2L 2HERL 72,

ity CNC v 27 Lo HAKAES, NC TEHEMICE T s M TiIc 6Bz, 7—4
TTINELCHAT — S5 =R ~Wﬁ%t, 7 2 D b I R SYHT LR L,

e LCHEIMTickE 2 2L Ths. #ia CNC v X7 LR L LT, CAD ®
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