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AR, U E o — X QMR ORI 720 EISEY, 3 B a— 2 Z2FH Ll
kR R CABICE L L, BEL WD, JERICBWLTH, ®EOBRRRG,
AEpER G, EPEEH, ALY, ara—F2ORAHIMIZZEICDIE o TS, flZ

, BLEL O BAFERR FHC BV TIE, 3 kIt CAD (Computer Aided Design) > 7 k7 = 773
Ao, BEOMBORKE YV Yy REFLVTRIT S Z LICXY, BHEREHOE
WERZBGIZET V7 TEDL X TWD. T, AEZRHFICBV T
CAM(Computer Aided Manufacturing) ~ 7 b7 = 723\ b4, 3KILCAD V7 b =
TCET VT ST ER S O D b HE S AR TIN5 7o M HE e

NC(Numerical Control) 7’12 7 J A ERGIZEKRTE D L HIZ>Tnd Y. —FHT, il
EEDOEFEIVRERIL, DR EEENOZMEDEEE~CHBE L TS, £, HiZE

o BBV & O mERRLICE Y, S OTERP M T 2 EmICHD. ZH Vol
FOND, AT, LB T, L0 RNRAES AT AOMBERRD LN TED,
HBFEY — REA DEFMET D ENEEL o TWD, Eio, ITFETIHE, HBiHOGIHEN
TAT O B3 TR b 248 AE L, EIEfRIE L TR0, AEY — ¥ A AEFENET
DI A O—HIE LT, hEfk s s lifl#E~ > =2 7% v ¥ O OMREE DRl
L1 DX RBEAMTIHEEZANDLZ LT, MLTRAZENT L ZENETLND.
UL, EEMIETIE, BEHROMILIFENRIATRET, BB A HENHEZ 5
—J7, TREZRFNEMT 5720, AV — K2 A MBI A2MTTREZEBT S ET
D YEfFIFE OFIG DB EEINT DA H D, EDTD, AEY — RE A LEEMEL, LV
MR IREFES AT A BET 57201201, ZOWEHREMZERFET I ENEEL -
TV 5. BAESIE TAERIC & 25 O TIZHB W T, CAM Y7 b =7 NEA
SR, BUEHIE TR 2 S5 5 72 D NC 71 7T A& AT D 1ERITMR L.
LU s, il CAM Y7 b =7 THREL 2200, GHIGECHEH LR Y
OFEENRH (MFEBBICBL TS 4 ETHMEZBRRD) O CAM V7 U =7 ~DA
T L. NLEF, MINER, SIHISA0ME TR SAEEEHRIE, KRELT, 3
o1
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Wt CAD V7 hU =7 TET U 7 ENTESOIRCRIE 2 VT, E3EE O %
RMERE NS T HRICE SV TIHRE SN D Z LN, B EREA TR, 72,
IHOEEFBIL, KRE LT, CAM Y7 b7 27 ~OFETOANEIEEHICE
RTEY, EEECHBHARZRNCWIORBIRTHD. 2T, AEY — K& A
LIZHB T HIMLOMEFIZ 60 DR ORI EZ BHE L, ERITMEEEMT > Tve TR
FEXET S, arta—F M L LRERESHE T A7 A (CAPP: Computer Aided
Process Planning) MOBRFENRD LTS, £72, TEFZRHKE Y AT L0%, FED CAM
IIEAE LR ERRD BTN S,

NN

4
Fig. 1.1 Multi-tasking machine tool

3IIECAD Y 7 b =T ZHWTAR I N DO ED 3R IE CAD ET V7%,
FUEIEIRT 2 WA OBRROREE, ARG, AEEH, MAECHESETENTLZ
LT, AEMOR E, BREPORFEEDOWD E Vo2 ERA LTS P Ll
G, REOMTHY T, 3ot CAD E7 /WO T, HEAESKMAZ, Kl
Ptk e & oGRS @A ST 2 ot A2 VWD 2 L% <, B OBRRE N5
A E TOMIT 3 kot CAD E7 /L& 2 IRGTKIE TIHFRDOZ T L 2 E 1T 9 B0
b5 . ZOEROZFELOBIL, EEEICIDMRCTFANRERNETHZ LN
%<, HFEY — RZ A LOHINC, HROREGORK L DRSS, £2T, 3
RILCAD ET V& LV GERT 2ET VX —REHK (MBD: Model Based Definition)
PEEA RERTER LIED TS Y. EFAR—REHRTIE, TEAELKMAER L
D IEERATHY 22 175 3 2 B S &5 ¥ (PMI: Product Manufacturing Information) & FECX, 7
HRELT3WICCAD EFT VAL TWS ., EFANR—AEZDOEAIZLY, 2 KT
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A VERCT 2 BN R e, WO O 3 X MR ORISR S TWD.
& LT, Fang i, ®GELEEREZ X—RA L LI2-HEOEHOEHR A H{E L C, GD&T
YT 4y I ETVCETAR—AEREEHAT 52 & 2L LTS Y. Cicconi H
X, EROET Y I ET DA EMET 2 FEE LT, REREEFREZHVNT, HE
LL72 3 RJE CAD ET A BIEREZZ T Z L 2 3—E LT 5 . Urbasa &1, #f
BENE WA JLERE TR R T 22T, WRERET 2 FIELZIREL VD 7. Peng
ik, WAELEERAERT DAY bu Y —2fEsr U, 55 RS oo A8 B S A
METxy 7T HRELREL DY, AARABHFETES JAMA) T, B
FIREDEREZRY AN, 7V VR EIFCE (DTPD) OFFEEICER Y M Eh T
% V. B mEANEEM S (EITA) TiX, 3D B EMEN 5, 3 woniXIZBd
L HERE N HIE S, BRI TWD 'O &51Z, JEITA =Kkt CAD & HIE (L
FZE 2T, MAEEKICIEE 59, 3 KT CAD £ 5 /L DR M & OFEM: 2 f) 1
SELW, 3 WM EZEE L CREFEZHE L, "afEEFEafrnashrz 3
ot CAD 7 /v % 3 ot iEMA €7 v (3DA 7 /b: 3D annotated model) & L
TEHRL TS . 1212 3 kTR BFERMSINET L O—FlZ 17T

12)

Fig. 1.2 Example of 3D annotated model

Ay Ea—HEEA U TR RS AT A0 TIL, 3 K5 CAD 5405
L7 4 —F % & PRTN 500 LT 2 R 1 2 sk 2 585% L 72Tk 2 VW, L&y
RMMLNEF 72 & %2 B #AICIR R R, BIHISRMAOMH TR K oEEEHZ BERICHEE
L, #EE SNIAEEEHREZ CAM Y 7 MU = TICHBIMIC A%, CAM Y 7 by =7 T

23
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NC a7/ L& HBIICART S 2 & ¢, MTHEREHMZ2ERET2 D L7 4 —F
OB LCTIEE 2 mEH 3 ECTHMA RS, FEEROTOHEEITE L CIEEH
4 ECHHMAERRD.

L7 4 —F v, ZHETICEL ORBBPEMERIN TV D D0 Kim 51

i O BAETAR O E LW D EG LIC LT 4 —F v O BRI IRA~OBE M A0 K3 Z &
TU—7 OIBRICIE ST D FEE2RE L Y. Sakurai 513, BREFERSAZET LML
A —F v ZMES L LTERTLIFES, a0 HERRO N2 & i ROBREHEE A
AWT, L7 4 —F ¥ 2Bk T 2 FEEZREL Y ), ZOFEE T Woo HITL
RGBT AT 22 L5 *Y. Li 55 Rahmani 51X, #dh0 BER O S

NaETIITRBEL, FI775WCE0INLT 4 —F v 28T 2 FIELZEE LE PP,
Zhu H1%, &0 BAERROmE, A0mELoOMMEERE 77 7REL, 7T 75T
KO 4 —F ¥ BT 2 AT 2B L. B LI, REFEEEZERT
i CTHEI S D TBIR & D BRI & OB O SNM LY + —F ¥ &, L
TA—F¥DBRTLHHEMLT L2 Ly FaBID Y TS, HEZ Ly SOBEGINLEIC
S U7 HE) LRERGH SR A7 A2 Lo, WHHOIE, BRESEROFEMNLIZH L7
a2 VT, EI L2 BREFEBICINTIEF 280 2 CT5 TRRG 3B AT A ZHHE L
720 Sunil HIE, T4 —FT ¥ Y= EFEE L =2 —T VR NT—T HZHNT,
L7 4 —F v BT 5 FEEFRE L. £/, BHEDLIE, 3KECAD V7 h U =
TETCETY 7 LG O BIEERIR MR T 2E N HRET 2MLT 4 —F v &K
130K IC|_ELL.
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Turning face Turning step Turning slot
Side turning face Inner turning step Innér turning slot Sidé turning slot

(a) Machining features for turning

“ oyl

0

Face Step Open pocket Open slot
Closed slot Closed pocket Boss

(b) Machining features for milling
Fig. 1.3 Recognized machining features from target shape of parts"

BEINTEMLT7 4 —F v, ==V 7HEIV U ITHPHEBESNTEY, efks
5 hiE~ > = 7 o X O OREE RO 1.1 O X 5 AN T 2 51
TR B AT AN SN, LR L, BESNTZINLT 4 —F ¥ I2IF,
ZODOMERDHDH. —OHOMEIL, ML7 4 —F ¥ T M LHTER —BIZRE S
NTWNWHZ ETHD. X 1.3(a)?D Turning step (ZIL X — =2 R —EITRE I LTV DD,
FEEOEAMTHETIE, IAZ—V T HAHRETH 5. £7-, Inner turning face X° Inner
turning step 72 &b X — = IR BITIRE STV DD, EEOHEAIN THTIE, R
IZE-oTlE, RUAMIMLEHAHRETHS. Lo T, ML7 4 —F X IZxT ML HED—
BEOWEITGE L2V, ZHOoHOMEIE, Z<OMEELFEL X DI, o  BERR
IR LTI ¢ —F v 2T 52 L ThHhDH. BREFEET, V—2oBRICE>TH
L4 TR T L OICENT .
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Workpiece shape = T8 (

s, . 8 . 8 X 8

Target shape
Removal volume

Fig. 1.4 Difference of removal volume based on workpiece

PREMGEIL, MLEFTCMTIET 72 EORRBIET L7720, V-7 DORKREZEL
TeBREEBNOMLT 4 —F ¥ 2T 20 ENHDH. —DHOMEIL, Hiho R
PRICHER SN BT A e E &l T 2 N T3 2720121, #a o BERIRIC iR
SN REE R AR L CLRERG T 2 MEN D 52, B EEERITEGE ST
B, F, ML7 4 —F v 2R 2 FECHE BT 25 & LRIz N T

, BEBGERERSFIH EN TR —J5 E#F 5, —2H & 2o B OFREIC
XL, EAMIHICE DM 25 %Iz, UV—2 ORIk & EGO BERRDE & L Thilt
SNLREEREZSFILT, MLFYIT o 7RGL, ML7Y 7 4 7T 5L
T4 =T X ERE L, N T HEE —BICRE LRV TEEZREL TN . ik,
INTEPCM TN 2 BEIICIRE T, M IHEHERMAZEF &, HFEbiX, ki
ORRELIEMNLY 4 —F ¥ TRERY, w0y LEmihfE e & Lo 7o @HER R E
N HMAERCET RO LT 4 —F v & L TR 5 FEL, = >HOBEICR L,
R D BEEIAR O T HE R STz AT A 7570 & o 8L BSR4 FIH L Cm T Ao
T7 4 —F v 28T 2 PFIEERELCVDE D7) E, MRS, MTRE, RIEA
RN TR Z IR S LT, B LM L7 4 —F v Z W TREINTEED ¥ —
Y OMLEFTCIMLNERF 72 E O L LR AT 5 FiEE2RE LY. ML 4 —F %
ORI LV, IMTEFTCIN TNER 2 B8 IRE T &, I T YEfRER & M © & 72
UL, ZO®ROIEERFNTIT D, DHISHECHEM LR EoFEEERIT, 1EEEHED
HIFORR & W o TeHRBICE DWW TRET &N D Z &R L BB EAL T Wz ®,
BEROEWEER D, IS H A TR PORERRERT T2 2 &%, EEED
RERAWP Lo TWD . 2072, GIHISRAPCHEM TR EoFEE# 2 BB HE
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ETHFEIL, THETICELLBESNA TS 79, HEAK SR Nishida 51%, RBiksh
TeML7 4 —F % LT HIMLT ¢4 —F ¥ OIEEFEHREH T NC 71 7T LR
THOFEERELRZY. L Lans, BET2IMTL7 +—F v OUIEIEMt2 EOFE
WA, RBESNTZINTT 4 —F v I2H O L HITEETHEEL, (F(FcEZhbhn
TEY, (FEFOAHELR->TWD. £, BEBOIL, YNGR & OVEEREH % F
N2 I DV HEET D FIEERE LY. L Lan b, {E¥EREEcix, vl
KM EOHEELZ T TIIA+T0THY, MHLER EEEGEHROWEERLETHD.

1.2 FHFZEOEE

1.1 8Tl ~_72H L6 oRFEIT, o BERROmICH R S o fEFHIC
WC, A CRBRGERE SR R SN e AR U LR CTILET 572912, L7V 174
TaMETHRELT, MLY 4 —F v IC/GEFREZFIHA Lz, LosLaens, H
EHORETIE, F LT 2REEEFH, Hio BIERROEICHER S DR
SIZREENTEY, FlxIE, BICHERIATTEAZIZITXIE L TWRy., £70, %
GLTHML7 4 —F %D, RMLICRESNATEY, Rl I 70 &0 ROEE#R %
W T 2 EBREICR 56005, 610, RAREFRIERININLY 4 —F

ICZFESNTBEL T, (FEXGFHFINLY r —F v 2 b WA REHERE SRS 5 2
EMTERWIZ, RS 7e & O G EOEIEW 272 TOHIRMEE L RETT 2 2 &0
WEZ 2 D560 H 5. 2T, AFETIE, (LM TExg s Licft BT THO
ML7 4 —=FxZE8AT L. £, RaibEEgRse BERR, REms, ML) 17
A4 TRMLT 4 —F v ~eZFEL, ZTEINZRLEFRESRT 52 LT, &

EFMTEELMTTRICHHE LML Y ¢ —F v 2892, MA T, (EERFIIC
ML7 ¢ —F v b WERGEERE ST 52 & T, o BERRICHER S el
ALOEERE W TN L TREZRE T L0107 5.

EHIZ, L1 BTl X 51T, YIRS/ LR E oG, EEEOM
TR & VDo T HRRICHE DWW TIRET SN D 2 E N, BB HEA TWRNTZD,
REROEEEE D, GIHIEMEO/ A LR COEEFRERFT2 2 1%, (FEEO
R&EAM LIRS TND. ZIT, RBFETIE, EfTor% 0 U eRis =T > «
—F ¥ ZHNT, SIS ST TR LTRR S EOIARERHREZ B BN ICH#E
ETDHIET, BRBOEBWEEEN, CAM Y7 hU 7 TONC 7l T LOERIZY
LR D UHIGRMCE LR EoE_ERE T 2 AHEBT 5. £z, RS
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LMELEU LB EORERAEET D L THRESD, FH—RHmEHWT,
HEEMEETEST D2 LT, FEBREZBIICHET 2720, FEBRRICEENDINL
BGERED ) ONuEFRATEL Y. E, HEESNTIEENSE, Bl EEEm L
LCEBETAHAILENTE, EMINTHTREERRS, UHISHCHEH LER EDE
EEROHEICHAEND X HICTB7-010, EEEHRT — 2 X— R TSR SN 1E%
Wz 5, (FEBRPERSNIEEERT — 2 X— A0 L EUOFEE R RET
DB H O HELEZ ABICE ST 5. ZHUT XV, B 2EEERE I T
RGO L, v o & LCRIATE, MIEGRE D 7 vy O L LR
DOIERLEHERET D, Flo, T—RRAET 11 , VEZEIEMOHETE O R % MEE L
TAERIC OV TR S,

MzT, 1.1 BiThk_7=X9Z, V=27 ORIREEHHO BERIROZELE LTS
LHEREFEEAENEILT, MLV IT 4752845 L, LY 7 ¢ 7icxtd 2 MIL7
4 —F v Zdak L, ILEFT-CIM LAY 2 BEAICIRET 5. LaLens, 1.1 f§T

WAL T ¢ —F ¥ OFEikIT, OB HEN®EW—F, I NL2ML7 4 —F v
DRI G OEBEEDRE — 2 &2 D720, 5l & 72 2 I LE TP LA OFEA &
REZD. VFEBHROHEEIC LY AEICHEE S 2 UIHI SR TR EoFE
Bz HNTEH, RO CAM Y7 b7 =7 O NC 7’877 LAOERITRERFN 05 1=
O, RN LEFTI LIEFORMEE2 6, AT oI L& TIEF O 8 4RUZ RFfE
EETLHILERD. FIT, AETIE, BRI LE TN LA OFHEE2 50
FIT 2 00 N L 68 S0 N LB 00 S8R 6 B 73 7 SRR TAMAE AR 2 0 LiRefil & L, B8 %
MAWT, EEFB®R S ST LR ZH#HET 2.

1.3 AFRILDOHERL

o 1 [ TIEX, LM - TRRE R, ARBFEO BRY, ARRRSLOREIZ OV TR
~ND.

o F2E [TERMGIECTLODIMLY 4 —F ¥ ORI Tk, LTERGSEY AT A
DEHFIZBNT, LR DMLT 4 —F ¥ ORI T D UERF IOV TR D.
77, BHCBET S EITEE LT, BMEEEROOMNTFY I 70 72BEGL, T
NEFF2EI0 B TDHZETMLY 4 —F % 2k 2 THEOFEMIZ OV TR S,

o H3E MURBLEFRAKM LML Y + —F ¥ OBk Ti, B RGERE 2 Kk
TE L4 BN TIChF 728722 L7 4 —F v OEANZONTIERS., ZhETIC
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MEINTHDINMLT 4 —F XL, WM LOAZXNGE L TEY, WY Hx DR
IO REM I ICRE STV, £, BGERNEFRPIN LY 4 —F ¥ [T W
TWRWw, FERGHRFICHMEF RSB TE o/, £ 2T, LML
XRE LTI LY  —F v 28BAT L. £70, ZTEIA-HGOEE#RE
BT 52 LT, RPN T 28t MO T T2 S RICEER 2 T B 5
EL, r—AAZT 4 2E LT, TOFRAMEZRIEL TV 5.

BATE UNLY 4 —F ¥ AT FFR— 2RI LD EEEROMETE) T, TR
wato BEMEIZ S T, EROREELEERSMSWIZN T Y 4 —F v 2R L7 /E
EEROHET HIEZOWTHIIT 5. UIHIGMH TR EoEEERIL, FEF
DEREICR R L TIRESNTE Y, LS EA THRW. £z, RELFE
WD CAM V7 b U =T ~D AN 2 FEFIZZNRTE Y, R AHEZ RN TN D
FIT, BENTZINT 7 4 —F v 2T, FHl— 2RI L0 EEEREHEE
L, CAM Y7+ =7 %HWTNC a7 I L& d8CAERT 5. FEiLi-r—
AALT ALY, A BTN TOFRIISC TR DIEEEREMHE XD L&
AWLTW5S.

5w T LRI AT 7B 238 12 X AN LR OHEE ] T, RikSh -
(4 —F X ZFIH LB X 2N TR OHEE IR BT 5. I TREO
D —>ThHIMTHZ, CAM Y7 b7 =7 THEBEND NC 71027 T Lnb
AR DI, T TROEMBE K7D, HYORBARAIRICRS. R L
T, MLT7 4 —=F ¥ ORIV EH SN DM T TREZORINICKRZET 5. £ 2
T, WESNTINLT 4 —F v ZRA LT, #EEIC 20 &I LR 2 H#eEe 4
LHEEBRL, F—ARXTAIZLD, @EICEWVEE TN TREZ#EE TS5 2
EERERLTWVD.

FowE [fhwm) T, EETHOLNIMREOE LDIZONTIERS.
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2.1 1IC®WIZ

F1ETIE, V=7 ORIREESEDBIEEIBRNSINTL T  —F % LIRS T LR
ZRHEAT T DR L, Rk LN Y 0 —F v 2 W COINL&E o i LA % B
IR E T2 TREEH RV AT ABROOND Z EICHOWVWTHRRZ. AETHE, E
BoNBRELE, ML7 0 —F vili%k, HLEoNRELE, Ha0 BERROmICHER
ST N & ORGBEEHR AR L7 mIM CHOM LT ¢ —F v 3% MERT &
DIRE L, B LENT Y 4 —F v 2 AV TIRE S NIZEE D R Z — 2 OINT &<
INTNEFE 72 & OO T TAED B TR O T. TR 2RI 5 72D O T TREROFHHIZ SN T
w5,

22 MIL7 4 —F ¥ OFEHK

EBOMRELL, MLT 4 —F v ROV THRARZ ). B LR RE LT
A —F ¥ DB TIE, 7—7 ORI & EG D B IRDZE S LTl Sh 5 BREEEE
FEILT, MEFTVITo 728G L, ML7VIT7 4 71T MLT7 4 —F ¥ %7
5.

E={111}

22.1 BREEBECESR@DOLER

TP, K21 IR T X1, V=20 REHHOBIEBIROZESE LT, BREHEKN
e s, Wiz, K22 137 X912, flill L7ckrEmEsk s e o BIERR2#HT 5
HEFEREE LCRAL, BUSLEEREDO S D, BREMERN CHERE TE 25 R im0~
Z, BREBEBNTERT 5.
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Workpiece shape Target shape of part Removal volume

Fig 2.1 Extraction of removal volume

Removal volume

™~

Target shape of

part
N

Boundary face Extended boundary faces

Fig.2.2 Extension of boundary faces

222 MIFVIT 4 7OBEE S

ZLT, K237 L2018, BEEINEEREDODEZILG L TWHIERE INT-ER
w7 N—7b L, IEEINEEREO 7 NV—7 L BREEK CHENDHEEEZ, ML
VIT47 &L THETS.

M7V T 4 7 DOFIRIZHOWTI, 24T LI, AMEERPHTH D5
&, MfEcaHEL, 2400 R K DT, SMNERIRAT ThWEA, B RICOET
5. &b, W25t Eo, WEABRAHTHL2mPAH 256, RKOHLHHER
BHERIZDET S, Z0bOZFEORE, MLV I7 4071, KM26IZR-T X912, 4
IS, B LIEINE T Y X7 4 7 L s o BAEAR 233 2% 1w & Al Rk &
LTHEAEL, LY 4 —F v ORBOERICHWOND.
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g Machining primitive 1 |

G ted surf:
Group 1 of extended boundary surfaces enetateg surtace

Group 2 of extended boundary surfaces

Fig.2.3 Acquired machining primitives
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(a) When peripheral shape is circle ~ CYlinder
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Cuboid

~

(b) When peripheral shape is not circle

Fig.2.4 classification of machining primitives by peripheral shape
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Cuboid with hole

Fig.2.5 classification of machining primitive with hole

Without hole With hole

™

)

-

Cylinder . )
Cylinder Cylinder with hole

Cuboid

Cuboid Cuboid with hole

Fig.2.6 classification of machining primitives’”

223 L7 4 —F % OFRHK

BAALEMLEAY I 70 7ext LT, MINEFZEID YT, L7 ¢+ —F ¥ ks
L. M 27@IML7Y) X7 4 7 OERFBERRE WIS TNEF 250 4 TTINLT 1 —
Ty Zadak L7, X 2. 70 AR DA 72 RN LA 2 #1024 T T > «
—F ¥ LB AT MDEFZI LY 27 ¢ 7I12H0 S TR, I CIER23
HOBTCONTIMLTY IT7 4 7 LA ERLMOM LY X7 4 71%, ¥ 2.7(a)D
MLZ7 4 —=F % 2°MLT7 4 —F ¥ 3DLDIZ, MINEFRAFD L TENTMITTY
T 7 EERDEIRARE LT ORI LY I 7 4 TR RS L, Alkin A E
HTH2ELT, ML7 4 —F ¥ Z2RikT 5.
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ZOXICLTRESINIINLT 4 —F %I, MLET Y 7 ¢ 7 OFEHE, AlpkE D%,
KT DAIEE ST O, LTV 7 4 TIZENTCRPBAIKE CTh L0 E - T, &
QLR T X, HEEND. (ANBMDR, MLTY T 4 Z7ORKRPHEDOEA T
HY, NS LERERT@QEMBAEDLDETNLY 4 —F ¥ 2Ri#T 5. B)15HL)A,
MT7 Y T 4 TORRBEFTEOFEETHY, Zhb & RERT(b)ZMAA DT
L7 4 —=F v ik v 5.

Inoue H1%, EEFOLNEELE, LY 4 —F vz HNT, UV—7 DOIK & Hdn
O EERREADEHRE LT, 3KITCAD Y 7 by =7 THEIMICIN T 7 4 —F ¥ 538
WL, BHOARY—OML7 4 —F v O N ERELLY. HFEBE, &5, &b
O HEROFOEIRY B, 7 1 Ly MECEMEBIREOM LT  —F v O, b R4
L7z K28 ok Hic, mERVEOT 4 Ly MY, ERYVEST 4 Ly NEERE
L, BREmZOEMHOBIERROZELE LTl S5 8%, w0 E7 4 Ly M
DIML7 4 —F ¥ & LTS 5. BHIREIE, B, ESERICIELTNLY «—
T ¥ T 5.

Machining feature 1 Machining feature 2 Machining feature 3

(a) In ascending order of volume of machining primitive

Machining feature 1 Machining feature 2
(b) In descending order of number of generated surfaces

Fig.2.7 Example of machining feature recognition
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TREBEF RO T DO 7 1 —F % Ok

Table 2.1 machining feature recognition types *°

)

(A) Through hole

(B) Face cylinder

Number of generated surfaces: 1
Number of curved surfaces: 1

Number of Generated surfaces: 1
Number of Curved surfaces: 0

(C) Blind hole

(D) Split face cylinder

Number of Generated surfaces: 2
Number of Curved surfaces: 1

Number of Generated surfaces: 2
Number of Curved surfaces: 0

(a) Boss cylinder

Number of generated surfaces: 1
Number of holes: 1

(E) Through pocket

(F) Face prismatic

Number of generated surfaces: 4
Number of pairs of
opposite generated surfaces: 2

Number of generated surfaces: 1
Number of pairs of
opposite generated surfaces: 0

(G) Closed pocket

(H) Split face prismatic

Number of generated surfaces: 5
Number of pairs of
opposite generated surfaces: 2

Number of generated surfaces: 2
Number of pairs of
opposite generated surfaces: 1

(I) Open pocket

(J) Open slot

Number of generated surfaces: 3
Number of pairs of
opposite generated surfaces: 0

| Number of generated surfaces: 3
Number of pairs of
opposite generated surfaces: 1

(K) Step

(L) Closed slot

-/

Number of generated surfaces: 2
Number of pairs of
opposite generated surfaces: 0

Number of generated surfaces: 4
Number of pairs of
opposite generated surfaces: 1

(b) Boss prismatic

Number of generated surfaces: 1
Number of holes: 1
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Surface of chamfer Removed surface of chamfer =~ Machining feature for chamfer

Fig.2.8 machining feature recognition for chamfer

23 FIMTROIMT 7 4 —F % DR
HESPEE L2, R0 BERKROEIZHER IR AAFZER & oG ER %
FHLUERNMIHOML 7 4 —F v i8Iz oW\ Tah R 3.

231 BHEMEFRPIBERINEZENITY IT 4 7T ORRKBE

22 BTN EHONRELLNMLY 4 —F v TlX, V—20RKREELDH
R D72 & U CThll S 2 BREREIR & 5 dh 0 BAEISR 0387 2 58 it i & PR S EIRIN T
JER LT2BER a0 70— 7 L REFERCH EN LA ML) X7 47 & LTIRGT
. K 29@crT L9z, UV—7 OIR ERAomIZ G REE W S s E
OBEERREANERETD L, K 290N RT L 9, BEEEE SRS ER SR
BOHZEZUREEEMLT Y I 74 7 ARMLT Y I7 47 BERADIMLTY I7 4
TELTHREL, BlaoMTTREETDE, ML TREBOMTIEEIC LY &GRS EH
T E NS R A EAND D, 2T, HESIE, K 29Ce)lmT ko, ®
rnBLEE RN E R SN Cm A AT AM LT I T4 7 &2BAa L, —DOOMLTRET
5Z2LT, MLTEMOMLEAZES L, "MAREEREmZITNLTTY IT 4 7%
BT %, WMTHONT Y ¢ —F v iRk 2L L.
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Face with PMI

Workpiece shape Target shape of part
(a) Input information

Machining primitive A~ Machining primitive B Combined machlnlng primitive A and B

(b) Machining primitives (c) Combined machining primitive

Fig.2.9 Combined machining primitives that are share same face with PMI

232 BRIV I7 4 7%EETINLT 4 —F % O

MLZ7 4 —=F ik, BABRLZMLTY I7 4 7Zx LT, IMLEFZEY 5T, L
TV T T OMEE, AlRE O, st 2AIKE ST O, LY T 4 T2
T RBAIKIE TH DN L > THEL, iksnd. ZOE, —o0ML7YIT7 47
W LT, =DM IERLNMFELRVI EEBEEL, ML Y 4 —F v 358k Sh 5.

LML 5, X2.10@)Iird X9, [FURSEEE®RAER SN -mE & EEo
MET ) I7 4 7%, MEREFEREZFHAETICNL Y 4 —F ¥ 2RB#T 5L, K
2.10(b)IZ7R T~ & 9 1T, Step <> Face prismatic & W\ > 72 EE DM T 7 4 —F v & L TR L,
BleOMTTREET D E, MTTEBOMTEAEIC L ZGRGEE®REZW -3 2 & SR
o s560nH5. 22T, HEBIE, K210 rT K918, HaGnEE®RZFIH
LT, A URGEIEF RS RS NCmZ ELEROMLT Y X7 7IZFE CNLIER
ZEIDYT, ZNOOMLTY X7 4 7 &2afET 520 Step LWV M L7  —F v
ELTRML, —oOMTTRETHZET, MLTEMOMTEAEZ S L, fHHR
WEHFRAMET 2 &2 Mo T mM THOI LY 4 —F ¥ O A IRE L.
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achining primitives

Face with PMI

(a) Machining primitives that are share same face with PMI

Step

Face prismatic

(b) Separate machining features (c) Recognized machining feature

Fig.2.10 machining feature recognition from separated machining primitives that are

allocated same machining sequence

2.4 T TROHMb

MR ONRE LT, BMLIEINL Y7 4 —F ¥ 2 HOWTRES NI EI DO R Z— D
TR AT TNERE 72 E oM T TN S ATZ O T T 23RN T 5 72 O O T TR O
WZOWTIHEARSL. @IS NLOMLT 4 —F %L, WEOBBEREW—F, #HDF
— b=, A E R AN LEIT-CM TR OFMAE IR E RV, WRMAE
DENG, FTLOMLEFT-CILIEF ORRBMLE L 70D, £ 2T, MR HIE, IR
B, REAMMIRFMEZREEL LT, B LENIY 4 —F vy 2V TREINHE
B/ a— 2 O TEFTCN TNEF 72 EOM T TRENSFTEONM T TRAZERT 5720
DML TREOFM A #RZE Lz ».

IITHREEICSWTE, K2 11ISRT L1, MEFoU—27 200 bR~ %E
R EUE L, RQ.DRPRQR)MNLRDHEFE TS5, 22T, 4mm’iIZTE
BINLT V7 4 7 %l d 2 B KB, K [N/mm®Jix TAER OB BTG U 72 Ul R
¥, WINNIME, L[mm]iXiTY O &, E[GPallZMesrtatk, I [mm*ZWrim ke —
AUk, Smm]iEbAHETHS.
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W =A4xK, @1

1w
3 EI

2.2)
BREBEAMIC OV T, R(Q2.3)°KQ2.4)0 5RO HEEE ) CTRMii+ 5. 22T, K [N

min]| 3R, F, [mm/min]iX2E 0 #E, T, [N m)iZV—HRE—%D sV 7, n [rpm]idH
—RE— & OEEEE, (¢ [hour]lXIF, P KWhIIZH —FE—% OMEBEThH 5.

TL == KL X FL (23)
_27‘[ nxT, Xt (2.4)
“ 60 1000

IR DOW T, 55 ETlR5.

Fig.2.11 deflection of workpiece

25 BbHLIC
AETIE, EEFOLPRELEL, MWLYo —F vk, HLEOPRELL, Wm0 BE
TER DN FER S T A ZE 7R E ORGSR ARF A LISe M THOM L7  —F
Yk, MERTONEE L, SR LML 7 4 —F v ZHOWTIRESNTEED XX —
Y OMTEFTCIMTNER 72 E QM T TR, OTZOM T TREZRINT 57200 M T TR
DFHAMIZ DN TR~ Tz, 5 3 BT, WS EHRZ KT & 44 RN m g 728
TeBRMLT 4 —F % DBEANIZONTIRRD., ZHETIERESNTWDLIMLY 4 —F
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X, I LoOAZZEXGE LTEY, B0z 2/ EERRDREH SICRE ST
7o F7o, WEBEHFRPMLT 4 —F v IS TWRN 2D, E3EFR G R 5 3
WEHFREZRTERPoTL. 22T, fEEFMLEGE LIt 2L 4 —F v %
AT L. £, RTEISNHMEFREZZRT 2L T, LML EET—

DML TRZ RN RIANEERF AT HIEEEBERL, FT—AAZT 4 2E R LT, £OF
AMAERGEL TWA . 4 7mTlE, TRZEIoABkicmid <, kito il s @
HESWIZINTL 7 ¢ —F v R U7 EERE MR OHEE T IEIZ OV THBIT 5. BIHISRM4R0
TR EOMEEME T, EEEOHRBICHR KA L TQRESNTE Y, HEHERE
AT, Fe, IRELEEEEHRDO CAM V7 F Y =T ~D AN B EEEIZERT
B, FEEAAHEZRNTND., 22T, BFINZNL7 4 —F v 2 HWT, FHIX
—AHERRIC LV EREERAEHTE L, CAM Y 7 hU =7 Z2HVWTNC v 7 T L% HEINY
[ZAERRT D, EfE L7z —ARAZT 1280, LM TOREIZG CTRRHEER
WAEMTECEXD I LAMRE LTV, HSETHE, BillshimLy o —F vy Z2FHL
TR X DN LREE OHEE HE A BT 5. ML TR OFEEZREO —>Th 5 M
THfl%Z, CAM Y7 by =7 THERSND NC 717 7 A0 itE T 5121%, ML TR
DBEMABE R AT, HYORFRARAIRIZZR L. fFRE LT, ML7 ¢ —F ¥ O
RV AN INOIMTTREOENICHHZEST S, £22C, ##SnhmLr «—F
¥ EFMA LT, BBEEICX &SR TR ET s HiEEBERL, F—ARXEZT

XY, MEICHEWEETINIRMZHEETE LI L 2R L TWVD.
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=3
L BEERERE L
MLT 4 —F % DR

31 1IU®IT

H2ETIE, EEFONRELEL, ML7 r—F vilik, HLoMNRELEL, MR
IR DN HR R ST BT AR & O BERF R 2T L72m i T HOM L o+ —

B ONTHRARZ, L LAaRD, HESORRETIE, x5 &7 25 /nREKH

2, Eah D BEEIROEICHE RSN A REMSICRES N TEY, flxiE, BICHERS
D ERZTITISE LTV, £, fRETDIMLT 4 —F v, FILIZRE
SNTEY, REMI R EORGBEEFRERM 2T Z ENRBR 550305, 36

, RS RAEBR S NI LY 4 —F v ICZFES N TE LT, (EEREHRET
T7 4 —F ¥ bR GEEFHREZSRT 2 Z LN TEXAnizw, Rl X7 & ofl il
EER AW T ORISR 2T 5 2 ERREC R 2 BN H 5. 2 2T, AETI
IO OREREZRRYT 5, MRS FEHRZ R L2 LT ¢ —F ¥ ORI DOV THR
~D.

32 FRMTHASCHEEFTMTRAONT 4 —F % OFREOTN

4 3.1 ([CAWIFE THRE T 2 W EEF R A K L 72N L7 ¢ —F ¥ OOz R
T K31 OKRETHENTWDESDS, ARUFETEINSER LA 2R, R
% B GRS 2 SO L7 SR T PN T O T 7 ¢ —F x O8I, 8
UGS AT 7D, U—2 Ok & S EOE SR AR R S o BT R O
ZZL LT SN REHEBOmO > b, WGREFREFHT 2RISR 20 (B
T, 2 ZRGEEERNORET H. RIS, V—7 O EETLO BERROZ=E
ELTHIH SN ABREEREZSEILC, MLTYV I 74 728G L, MTIE/R 2% Y
THZ T, MAREEREZZRLAANSINT Y X7 4 73+ 2MT7 4 —F v %
AT D, IbI, MENUT, LN L7 —F v E2BEL, ML7 s —F %
DYANEMNT D, RKFRTIE, 714227707 7SRO 3 ot CAD V7 b
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7 = 7 Simple Modeler ™ API #&8E4 T3 5.

/ Workpiece shape and target shape /

¢ Y

| Extraction of removal volume | Allocation of machining sequence
L

Determination of reference face Recognition of machining feature

Y

| Detection of boundary face | Shift of machining feature
Y Y

| Extension of boundary face | / Machining feature list /
Y

| Acquisition of machining primitive |—

Fig 3.1 Flow of recognition of machining features using PMI

3.3 3 IRIC CAD EFNL~0 R 5 BIYEER O

TAE, B ORIEIC MR A 3KIC CAD ET /VICE DAV AL LT, H
LSRR &2 7RI & L C 3 T CAD BT /LICHINT % T /L_— X EFEDKE 2 727
TEHERLIEH TS Y. L Lans, BERGEEFHREY 3 KT CAD VY 7 b =T 0 b
CAMY 7 FU =T REDBETEDOY 7 Y =T IZZTETY —VTHERELETHY,
V7 MU= THOZFELICBNT, L OMENGFEELTND Y. 22T, KHFET
RBET L/ BEE W2 R LML 7 4 —F ¥ O T, [WAELEEFHRDO 27 2
MOZTELE, TFA N7 7 A NVBERTHEESAIIIT . trIZ, G REE 2 pok
L7CNL 7 4 —F v O TH O Wi S F WA R Sz @ 3 ot CAD 7 /L
DI _NTOURLHICEFZE Y L TLH. FHIL, LCH O LD ZJEREDR R E WIEIZ,
Z IR F L5 a3 X RS R E WIIE, Z EEES X R SR CHEI13 Y FEEA R E WIE
ICEID M TH, LT, BEEEERAEREN T I0EOE S & B 5SS WA
THRANTZ7AMIERT D2 & T, WnllEFEREZ AT AR TZITEST LA TE
Z. X 3.2 ([ ELE A MO —F] 2 3. BRI 3.2 T K D IS HEAEN R
RENTGA, MEEEE RS ER STV 2000 OF 5 & 5 REF H3X 3.2(b)
WRTEIECTHRA N T AN END. ZOTFARNT 7 AUE, 4 ETHES
% B ROE T WA RO L EEFROHEEICH Wb D.

-24 -



3% RGRLEHWEZ KB LI L7 ¢ —F ¥ OF8%

H

Designating edge

Designating face

(a) Designating dimensional tolerance

Element 1 Elemert 2 Twpe Yalue + -
Face 007 Edze 001 Uistance 25 0.5 0.5;

(b) Text file including PMI
Fig.3.2 Example of PMI setting

34 HEFHNTAOMIY 4+ —F ¥ DEA
FEOPRE L, MO BERROEIHR SN2 EMAELR &R RIEE R 2
M L7 MM T O T 7 ¢ —F %8 2V CiE, R ETHMLT 4 —F ¥, mhL
IZREENTEY, K33 ITR-TEIE, —2DMLT 4 —F ¥ IZFRML &AL BTN
PEFET DM TIEFEAE D Y THR TV, L LAans, MINT e Tz n
(ZHR D IRTINTE, CHAZHEHEIEMC X 2N LR, ®aEREE @A w32
EDRRWEIZ R 256005, 22T, AZETIE, EROFMLIHAOIMLY 4 —F %I
MMAT, AAEFTMITHOMLY 4 —F v 288 AT L. M 3412, koA
DODMLT7 4 —F % LEFITEAT L LFMTHOMT 7 4 —F v Oz x93, X
3.4@)DIERDOFTEM THOIMT. 7 4 —F ¥ IX, S LT 25 BREHEZ 5% LT
TYIF 4T, B S TCONEEMTOMTIERE %A% —J7, K 340)0FH7-I10#EA
T2 EFIMTHOINT. 7 4 —F v ik, {fEEFINTAT i 2 8 RGEE @3 ER S h
THaAToMLTY)IT 47, ALEFMTOMLY 4 —F X2 HT 5.
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Machining sequence 1: Roughing = Machining sequence 2: Finishing

Machining feature 1

g,

l Machining sequence 3: Roughing  Machining sequence 4: Finishing J

Machining feature 2

Fig.3.3 Machining sequence for roughing and finishing in conventional method *"

* Machining primitive no contacting with face with PMI
+ Machining feature for roughing

+ Machining primitive contacting with face with PMI
* Machining feature for finishing

Face with PMI

(b) Machining feature for finishing

Fig.3.4 Comparison between conventional machining feature for roughing and newly introduced
machining feature for finishing

3.5 HRIhEHLBERR»OOSREDORE

R RGEF I, REOASOFRER EORICERIND bOL, SHEAERED
WIZHREND HORH Y, WEREFRNZETHD Z Lnb, ToFE T, #i
FEERE RIS 2 ENTERY. 22T, A TIE, ®nREERE T
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WIT, T—7 OIIR & B EEE SRR SR o BERR 02 E LT EN S
PrREFE®ROED 55, WAEIEEREAFHAT ORISR T 2mz (LT, ZHm) i
A BLE W  HUE L, B ELEE A R AR O S RIICZITIET 2 LT, SHEAK
R AZZOHH A M DT, FREFEBOmICMAMEN 2 -G REFRE L T—HICHx
HEHICT 5. WS ERE RICBRTE D X910, SRS RIOS T T
ZREARET D, K35 18T LT, VHEREORMNZE, HEimOBEHRED
SHEAZE L Vo T RERLEFHRD, WICHR SN TW DS, RESRIEFRIMER S
nTWwam (UTHERE (CETREEROmAZREE 5. —7, HEAZELW
SR ELE RN DI R IN TV A EES, - HEAZEME RSN TSI (LLF, 15
i) L, SHEAEMERENTWD (LU, f5750) OGNS REERET 5.
X 3.6(a)Zrnd LD, fERdE RIS E U SHEAEN RIS TWDEGA, il
AT DM EFREICET 2mO 5 b, O BERIRICHET 2 BREER O 2 2 i
Y4B E7, B 36MITRT L SIT, CoDTRIIICE ) SHEAEREREA TS
B, R EATLmED 2L, ZOOHERABELEICHATTRLS, 1o, o H
ERRICET 2R EHEEOmZ 2R L T5. 512, K 3.6(0)RmT Lo, =20
FRBIZE D SHERENERINTVWAEHE, HrRUOHERAEAET2HO 5, fErid
(AT TR, 230, B0 BIERRICHE T 2Bk O m 2 S R s 3 5.

Reference face
Removal volume

Fig.3.5 Example of reference face when PMI is designated for face
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204 ¢

\

Designating edge Reference face

p

Designating face Removal volume —

(a) Example of reference face when PMI is designated for face and edge

2040 5
*\\\ﬂ

Removal volume

Designating e\(\l\g\es
(b) Example of reference face when PMI is designated for two edges

2040 ¢

Reference face Removal volume

Designating edge
(c) Example of reference face when PMI is designated for edge

Fig.3.6 Example of reference face when PMI is designated for edge

3.6 FRIMTASHEEFTMIAHOMLY 4 —F ¥ D85

SZHEOWRER, BREFEKZSFEILT, MLV IT7 720G T 5. ZOB, BRE
IO S M & ]S ELEF R, L7V I 70 7 ~EZFEISND. WIS, INLIEF
ZEIVHTHZ LT, MLETVIT 4 71T HMLT 4 —F ¥ 2T 5. X 3712
AT RO, "WEMEER E RSN AT LO2MLET Y I T4 708 b 556, Hl
L7277 4 7ot EFIMTHOML Y 4 —F ¥ 28T 5. ZHUCkY, w
MToRIC, EEFMTEND K5I, BGEEFREAWZTML T « —F v 2388
5. Fi, K38 IRT LI, BEOMLT ) I7 4712, [A CRERGEEF RN Z T
EISNTHWDIHE, ThOOEHOMTLT I I T4 7E#EAET5H2 LT, —o0Oft ki
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MIEHDOMLT 4 —F ¥ 2T 5. LY, Hlx oML LR TCOFRMLEIZ, —
OOMLITRTHEEFMLENS 2 &C, MELTRMOMIAEZES L, "L RERE
WA =T IMNL T 4 —F ¥ 2k T 5.

Fio, WO BEBIRISHERAZEDERINTWDLGE, SHERELZTT-TT2DIZ.
ZOHEAZEDOTRAEE BN T T2 2 L0835, TOHAE, Mo HERIR & K&
T F RN THD72D, CAM Y7 b U =7 TNC 717 7 L%AERT HR0C, K
39T EDIZ, 3IICCAD V7 bU =7 THEO BB E FIEEXCTERE T L0405
Wb, £ZT, MLT7 4 —F ¥ ITTEAEDNZTEINTWDLIGE, THEAEDOFR
LY 4 —F v Z HBICEF T 5. HBIICEAE SN TN L Y + —F vy 2N T,
CAM Y7 by =7 TNC 77L&l T5ZLT, 3RICCAD V7 by =7 THE
D AR E FEETEE LR Th, "HEEFRAWMZTMIATE S.

Machining primitive

@ @/Facc with PMI

Machining feature for finishing

Machining feature

Machining sequence 1: Machining sequence 2 Machining seqﬁence 3
Face prismatic Step Finishing

Fig.3.7 Machining feature recognition
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Machining primitive 1 Machining primitive 2 Machining feature for finishing

Same PMI —

Machining sequence 1 Machining sequence 2 Machining sequence 3

Fig.3.8 machining feature recognition for finishing by combining machining primitives

10.1

Machining feature

€J §j o

Modification of target y /
shape of part a8
L/ g |

‘s

,/.

Shift: + 0.1

Automatic machining feature modification

Fig.3.9 Automatic machining feature modification
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DR SIS O B R 2R 9. F7, K311V — 27 Ok & i SUE @23 5
RENTIERO AERROZE L LTI S 2 REEk E SRfi2RT. ¥ — AT
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X, EROFMLIAOMLY 4 —F ¥ OHETik L, L EFMIHOIMLY + —F % %
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FI2IRT. Y= COMLT 4 —F ¥ ORFER 2 3.3 1R

K31 DORE =V ADIMLT 4 —F ¥ OBFEAERE R D &, EROFMLHOMIL >
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EWPND. £32DNREZ—BOMLT 4 —F ¥ OFgiis KA W5 &, MINER 1 7
5111, NE— ADILY 4 —F % LFECBROWEROTFTMLIHOMLY + —F +

RSN TVD S zie, MEMEFRAZTESLTWDS Z Enbnd. £, ML
NER 12 225 2103, AEEFIMTHOMLY 4 =F ¥ RSN TNDL T EBnbnd. &
33DNRE =2 COMLT 4 —F ¥ ORHRERE LD &, MTIEF 12056 111F, ~Z—
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z, WL EERAZ T E SN T D 2 Enbh s, £z, INTIERF 12 205 16 1%
EEFHOMT Y 4 —F ¥ BEEFEESNTWDH Z LR 5. AT, IMTIEF 14 0T
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Target shape of part
Fig.3.10 Workpiece shape and target shape of part for case study

Red Dimensional tolerance: 60 £ 0.1 mm
Blue Flatness: 0.1 mm
Yellow Surface roughness: Ra 0.8 mm
Green Parallelism: 0.3 mm

Fig.3.11 Removal volume and reference face
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Table 3.1 result of machining feature recognition in pattern A

Roughing Roughing
4% Open slot
P& ) 7
’ Closed slot
Roughing Roughing
Open slot Open pocket
! 4 / //l ) 8 : ‘
Roughing Roughing
Open slot_ ¢
9 P
Step
Roughing Roughing
1 Open slot a8 S
. %% ~ Step
Roughing Roughing
(L2 o StE
l 11 E s : p
: ]
Open pocket j ‘
Roughing
Open pocket
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Table 3.2 result of machining feature recognition in pattern B (continue)

Roughing Roughing
- Open slot : Flatness 0.1
\‘ 9 g :
Flatness 0.1 ~ Step
Roughing Roughing
Surface roughness Dimensional tolér’_ancF
Ra 0.8 ~ Open slot 60£0.1 ~/< - =
‘ e
- Step
Roughing
Flatness 0.1 Dimensional tolerance
60+0.1 fo—F .. Step
e 11 L T g &J
o | VgV SV
a5 Ny
Roughing Finishing

Dimensional tolerance

[ Sy 8 Flatness 0.1 60+ 0.1
eV 12 \
.. 4 Openslot o8

b

Roughing Finishing
Surface roughness - 4 Dimensional tolerance
Ra 0.8 ) 60 + 0.1 \
= e 13 : -
Open pocket i ‘
Roughing Finishing
Surface roughness -

Ra 0.8 - ! . Open pocket
: /‘,.‘ 14

7 L

A= 47 .
€ Mg

: Flatness 0.1
Roughing Finishing
Surface roughness
15 Ra 0.8
Closed slot
Roughing Finishing
Parallelism 0.3~ Open pocket

= 16

Flatness 0.1
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Table 3.2 result of machining feature recognition in pattern B

Finishing Finishing
Flatness 0.1 Flatness 0.1
Finishing Finishing
Surface roughness Parallelism 0.3 .
Ra 0.8
18 21
Finishing
Surface roughness
Ra 0.8
19
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Table 3.3 result of machining feature recognition in pattern C

Roughing Roughing
Flatness 0.1
9 5
t
Flatness 0.1 ~ Step
Roughing Roughing
Surface roughness Dimensional tol&;_r’_ancF
Ra 0.8 ~ Open slot 60£0.1 ~/< - =
¢ -
~ - Step
Roughing
Flatness 0.1 Dimensional tolerance
60+ 0.1 e .. Step
<L VgV S
Y 4 £ LA
Roughing Finishing
d - Dimensional tolerance
Ly o qutness 0.1 60+ 0.1
G- o g 12 \
= e
. Open slot o=
Roughing Finishing
Surface roughness - Dimensional tolerance
Ra 0.8 L) 60 + 0.1 \
4 = 2 13 - ]
2’ A ;
Open pocket o ‘
Roughing Finishing
Surface roughness -
Ra 0.8 ~ . Open pocket
T 14
A P S
, Flatness 0.1
Roughing Finishing
Surface roughness
Ra 0.8
15
Closed slot
Roughing Finishing
Parallelism 0.3~ Open pocket Parallelism 0.3 .
Fi\\\/ 7 <%
! 16
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3.8 Bbyic

ARETIE, AR TRET L2 MWMEEFREZ M LN LY ¢ —F v ORI OV T
AT, ZORETHE, {EROFIMLTHOM LY 4 —F ¥ 2T, L EFIMTHOM
L7 4 —F X HHINTEA LIz, £z, a0 BERIRICH R S iz S5 fE 5 4 bR
EFEBROZRECM LY I 7 4 7% T ET 2 & ¢, MBREFREZ —HKICHx 5 &
2L, MLFY X7 4 7ORBHEFREZZR LT, TIMLTHOMLY  —F v ott
FFIMTHOMLZ 4 —F ¥ OB LA e Lz, £ LT, R LR EEFRE X
B L 7o CAf BN LML 7 4 —F % ORI L 0, GRS EH 2 sk L
AL BN T2 ST TRFFHXEAITAHZ L, LML 4 —F v ZH T, M
THEAT-CI TNEFF DS BEIMICIERIND Z b %, F—AREZT 1 OFERNOHEZR L,
mBEE R A LTI LT ¢ —F ¥ OFEFROAINEL RFE L7, 54 | TlE, LER
stoa@iciT T, EROBGERIEFERIISNINT. 7 4 —F ¥ Z2FH L F ¥R
WOHETE LDV THBT 5. UIHI GO TR EoEEERIL, 1EEF 0mHE
IR <ARTF L CIRE SN TR Y LA EA T W, 72, IE LI EEEHR O CAM
VI N2 T ~OANNEEERICERTEY, REAMNAHEZENCNS. 27T, Bk
SNTMLT 4 —F % Z T, FhIN— 2RI L VIEEEREZHEEL, CAM V7
=27 ZHWTNC 717 T L& HEWIZART D, B LIy —AAZ T 41280,
L EFMTOREIS CTRRDEEEREME TS LI L 2B LTND.

i

4l
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AR
ML7 4 —F ¥ ZHW
P R—RHEFRIC LD

VERTFROHEE

Lml

41 1ILBHIC

H2ETIE, REFONRELE, ML7 ¢ —F vilik, HLOoPRELEL, MioH
FRTAR OENCHE R ST R AR EOREEBUERE S 2 FM L2 L7 ¢ —F v ik
DOWNWTIHRR7Z. LML s, HFEODORETIE, MIFEOMLT 4 —F %25, il
TIREENTEY, Fo, MEREFERSBRINTZMLT 4 —F ¥ 1% TFESNT
W, ZITC, FIFETIE, EROTEMTHOMTLY 4 —F ¥ 2Nz <, L EFnT
HOMLT 4 —F % ZHIEAL, Hdho BERRICH R Sz 858G @2 Rk
FEROSZRECIN T ) I 7 4 7IC%FET 2 LT, MARER#RE —RITHZAD LD
L, MEZTY 17 4 7 ORBEEEREZSR LT, FMTHOMTLY 4 —F vt b
FTMLZHOIMLY 4 —F ¥ O E ATRe & § 5, W RIEFHZ KB L 75wl TS
FEFMTHOMT 7 4 —F % OFBFRICONWTH AR, bz X VRS =ML 7 «¢
—F v ZMIHROMLT 4 —F ¥ & L, AETIE, LTERXGFIEOLDOMPTES
BIHIGRIE & W o T AEEE RO BBIR 2 HEE, MMM ROMLY 4 —F v IZZ T EI N
BT LS WA SO U7 RS W0 B #hAY 2o HEE, HEE L72/E¥EE#]D CAM Y 7 b Y
=T ~OHBAT, CAM Y7 b =7 CONC 1T T L0HEERIZONTIHRRD,

42 TEBERLIEFERT—F—2X

AR THWD TEME®RAM 4.1 (27, LEE®RICIE, TE4, TEoOffE, TR
B, N, NE, LER, SAFHE LEOMESL=—T7 4 VI HEREEND. L
HIF#HIZ, CAM Y7 bo =7 D7 7 A NVEXT, LAFHRT — X X—2L L T—2D
T A NVFIRES TN D.
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~

Tool name Tool type
Tool diameter Number of flutes
Cutter length Tool length

Holder dimensions Tool material
Coating

Tool information /

Fig.4.1 Tool information

43 EEBERLIEEFERT —F—2

AWFTETHW DR @z X 4.2 189, EEE#ICIE, CAMY 7 b7 =7 TNC Y
07T NEERT HDERICRE LD, N, A TEOMIZ, FhEisE, %0
FE, LERGH MU0 IAZRS L LERG MU VIABES Lo 2 GIHIGF, N LB saim
MODWRS THLMLERS, THENGRH N2 — 0, THRE NS —, TERRKITI,
BEFARIR VAL, KPRV RPEEND. L7 4 —F ¥ OFHIL, £ 21177 4
HOMERIR & 8 FHEDOE TR E Hb 7o 12 fifH & N &M b7z 24 FEEHICK
28 DEI Y EFHOML 7 4 —F ¥ | FELZMA A 25HBETHL. ML7 4 —F %D
SHEE, M43 TR Ko, TR M oOSHE b, TEEG M OEORFHmOTE]
BRI O~HE w, ki3 2 AR E O ELEERE d AR O 2 —F %% r N E
FNsH. HEHTEAEZ, MLTETHEHALEZTEATHS. HHTRIL, FUC4ARTOL
HiF#z TEFRT — 4 XR—AnbRET 52 & C, TRFERZBSET 2. M LHIEE,
441 TRTEOIE, T AINVINEL, EWEINL, Ry ML, 68 AT
T 5 FMEHTHDH. EEERIT, CAM Y7 b =T 07 7 A VBT, 1EEERT —
ARX—=2L LT, =DODO7FNFIRFEINTND., £z, 45T Lo, ZD
T A INVHIRFEN T DTN TOREEFHROE S, MLT ¢ —F v OFEMH, ML7 4
—Fx OFE (b, 1, w), U—2 OMERIEEGE®RA O—BH, (EEERT —F~X—27
7ANELTCSV 77 A VBT, A7V ZIREFESINLTND. K45 D No2 DX
INMEEF WA —>ThHhIE, —KITIMT S5 —7F, No.l X I IClEEGFEHRIEL T
HIUE, HE IR TN LENS. £, 74 74—~y MITOREINTNDLHTD,
S45C L IRFEH &\ 9 FLRANRIE L2V &, T — XXX B o0 e,
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\

Machining method Tool name
- Spindle speed Feed rate
Axial depth of cut Radial depth of cut
Operation Machining depth Tool entry / exit pattern
parameters Tool path pattern Tool path direction

\Wall finish allowance Floor finish allowance/

Fig.4.2 Operation parameters

Machining feature C
Tool axis direction

T Workpiece

Fig.4.3 Machining feature dimensions
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(a) Face milling (b) Contour milling
(c) Pocket milling (d) Spiral milling (e) Drilling
Fig.4.4 machining method
Machining
Workpiece operation operation
No. feature h / w
material parameters 1 parameters 2

type

Step 18 | 73 | 24 S45C FC 11 FC 12
Step 7 9 | 35 SPCH FC 2 1

Step 3 40 | 25 S45C FC 3 1 FC 3 2

Fig.4.5 Operation parameters database file
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4.4 EEFBROHEEOTHN

X 4.6 ITRT LIS, V=27 OMEL, U—2 OR, RO BERRNS, H2ET
7z BB O SRR LI T 7 4 —F % RO L7z, MIXROML 7 4 —F x,
TEEHRT — 2 R AMEEERT —F _X— 2% ANEHRE U EEEREHET 5.
F7o, K47 EEBFHROHEDRNZ R, MLAROMLT 4 —F ¥ ITK LT, fif
HLTZOEE B LBEOEFZ2EE L THREGS, Fpl~—2Hfmz A, 1
EFMPERSINTAFEERT — 2 _X—2AD D HBOFEEFRE BB L, BB LIIEE
BHREBET 2 Z LT, FEHTAESCHAIGM L Vo FEE A BBIRICHEE L, #EE
LI #EZ CAM V7 b =7 D07 7 ANMERTH AT 5. 2ok 51, 1EEEH
BEETDHZ LT, FEBREHTT 520, EEBRCEETNIMTHBHEAD /v
N EFIATE D, ke, HESHIAEREERE, FEERT — 2 N— A~z 2%
BHRE L CEMT 22N TE5. ERMINTH-EEERY, #H LA SM
22 EDVEEEROHEEICHMA SIND L HITT 272018, 1EEGERPER S o EEG#R
T A R=ANGHPOEEERERRZ T HRBIRIHA D HLE L, (FEE®RT —X
N2 CEB SN AFEFMERICHE TERT 5. ZNICKY, F/EEERE N
THIGRA O TL ) vy & LTRITE, MEBGRA D/ 7T OELN
TITROFEAHETE S, AT, #HEE LI/EEE#REZ CAM V7 by =7 ICHHE)
HIZATIL, CAM Y7 hw7 =7 T NC Y02 J L& HBWICAERT D, KI5 TIL,
DP Technology #:5?> CAM ¥ 7 k7 = 7 ESPRIT ® API#RE, 714 27 TV 7 7 &

#8435t CAD ¥ 7 F 7 = 7 Simple Modeler ™ API #46EZFIH 3 5.
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N %

Workpiece material
Workpiece shape Target shape of part

4
o

« Targeted machining features

Input
Operation parameters I I
inference ) N °ec
{ 4

Tool information database

Operation parameters database

Fig.4.6 Input information for operation parameters inference

ﬁrgeted machining feature /
Operation parameters

database

A 4

Retrieval of similar operation
parameters

y

Inference of operation parameters

Accumulation of new operation
parameters

A

A 4

Inferred operation jd
parameters yd

Fig.4.7 Flow of inference of operation parameters
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45 BLIOEEBHROBRR
ML ROMLT 4 —F ¥ IZxt3 2, (FEEFRT —F =200 DL OMEEFHRD

BERIZ OV T ~5.

451 BUOEXEROBRRKR
FLLOFEFRMOMBRIRICONTIRA S, M 4.8 [ZHEOIEEERERET Din %
Y. ARG B OIEEEROBBREHE~ATI L, BUOEEFROMREGED, AT
SN AFEERIELE 2 5T 5. BRI, M5 P L EEERIC LT
IRERMEE 225, RIS, (5 UTSERUE 2 5L, (REFME D 7 7 2 212581,
FRER R b REWT T A2 OEEERZ, BUOEEFHRE LTHAT L. 7724
DHENZIE, I T A Z%% 2 L L, kmeans IETHODRWED T T AZIZHEIL
T=t%, %7 7 AZITK LT, k-means 5 TO 2 5y E & 4y EIE LR E THEY RS, x-means
B Rz, 49127 722 05E T BREOKRE S TEEFREZIE~,
PEDOFRAEZ TN Z 5D 7 T A X258 5. (FEFROBRIR AT DGR
DN FEOGE, EREOTRME L oo TWAIEEERE, FIME &bV ERUE
DY TAZNGZRT D, Fio, mENE IR Z A XE & B % (Bayesian information
criterion) & L, EIRID V7 T A XX k-means 5T 2 HEI L7127 T ALZ DT XCTTRA R
HMEHELFHE L, DFRIOY7 FAZ O XEREREDN NS RDLETT TRAH
DRENEEY RS ZLICRY, RilER7 T AZEERETDH. MAT, K410 177 &
NS, EEHWMT —FX—20b, L7 4 —F ¥ OFE TOBPOIEEGR OB RS
1, ML7 4 —=F ¥ O-HETOHLPOIEREGHROMRE 2, V—7 OB TORBOIES
T OB 3 OIEIS, Bk LI POEERSE Sz 4 5. L7 o« —F v OfEIE,
A TR, Tk, THEANRH AN Z =R THERE A — 7 b % < OIFEER
WICBED D72, BELUIAEER®R 1 FBICEEISNIBLUOMEEFROMRKS 1 &
ML7 4 —F ¥ OFFHLE L. NLT 4 —F ¥ OFEIL, AT RICER T2 &b,
SHENTVMEREE AR T 2720, BRI L EER®RD 2 F R ICEE S 2B OMfE
EEROMBR 2 ZMLT 4 —F ¥y OHEE Lic. U—27 OMEHE, SIHISMEICE S
D05, MLT 4 —F ¥ OFETHR LAEERREMNND Z & T, 7R UIHISRME 5 HE
ESND RN 25720, B UTAEZER®RD 3 & B ICEE SN D HEOMEERE
WOMBER I BV —27 OMELE LT, &Rl, MASN2HEUOEEERNS, EED
BorEEGERAZ T 5.
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Operation parameters

Similar operation parameters retriever

) -

0.11 0.56 0.73 0.01 0.92  Similarity
v
Cluster A Cluster B Cluster X
0.01 0.11 0.73 0.92 0.56
Cluster B
0.73 0.92

Similar operation parameters

Fig.4.8 Flow of retrieval of similar operation parameters
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el O el B

0.01 0.06 0.31 0.32 0.40 0.91 0.93 Similarity
Cluster A Median Cluster B
0.01 0.06 0.31 0.32 0.40 0.91 0.93 Similarity
Cluster A Cluster B
4.9 Cluster division
Machining feature dimensions (Ss)
Similar  operation  parameters
retriever 2
Operation parameters database

||
Machining feature type (Sr)

Similar operation parameters
retriever 1

' Workpiece ma%rlal Sw)
Similar operation parameters
retriever 3

Similar operation parameters
Fig.4.10 Flow of retrieval of similar operation parameters
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452 MI7 4 —F ¥ OREOELIEDOHELY
FLLOEEBROMBKL 1 TIE, R41ITRTEI7%, ML7 0 —F ¥ OFEOHEL
FEFRE T, FEBRICEMEZMNS L, L7 ¢ —F v OFENEBT 5 1EEFE®
AR T D, ZOMLT 4 —F ¥ OFBEOTELEDOEHICOWTRRS. ML ¢ —F
¥ ORI LI LT HEPRERT 52 06, EEFEROMLTEEZHNT, ML7 4 —F
¥ OFEFEOBUUEZEHRT 5. £F, X@DIZRT LI, LT 0 —F v OFEFEEIC
TERNEHT —Z XR—=RAZEBIN TV DI L HEGEOIEEEROB ORI by, %
BT 5.

v; = [Machining method A, Machining method B, -- ]| 4.1)
ZIC, MWEINIT 4 —F ¥ OFESE, Machining method A, Machining method B,..\%, 1E3¥
BT — 2 R=RZEH SN TV DML EEOEEFEROKTH L. BlxE, mL>
A —F ¥ OFEM i O, Machining method A DVEEIEERD 20 4, Machining method B DAF
SENEHDS 6 11, Machining method C DYEZENG WS 3211, £ DML 0 FD5HE, K7
kWX, v=[20,6,32,0,0,...1¢7%5. L7 4 —F v OFHHIL, #2118 TLH1C
FEIFEO MR E 8 IO E HIKER A HboET- 12 ffH, b & REMAGHEL
24 fli¥E, 2.8 OBV EOMLT 4 —F v 1 HEHOGF 25 HBETHLZ LD, 25
FHHORMAR 7 MV v, 28T 5. kic, RED)ITRT LI, It VHEPEICLY
N7 4 —F ¥ OFEEOFELE Sp 28 H T 5.

%um={ 0 @ﬂ=00rw@=o)
(vj - vi) / (|vj] lvl) (otherwise)

CIT, jRECKIIMIE7 4 —=F ¥ ORETH L. P2, ML7 4 —F ¥ OfEj O

(4.2)

R~ 2 v v=[0,8,2,0,0, ...] (Machining method B DVE3IEH 8 1, Machining method

C DYEERG®R 214, ZoMIT o), L7 4 —F ¥ OFESE k DR~ b v=[0, 2, 16,
0, ...] (Machining method B DVEZENE 2 1F, Machining method C DYEZENGH 16 14,

ZOMIZ M) DG, LT —F v OFEOREL, Sk =036 £725.
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Table 4.1 Example of similarity table of machining feature type

Blind hole Face prismatic Closed slot Step

Blind hole 1.00 0.10 0.23 0.21
Face prismatic 0.10 1.00 0.21 0.40
Closed slot 0.23 0.21 1.00 0.36
Step 0.21 0.40 0.36 1.00

453 MI7 4 —F ¥ O~HEOELIEDEH

BRLOEEGEROMBER 2 T, (FEBERT — X X—RZEBEES N TV D IEEBRD
LT ¢ —=F % LIMITHROMLT 4 —F ¥ 2T, EEGFRICEBEZMSEG L, N
L7 4 —=F v OFEPNEET DIEREREMBT D, ZOMLT 4 —F v O~FEOFIL
FEOBEMIZHOWTH~S., H(4.3)RNEHIRT Lo, LR momoFEEEE T
B o~ HEOBELE L ORI LY, L7 4 —F % OHEOELE Ss 28 1T 5.

_ f(f(lc/lt) f(Wc/Wt)) v <1 _ |hc - htl)

1+ U/l — we/wp)? he + hy (4.3)
_ (2—(1)_1 (0<a<l) 4.4
HORS R (44)

Zo&E, KA1 RT X010, TR mo~HE, NI TR momoRFI50h
DFiE, wiTEFITMOE, cI3MEEFROMLT 4 —F ¥, 1M IHROIMLT 4
—F %, a IFMEEBFHOMTT 4 —F ¥ EMTHREOMTT 4 —F v OFELTH 5.
TAREFA O OB, (FEFROMLT 4 —F ¥ O LH#TH O m &R0
ML7 4 —F v O TR EOmEOMENEE K& S TERT. mHOMBMEL, X4.3)0K
WIOHEDORECE SN, METHDIFE, | IZIVEICRD. moRE 3%, X@3)0
Y DOED 570X (4.4) TE I, TELEN 1 IZTWIEE, 1ITEWMEIZZR D, ~HED
REWIILZ 4 —F v 1%, —BAICKE e TEEWEZ AW CE ML s @Y T s
No1m, HEOREWINLY ¢ —F v OFEEE#RIT, /S22 TR ORI A D2
WATBEE ®V. 22T, DT, MERFBE X0 /S WHEDOI T 7 4 —F ¥ OIEE
TSR BT B2, ~HEH 1 2B IE PR sl LTV 5.
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Tool

Machining feature

he I h

(a) Machining feature in operation parameters (b) Targeted machining feature

Fig.4.11 machining feature dimensions

454 TU—7 OMEORLEOEEN
BROEEBROBRKR 3 TIE, #4215 TE97R, V—2 OMBIOEPERZH
WT, FEBRICEUEZMNGL, V—2 OMENEET 2IEERHREMETSH. 20
T — 7 OMELOFELEDEHIZOWTHR~RD. £7, XN@SHITRT LI, V=7 DK
BHEIZ, 1EEEHRT — 2 X— R ICEE STV D EEE RO TR0 3 7 L
DIEEIE RO TR Y bV x, 28T 5.

o] -2

ZIT, alk, V=7 OMEITHD. Bz, EEERT — X X—RIZT—7 OMER
A, B, CO3FEEDH DG, X0 Xp XcMNEMEND. p i, FEHIEEREOR Y HE
EDU—27 OEE BIET A ERE#RE — oL HMEZIORIRT 5. #2013, EHhEiEsk
R D Zo% BN L7254, FlbEERES 3000 min, 259 HAEAY 200 mm/min O
& &, pi=3000, p,=200 &7¢%. N, %, {EEERT —FX—RZHDHU—7 OME a
DIFEFBEROB T D, BlZIE, FEBFHRT — X X—RI2T — 7 OB 4 OIFEFHRN
15& 254, N=15E75. w2, R@.6OIRT L2, UV—7 oMEHEICEH S
TP MV R, T, U —27 OMELOMELIE S, &8T5

_ du(@ %)
max(du (Xg, Xy))

Smgmy =1
(4.6)
SITC(B—E) Ry (£ —%) LEDEA ST DT — 7 OMB, D IZEEE T —

BX=ADT =7 OMEOEETHD. dyld~7 7 EAEHTHY, U—2 OME ¢
L DwT ) EAERL, K@D XIITRERS.
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dy (X7, %) = J (X, %) 271 (%, %) 4.7

ZZTXET R TOTVESFFEA Y bV E O TE S D B EBATH, g0y (F
Y<) i, DOEEDIL, v T ) ERAHENRRRELRD U — 7 OMEIOMEETH
5. BlzE, D={4, B, C} T, LV HEXL—HH Y OEY 2RIN L TR~ v
B LIZE X, U—7 OME 4 OFEFFHE~ 2 FV X, =[142 (m/min), 0.0185(mm/blade)],
T — 7 OME B DFERHER 7 RV X =229, 0.0414], U —27 OME C DO YRS~ Y
RV Xc=[112,0.0199]1CH 554, ~ 7 7 E2HEEL, R@.DEFANT, dl®s X0) = du
(%, X5) = dy (Re, X0) =0, dy (%4 %5)=1.83, dyy (X3 X)=2.01, dy (Xc%)=0.73 LB H SN, &
RKDO~NT ) EABHEX dy (X X) THDHZ END, (B, )=(B, CO) 720, K4.6) LV Sy
5=0.09, Sy 4=0.64 LR EN%.

Table 4.2 Example of similarity table of workpiece material

AS5052 S45C SUS304 SPCH
AS5052 1.00 0.72 0.63 0.56
S45C 0.72 1.00 0.61 0.59
SUS304 0.63 0.61 1.00 0.91
SPCH 0.56 0.59 0.91 1.00

4.6 1EEFBMOHEE

IMMIXROMLT 4 —F v iZxt LT, BHEIOIEEBRORBRIHRIC L 0 EEBHRT — ¥
R=2N L SNTATEOBOEEE RN, MIHROML T + —F X Xt H1F
EBMEHES .

T 51X, X 4.12 12779 X 912, Through hole 7 & AllAk i 23 1T Hbil J7 1) & S-47 72 M
i & 72 2 IR O L7 4 —F % DHE, ()~(@)D 55, il S FEER TR
H LW HELZBEIRT 5. Through pocket 72 EZ LS DI T 7 4 —F ¥ ODHE, (a)~(c)
DHL, HMHESNIAFEBRR TRV HIELZERT 5.

BEFFR IR D ARRIRFFA IR 0 UL, Tl SNTAFEFIROVHEE T 5.

it fH = H.1%, Through hole 72 EAIRRE S HEE DMLY 4 —F v Dia, MILGENR
R DHEIT Y FINVEEIRT L 07, IMLHER()DOHEIT= FIAL R L
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NHEIRT S, HRVEOML T 4 —F ¥ DOBE, 7oA AL, =2 FILLmEY
THENGEIRT S, Through pocket 72 EZNLANDOIN LT 4 —F ¥ DGE, 74 A
NRTY RINANHERRT L, M43 TR TMLET 4 —F v OHEO—D>TH D xtH T
% Bl i 8 D B B ERLE o AT C, ARR IS T 287 18 & PAT22 a2 & 5 5461%, Al
BRI D fie /s 2 —F 28 OB 2r Rl C, RO THEZBRRT 5.

FEhEER S, PV, THETMEIVIARES, THEAE Y0 ALES OUIHIS
(G = HES—HNHTD OEY 2 —TF L LT 0B ELCTEETS. 20
EIEDES, N, TEOME, TROa—7 4V VHESY — 7 OMEL S ZET 5729
YIS ITE IER SR 2 3T 5. B ERE 1, RE8)IRT Lo, £43, £44, £
45°FK 46 1201 LTORT AN, TROME, TEOa—F 4 7HE, U—7 OME
DIEERE AW TEHET 5.

bn, tm; tc; wmy

K = (4.8)

bn., tm, tc, wm,

ZIT, bnliIRA3IOHBDEERIVEONAE, m 3k 44 O TEOMEIOEIER
F0EENIE, tciZRA4SOTRa—T 4 VIV HBEOBEER L VG LNME, wn 135
4.6 DU —7 OMEIOBIER L VG OIIE, ¢ I3EEEHROMIY 4 —F ¥, ¢ 13NL
HBEOMLTT 4 —F % Th 5.

MMTEEESE, K41LIRT L7, L7 4 —F v O TEE G ROE DT T
BIET 5.

THAENABRH N2 — 0%, FIHT5 CAM V7 b = 72855, K413 1R T X9
72, LEEN M &PATICENAR T 2 Plunge, RHOIZHENGRHT S Rump, HHEARIC
#EAT % Helical, T.EH#ffhJim & MmEIZHEALRNT 5 Side D4 FEHTHDH. Z D 4 FikH
No, L7 4 —F ¥ OFECAIKEZZ R LT, il SheFEEF R TR 2 VW LE
HEN/BH AN — B RINT 5. 2720, flxlE, K 4.14@)I27~7 XL 912, Open pocket
REDRNERT y MEROML 7 4 —F ¥ D6, it S FEFRTR 2 WL
BB ANY = 8IS, K 4.14 (b)IZR"T X 912, Closed pocket 72 E DA U 7=
Wy MEROMLY 4 —F ¥ Oa, LEMNTHEE ML REREICEATE 20N
0, Side LA OfH SN /EREE TR O LWL REN/ IR S Z — 23R 5.

TERE A —20%, TS CAM Y7 b =TIZBiF5, K415 1277 XL9 7%,
6 FEFEND, ML7 4 —F ¥ OFECAIKE A SR LT, i SN /FEFRTROS
W ILHEMEN BT — 28I 5. 7272 L, Bilx1E, Open pocket 72 E DR~ ME
WOMTLT 4 —F v DA, K4a15()~O 5, S EEE#R TRV TR
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NGB AR Y — 28R T 5 . Al 23 LB 51 & AT 72 MR & 72 D PRk o L
T4 —Fx O%A, K415 DA EERTD.

TEREFIANE, il SNIAFEER TR B SV LAERK FINA@ENT 5. 2L
B2, LEKRE X —20, K415 4.15 (b)DWFH)T, Open slot D X 9 72
KT DBIRKIE T DN 1 2o DHIMLT 4 —F ¥ OE, Fib ORIRE & AT
MZ2ERT 5. LS ONT. 7 ¢ —F v OFE, THRELGEICHEZT S HE0 ) b,
L7 4 —F v DRFIME AT ERIRT 5.

e (a) Face milling
Through pocket Face prismatic Closed pocket

® /@

Split face prlsmatlc Open pocket Open slot

(b) Contour milling
Step Closed slot l
A (c) Pocket milling

Face cylinder Split face cylinder

(B) Machining feature other than a

(d) Spiral milling

Through hole Bhnd hole

(o) Machining feature of cylindrical generated
surface that is parallel with tool axis o
(e) Drilling

Machining method

Fig.4.12 machining method decision by machining feature type
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Table 4.3 Example of modification table of number of flutes

Number of flutes (bn) Spindle speed Feed rate
2 100 100
4 100 125

Table 4.4 Example of modification table of tool material

Tool material (¢m) Spindle speed Feed rate
CB 100 100
HSS 50 100

Table 4.5 Example of modification table of tool coating

Tool coating (zc) Spindle speed Feed rate
Coated 200 125
Uncoated 100 100

Table 4.6 Example of modification table of workpiece material

Workpiece material (wm) B CIE 50
S45C 100 100
SUS304 60 70
A5052 140 110
SS400 110 110
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Tool

Workpiece

Machining feature

Tool path

(c) Helical

Fig.4.13 Tool entry / exit pattern
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Workpiece

Machining

(a) Open pocket

Plung

(b) Closed pocket

Fig.4.14 Candidates of tool entry pattern
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Machining feature Tool
/ Tool path /
(a) One direction (b) Zig Zag
‘ v
(c) Concentric in (d) Concentric out
(e) Trochoid (f) Trochoid + Concentric

Fig.4.15 Tool path pattern

4.7 EEBBROWEDr —ARE T 4

BEIRFS AN T A — 2 K0 Rk 2 7o EEE e VT, M LafE Lz —A
ABT LK, AEEEROHEE OB AL L T2 RICON TR S,

r—AALT 4 THWD, U—27 OMEHEL AS052 L L=, X 4.16 I2V—7 ORIk &
o BERRZ R T, K417 N THEOMNMT. 7 ¢ —F ¥ OITNER, L7 4 —F
X OFEME, ML7 4 —F v OFik, i3 2 AR o 5 EEEEC A o O fo =2 — 5
—eR &Y. M 4181 CAD V7 bU = TICANENTT— 7 O, HihD BEEARS
ITXGDOINT. 7 4 —F % Zond. VEEEROHETE TIE, 1D, CAD Y7 hu=T b Y
— 7 OIIR, O BEFLRLI T ROM T 7 4 —F v 2 BS54 5. £72, TEMEHzE#E
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AT VRT . AEEFHRT — 2 _X— 2 A, 265 FOEEBERDMETFEIN TS, RIFESN
TWAIEEERIL, K44 1R TIMLHE, £2.1015T 4 BEOMARIK, 8 EEOHE
FIRGRZ oot 7e 12 & REMAE DTz 24 FH, K 2.8 OEIYHMOIMLT ¢
—F ¥ | FHEOAFH 25 FEEOWT NN TH D, BLEDOEREZ AT E LT, EEEREHE
E LT,

AN LT AR T — 2 N— 2 & JEC, RN ER S NI AFEERT — 2 _— 2
N SHEROEEEREBRRT IRBRECAOCLEUENHB TEITSND. (EEBHRT
—HAR—ZAAFIICHEBTER SN, ML T 4 —F v OFFEOFELER DO % 3K 4.8
2, U—7 OMEIOBELEREER 4.9 \RT. U—27 OMEIOBEPEOE ML, %Y
WEE—HNHY OEY 2R L. FHEOEEFROBRRKS 1 TIE, 48T
T7 4 —F ¥ OFEOEBPEREZ AW T, HEOIEEEROBRL 3 TIE, 49107
TU—27 OMBIORELERZHWT, (EEBRICEBELZMN 5T 5.

EEEHT — 2 X—2 AN DK 417 DI TNERF 7T IEEOEEERE BB T Dt e
X 4.19 (2R T. FEEBERICK 48 ITRTIMNT T ¢ —F ¥ OFEHOHELIE R % v CHRL
FESp &P H U, 15 UT2BERUE Sp 2 302, 1EENWE 7 7 A% Cry Cryy, CrllhHEIL,
B Sp e b RE WS T A H Cry OV UL Ss 205 L, 145 LB S
BRI, F¥EERE Y 7AF Cy, CollBEIL, FRE SSHEDBRENT T AL CyD
TEERMICR 4.9 1R T U — 27 OMBIORELIER 2 W CTEEE Sy 245 L, 15 Lk
FARUE S, 23500, 1EEEHRE 2 T A5 Cp CplZEIL, BUE Sy P RbREWT T
AB Cyy DVEEFEWN S, FEEOROIEE/FREIE SN TWD. o, KAy —ARZT
14T, R@YTRT L 51, il Lo BB OBOEEEROBELIE Sr & 2 ZhiE
L, 8 U SRR OIEEE a2 RN 5.

Sr=xXSp+yXSg+2zXSy (4.9)

I, xIFIMLET ¢ —F ¥ OFEEOFEBEDOEA, y IZMLT 4 —F ¥ O-FEDHL
EDOEL, z IV —7 OMBOFLROEATHL. b = >OHLEDOELL, L
FEEESOM LR O X 5 1C, (FEEPEBET 2FEMICCTRET H. KT—ARZT 4
TIE, LT 4 —F v OFEOBUE 2B T 5720, L7 4 —F v OFEEOIELE
DEH x (X 10°, MT7 4 —F v OHEOFHLEDOER y 1L 10°, 1LV — 27 OMELOHEEL
DEHzIT1 L LE.

HRIOEEEROBBIIC LY, FEBFRT —FX—2 A B 417 OMLIEF 7
(ZHEERIO RS SN BIRS N2, K417 OINTIERE 7128 LT, @RENT-FHLLOMESE
TEHR & 4.6 Hi TR AT 7 iETHEE ST /EZEB A £ 4.10 12T,
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INTHEE, L7 ¢ —F v OFEFEA Through pocket Th H7-, FHLLOIEH£EHR D
DTk & F CHaiin TASER S Tn .

FEA T EIE, L7 ¢ —F v OFEFEN Through pocket TH D728, £4T D7 = A R
IR RINAMERME 2D, INL T 4 —F v OxbE 4 2 Al pk i M o 5 a2 28
mm CTh D, BIRE ORI —F =N 25mm THH72H, SmmKfiliLed
EMD, ¢4mm DTy RIANRERINTND.

YISk, AT PV OBERTEESH TN,

THEEEL, U — 7 OB OEERED K 4.6 DU — 27 OMEOEER LY 140/60,
SO VEZENE B L HHEIEAES 1326 rpm, T EAEAY ¢ 12 mm, HEE SRR @R
RENTZZ U FINVOTEEN ¢4mm TH D572, (140/60) X 1326x12+4=9282 rpm [Z{E
ESfnTn5.

EVHEX, —HHZVOXVE—ELL, UV—7 OMEIOBEERENRE 46 OTU—
7 D& MBHOEIESR 110/70, FELOVERENE B OV B DS 477 mm/min, E#EiEIEE)
1326 rpm, HEE S AVTCAFHENGE HO FHIEIEREDS 9282 rpm ThH 572, (110/70) X477 X
9282+1326=5247mm/min (ZEIE S LTV 5.

THEE T M) 0 IARTR S 1%, FEEOEEFEHO THREG MUV IAZIEES 25 12 mm, T
BN ¢ 12mm, #EE S NTAFEFHROBRSNTZ U FIVOTEEN ¢4mm THD
72, 12X4+12=4 mm IZEIES LTV 5.

THAEF MUV IARE S L, BUOEZEFHRO TEEG G0 ALEES ) 8.4 mm, T
BN 6 12 mm, HEE S NIEEFROBRINC= U RINVOTEZER ¢4mm TH D
728, 84X4+-12=28 mm IZBEEINTWVD.

IMTEEEIE, LNERF 7 OINL7 ¢ —F % O LRG0 ~HEICEPE T 11.4mm (2
BEEINLTND.

THMEANARH S Y — 0%, L7 ¢ —F v OFEREA through pocket TV, LTHMNT
Hgh i & EEREICEANTE RN, FEOEEEHRO LEENGRE A2 —0 0
Side Tix72 <, THMNTHEF A OmIZHEALRH T 5 Plunge MBS N TN 5.

TR S 2 — ) TR TT L, JELOEEE MO T 5L & R U TR S 2 —
> Concentric out, LHEREET7H CCW BB RIS TV D.

ZOX ST, FIMTNERFE TN LXRIChHbE TEEBFRBHEEIND. K411 IT/EE
T — 2 =2 A BBIR SR OAE NG ] & HEE S LR RO —E 2 R T
A TR, NTNER 1 CiE, i3 2 A0pkim =7 oAl i (2 T H 7w & AT e P A
HAFAE LR N8, R 4TI T LHERTRRO TEHED 7 = A4 AL ¢ 50 HiER
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SNTWD. INLNERF 2 T, &9 2R~ 7 SRRk T Hdh 75 1m & AT 722 F
M AMFEAE L2, AlpkHE S CEdh 7 A & AT 22 7 M OIE A FEE T 5720, LEOR
I, &R EMEZ RSN T CE STy RIUNRIRS L, £ 4.7 1O T TEERT
TV RINVORROTEED ¢ 25 mm RSN TS, ML TR 3~6 TiE, LY
A —FT ¥ OLHEEFMOEDFEELFELWLERD RY ARBRENATND. LT
7~13 TIE, ML7 4 —F ¥ O~-HEO—>ToH L33 5 Al Ak i O 5k FEEEC A B i
D/ —F —H5 r OEL 2r KT, HRBEO LTEPNBERINATWD. GIHISMT,
TRTOMLNEFICEBNT, BRENADMEHTREOLICEY, EESh TS, THE
HANAR SN2 — 0%, INTTNER 7 PN TNE 8 TiX, ML 4 —F ¥ OFE¥HA Through
pocket T 25 Z M5, Side 2°5 Plunge ~EEESN TS, ZDOLHIZ, TXTOM
THEFF THI T RIS o TERBEHR AT STV 5.

Target shape of part

Workpiece shape

15 mm

Fig.4.16 Workpiece shape and target shape of part for case study
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Machining feature type
Machining feature dimensions(/, w, /)
Shortest distance of opposite generated surfaces d
Minimum corner radius of generated surfaces r

Machining sequence

Face prismatic
(100, 70, 2) [mm]

Step
(95, 70, 1.6) [mm]

Blind hole

, | 8 (4, 4, 6) [mm]
% ® . _
B 1/ 2 [mm]

Through hole

45 | B (6.1,6.1, 11.4) [mm]

3.05 _[mm]

Through hole
(12,12, 11.4) [mm]

6 [mm]

/ Through pocket

Z 4 (31,28, 11.4) [mm]
T ) 28 [mm
1/ 2.5 [mm]

Fig.4.17 Machining sequence and targeted machining features (continue)
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Machining feature type
Machining feature dimensions(/, w, /)
Shortest distance of opposite generated surfaces d
Minimum corner radius of generated surfaces r

Machining sequence

Through pocket

‘ (30, 16.5, 11.4) [mm]
S/ 16.5 [mm]

v 8.25 [mm]

Open pocket
(95, 20, 6.4) [mm]

= % 6 [mm]

10

i (j Closed pocket

Ny =3 (47.5, 43, 7.4) [mm]
&1 )4 43 [mm]

4 5[mm]

11

Closed slot

: (43, 41.5, 8.4) [mm]
43[mm)]
v 6 [mm]

12,13

Through hole
(5.5, 5) [mm]

2.5 [mm)]

14

Chamfer
(5,5, 0.5) [mm]

2.5 [mm)]

o

Fig.4.17 Machining sequence and targeted machining features
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o 9 - y 2 2
423 ’ @~ D Dj MR 7 =
Atzh - B524h2 Fic VAT (BT Ed
4 - ® - ook L tomr. 4 AmTEEEOy-vENS
ks Wi L) Yok 2
prEr= 3

. . FFVENILETETRIIILT. 10 2B RIRLE T, WL T ERIRLET
4/ [3 BasedOnDectionx
1@ 0001: FaceP- (1. 0.0) V(0. 1. 0) W0, 0. 1)
[ @ 0002 Step- U1, 0.0) V(0. 1. 0) W0.0, 1)
| @ 0002: BlindHole - U(1, 0, 0) V{0, 1, 0) A0, 0, 1)
[V @ 0004: ThroughHole - U(1, 0. 0) V(0. 1..0) W0, 0. 1)
@ 0005: ThroughHole - U(1. 0. 0) V(0. 1. 0) W(0. 0. 1)
| @ 0006: ThroughHole - U(1, 0. 0) V(0. 1. 0) (0. 0. 1)
¥ @ 0007: ThroughPocket - U1, 0. 0) V(@. 1, 0) W0, 0. Ty
[ @ 0008: ThroughPocket - U(0, 1,0) V-1, 0, 0) W(O, 0, T)
/| @ 0009: OpenPocket - U(D, -1, 0) V{1, 0, 0) W(D, 0, 1)
| @ 0070: ClosedPocket - U(0. 1. 0) V-1, 0, 0) W(0. 0. 1)
@ 0071: ClosedSlet - U(1. 0. 0) (0. 1.0) WA0. 0. 1)
@ 0012: ThroughHole - U(D -1. 0) V(0. 0. 1) W-1.0.0)
¥ @ 0013: ThroughHole - U(D, -1, ) V(0. 0. 1) W-1, 0.0)
[ @ 0014 Chamfer(FaceP) - U1, 0,0) V(0. 1, 0) (0, 0. T)

4 :g\@ Milling®

M@ Stock

M @ Target
s 2
1t =
[ver [ oy -
A9 - iR 7
0 m

Fig.4.18 Workpiece shape, target shape of part and target machining features in CAD software

Table 4.7 Tool information

Tool type Tool radius Number of flutes Tool material Tool coating

Face mill 50 4 CB Coated

End mill 25 2 HSS Uncoated

End mill 14 2 HSS Uncoated

End mill 10 2 HSS Uncoated

End mill 8 2 HSS Uncoated

End mill 4 2 HSS Uncoated

Drill 12 2 HSS Coated

Drill 6.1 2 HSS Coated

Drill 4 2 HSS Coated

Chamfer - 4 CB Coated
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Operation parameters database A

Similar operation parameters retriever 1: Machining feature type

Cluster Cr; Cluster Cp, Cluster Cr;

Machining feature Machining Machining
No. | 8¢ type No. Sk feature type No. Sr feature type
73 | 1.00 | Through pocket 60 0.53 |Closed pocket 6 0.06 | Blind hole
85 |0.83 Open slot 105 ]0.34 Chamfer 78 0.04 | Through hole
244 | 0.80 Open pocket 233 1 0.33 Face P 126 | 0.00 Face C

: 52 cases : 95 cases : 118 cases
Cri

Similar operation parameters retriever 2: Machining feature dimensions

Cluster Cg; Cluster Cy,

Machining feature Machining feature
No. Ss dimension%lc, w,, ho) No. Ss dimension%lc, w,, h.)
61 | 052 (30, 30, 12) 66 | 0.20 (145, 90, 50)
73 0.32 (285, 225, 30) 171 0.19 (99.5, 20, 5)
162 0.46 (539,112, 10) 193 0.08 (539,112, 1)
164 | 038 (594, 71.5, 15) 225 | 0.27 (111, 60, 4)

: 27 cases : 25 cases

CSI

Similar operation parameters retriever 3: Workpiece material (.S;,)

Cluster Cy; Cluster Cyp»
No. Sus Workpiece material No. S Workpiece material
61 0.68 SUS304 5 0.37 FC
73 0.68 SUS304 20 0.36 A7075
143 0.74 S45C 130 0.36 A7075
248 0.79 SPHC 212 0.37 FC
: 8 cases : 19 cases
CM]
Cluster Cy;
No. S, (S, Ss, Su)
73 10033 (1.00, 0.32, 0.68)
61 8253 (0.82,0.52, 0.68) S,
248 8237 (0.82, 0.36, 0.79) Similar operation parameters:
244 8034 (0.80, 0.33, 0.79) No.73
: 8 cases

Fig.4.19 Flow of retrieval of similar operation parameters regarding machining sequence 7
from operation parameters database A
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Table 4.10 retrieval of similar operation parameters regarding machining sequence 7 and

inferred operation parameters

Similar operation

Inferred operation

parameters parameters
Machining method Contour milling Contour milling
Tool End mill ¢12 End mill ¢ 4
Spindle speed [rpm] 1326 9282
Feed rate [mm/min] 477 5247
Axial depth of cut [mm] 12 4
Radius depth of cut [mm] 8.4 2.8
Machining depth [mm] 30 11.4
Tool entry pattern Side Plunge
Tool exit pattern Side Plunge

Tool path pattern

Concentric out

Concentric out

Tool path direction

CCW

-67 -
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Table 4.11 similar operation parameters and Inferred operation parameters regarding operation
parameters database A

Machining method / Tool
. Spindle speed [rpm] / Feed rate [mm/min. ]
Machining [ No. Axial%epth OIf? cut [Il;lprn] / Radial depth of cut [mm]
sequence Tool entry pattern / Tool exit pattern
similar operation parameters Inferred operation parameters
Face milling / Face mill ¢ 80 Face milling / Face mill ¢ 50
1 192 1090/ 1308 2442 / 2686
0.5/62 0.5/38.8
Side / Side Side / Side
Pocket milling / Face mill ¢ 80 Pocket milling / End mill ¢ 25
5 193 1090/ 1308 4883 / 4297
0.5/60 0.47/18.75
Side / Plunge Side / Plunge
Drilling / Drill ¢ 2.8 Drilling / Drill ¢ 4
3638 /218 2547/ 153
3 51
-/- -/-
-/- -/-
Drilling / Drill ¢ 9 Drilling / Drill ¢ 6.1
4,5 261 247_0//_371 8503: ; ?004
-/- -/-
Drilling / Drill ¢ 11 Drilling / Drill ¢ 12
6 245 57(3 j _104 732_ ; _146
-/- -/-
Contour milling / End mill ¢ 12 Contour milling / End mill ¢ 4
7 7 1326 /477 9282 /5251
12.0/8.4 4.0/2.8
Side / Side Plunge / Plunge
Contour milling / End mill ¢ 12 Contour milling / End mill ¢ 14
3 73 1326 /477 2652/ 1500
12.0/8.4 11.4/9.8
Side / Side Plunge / Plunge
Contour milling / End mill ¢ 20 Contour milling / End mill ¢ 10
9 171 1980/ 594 5544 /1830
0.5/0.5 0.25/0.25
Side / Side Side / Side
Pocket milling / End mill ¢ 8 Pocket milling / End mill ¢ 8
10 146 5010/ 1503 7014 /1852
5.0/0.8 4.0/0.8
Rump / Plunge Rump / Plunge
Contour milling / End mill ¢ 16 Contour milling / End mill ¢ 10
1 76 1592 /573 5941 /3361
1.5/11.2 1.9/7.0
Side / Rump Side / Rump
Spiral milling / End mill ¢ 16 Spiral milling / End mill ¢ 4
12, 13 56 214_9//_473 205_7//_149
Plunge / Plunge Plunge / Plunge
Drilling / Chamfer Drilling / Chamfer
14 260 350/35 204 /40
-/- -/-
-/- -/-
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4.8 HEE L7-EEFROEMH

HEE SN ARG E, B EEBmE UCERBRT — 4 _R—2~EfE+ 52 &
WTED. ERINTHRFERRS, R LEUINISGM 2 & OEEEROHEIC
FHESND LT 272018, FEGERPEMINTEEGRT — 2 X—AnbHED
TR MA BT DBV HPEZ, FEEWRT — 2 X— AR I EE
BRALICHB TES T2 2 LR EE LY. 77, MIHBRE I CEEERT — & N —
ICERBSNTAFEE RN R D720, (FEEWRT —F =20 b HEEOEEE R E R
KT OHMBICHOLHALE LM LBGIS U TRRLZONPARTHD. £ 2T, Kif
FRTIE, TEEBEPEE SNIAEEE BT —F =20 LHEUOEEBERERET DR
Fawl WD FK 41 OINLT ¢ —F ¥ OFHEOTEPER LK 42 OV — 7 O ELOREIEL
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Operation parameters database B

Similar operation parameters retriever 1: Machining feature type
Cluster Cg; Cluster Cg;
No. Sy Machining feature No. Sy Machining feature
type type
85 0.99 Open slot 51 0.24 Blind hole
150 0.96 Step 56 0.15 Through hole
313 1.00 Through pocket 310 0.34 Chamfer
434 0.90 Closed pocket 380 0.31 Face P
108 cases 367 cases
Cri
Similar operation parameters retriever 2: Machining feature dimensions
Cluster Cy; Cluster Cy,
Machining feature Machining feature
No. Ss dimension(l,, w., h.) No. Ss dimension(l,, w., h.)
85 0.43 (100, 80, 20) 66 0.20 (145, 90, 50)
130 0.36 (16,12,9) 69 0.01 (10, 2, 135)
313 0.54 (66, 65, 9) 194 0.14 (539, 10, 10)
420 0.58 (49, 44, 15.5) 434 0.27 (274.6, 120.8, 4.0)
43 cases 65 cases
Csi
Similar operation parameters retriever 3: Workpiece material (.S;,)
Cluster C)y Cluster C)» Cluster Cy;
‘Workpiece ‘Workpiece 'Workpiece
No- | Sw | material No- | S | aterial No- | Sv | ateral
73 |0.88 | SUS304 5 10.70 FC 20 [ 0.42 | A7075
313 [ 1.00| AS5052 85 10.70 FC 22 1042 | A7075
365 [0.91| SPHC 150 |0.70 FC 130 | 0.42 | A7075
420 ]0.88 | SUS304 212 10.70 FC 143 ] 0.57 S45C
: 22 cases : 16 cases : 5 cases
Cui
Cluster C)y;
No. Sr (SFs SS; SM) S
313 10046 (1.00, 0.54, 1.00) :
73 10032 (1.00, 0.32, 0.88)
61 9653 (0.96, 0.52, 0.88) Similar operation parameters:
345 9073 (0.90, 0.33, 1.00) No.313
22 cases

Fig.4.20 Flow of retrieval of similar operation parameters regarding machining sequence 7 from
operation parameters database A
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Table 4.14 Inferred operation parameters regarding operation parameters database A and B

Machining

sequence

No.

Machining method / Tool
Spindle speed [rpm] / Feed rate [mm/min.]
Axial depth of cut [mm] / Radial depth of cut [mm]
Tool entry pattern / Tool exit pattern

(0)

peration parameters database A operation parameters database B

192

Face milling / Face mill ¢ 50 Pocket milling / Face mill ¢ 50

2442 / 2686 380 1333 /550
0.5/38.8 1.0/37.5

Side / Side Plunge / Rump

193

Pocket milling / End mill ¢ 25
4883 /4297
0.47/18.75
Side / Plunge

51

Drilling / Drill ¢ 4
2547/ 153
-/-

-/-

4,5

261

Drilling / Drill ¢ 6.1 Spiral milling / End mill ¢ 4
8503 / 2004 1989 / 62
e 358 o

-/ - Helical / Plunge

245

Drilling / Drill ¢ 12 Drilling / Drill ¢ 12
732/ 146 732/ 146
e 362 e

-/ - -/ -

73

Contour milling / End mill ¢ 4 Pocket milling / End mill ¢ 4

9282 /5251 313 3000/ 704
4.0/2.8 1.8/0.25

Plunge / Plunge Plunge / Plunge

73

Contour milling / End mill ¢ 14 Pocket milling / End mill ¢ 14

2652 /1500 296 1817/ 1015
11.4/9.8 7.0/0.88

Plunge / Plunge Plunge / Plunge

171

Contour milling / End mill ¢ 10 Pocket milling / End mill ¢ 10

5544 /1830 400 2890/ 483
0.25/0.25 0.83/7.5

Side / Side Plunge / Plunge

10

146

Pocket milling / End mill ¢ 4
7014 /1852
4.0/0.8
Rump / Plunge

11

76

Contour milling / End mill ¢ 4
5941 /3361
1.9/7.0
Side / Rump

12,13

56

Spiral milling / End mill ¢ 4
2057/ 149
-/ -
Plunge / Plunge

14

260

Drilling / Chamfer Drilling / Chamfer
204 /40 625/78.1
/- 310 /-

/- -/ -
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FTo, R AL TN T A — 7 K22 2 EBEOM L THW b - AFERE
WE, 475 FOFEEBFHRPEBINTZT — X X—2 B ZHWTHE SN AEEBFHRONN
TR O D — A R, BN T A — 7 X 0t 2 = 0 2 EBEOM T THW S
NIAEENE W E 475 EOIEEE RPN EE SN T —F X— 2B & HWTHEE S E3¥
WM CRIC &L 2 I TR CH D 2 L300 D. 475 hOEEERPERB SN T —4
R—2Z2 B &AW THE SN EEEROM TR N EWER T, UHISEA0XE.8)nE
BRI WD N 72 E D F 4.3~4.6 DIEERPLEEMNIRE SN TNDTZDOTHD.

Table 4.15 Machining time regarding actual machining and inferred operation parameters

Machining time
Machining feature operation parameters operation parameters database B
used actual machining
Through pocket 1 0:03:52 0:06:13
Through pocket 2 0:02:56 0:04:57
Through pocket 3 0:01:05 0:01:12
Through pocket 4 0:02:56 0:04:57
Through pocket 5 0:02:56 0:04:57
Face prismatic 1 0:00:17 0:00:28
Face prismatic 2 0:00:17 0:00:28

4.10 REBUEFRE KB LI ERFROHEE

RITET CIR R 7B R OHEE TIX, ML7 4 —F X O, ML7 4 —F v OFES
U — 2 OMEO =S OFHIR R CTIEERFRT —F X—ZAnS IR ROMLT 4 —F
Y CHPIOEEERAZ TS, LOL2ns, K421 0L, EEERT — & <—
ANE, FMLOHOEEEFROFRML &AL BT I TOEEERBERINTEY, i
INTOMTEAER, LM TORBECELDAIREERSH 5. £ 2T, K422)77
O, MIHROIMTLT 4 —F v IZHGEEF RPN Z T E S TW2RWEEE, Tk
FINTARE LWL, N LOROIEEEFRT — 7 N— 20 LIELOMEEF # 2 i
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L, K4.220)0cnm3 512, MIEXRROMT7 4 —F v ICRGENEER P Z T I T
WA EE, RPN IAGE L L, SN &t RPN ToEEEFHRT — 2 X—2
IO REZET 2. MIRHBROML 7 ¢ —F v iz, 8EREFRNZ T
SNTVDONENT, MR DIEEGERT —FXR—AZ2YV A5 L T, £ EFNL
DA 5. 727120, L EFIMLTE, HEICOIEIGER R Hh b0, (EE
TR OHEE TIIDAR0.

Operation parameters for roughing

Operation parameters for roughing and finishing

Machining feature dimensions (Ss)
Similar operation parameters retriever|

Operation parameters database

- |
Machining feature type (Sr) %
Similar operation parameters retriever 1
||

\Workpiece material (S/)

% % % Similar operation parameters retriever
3

Similar operation parameters

Fig.4.21 Flow of retrieval of similar operation parameters
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Operation parameters for roughing

Operation parameters database

Similar operation parameters retrievers

=

Targeted machining feature Similar operation parameters

(a) Retrieval of similar operation parameters using machining feature without PMI

Operation parameters for roughing and finishing

Face with PMI %%%

Operation parameters database

Similar operation parameters retrievers

Targeted machining feature Similar operation parameters
(b) Retrieval of similar operation parameters using machining feature with PMI

Fig.4.22 Flow of retrieval of similar operation parameters using PMI

4.11 HALHEFRE KB L EEBEBROBED T — AR ZT 4
FI3EDT—ARALT f D/RY— 2 C TR SAVIZMINERF 1 225 11 OFRIM LN
L7 4—=F %L, ZoDr—ATHEEERZHEE L, MRz LT 5. 75— AITIE,
BB SN T A — 2 X0 Rt % 52 1T 725N T B DR 05N T &AL B T ok
ENERO ATT PSR S NWIAREF M| T —F X—2 2 W5, 7r—ANTIX, 477 Otk
Ry, MEREFRAZIESRLTOARWINTY 4 —F %I LT, RINToR
DOIEERE® 245 R ER S NI FRM TOHDIEEFRT — & N—2 & H, R RERF
WAZIFESNTODINT T 4 —F X2k LTI, TR &4 EFIToEEER 232
ERER S NI L e PN TOEERHRT — 2 =225, U—7 OMEHT
A5052, A THIZTEZ /1420, N2 D=AKDTY RILTH%.
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IR ®RO 5> LRGELEFHRICEDL 2 —NH 72 0% CHYMELHERT 5. L
NER 2, 5, 6, 8, 9~111%, WRBEFHRNAY, L EFIMTRATORMT L 225720
r—=ANDO—NdHT=H DKV D, r—RALV/hS<HEESNTWD. £72, LIESF 7

, BRBLEFERNEL, FEINTL LR D700, F—RNO—HNHT2 DK R, 7—RI
LTV RESHESINTWD., UEOHERNSL, IMTHZOMLT 4 —F v IZZITEI N
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Table 4.15 Retrieved similar operation parameters and inferred operation parameters in case I

Tool / Number of flutes
Spindle speed [rpm] / Feed per tooth [mm/tooth]

Machining With / . .
sequence |Without PMI Axial depth gf cut [mm] /radial depth pf cut [mm]
roughing / roughing and finishing
Retrieved similar operation parameters | Inferred operation parameters
Endmill ¢8/4 Endmill ¢20/2
. 3000/ 0.08 2800/ 0.11
! With PMI 8/0.8 20/2
roughing and finishing
Endmill ¢8/4 Endmill ¢20/2
. 5010/0.05 2805/ 0.05
2 With PMI 11.5/0.7 16/1.75
roughing
Endmill ¢8/4 Endmill ¢ 14/2
. 3000/ 0.08 4000/ 0.18
3 With PMI 8/0.8 14/ 1.4
roughing and finishing
End mill ¢ 8/4 End mill ¢ 20/2
. 5010/0.15 2805/0.13
4 With PMI 8/0.6 20/1.5
roughing and finishing
End mill ¢ 8/4 End mill ¢ 20/2
. 5010/ 0.05 2805/ 0.08
>&6 | With PMI 11.5/0.7 16/1.75
roughing
End mill ¢ 4/4 End mill ¢ 8/2
. 6790/ 0.03 7921/ 0.08
7 Without PMI 4/03 8/06
roughing and finishing
End mill ¢ 12/2 End mill ¢ 14/2
. 1720/ 0.08 2064/ 0.08
8 With PMI 0.5/9 0.6/10.5
roughing
End mill ¢ 16/4 End mill ¢ 20/2
. 750/0.07 600/0.11
? With PMI 72/1 9/1.25
roughing
End mill ¢ 8/4 End mill ¢ 20/2
. 3000/ 0.08 2800/ 0.19
10&11 With PMI 8/0.8 20/2
roughing
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Table 4.16 Retrieved similar operation parameters and inferred operation parameters in case II

Tool / Number of flutes
.. . Spindle speed [rpm] / Feed per tooth [mm/tooth]
Machining . With / Axial depth of cut [mm] /radial depth of cut [mm]
sequence |Without PMI . . oo
roughing / roughing and finishing
Retrieved similar operation parameters| Inferred operation parameters
End mill ¢ 8/ 4 End mill ¢ 20/2
. 3000/ 0.08 2800/ 0.11
! With PMI 8/0.8 20/2
roughing and finishing
Endmill ¢$6/2 End mill ¢ 20/2
. 3450/ 0.04 1035/ 0.04
2 With PMI 1/4.8 33716
roughing and finishing
Endmill ¢8/4 Endmill ¢ 14/2
. 3000/ 0.08 4000/ 0.18
3 With PMI 8/0.8 14/14
roughing and finishing
Endmill ¢ 8/4 End mill ¢20/2
. 5010/0.15 2805/0.13
4 With PMI 20/0.6 20/1.5
roughing and finishing
End mill ¢ 6/2 End mill ¢$20/2
. 3450/ 0.04 1035/0.04
>&6 | With PMI 1/4.8 33716
roughing and finishing
End mill ¢ 16/4 End mill ¢ 8/2
. 750/ 0.07 1500/0.11
7 |Without PMI 72/1 3.6/0.5
roughing
End mill ¢2/2 End mill ¢ 14/2
. 3979/ 0.04 795/0.04
8 With PMI 0.8/1.5 53/10.5
roughing and finishing
End mill ¢ 20/2 End mill ¢$20/2
. 1230/ 0.1 1722/0.08
? With PMI 10/0.5 10/0.5
roughing and finishing
Endmill ¢4/4 End mill ¢$20/2
. 6790/ 0.03 3168 /0.08
10&11 With PMI 4/03 20/15
roughing and finishing

4.12 HE L-EEBHBNHODO NC 7Fu 5 L0 BEAER

423 |[ZHEE LT AEEN O NC 7' 77 Aa HEVAER T 2iivE "7 . CAM Y
7 U =7 O APLEEREHWT, U—27 ORIk, Eio BAERIR, ITxgomI7 4
—F v, TEMEW, HEShEEE#E CAM Y7 by = TICHBIMIZAS L, HE
L EEEHRSE 2 VT, CAM Y7 b7 =7 TLERKEZ BEIICEH L, NC 72
T o BEPNCAERT L. K424 1IRT X5, CAM Y7 FU =7 TILEY R =2 L—
VarxFEmL, Mo BEBRIONLEND Z 2R L, CAM Y7 FU =7 TO
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NC 7’0 7T LADERMUICKE R T X TOEEGERABEICHEE SN D Z L AR Lz,
ZOEIIZ, MLT 4 —F v ZHWTFHIAR—ZHEGR I LD HEE S NFEBRTRY
" CAM VY7 b =7 DOMILY 2 b—3 g THGRT 5 2 LT, #HEE Sz BN
WM FEIMLTTHERTLZENRESND.
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Workpiece shape Target shape of part

Tool information

S

S
—

Targeted machining features

N\

Inferred operation parameters

CAM software

Output

NC program

Fig.4.23 Flow of automatic NC program generation from inferred operation parameters
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Tool path
Machining sequence 7

Fig.4.24 Machining 7 sequence simulation in CAM software

4.13 BLYIT

ARETIE, LREZGFESEO O OMH TESLOHISRME & v o 7o E RO B B 224t
FEIZOWTIHR ATz, F7z, HEE LIEEF#RO CAM Y 7 b =T ~OHABIAT), CAM
Y7 hU=T TONC T 0T TLOBHEAERIZOW TR AT R ROHEE T,
MEREOIMLT 4 —F % ZHNT, GIHIGRER EZT TRENLER S EO A
¥R AEBERICHEET 22 LT, RBROEVEEED, CAMY 7 hy =7 TONC 7
07T AOERICKNEE & 72 B EIHISEo  T R 722 & O EEE R 2 i 2 A 2 8
T5. 70, MRTOMELFULTCBEDOREFLEET L L THEGD, FH~—
2w E HOT, FEBRAEEET D2 LT, /EEERE BENICHET 5700, X
HRICHEENDMLBIGRAED ) Uy 2R TE, HESNTAEEFRE, HcifE
EEWRE LTERMT LT, TRMINTHT-RIEEERD, UHIEECHERN LAY
DIEEEROHEEITH AT 272018, (EEBHRPEBINIAEEERT — 2 X—200
HRIOEEERERR T 2MBIRITHOCDHEEDR, (FEBFRT -2 -2 cEES L
ARG MARKICHB THEI SND. ZHICKY, - Bz THRESE O
oL vy & LCRIITE, IMLEBGRA O /2 7D ORI L LR OE L
RHEET D, Fio, FEBERBEBINTAFERRT — 2 =20 DEEOEEE#E
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MRS DRBETH VD HEUEDR, FEGERT — & X— A CERB S N AFEF#Z L

HEICHERr S, FROFEERBHROBKRICE D H SN DEEBBSCHEE SO IEERE
WMPENT D%, T—ARZT 4 OFERNOHRL, LR SHEOTZD OIEEN
WMOHEEIT LY, FEERT —ZICEBESNTMLBGRA D /) 7T O LT
BROBEEEHECE DML HER L. AT, TGO L7 4 —F v 22T
Ean-®EsbEEREFA L, RPN ToRES U TEZHZEOT-ODFEE
HEMOHEEIZOWTIART2, Z LT, EMLIZTr—ARZT 4 OFERN G, B REE
Wk LT REB RO E DAL Lz, 5 ®ETIE, iksnzmL7 4 —
F ¥ AR U7l 782 K 2N LR oHEE HiE 2T 5. L TR OFHhFEED
—OTHDHIMTHMZ, CAM ¥ 7 b =7 TAERIND NC 7a 7T Linbitfid 51
%, MTTREROBEHNIERK -0, YOS AR RIZRD. fRELT, ML7 4
—F ¥ ORI LV FEHIN DML TREOBRRICKHZET 5. £2 T, @ikShi
MLZ7 4 —F % ZFA LT, WFE L SBEICINTRRZHET 2 T EEBRL,

r—ARABT IR, EEICEVREE T TREAZHE TCE LI L E2HER LTV,

L
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5
TREZBBRIZMIT -
B2 E I X AN TR OH#EE

51 XC®IZ

1.1 HiClR_7=X 218, ML7 4 —F v O8i#IE, RBEOBHEREV—F, Bk
NDEMTT 4 —F ¥ OB DOENERO R E — 2 L2 D2, fEfiE 22 5 I TEFTe
INLTNEFOMEEIIH R L 225, Fio, EEEROHTICE Y BBINICHE S5 BIHI
SRR LR EOEEEREMNNTS, MO CAM Y7 =7 D NC 7r /3
LDOEFIZRER DN 035 728, RN TEFT-eI TIEFOME TN, FTLOMTHE
AN TNE P ORI 2 BT 52 L & d. 22T, AETIE, BRI LTETC
INLNEF DA D> B OFT L O AN L& Fro 0 LNEF O PUT B 72 E SR REAm R 220
T & U, TEROMTEF M OHEE, BrE 2R L2 T 7 4 —F v I L D TR
G R DT O DI THRFFE OHEEIZ OV T~ D

52 PEROMIEFHEOHEE

RO~ I ab—F YT N =T IZL DML OHEEIZOWTHR~RS . 1.1
Hi TR ~7o X 90T, MR &I, IR, BREAMCM IR ZEREE LT, @kl
ML7 4 —=F % W TRESINTZERDO R Z — o O LEFT-CI LIEF 72 £ ofn L1
NSO L IREOFMAEIRZ L. LM, 742277V 7 7 kel
DvvryIalb—H4Y 7 7T GNavilZ LW I LR ZHEET 5. 72721, SnifiliE
HIOINLRE#] S, FEEROIM I & G-Navi DHEEDFRENRRE W Lvh, G.DIRT X
T, v FEHI O NN LRER ¢ [sec] 2 BT 5.

60

= 5.1
LXF XN -1

Z 2 C, L[mm]iZUIHIEERE, F[mm/rev]idZiE 0, N [rpm[lLE#FEEETHD. D
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BE, L7 ¢ —F v ORFHEAEEFROHEE I L0 GIHIERE, 250 8O T E R )3
HEIWICIRESN D, LALLM, TiRO CAM Y7 hy =7 NC 7177 AD4%
FRAC R 28 2370 5
WIZ, HERD CAM ¥ 7 b7 = T2 X DI TR OHEE IOV Tk 5. I TRERI,
¥ 5.1 (27~ /il DP Technology #:51¢> CAM ¥ 7 s 7 =7 ESPRIT (Z L W #EET 5 =
EHLAMRETH D, EEHED, CAM Y7 b= TICHSO HERRE Ak, FioL
BEMLT 4 —F ¥ HITHD IRT.
O CAM Y7 "o =T TT 4 —F v &1k
@ FHTHEZREL, CAM Y7 by = T7IHEHATEZ AN
@ MTHEEZREL, CAM Y7 by =7 TIMTHEEZ AN
@ FEAEHREOE D HE R O RMEEZRE L, CAM Y 7 b = T IO Sk %
AT
® CAM Y7 b =7 CLEREONC 7rn /T h&ERL, YIal—varixdk
17
® 521" T LI, CAM Y7 by =7 CIILRMZ RS 5.
MLZ 4 —F v GOIEERFROWRE, CAM Y7 b7 =7 OEE, CAM Y7 b7 =7 T
DNC 71 7T LDER TR EITRER D005 .

Fig.5.1 CAM software
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lﬁ 4 S2-10-2 00:00:00
% 2 00300 G2-10-2 00:03:20
3 15 D1-103-2 00:00:00
&5 8 00450 01-10.3-2 | O006:26
@ b Ci-16-4 00:00:00
% 4 00620 C3-16-4 n0:00:44
ﬂ 31 T1A-12-3 00:00:00
|E 0065 _T1A-12-3 | 00:00:53

Fig.5.2 Result of machining time inference of CAM software

53 HRFEEZHA LI TREOHEE

PRI TR OHEE TiX, 1EEFHRORERLHRDO CAM Y7 FD =7 O NC 7'n
7T DO EIZRER 05 T2, IR LEFT-0N LIEF OMEENL, L
O LE TP LIEF ORRICHEH A2 S 52 & b, 22T, AT, K 53
IRT LT, BERICRE SNTAEEERD, MILBGERAEOML ) v b UTEE
BT —F _N—=RCEH SN TN D &b, FEERT - X—ACEBEINTAE¥
Bz AR EERA L, MIABOMT7 4 —F xick v, TR ZH#EE
L. BRI L DM TR OHEEIC LV, RN TEFT-CH TINEFF O M2 6, Bt
O NN L&A TNEFr ORI B 2 RF [ 2 Ffi 9~ 2. HEE S 72 IR o BN
A& RO TNEFF 2 B R 2t IR LT, MTEGRAOMT , oo ZHHA L
TEERBRPHEESIND Z LD, FL— FAT7ORRIT RV, R EMD DB
M TN L& TN TNEF 2 55t AR R A HEEL, CAM Y 7 P U =7 TNC F'm /7
LEAERT 5.

Targeted Machining features Machine learning Machining Time

Fig.5.3 Method for machining time inference using targeted machining features

BIFEIL, vy PR a— 27 E O, BB BEIRIZITEIO T A
—HEFETLILETHD. BRTEICE, AT =% LHMT — 2 b E T

-87-



555 B TRREPUC A 7B & 5 I TR O HEE

LEWIH Y FEEHE, HBAONTT =X OHRNOLFRTHHM R LEENH D, HlifidH 0
FENL, WRER, PHR—IRXT Mw o= a— TRy NT—IRERHY, T—
Z O, EREERE, HRIRERICEH TH D, FhliZy LRI, k-means 172 E
DI TABRY L TIRENRDY, T—FONRE =R — VORIZHEHATH L. AR5

TlE, #HfHVFEEO=2—F Ny NT—T EFEHL TN S.

—a—INXy FU—21%, ANHREDKIZH D mtMid (==2—r ) THERI
DA 2, 2 B a—& ORI L2 O Z S ThH Y, R o ik Rl
LA FH =2 —F Ry N =7 OB E CHENTOIATL=2—F 3y FU—
7 (ANN : Artificial Neural Network) 233> % .

ID=a—=I Ny NV =27 EEEUFHHT L DENTHONWTIHEND . EEROEEE 5y
W35 2 & THREODRNTRREER L, —2DHNESEZ T 2FEDO—2IZE
EE S o 5. BmEIFSHL, ZERMBFTO—S>THY, K54 18T L5, AT
B HHED SO THEKR SN TWD. n HOATE x; BSHE y 252 282 (R
[EURARED w, & /N LT LT L, RGE2)IRT X957, fpAcrd.

Input layer Output layer

W2
i}ﬂy

-/

Fig.5.4 Multiple regression analysis

X1

X2

|

y = Zin=1(xin') +b (52)

ZIT, b IR THD. Ik, EERET N, HDLWIE, HEEKET L EN .
BRI &1L, BEAwICH L TIREIE) THL LW IERTHD. flziE, X(53)PH(5.4)
IR T LD RETMIEA wIZH L THRETH LD, BERRETLVES 2 HH, X
GCOTRT LI RET WMTEAwICKH L THRIE CThWnied, ERIGEET LV EF 2720,
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y=wix; +wyx2+b (5.3)
Yy =w;sinx; + wycosx, + b (5.4)
Y =wix; +wpe W2*2 4+ b (5.5)

—J, =a—INAFy NT—=21%, KSS5ITnT L0, AE, ke L diEE (B
NHE) D=">DF THEINLTWND.

Input layer / Hidden layer \ Output layer

o /

Fig.5.5 Artificial neural network

Za—T )%y hU—7 T, Al x 12k L TRIERIGET 2854, KGR T LI,
B = > b(linear unit) & FEIEN D, HARLEEGEHREZHAW-HOBEEZHET S Z &N
TX5.

y =wby (5.6)

LIl s, <05, RENDTRT LIS, FHEEHREEMEEZ TV CIERIE

-89 -



B5E TESEIUSHIT 728 12 X AN TR o HEE

DEFZ1T 5.
y= h(W(L)x) 5.7

HARBNZ ED X5 IR IEMEALBE B A =S 00ME, BB K> TRET DL ERH Y, Bl 2 1F,
TREED 18, =a2—n B mlosgya, NGHITRT LI 74, EMLEE7 ST
2.

y = hz (ergle(z)hl(Z?:lwijxiD (58)

ZIZTC, hiTEMEREE, wiTEATHD.

HEIF N CIIMERIREZIT I OICH L, =2 —F Xy hU—7 TiE%L OFAIC
B A RIEMAC B 2 AW CTIHERIBEOEIR 1T 9 L WO BWAH L. £, EEUFSHT
TIXEYRBEE DT A= DHEZLETHOIH L, =a—F %y bU—27 TiEZER
BB D NT A=Z 2 TRIPRIEOEA L FET LWV IIEBENEHS.

=a—INxy NT—7IF, 56 ICRT LI, —oD=a—a U EHDYF S
ARFEE SNIEZANBEHR OB N =2 —n VRTINS IE L > TV D,

Input .
Weight
X1
X2
Activation function Output

|
| Su) Z
|

Xn

~— J

Fig.5.6 Formal neuron

Za—nu 0k, RS Al CELw E BT T AFHES u L 72 B 5E, KGR
T L7, MR (WTERSND M EzE 1T 5.
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z = f(w (5.9)

HA WL, =a—BrOORNYOMIZRL, PEICLVIEINS Z LT ERIC
W IMEZ /RO 5. IEMERBEIEICIT A REENH Y, v —B 7T v MO ERE
Liz—%7 b T, EHBEEE LT, RGAOIRT LS 7%, A7 v 7%k % fE
STV, A7 v 7T, BFHMEuBERL Y REWHEEIT 1, TOMDOLEIT0 %
HOT %, MS5TICh=0D50RA7 v 7K EuL z0B% 7 Z 7 TR,

_ (1 (u>h) 5.10

0 U
Fig.5.7 Graph of Step function

TA—TT—=0 7%, KS8IIRT L7, N \—k7hurazHn-4ELLED

ZEDONT.=2—7 /L% > kU —72 (DNN: Deep neural network)(Z X 2 Hi=E TH 5.
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Output layer
\ I e
y

Fig.5.8 Deep neural network

TA—TTFT—=0 TR, ANEEZSEBAEHESE THAEELHFTWD. 2o E
CHENT —H L OBEEFBICVERE ST T, BENNILKRDLEIIICEAZTEHTD
RAEVEREEAWD Z & T, ML #ET — 2 L OMEE /NS THZ ENAfEE
ofe. LinLZen s, A7 v 7BBIL, Mo TERnIenb, 7 AMA— b,
Il & BfiT — 4 & ORREERIETE D L 5 2oy mTREAR TR ME(LRIs & L <, K(5.11)
R koA, VUEA FEBOENEZRE L. 7 A FEEICKB T 2ul z0 B4R
X 59 2T

fw = .10

1—e #

0 u

Fig.5.9 Graph of Sigmoid function
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7 EA RO AR A D ARLTH KRR & [BhEE 2 BB & LT, A(5.12)10R
TR0 7, WHHRIERLBI R & 5 . B EREBIEIC 1T D L zD MR &2 K 5.10 1287

f(w) = tanh(p) (5.12)

-1

Fig.5.10 Graph of Hyperbolic tangent function

FOOFPENR, 74 REKOBEA, 0<=f) <=1ThHs —F, MihHRIERERE%%
DEE, -1 <=f(n) <=1&75. BHIEERBREIC LV, AR AIHEE LI <7250,

BN K& < 22 255G AR 2 5 MEIXERC & /v, 22T, THETIE, 4
BOAMTE L L2 WIEME(LRIZ E LT, NG 13)IRT X 9 7%, EHERE=> F[ReLU :
Rectified linear unit) 23 N HL TV 5. EFULRIE = > NMZB T Hul z0 R %X 5.11

2T,

f(w) = max(0, ) (5.13)
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0 U
Fig.5.11 Graph of Rectified linear unit

ReLU X, uWMO0LLFTHT0ZH AL, 0L EOHEIFRBICuDMEEH 1T 5.

B FE OATNTHONWTIEARD. L7 4 —F ¥ OFEFIL, & 2.1(A)~D)IZRT 12
MIHICR R BB ZE VLTS, L7 4 —F ¥ OHEE, K512 17T X5 7228, B
17, MEERWS. U= OENE, T A4, BEk, REHSCAT UL AMO 4
MEIC R BBV Y TH. 2720, ML7 4 —F ¥ OfHE, MT7 4 —F v Dk,
U= OMBOEEZZDEEF=a—F N0y NT—=ZIZANT DL, ATERERITEK
BEHEZT, REORWEENTERY., £22°C, MLY7 4 —F v O, ML7 14—
FrOHE V=2 OMBIOSEORKIEEZ 1 &L LT, ML —F ¥ O, L7
4 —F % DL, U—7 OMBIORED A2 0~1 OFHEIZIEFLT 5. £z, i
THRRE, K S2IRTEHICCAM VY7 ho=TICE D EHLEFMEZ WS, Zh
EDOANNEHAT — 4 & LT, HMMFEEE1T).

Diameter
Depth
Diameter 1
Height
Width |
(a) Cylinder (b) Cuboid

Fig.5.12 Machining feature dimensions
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REFFETIE, RS13Cxdh o7, FfET4fE, —=—a i1 BENBIEIC 14,
647, 451, 606 D==2—F /L3y FT—7 & H\ 7.

Hidden layer

/ Input layer ™~ / (4layers) \ /- Output layer \
O _

O —< 7~
Type N /4
RN [TI7

Height

h\&%
i\\&%

TH=<X\
LA\
)=

Width Machining time
Depth

Material

N ,/

Fig.5.13 Neural network in this study

F7o, AW TIEL, Google tHE DM F#E 7 1 7 Z U TensorFlow & Chainer ZFJH L,
TEMEAC B I TR IEE T H D Z & 005 0 LLF 258 L 72\ ReLU BE%k, H5:Bd
BIIFIEYFERBEIC B W TR S A ¥y — 2 TR ZE, oL FIEII IR AELE T
1% (Stochastic Gradient Descent) (23 OO E momentum % {11 29" Z & T SDG & ¥ %
A < T MomentumSGD % I\ 5.

54 F—RREZT 4

AT —% 7 ANT =% RRGEET — X OEIGIE, BEGIE, 8:1:1 T ¥ AITE®RH
PLTWDER, ZOFEAF I ERIT VD, AN T—Z s U TREL, A7
—AALT 4 TIE, BB A —0 X0t a2 Z0), (EEERT — 2 X—RICEHM
SN2 344 PRGN D, K514 17T X9, MLT 4 —F ¥ OFESY — 7
MBIR R 2 X 512 4 EOMEEEBATHRIZE S T A MTF—2 L LTI U X LITEE L
7o INLES & B2 U — 27 OB 4 B O S H 3 N, 41hOT7 A N TF—2IZE
FNTWD. CAM Y 7 bU =TI K0 B U7 INREH 2 & FEIZ R T

D
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No. 2
1 mm
_______________ Fmmmmmmmm e e m ]
Through hole |  Aluminum Alloy Blind hole X Cast iron
92 seconds 19 seconds
No. 4

65171nn1>f

_______________ S —
Face Prismatic : Stainless steel

690 seconds 81 seconds

Fig.5.14 Test data

72, 4 FOMFEEMZ FE B & ORI S EET — 2 L LTEL L, %Y 336
hOFEBREZFERT 4 L LT¥EE Lz, 8T — 2 2 A0 T8 280 K[
B CTH 2 FEEHIL 2000 B, FEHT—F 250 Ty MCEENLIFET —F O
THDH /Ny FYA X1F200, 1 [BIOFE TOELFEOFEE TH L FHEH RI%0.001 & L.
FEOBRTH 2 FE MR A X 5.15 1283, BlhE5% 714k Number of epochs, #it#ii%
HEME Loss THD. ZOFHEMHBHEIY, FEELZERDICONTHEHRAMEPDLL TWD Z
EBOND.
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Number of epochs

Fig.5.15 learning curve

RO L HICEB L= a—F %y FU—27I1Ck Y, K514127R L71Z No.l~4 DT A
N =2 OMTHRMZHEE L. £S1IZ, AT —F No.l~4 D, FHLiz=a—
FIFy NU—=Z 2K 0 HEE LI LR OHEEY, CAM Y 7 b =T IC XD EHL
PN TR O FRE y 2T, £72, RGEIDTRT L IS, MEREORELE AT
K& Accuracy %8 L=,

Accuracy = 100 x <1 - v ; yl) (5.14)

Table 5.1 Result of machining time inference

No.| Inferred machining time y | Actual machining time y Accuracy
1 00:01:20.0 00:01:32.0 86.96 %
2 00:00:48.9 00:00:49.0 99.75 %
3 00:11:28.2 00:11:30.0 99.73 %
4 00:01:35.4 00:01:21.0 82.23 %

#5180, 7A BN Nol~4 ODFEEIX, i 99.75%, iIK 82.23%, ) 92.17% & @y
KE ML EZHE TE D Z L 2R L.
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CAM V7 b U =TI K DI LRE OHEE TIE, 5.2 fiTii~_7=X 512, CAM Y7 K
V=7 CLERELNC 7077 LhaEld 2729012, ML7 4 —F v @IcO»500
TRAHY KT, TROOMEHALEORE, TERAOMLEE, LEROOEEFROHK
ENREIITON TV b 00, MLEMOHEED 2D 0O @D TREICT A h T —X
LIFZ D& 5000, T A MTF—Z AEONINTRFH OHEE (237> - ToRF[IE, 20 43
BCThotz. —F, ML7 4 —F v ZFMA LB EEIC X 2N TRMOHEE X,
TR OHERE DRTUEN & LT, 336 HEDO/EEM MO E 2 30 NI 203, £ D%
X, =2 =90 RXy NT—JICTARNT—=EEANNTHILROKLTHY, TANT—X
4 HEOMTHREF OHEEIZ D Do TR fElIE, 40 R TH o7, LLEXY, CAM Y7 L+ v
=7 FIC R DIERDOINTRFHOHEE L v, BFEZFH LN T7 4 —F vk 5T

G RO 2D OM TRE OHEE D TS, 1L, ZmEIc M TREAZ#HE T 52 &
Z e L7C.

55 BV

ARETIE, 1OROIMLIFFOHEE, P E 2R LN LY ¢ —F v 2K 5 Tk
AREOLO DI THFOHEEIZ DN TR, £, F—AAXT 4 ZFEM L, BER
FEEFA LML 4 —F %12 X2 TREF RO 72D O TR OHEEIZ L - THE
TE SN TR OREE D3 i <, HERDIM TR OHEE L 0 H 1% 2 22 B I I TRER
A CE, LEKFHORIC, RN LEFCMLIEFOMEGENS, FrEon L
AP0 LIEFF OPUC EF H WEH 2 BT & D REME 2 MR L7, BB 6 ECIXK BT
DNTRERIZONTE EDOEIRRD.
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Y EPTACEA LTz, E£To, Ea0 BERRICH R S 7 8050 S W & B S aEIK
OSBRI LT Y I 7 0 71z T Z & c, "AEERE —FRIC]kZ 5 X9
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WTRART, Fz, MERROIMLT ¢ —F ¥ 25T S v 7 85 SUE 1F o2 7
L, fEEFIMToREIS CEEFROHEEIZ OV TR~

3) W FEEEZFH LML 4 —F v 2 L2 TR OHEEIZ DV TIR 7=,
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BLEID, RO LD RERLEGET.
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0, BE RS A R Lo B I T A S TREHZITAD 2 &, Wikl
TEIML7 4 —F % Z AT, ILEFTOM LIER & W o 7o EEEHR A B B3R %
SNnbHZ EERLT.

() MIHEOMLT 4 —F ¥ 2T, FEGFRDER S NIARE/FHRT — 2 X— X
DO OEEBREMRBR L, FH_—2HfREHANT, EEEREZEETS
T, CAM V7 b7 =7 TONC 71l T AOARRIZ VLI L 7o 5 HIH| S0 T A
R EDOIEEEREZBBMICHECELZ 2R

() TEEBRAERESNIMEEFRT — 4 X— A0S OIEEB R 2 RE T DM
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