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[57] ABSTRACT

An apparatus for generating numerical control (NC)
information automatically determines a division point if
two steps are required for machining a part member,
and produces NC information for each of divided por-
tions, thereby reducing the time taken to prepare NC
information for overall. machining. The apparaus in-
cludes a division point determination unit for determin-
ing a division point between first and second steps based
on a material shape, a part shape and a jaw shape sup-
plied: a part shape division unit for generating a first

. step part shape and a second step part shape based on

the division point, the material shape and the part shape:
and a material shape division unit for generating a first
step material shape and a second step material shape
based on the division point, the material shape and the
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APPARATUS FOR GENERATING NUMERICAL
CONTROL INFORMATION FOR MACHINING
PARTS

BACKGROUND OF THE INVENTION

The present invention relates to an apparatus for
generating numerical control (NC) information for ma-
chining parts.

1
Referring to FIG. 1 which is a block diagram of a

conventional NC information generating apparatus,
material shape information Bf and part shape informa-
tion Pf input by an operator using a CRT 1 and a key-
board 2 are respectively stored in a material shape mem-
ory section 4 and a part shape memory section 5§
through an input/display control section 3. The mate-
rial shape information Byand the part shape information
Prstored in the material shape memory section 4 and the
part shape memory section § are read out to a machin-
ing method determination section 6 to determine ma-
chining method information Mson portions to be ma-
chined (end surface machining portions, outside diame-
ter machining portions, inside diameter machining por-
tions), cutting directions («, |, —, and the like), cut-
ting tools, cutting conditions (cutting speed, feed speed,
spindle rotation speed, extend of cutting), and so on.
The machining method information My is stored in a
machining method memory section 7. The machining
method information My stored in a machining method
memory section 7 is read out to an NC information
producing section 8 to produce NC information Ny
which is stored in an NC information memory section 9.
The NC information Nystored in the NC information
memory section 9 is output to a paper tape 11 or the like
through an NC information output section 10 by the
operation of the operator.

The operation of the thus constructed apparatus will
be described below with respect to a case where the NC
information is prepared for machining to obtain a part
shape such as that expressed in FIG. 2A. The operator
inputs a material shape information and a part shape
information such as those defined in FIG. 2B by using
the CRT 1 and the keyboard 2. The machining method
determination section 6 determines machining method
information based on the supplied material shape infor-
mation and part shape information, and the NC infor-
mation producing section 8 produces the NC informa-
tion for effecting machining as shown in FIG. 2C based
on the determined machining method information. The
operator makes the apparatus output this NC informa-
tion through the medium of NC tape 11 for first process
step. Next, the operator inputs the material shape infor-
mation and the part shape information such as those
defined in FIG. 2D by using the CRT 1 and the key-
board 2, and makes the apparatus output the NC infor-
mation for effecting machining as shown in FIG. 2E
through the medium of the NC tape 11 for a second
process step, thereby completing the overall processing.

As described above for preparation of the NC infor-
mation using the conventional NC information generat-
ing apparatus, the material shape information and the
part shape information are input for each of different
process steps, although only one shape is provided or
formed as each of the material shape and the part shape.
The conventional apparatus thus requires troublesome
or time-consuming operations.
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SUMMARY OF THE INVENTION

In view of such circumistances, an object of the pres-
ent invention is to provide an NC information generat-
ing apparatus capable of forming, by inputting a mate-
rial information and a part shape information only one
time, an NC information for a process of working a part
member which process requires two process steps.

According to one aspect of the present invention, for

0 achieving the objects described above, there is provide

an apparatus for generating numerical control informa-
tion for working a part member, comprising: a division
point determination means for determining a division
point between a first and second steps based on a mate-
rial shape, a part shape and a jaw shape supplied; a part
shape division means for generating a first step part
shape and a second step part shape based on the division
point, the material shape and the part shape; and a mate-
rial shape division means for generating a first step
material shape and a second step material shape based

- on the division point, the material shape and the part
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shape; wherein numerical control! information for the
first step is formed from the first step material shape and
the first step part shape, while numerical control infor-
mation for the second step is formed from the second
step material shape and the second step part shape.

The nature, principle and utility of the invention will
become more apparent from the following detailed
description when read in conjunction with the accom-
panying drawings.

BRIEF DESCRIPTION OF THE DRAWINGS

In the accompanying drawings:

FIG. 1 is a block diagram of an example of a conven-
tional NC information generating apparatus;

FIGS. 2A to 2E are diagrams of an example of the
operation of the apparatus shown in FIG. 1;

FIGS. 3A and 3B are block diagrams of an NC infor-
mation generating apparatus in accordance with an
embodiment of the present invention;

FIGS. 4 and 6 are flowcharts of examples of the
operation of the apparatus shown in FIG. 3; and

FIGS. 5A t0 5C and 7A to 7C are diagrams of exam-
ples of data relating to the respective flowcharts shown
in FIGS. 4 and 6.

DESCRIPTION OF THE PREFERRED
EMBODIMENT

FIGS. 3A and 3B are block diagrams showing, in
comparison with FIG. 1, an NC information generating
apparatus in accordance with an embodiment of the
present invention. Blocks of FIGS. 3A and 3B corre-
sponding to those shown in FIG. 1 are indicated by the
same reference characters, and the description for them
will not be repeated.

Information Cron the shape of chuck jaws of a ma-
chine tool input by the operator using a CRT 1 and a
keyboard 2 is stored in a chucking information memory
section 21 through an input/display control section 3.
Material shape information Brand part shape informa-
tion Prand jaw shape information Crare respectively
stored in a material shape memory section 4, a part
shape memory section 5§ and the chucking information
memory section 21 and are read out to a division point
determination section 22 to determine a first/second
step material division point Dpsand a first/second step
part division point Dp. Data on these points is set to a
material shape division section 23 and a part shape divi-
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sion section 24. The material shape information Byand
the part shape information Py stored in the material
shape memory section 4 and the part shape memory
section § are read out to the part shape division section
24. Based on these categories of data Brand Prand the
first/second step material division point Dys and the
first/second step part division point Dpssent from the
division point determination section 22, part shape in-
formation Pp for the first step and part shape informa-
tion Py, for the second step are produced and are sent to
a machining method determination section 6. The part
shape information Pp, for the first step is also sent to the
material shape division section 23. The material shape
information By stored in the material shape memory
section 4 is read out to the material shape division sec-
tion 23 to produce material shape information By for
the first step which is sent to the machining method
determination section 6, while the material shape infor-
mation By, for the second step is produced based on the
material shape information By the first/second step
material division point Dysand the first/second step part
division point Dprsent from the division point determi-
nation section 22, and the part shape information Pp for
the first step sent from the part shape division section
24, and is sent to the machining method determination
section 6. Machining method information M for the
first step and machining method information Mp, for the
second step are determined based on the groups of the
material shape information By and B for the first and
second steps sent from the material shape division sec-
tion 23 and the groups of part shape information Py and
Pp for the first and second steps sent from the part
shape division section 24. The groups of machining
method information Mp and Mp, thereby determined
are stored in a first step machining method memory
section 25 and a second step machining method memory
section 26, respectively. The first step machining
method information My and the second step machining
method information My stored in the first step machin-
ing method memory section 25 and the second step
machining method memory section 26 are read out to an
NC information producing section 8 to produce groups
of NC information N and Ny, for the first and second
steps, which are stored in an NC information memory
section 9.

An example of the operation of the thus constructed
apparatus will be described below with reference to the
flowchart of FIG. 4.

In a case where categories of information on a mate-
rial shape, a part shape and a jaw shape such as those
expressed in FIG. 5A are stored in the respective mem-
ory sections 4, 5 and 21, the division point determina-
tion section 22 finds a set of corner points Ps (Pp1, Ppa2,
Pp3, Ppa, Pps and Pps) having Z-coordinate values larger
than the Z-coordinate value of a point P, from corner
points Py to Pyg on the part shape (Step S1). Next, the
division point determination section 22 finds a set of
points Px (Pps. Pps) having maximum X-coordinate val-
ues among the set Ps(Step S2), and finds a corner point
Pys having a minimum Z-coordinate value among the
set Px (Step S3). The corner point Pps is determined as
a first/second step part division point of an outside
diameter machining portion. A straight line is extended
from the first/second step part division point Pps in the
X-axis positive direction, and a point of intersection Pys
of this line and the line indicating the material shape is
obtained (Step S4). The point of intersection Pys is

20

. shape

40

45

50

60

65

4
determined as a first/second step material division
point. )

The part shape division section 24 produces first step
part shape information
Pp1—Pp—Pp3—Pp—Pps—Pys—Py3—Pus as shown in
FIG. 5B and second step part shape information
Ppg—Pp1—Pps—Pps—Pps—Pp3—Pm—Pp; as shown
in FIG. 5C based on the supplied the material shape
information and the part shape information and the
determined first/second step part division point Pps and
first/second step material division point Pyus.

The material shape division section. 23 produces first
step material shape information Py1—Pupr—Puz—Pus
as shown in FIG. 5B based on the supplied material
shape information, and produces second step material
shape - information
Pws—P p3—Pps5—Pps—Pps—Pp3—>Pp—Pp; as shown
in FIG. 5C based on the determined first/second step
part division point Pps and first/second step material
division point Pps and the produced first step part
information
Ppi—Pp—Pp3—Pps—Pps—Pus—Puz—Pus.

The machining method determination section 6 deter-
mines first step machining method information based on
the produced first step part shape information and first
step material shape information and stores the deter-
mined information in the first step machining method
memory section 25. The machining method determina-
tion section 6 also determines second step machining
method information based on the produced second step
part shape information and second step material shape
information and stores the determined information in
the second step machining method memory section 26.
The NC information producing section 8 produces a
first step NC information based on the determined first
step machining method information, and produces a
second step NC information based on the determined
second step machining method information.

An example of the operation for machining material
having an inside diameter machining portion such as
that expressed in FIG. 7A will be described below with
reference to the flowchart of FIG. 6. The division point
determination section 22 finds a set of corner points Ps
(Pp1, Pr, Pp, Pps, Pps and Ppg) having Z-coordinate
values larger than the Z-coordinate value of a point P¢
from corner points Pp; to Ppg on the part shape (Step
S11), finds a set of points Py (Pps, Pps) having maximum
X-coordinate values among the set Ps (Step S12), and
finds a corner point Pps having a minimum Z-coordi-
nate value among the set Py (Step S13). The corner
point Pps is determined as a first/second step part divi-
sion point of the inside diameter machining portion. A
straight line is extended from the first/second step part
division point Ppsin the X-axis negative direction, and a
point of intersection P w3 of this line and the line indicat-
ing the material shape is obtained (Step S14). The point
of intersection Pyj is determined as a first/second step
material division point.

Subsequently. the operation is conducted in accor-
dance with the same procedure as the above described
example to produce the first step NC information and
the second step NC information.

It should be understood that many modifications and
adaptations of the invention will becom apparent to
those skilled in the art and it is intended to encompass
such obvious modifications and changes in the scope of
the claims appended hereto.

What is claimed is:
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1. An apparatus for generating numerical control

information for machining a part member, comprising:

a division point determination means for determining

a division point between first and second steps

based on a material shape, a part shape and a jaw
shape supplied;

a part shape division means for generating a first step
part shape and a second step part shape based on
the division point, the material shape and the part
shape; and

a material shape division means for generating a first
step material shape and a second step material
shape based on the division point, the material
shape and the first step part shape;

wherein numerical control information for the first
step is formed from the first step material shape and
the first step part shape, while numerical control
information for the second step is formed from the
second step material shape and the second step part
shape;

and wherein said division point determination means
finds a first group of corner points which do not
interfere with a jaw shape from a group of corner
points on the part shape, and finds a second group
of corner points having maximum coordinate val-
ues in a diametral direction of the part shape from
among the first group of corner points, and finds a
corner point having a minimum coordinate value in
a longitudinal direction of the part shape from
among the second group of corner points, the cor-
ner point thereby being used as the division point
for outside diameter machining. ’
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6

2. An apparatus for generating numerical control

information for machining a part member, comprising:

a division point determination means for determining

a division point between first and second steps

based on a material shape, a part shape and a jaw
shape supplied,;

a part shape division means for generating a first step
part shape and a second step part shape based on
the division point, the material shape and the part
shape; and

a material shape division means for generating a first
step material shape and a second step material
shape based on the division point, the material
shape and the first step part shape;

wherein numerical control information of the first
step is formed from the first step material shape and
the first step part shape, while numerical control
information for the second step is formed from the
second step material shape and the second step part
shape;

and wherein said division point determination means
finds a first group of corner points which do not
interfere with the jaw shape from a group of corner
points on the part shape, and finds a second group
of corner points having minimum coordinate val-
ues in a diametral direction of the part shape from
among the first group of corner points, and finds a
corner point having a minimum coordinate value in
a longitudinal direction of the part shape from
among the second group of corner points, the cor-
ner point thereby found being used as the division

point for inside diameter machining.
* * %= * *



