" JJ
Other AP238 Operations: griding oiscuting)
1SO 14649:xx 7?77?77

Turning Process Operations STEP Tools, Inc

« Turning Operations
— Contouring, facing, grooving,

threading and knurling.

— Roughing and finishing for
each

— Set of strategies

« Possible Fpture Operations mer
— Work underway to describe cut distance
operations for wire and sink L impact

EDM, contour cutting of wood o sarface,
and glass, grinding.
— Efforts in various stages of
maturity. ‘ l'
— Will be added to AP-238 once ||
the information requirements -
are mature. /
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Cutting Operations
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Cutting Operations

Unidireccional Cut Bidireccional Cut
(It cuts through the way specified only) (It cuts through both ways)
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Cutting Operations: strategies
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Comercial CNC stone disc cutting
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AP238 Prototype implementation on a
comercial CNC stone disc cutting machine
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Simulation: The Controler and the control

software Is the same In the simulation and In a real
machine.
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CAM Application: Simple feature selection
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CAM Application: Feature selection
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CAM Application: Feature selection
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CAM Application: Feature selection
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