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Importance of molds & dies Key impact factors
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Approach Analysis of milling impact
m CAM-based information management B Tool-path based estimation
m Inventory for machine tools and process data m Short tool paths cause more time and energy consumption.
m Process characteristics with operation parameters m Machine structure affects energy consuming characteristics.
m Data driven analysis of environmental impact
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Analysis of EDM impact Summary

m Discharge condition considered estimation

m High depth/area ratio increases time and energy consumption.
m Two distinct ranges with different M.R.R.s exist. m CAM-based simulation can provide more reliable environmental

impact analysis of milling and EDM processes.

m Operation-level energy consumption

m Optimal flushing condition minimizing energy consumption exists.
m Mold making impact can be estimated and reduced by mold

engineers.
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