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Optimization on NC machining simulation and machining

processing route based on VERICUT
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Abstract; VERICUT is one kind of 3D software, which can not only
carry on the virtual machining, but also optimize the cutting tool.
The VERICUT processing simulation and tool path were optimized
for trademark logo mold parts with inspection procedure process, and
may produce collision and cut, improve tool route, reduce unneces-
sary tool time. The processing simulation and the optimization of the
process were showed in VERICUT environment.
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Part model
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Table 1 NC machining process card
JIE S/ Bk 30 HE 25 B/
I45 THENE PAR=RS ) .
mm (remin"!) (mmemin 1)
1 HLBE R g 2 AR 07 =X TOol & 20 5iBEJ) 1000 800
2 K BEAN R B L AMIE B 7 5K TOl @ 20 vi%ET] 1000 600
3 RE BRI, AR I T To2 @ 16 R 3 a4k T) 1 500 1400
4 B Bl T4 R I 0y =X T03 R 5Bk 4E7) 2 600 1200
5 FEHE N T T04 @ 1R 0.58kk7] 2 000 4000
6 B 2 i R 8 ORI 75 X T04 & 1R 0.58kk7] 300 4 000
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Figure 2 Tool path of Rough milling surface
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Figure 5 Virtual machine tool model
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Figure 6 Project tree of machine tool
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Figure 4 Work steps of VERICUT
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Figure 7 Tool magazine
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Table 2 Comparison of time before and after optimization
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Figure 9 Establish optimization tool base
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Figure 10 Comparison of the program before and
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after optimization
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Figure 11  Optimization time calculation
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Figure 12 Tool path before optimization
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Figure 13 Tool path after optimization
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