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Research on Machining Path Optimization Method Based on Improved Particle Swarm
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[ABSTRACT]
structural parts, CNC machining path planning is the key

In the CNC machining of aircraft

problem to the CNC program, which directly affects the
efficiency of CNC machining. Instead of randomly deter-
mining artificial methods to achieve the corner of the ma-
chining path, the CNC machining path optimization meth-
od is focused on, and the improved swarm optimization
is proposed, which is used for the optimization of angle
machining path. Finally, using the proposed method for the
path optimization of typical aircraft structural parts corner
machining, the simulation results show that the proposed
method is much better than the traditional PSO in the path
optimization of CNC machining.
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Fig.1 Flowchart of proposed method
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Fig.2 Optimal path solution of traditional PSO
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Fig.3 Optimal path length of each particle
100
0+
-100 |
=200 |

-300 +

-400 " " n :
-800 -600 —-400 -200 O
El4 PR EMALBRERE
Fig.4 Optimal path solution of proposed method
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