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Simulation and Optimization of CNC Milling Machine Based on VERICUT
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[ABSTRACT] UG Modeling function is used to
build the XKA714 machine tool geometric model.Based
on VERICUT and the actual machine tool structure and
movement relations, the virtual simulation system is set
up. This virtual machine is used to simulate a part, and op-
timize the tool path,get the optimized CNC program. Then
the practical processing is done on the actual machine to
verify the correctness and feasibility of the virtual simula-
tion system. Virtual simulation and the actual processing
results show that the virtual simulation machining has a
positive effect to improve processing efficiency and quality
of parts, and reduce the processing costs.
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Fig.1 VERICUT simulation process
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Fig.2 Milling machine transmission chain of XKA714
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Fig.6 Process simulation of part
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Fig.10 Part of program comparison before and after optimization
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