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Fig.3 Main contents and flow of physical simulation
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Development Status and Trend of CNC Machining Simulation Technology

REN Jinggang

(AVIC Xi’an Aeroengine (Group) Ltd., Xi’an 710021, China)

[ABSTRACT]

Machining process simulation has been widely used in production line, and plays an important role in

avoiding machining defects as well as optimizing machining parameters. This paper reviews the state of the arts in geo-

metrical and physical modelling and simulation, discusses some key aspects of physical modelling, including chip predic-

tion, thermal-mechanical coupling, workpiece distortion prediction and tool wear prediction. At last, existing problems in

machining process simulation are analyzed and the new trends of machining process simulation are predicted.

Keywords: CNC machining; Geometrical simulation; Physical simulation; Intelligent machining
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