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Rapid CNC Programming Generation Method for Integral Panels Based on Feature Recognition

YUE Yi, ZHOU Yinghao, SU Jianbo, XIAO Ping
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[ABSTRACT] CNC programming is one of the most important efficiency affects in the manufacturing process of integral
panel. The application and situation of feature recognition technology in CNC programming is first proposed in this paper.
Differ from the traditional method, which the tool path of the whole part is first planed and then generated one by one, the
tool path of one feature is generated firstly using feature-machining method. Feature-machining method is easy to reason

the process from blank to the final state. On the basis of the single feature and multi-features reason algorithm, the rapid

CNC programming system of integral panel is developed.
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Fig.1 Comparisons between traditional NC programming and
feature—based NC programming
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Fig.2 Three levels of machining feature recognition
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Fig.3 Single feature CNC machining reason algorithm
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Fig.4 Multi-features CNC machining reason algorithm
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Fig.5 Overall system architecture
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Fig.6 Machining features and parameters recognition
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Fig.7 Tool path generation after reason algorithm processing
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Fig.8 Workshop documents
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