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Study on CNC Machining Process and Programming Method for Complex Profile
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[ABSTRACT]
gramming method is one of the important factors that

SREH

CNC machining process and pro-

produce effects on the machining quality and efficiency.
The ideas and skills for NC machining process are mainly
discussed in order to obtain high quality and efficiency
throught some examples of the complex profiles in fuel
control accessories of the acroengine.
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Fig.1 Flow chart for CAD/CAM application
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Fig.2 Mould of aircraft fuel control accessory
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Fig.3 Coordinate system of module machining
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Fig.4 Division of machining areas
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Fig.5 Analysis of material removal
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Fig.6 Tool path for profile machining
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Fig.7 Proper tool path for sprue machining
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Fig.9 Tool path for parting surface
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