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Abstract

5-axis CNC machining is being used in the manufacturing of tire mold, screw, and turbine blade

because it can produce complex workpiece more efficiently and accurately than 3-axis CNC
machining does. However, it is difficult to calculate the CL data in 5-axis CNC machining. This
paper describes an efficient method to modify and edit the NC code and a data structure for
representation of the workpiece produced by 5-axis CNC machining. Wireframe display of tool
path and shading display of workpiece are used to represent verification results. Machining errors
can be evaluated quantitively using the data structure based on the workpiece data model. The
methods are implemented in a program with an IBM-PC and MS-Windows.
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Fig. 1 Structure of 5-axis CNC verification system
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Fig. 3 The extended Z-map for 5-axis solid modeling
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