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Prediction of Tool Collapse and Optimization of Rapid Feedrate
Paths in Virtual CNC Milling
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Fig.1 Collapse in machining of free-form surface.
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Fig. 2 Selection of tool holder and determination
of tool length by predicting tool collapse.
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Collapse of spindle

Collapse of tool holder
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Fig. 3 Predicting collapse in dynamic verification
model by using the edge of the tool & tool holder.

3. Simulation Results
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Fig. 7 Determination of tool lengths preventing

tool collapse.
4 HE
BoApele F&oldnt Aatoldel A

&Y % 295 FES A5 5= A
T 2nFE olgdlel FAVA FEEA
B FEold ArE Fok AHsate] WAk
g wolt WS AN B, 4
b FEaA gt AHe BEY dol 9 3T
dolE d=aint

=7

o] =& 2012 Wk AN (AHH3r]EN
o Adeon FRATAGe] dEFHATL
surface. A QA oz a8 A T9(2012-0005856 )

ZHonzd

A FE o] &3t FAV|A FES) 1. D. K. Baek and T. J. Ko, “Feedrate scheduling for

= ¢
A = FF L EZY Zo] L1, L2, L3, L4 E free-form surface using an NC verification model”,
T3ke] Fig. 7 o Ve LT International Journal of Machine Tools and

Manufacture, Vol.48, No.2, 2008, pp.163-172.

58





