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Study of post processing of double swing head five-axis gantry NC quenching machine tool
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Abstract: According to the requirements for quenching automotive covering parts molds with the
double swing head five-axis gantry quenching machine tool, the quenching trajectory of induction
coil is produced with the UGS. 0 processing module, with the post processing algorithm including
optimal selection strategy and optimal algorithm of rotation angles of A, C rotation axes derived.
A post processing software based on VC+ +6. 0 is developed and the process of quenching is sim-
ulated by VERICUTY7. 0 NC machining simulation system to verify the correctness and practica-
bility of the postprocessing algorithm.
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Fig. 1 Automotive covering parts mould hardening
path diagram
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Fig. 2 The principle diagram of the five-axis gantry
quenching machine tool movement
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Fig. 3 The transformation of machine tool coordinate
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Fig. 4 The transformation of cutter axis vector
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Fig. 5 Rotary angle of A and C axis optimization algorithm flow chart
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Fig. 6 The operation process of post processor
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Fig. 7 The interface of post processor software
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Fig. 8 The comparison of rotary angle changes for C
in NC code
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Fig. 9 Quenching machine tool VERICUT simulation
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