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A Study on the Virtual Machining CAM System:
Prediction and Experimental Verification of Machined Surface

H.W. KIM (Graduate School, POSTECH), S.H. SUH, C.H. SHIN (POSTECH)

ABSTRACT

For geometric accuracy in the net shape machining, the problem of tool deflection should be resolved in some fashion. In

particular, this is crucial in finish cut operation where slim tools are used. The purpose of this paper is to verify the validity

and effectiveness of the prediction model of the machined surface. Experimental results are presented for the cut of steel

material with HSS endmill of diameter 6mm on machining center. The results shows that 1) the machining error due to tool

deflection is serious even in the low cutting load, 2) by using the mechanistic simulation model with experimental coefficients,

the machining error was predicted with maximum prediction error of 10% which was significantly reduced to the desired level

by the path modification method.
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