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Development of Simulation System Curved Surface Rendering using a Ball-end Milling

H. S. Park(Mech. Eng. Dept.,, UOU), J. H. Park(Mech. Eng. Dept., UOU), J. J. Lee(KIMM)

ABSTRACT

They use a Ball End-mill in order to manufacturing sculptured surface when making metal mold, mold, cars
and aircraft. In the work of a Ball End-mill case, customers do not often satisfied with manufacturing precision.
Eventually, they have to re-work for the purpose of meeting manufacturing precision. There are resulted in lots of
loss, whereby, in terms of both time and costs. The reasons of tolerance reducing manufacturing precision are
thermal strain, the surface is damaged because of increasing cutting force and tool wear, tool deflection etc.. We

focus on, however, manufacturing precision caused due to deflection of tool.
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