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Machining of Sculptured Surfaces Using Partition Machining Method
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Abstract

This paper presents precision machining of sculptured surfaces with a flat end cutter as follows;
tool path generation using partition machining method and elimination interference. These days
many researchers are getting interested in flat end cutter having a good cutting performance as
machine tool for machining sculptured surfaces. It can get low curvature surfaces and have a
much better material removal rates and longer tool life. Partition machining method is the first
submitted in this paper. It is a new method of tool path generation, which means the way to map

surfaces under the normal vector and then to cut them partially.
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