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The main goal of our research is io compensate the milled surface errors induced by the tool deflection effects, which
occur during the milling process. First, we predict cutting forces and tool deflection amovni. Based on predicted deflection
eFfects, we model milled surface shapes. We present a compensation methodology, which can generate a new tool trajocto-
ty, which 15 determined so as to compensate the mjlled surface errors. By considering manufacturing (olerance, tool path
compensation is generalized To validate the approaches proposed w (s paper, we treat an illustralive example of profile
milling process by using flat end mill. Simufation and experimental results are shown.
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