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NURBS Interpolator for Controlling the Surface Roughness
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ABSTRACT

Finish machining of a curved surface is often carried out by an NC system with curve interpolation in the field. This
NURBS interpolation adopts a feedrate optimizing strategy based on both the geometrical information and dynamic
properties. In case of a finish cut using a ball-end mill, the curve interpolator needs to take the machining process into
account for more improved surface, while reducing the polishing time. In this study, the effect of low machinability at the
bottom of a tool on surface roughness is also considered. A particular curve interpolation algorithm is proposed for generating
feedrate commands which are able to control the roughness of a curved surface. The simulation of the machined surface by
the proposed algorithm was carried out, and experimental results are presented.
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