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A Study on the Tool Interference Detection and Tool Path
Correction in Compound Surface Machining
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1[ Abstract ]|

demonstrated through simulation study.

Milled surface prediction(d At HH o &)

In this paper we deal with tool interference problem in the case of compound surface machining. A new tool
interference detection and correction method based on the envelope of the tool path is suggested to identify and
correct the tool interference - not only within the local path of tool movement, but also outside of the tool path.
Therefore, the developed strategy can be used to check the possible interference in any region of the surface. In
order to analyze quantitatively the milled surface errors produced by the tool interference, improved surface pre-
diction model is also suggested in cutting process by general cutters. The effectiveness of the proposed method is
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Fig. 1 Tool interference detection range
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Fig. 6 Tool movement and projected boundary lines in
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