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A study on Rough machining path generation
of sculptured surface by bisection method.

ANEH (M &g 7| AMEA G d3y)
F2HA &g w 7)1 AldA )
Dong-Hyok Shin, Chong-Nam Chu

ABSTRACT

This paper presents an algorithm to determine the

machining of sculptured surface. To

tool path height for rough

minimize rough machining of sculptured surface, it

is necessary to determine the tool path heights of contour planes. the proposed algorithm

searches for the height at which maximum metal removal rate is obtained. This bisection

method is accomplished until all shoulder heights are within roughing tolerance. The

machining experiment demonstrates the superiority of the algorithm presented in this

thesis.
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