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A Study on the Compensation of Milling Errors
by Regenerating of Tool Trajectory

Jean-Yves Hascoet,* Philippe Dépincé*, Tae-il Seo*

ABSTRACT

In this paper we present our research dealing with the problem of tool deflection during the milling. We

try to compensate the errors by considering a new tool trajectory. In order to determine the compensated
tool trajectory, the problem is divided in three steps :
jectory compensation. Starting from experimental data, we determine a cutting forces model, which allows
us to anticipate the tool deflection along one nominal path. In order to determine the compensated tool tra-
jectory, we propose in this paper a method of path compensation, called “mirror method”. This method of
tool path optimization allows to minimize errors due to tool deflection. Several examples are processed in

simulations and validated experimentally.

cutting forces model, tool deflection model and tra-
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Fig. 2 Tool trajectory generator
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T A3 HAH(Tool trajectory compensation) T3 &
59 371A 942 FAE.

A A4 o= 2d(Cutting force model)©]
o A4 432 A5 7 38 4217 Klined =
902g o] g3t} T WA A F7 ¥Y 29(Tool
deflection model)olth. FF W¥FZ AIL 93
Kops® #& 2+ A7 (Equivalent tool diameter)®
o] A3E =8l T AYF AN FEEE &Y
. A WA dAe 7 479 Bod. o A3y
B dpdae "ALH (Mirror Method)?22 W8
T7 A4 B3 gadES Aste 2 AjEH AEe
AR, o]59 o]&4 ugE Ed2 U9 AEH |
A3 Ay d3Eo] AA L vlmdd.
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2.1. HA o|% 2d(Cutting force model)

&g 95t £ dFdNE Kline 2?0 o] 4-d
o o] Ede ST HAFFo AAARS] =P o
3 dgA oz ANEAo] ARHARn, 1 5o 23
HolZ dah 24 W9 oM g e oo
7hedtt}. ol fdtd £ F A 21 HH oA ¥
T A9 FH o] 3= oo} g},

2 dFolA & Table 1914 B8 379 A7t
A= n AYPol] o3 chakg A 28t H A4
¥ (Average cutting force)o] FHHAT. #3PE 4¥
ZAHE 58 Kline 294 ol 88 EAAFY KT
9} KR9] 4o] t3tAdeg A5z, Yoo wake] o}
2 X AN AF A Aol e

ol AAYL Mix AAzY F, FWU A4 Zo
(Radial depth of cut), %% A4} dol(Axial depth
of cut) & 37 ol% &% (Feed rate)o] ojs| ZF€
o, £33 A5 F4o| 283 &4 (Force center)

Table 1 Milling conditions

TT+3 7 6 mm
7 Y22z 30°

TT FE& Zol 30 mm
TTd AF 4 A
T+ A7 HSCo(80%Co)
24 As AF Middle steel
T+ A &5 1250 RPM
A mE Down milling

Calculation of Cutting FOrces s

[1=7eat P 1.7, F o 1.5, . x4
B0, DA

Least Square Method |

ll

Equations of K, & K,
K= {Ro, A Fp)
Ko ® polynomiel (R, A, Fy)

{ Domain of cutting conditions |l

Fig. 3 Calculation of cutting forces
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< ZXAAY g HA}e YENE(Bending
moment) % 571 EHE HAFEE AFET.
Fig. 32 Kline 29 93 AN o JP& HAE
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2.2. 37 ¥¥ 22(Tool deflection model)

Ao s EAste FF R¥ (Tool deflection) F
o] A FER (Cantilever beam) EHd ojsf 273
ot A4 F7e B4 718EA 84S 7 3 g
nekx, BYRUES] Aito] Lol3tA] 9t YR B
42 BAENES B33 A4 3 L g, oy
U ol2 QI8 A7l 37 BEF AN BRgNS 1
2l3lodof gtk Kops®v A3 33 713184
o2 A7l BT AN TR E HAE] 4
3] fE ¥+ A4 (Equivalent tool diameter)9] 7
9g 2Ysiit. FE 3T AL Agd & 23
T Aok, A g 23 E oziH 7 ¥y
FE qAMSE Pz AFE A Y2 UL &
dof o FAHE G895 FPA R ¥FYT.
et & dtdMe AA 27 A4 80%E HE F
T A7oz n23ld 7 WP A

2.3. 37 H& E4&(Trajectory compensation)

FT ¥ES 2@ 37 A4 2AY oFee 37
AR Wslo) whe} Azl Asteled i vzt
A3 37 W3 F AANe] geAer g7HY,
wEtA ol & X33 vHE AL g3l Fo] YRt}

FT A7 23 A% Lo¥Y AFNME @] 27
FTT AYFUNE 2 G A2 FF AH 72 FAL
I U wA BRE 37 AL ¢ T A
033 W FE Astsln, 29 g3 BAE 7R
o gl s 28}, o] AFeN e AN 93 ¥
gle] F3 AF%E 2.

Suh®9] AT E A2 37 A4y 23S 93

T FRY UE AL g ol AAHT. AR

A4 £ (Local correction)2 ¥HE- AA d3E &
o] £&¥ 79 ¥4 U2 (Nominal tool position)d]
FHHe2 A4HE Ndeld. weA EPF ez 2474
o 37 33 AA st £ T A P Wgshe
AZE 3T IS AYsln, o) W& Aarxye ¥
35 A nejske WA e stE A Iteration) ot A
Ab 279 Wzl w2 F3 AP P9 AuAE Yo
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vle] 238 999 sF5A 4 (Weight factor)E o] §3t
Act. o] FATE M2L F7 449 43¢ 4¢ &
A T qY P Y S AR @}

A2 %4 $44Y(Global correction)& A 4A
FHEIde g8l EE FF 9 ¥zl A3t 9¥Y S
BE 223 Wgolt},  ddX e 7129 WHEA
A2 F Je oHE &, HEANY B4 S, ALt
Bgel B, A 2% iy B9 52 9
& 4 e B ¢aEEE 27

3. 37 AHY A
(Tool trajectory compensation)

3.1. 37 HAH 2ake] viy

7 AR Y BAS B3l AARY A8 HAgd)
€ Wie] dubAQ g Y 49 9 dg€)
Fig. 4-(a)& 37 A3 24 /de] 345 g Ut
Q) A4 7S BARER o, 4 A Alge) A4
of o&] 782 Z=HY (Profile) W7} FjZt} o] T
29 g F8s7] 94 ¥4 T 43 (Nominal tool
trajectory) TN d¥t3 oz CAD/CAM A 2Hd] o
8 AF g AA A 7hFAl BAse A 98
F77 BE S oo A E¥o) ¥¥E ZT2ad (Pro-
file)DE ¥, wad EHeAE (Profile) Wet
(Profile)D9] Ztolol| ojsf AR @t

Y2 Fig. 4-(b)e 37 A4 273 /lde] 449 3
Foltt. 37 AA 2% 2E oA T ¥yl o3 ¥

3, %]
g o B o

4 (-)uc l-‘ L—{ (b) with eomj—v

Fig. 4 General concept of compensation
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A oS gol7] A8 AZE FT AAE A
welr (Profile)Wet FY& (Profile)DE 73E 4
A €}

3.2. A2¥(Mirror method)

B AN 2N 37 A3 B daese Ag
H (Mirror method)" 2.2 §™3gic} o] ¢eEe
€9 whalol oj# Aol WA Fol Hrle ALY
543 vlmde 498 4 .

2 oye g8 471 712E2H L 3
£ ndAd

A ¢ Y=

® £ 27 927 4839 whyog £ ojo} &
1= 3

@ AAzA(Radial depth of cut, Axial depth of
cut, Feed rate)2 349 & 7 A9 di&f A
AR =ojof g},

@ A28 24 2AE dis) FF WY Fo] AN
of g},

® 37 Ay P} Azl ¥ztgo] wjEt ulms o
of g},

Fig. 5¥ A<4¥9 71¥ AdS dYsia . 37
Hyg uefx gL 33 2+ A3 (Nominal tool tra-
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jectory) Ty n7/l8l 34 37 91X (Nominal tool
position) (Py)i (i=1,2--n) A%l oJste] EAE.
34 3T A4 T3 AY By &% 3T wEF 2
oA €zte] Az o8 AFE. o & I¥F
t T, A /Mo AAE Ao walele 34
€ TET, 2 3 g8 AZE BE FF 94 (P,
(i=1,2-- n)°ol 23 8. W} £ A2L RAAA
(Pl g A2 €T FF WY F o] A= F
lapaztsl Wy st vlwEd. F vlags Heolst J
23t |37t € W7iA 9o A9E H3 L BHE AL
o8 A4drt,

ALgel Mg & 54L& 33 FF 44 TN Az
g 7 WY FNE e Folg. ot oo
A 743 ol el o3 dgt,

AN Z, A8 H2HE (Tangential cutting force)
€ 34 & 422 (Normal cutting force)l “]3}“1
Ao ofsjrt. EHZ, 4 “o"'%* A2 &9 A
Azlol9] 7l wel FFaolA gz Mg,
oA FaA HA W A °1‘ﬁ dele AARS
FHo2 §43 g9 4 Hie 180% wHEthe
ojulo]c},

6-(a)ollA g} o] WA gk AL iz A =
Z(Radial depth of cut, Axial depth of cut)s] $7}
o o8 43T 371 5 P HAsx Yo, Fig.
6-(b)ollM g} 2ol H4 WaF A2 Hargo] (0)9
HE Uy AAE ez Fges vehdd, F4
ue A g g e A4 dael e A 2o
o] dA AAXGe 717g A% Fie Aol EAG
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(b) Tangential cutting force (N)

Fig. 6 Tangential and normal forces
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. Adz A4¥A exle AA F4 ¥ (Real
milled surface) o144 24 ¥H(Ideal milled sur-
face) Alole] #WA W Azld o3 APVt wEA
AN Wy 2pAYgo] AAEA ot vlA= YL
ooz BAE # Yo

gee ALy dnaEs ooz ez L
.

1. AAto] @ 7EE L2 9Y (Wished profile) & 713
Lig= 3

2. 879 =299 (Wished profile) & 287 AE
3 37 A8 T & AT

3. 33 37 A3 T,& oild 34 FF 93 (P,
(i=1,2--n)el &l e}

4. 24 2T SR (P, (i=1.2-n)& 33 37 94
(Py), (i=1,2--n)l o8 2713 ((Pe), =
(Py)).

5.4 71X BArZA(Radial depth of cut, Axial
depth of cut, Feed rate)& (Pp)o st B2 &
.

6. T WY g7 2XE AN
- 37K AAzAd W YA BE e FNE A
g
- ¥ g A FNe s {94 3Y 37 8%
#F Ng A

7. AA e o AE AMEL, AF olFAME HUF
123
~ ] Abs(error){ ©o|¥, HEGAZ A&EH.

- 2 Abs(error)) °1d, A&Y /MdE A 83k
(Po) &t 2ol #4880t ((Py), =-N).

8. A Tt T A7t vl uIZLE HAG
-2 i=n o] G-UA 2 A&Er
- %l i oY, i& 37Hi=i+1)3t2 DA4Z Eot

i

9. 2 23" 2E (P, (i=1.2-n)E AP »MY
(Linear interpolation)o] <3l A&z, 1 449
AR ol 1A FF ARl

4. Alggold 3 dH 2%

4.1. Act2|E (Trapezoid) g4Atel H4t 713
d71NEe AL g RAFT HAHe] 23S A
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o] Alt}e]®(Trapezoid) 349 A2 EAlE =
#t}. Fig. 72 279 A2 gede) 78183 FAS B
&t

A BB F 29 AL Po|& A =& F4 24
& 3AH itk 2@ A4 Yol 3T JFAH A
A Age 271 34 AZA9 aAA] o8 APEH.
AN AR 27 YA AGIEYeR A A9 &
AN it FAEY. gt Ay iR A4S
2 A Zolo] WS Al 8 A Az 2
7} 4L JFAe BAEH L 71822 A Jle 7Y
R e

Fig. 82 A&#ol4 2AE RHFd. Fig. 8-(a)e
AAFRA dZ A S 1 Fa i gl 43T
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Fig. 7 Trapezoid workpiece
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Fig. 8 Simulation results
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Fig. 8-(b)& Agdol o8 A2Fd 2744 T,&
BalZg. T #3 % 0.4mme] 27 439 492
¥sa o

o dAlE Aat ARE 27) Yool 4348 P42 &
49 £ AL A% ALEe 83 TPARY Byl
Fesithe AL HolZY. 24 $4e ASAE 4
Pz FRAE /g FHes kol AR A
o Fsee S & Ut

4.2, 4% (Cylinder) HAe| HALE

T A dAz 93 339 AAARY HF TAE
238}, Fig. 9v A4 A&y 2713433 A4 248
< NdEn,

o] FANME GA] FF oo E Z7 A2 Ho]
o] &3t WS AdE7] 3 T 4(F 79 A
89 27194)9 2AP < @},

Fig. 102 A& A& o3 33 37 AF B
A 3T A3E 2o, 379 27 HAe ¥ A
At g ¥Hd Hile &dez Aoy ALye AL
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ARF B} F7 AF o3 7 1A A2} sHeE 44
et AA 7HEEol e kgl 2FHAY

Fig. 11& <& A4 34 48 A BHE
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Fig. 9 Cylindrical workpiece
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ot AgdolAd 93 d3d YR FFAT} Hv
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4.3 4% gn 24 { 1F

FF A4 B3F gL 238 2Y F USE Fis.
122 %39 #dsigc. AT BYFole AAdd
A7} dot a2 FA A Yot ol FT W
B AdelM HE et e I A BY o
A€ 438 F Qo AP T A4 Y 289
A9 AAY o 2da 37 HYF AL 2d 5
Hoz FAHNY. mWA 7 AN B A% A
A 2 e F48E sl 3T HEF AL =Y
ol #3o] oAl €t o £ F79 YA g A
A9 91F 3 dAz F7dd Ass tue
AEYY 1% & d7oA Bojd dignd eoxf
€ Hsd 294 7 & AR 438G, IT HIF A
A rde] £ BT ASHE SHE ZEEA
B4 A4o] shssit.

5.2 E

€ AT A4 A4 A FAA ) o8 BFE
FTARE A5 T WY & wYshe At
EH9 g »ste 2P A ol & 9
ato], A d&F ndy 37 AT A4 7S wig
o2 37+ A3 B4 25S AANAY. 37 A4 24
2EJHE ALY (mirror method) 22 HHE F3 7
A B4 dag s 2089, o] WEe T AFY
¥sle] w2 Atz WsE FHshe vy AN %
Holdt, 37 414 F49 viedatt A4zaE 423
32, 1 AFFE AN2ASd sl AAEdg 77
WY FE AAL3te HY Y P (Feedback form)9] ¥
AL Belct. dAd oo 7b4 98-S Bel v|X
T WA e Ay 37 AIFTE ne@ AL
ol ¥hiel & shle] EAo|t}, ol e UARZ A
A g s adds W 42 5 e gy @
A A8AS BT & A I 2F, T AA BA
WY 71&e AAz2A9 A3} (cutting condition
optimization)o W& FF °o|F £%9 FaE HdHA
st A9 YA S FABIES Pt

SNE ALY E o] &3l F AN AdAE ORI A E
goldz 44 A8 vlu € AT A WA oA
e 27144} 713de] Feo ofdle] 7 At 2o
ol W3g meisid FF AFo| B, 5 WA o
AU A5FE A4 MM e, F 7R A4 d¥el ¢
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P A, F7AA BAo] 2HA e A4 Ve
¢ AAY o FPEYY EARES A AASY.
AL A EGoA o8 2Fd N2 FF A4
A A4 7F2oA o2& 2 80% HAAE 4 AU

o714 A/E B dFe AH g HuF Eo]
U FRE TR 23Y, AR89 44 HEAAe
AAA e gel9 712 FAH(manufacturing toler-
ance)7t FojZt}. o] FojA FAte B 7lFe]
v, o] 71 FAE T FT A4 Y 19
7k 7hs 3l

2 434 a/id 37 44 23Ee bde2dge
Foll g A4 /1 Az A 4o] shesi. dE
A, ball-end millelA AR wds} FFAYFF AL
Hol AR HH ALY A &o] 7hsE.
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