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Influence Factors Analysis of Climb Milling and Conventional
Milling on Surface Roughness in CNC Milling
GUO Baozhen
( Shenzhen Polytechnic, Shenzhen 518055,CHN)

Abstract: Climb milling and conventional milling serving as two milling methods are wildly used in the industry.

Fabricating characteristics of these two methods are accepted with no doubt in people’s mind. However
g P peop: ’

choice of the two methods acts more important in proving the quality of product and productivity by the

development of CNC milling technology. In this paper, comparison of effect of climb milling and con-

ventional milling on surface roughness is analyzed by experiment data, and new results are concluded for

application.
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Study and Implement of Vector Algorithm in NC Cutter Radius Compensation
ZHAO Yugang, ZHANG Jian, YU Guangwei, LI Haiyang
(School of Mechanical Engineering, Shandong University of Technology, Zibo 255049, CHN)

Abstract: The cutter radius compensation is a basic function in CNC system, and it is used to universal program-

ming track toward different radius tools. This paper utilizes vector algorithm to realize the transfers of pro-

gramming track,, and modifies the insert—type base on the original base which shortens the tool path and

raises processing efficiency.

Keywords ; Cutter Radius Compensation; Transfer Type; Vector Algorithm
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