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Application of contact on NC side milling of ruled surface
with cylindrical cutter

LIU Huran, LIU Quanhong
(School of Mechanical and Automotive Engineering, Zhejiang University of Science and

Technology, Hangzhou 310023, China)

Abstract: The contact theory and its application in the side milling of the ruled surface with
cylindrical cutter is presented. The machining position and the posture is determined by the
contact condition. An example of machining of impeller blade surface is introduced. The
machining computation is convenient and the machining efficiency is high. Compared with the
side milling , end milling reduces the cutting remains obviously.
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Fig. 1 Parabolic surface of leaf wheel Fig.2 Contact of cutter with workpiece
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Fig.3 Position of cutter and workpiece
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Fig.4 Four-axis NC miller VMC-850 Fig. 5 Cutting of workpiece’s concave side
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