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Cutting Process Modeling of End-Milling in a Closed-Loop Configuration

A (EESU dEty), =s(EEsH)
CheolHyun Hwang*(Pohang Graduate School, Pohang Univ), DongWoo Cho(Pohang Univ)

ABSTRACT

In cutting system, relative displacement between tool and workpiece is very important. Even though there have been so many
works for modeling cutting process of end-milling, most of them have considered only one displacement of either tool or
workpiece instead of both. In this paper, the relative displacement between tool and workpiece is considered for modeling
cutting process of end-milling using simple experimental modal analysis and cutting force simulation program is developed. In
cutting force model, instantaneous uncut chip thickness model is used and Runge-Kutta method is used for the simulation of

time varying cutting system.
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