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A study on the improvement of surface waviness by cuytting force conrtol

Chung Young Jeong and Jun Ho Oh
Dept. of Production Engineering
Korea Advanced Intitute of Science and Technology

Abstract

To improve the surface waviness in the peri-
pheral milling, since the tool deflection is lar-
gely affected by cutting force, the feedrate is
controlled so that the cutting force measured in

the normal direction to the workpiece is constant.

A discrete time first order model between the
feedrate and the tool deflection is derived for
the control. The experimental results show that
the surface waviness is greatly improved by the
proposed method.
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