FFFA7IAES 200195 A SN =84 pp.192~196

_EI
oo

dl=

ol
— =

oMol Al xi2lo] wE Mool 245t H7

( Study on Control Model Based on Signal Processing In End-Milling Process )
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Abstract

This work describes the modeling of cutting
process for feedback control based on signal
processing in end-milling. Here, cutting force
is used to design control model by a variety of
schemes which are moving average, ensemble
average, peak value, root mean square and
analog low-pass filtering. It is expected that
each model offers its own peculiar advantage

in following cutting force control.
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Fig. 1 Schematic diagram of CNC machine for

data acquisition and control system
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Fig. 2 Raw Cutting Force Signal in Milling
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Fig. 4 Moving Averaged Cutting Force Signal
in Flat-end Milling Process
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Fig. 5 Peak Cutting Force Signal in Flat-end
Milling Process
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Fig. 6 Averaged Cutting Force by 8Hz 2nd
Order Butterworth VCVS Low-Pass-Filter
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