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A study on the Theoretical of
Three Dimensional Cutting Force Used Energy Method

Kim Jang-Hvung

Abstract

The purpose of this paper is to predict the cutting force, utilizing new model of double

cutting edge which has normal rake angle and tool inclination angle. Changing side, back
rake angle and side cuiting edge angle in the new model. Three dimensional cutting force
was obtained by the use of M /¢ =i proposed by Stabler and energy method for three

dimensional cutting force.

Theoretical results has been calculated with development of optimization algorism
which can be put into three dimensional theory, using the method of least square with
orthogonal cutting data. It is proved that three dimensional cutting force is to be predicted
accurately only if orthogonal cutting force by equalizing theoretical result and experi-

mental result has been calculated.
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