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A Study on the Modeling and Diagnostics on Chatter
in Endmilling Operation

Young-Kook Kim‘, Moon-Chul Yoon",

Man-Kyeong Ha', Seong-Bo Sim™

ABSTRACT

In this study, the static and dynamic characteristics of endmilling process were modelled and the analytic

realization of chatter mechanism was discussed.

In this regard, We have discussed on the comparative

assessment of recursive time series modeling algorithms that can represent the machining process and detect

the abnormal machining behaviors

in precision endmilling operation.

In this study, simulation and

experimental works were performed to show the malfunctional behaviors. For this purpose, new recursive
algorithm(RLSM) was adopted for the on-line system identification and monitoring of a machining process,
we can apply these new algorithms in real process for detection of abnormal chatter. Also, The stability
lobe of chatter was analysed by varying parameter of cutting dynamics in regenerative chatter mechanics.
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