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Prediction of Cutting Forces in High Speed End Milling

Sung-Chan Jung*, Kug Weon Kim"

ABSTRACT

Recently researches for high speed machining have been actively performed. Few analytical studies, however,

have been published.

In this paper, a model of cutting forces is analytically studied to predict cutting

characteristics in end mill process, especially considering both feed rate and spindle speed. The developed
cutting model is based on Oxley's machining theory, which predicts the cutting forces from input data of
workpiece material properties, tool geometry and cutting conditions. Experimental verification has been performed
to verify the predictive cutting force model using tool dynamometer. It has been found that the simulation

results substantially agree with experimental results.
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