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Fig.3 Stability results for milling system with multiple delays
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On the Mechanics Mechanism of Milling Process

WAN Min, MA Yingchao, ZHANG Weihong
(School of Mechanical Engineering, Northwestern Polytechnical University, Xi’an 710072, China)

[ABSTRACT]

Milling process is widely used for machining large structure in aerospace industry. However, under un-

reasonable cutting parameters, the cutting forces may lead to large tool-workpiece deflection and even chatter, which will

greatly influence the surface accuracy and quality. Thus, it is of great significance to study the mechanics and dynamics, and

further to select the optimal cutting parameters of milling process from a theoretical point of view. In this paper, researches

on cutting force modeling, dynamic modeling and chatter prediction, as well as deformation error prediction and control for

milling process have been introduced in detail.

Keywords: Milling; Cutting force modeling; Chatter stability; Deformation error prediction and control
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