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A Study on the Construction of Database in Cutting Conditions

Jung-Kil Lee*, Deuk-Soo Son’, Woo-Young Lee”, Jung-Hak Ryu, Kyung-Hwa Rim"™"

{ Abstract

I
|

There was not the evident analysis about the cutting process of CNC machining, and wouldn't be
difficult to estimate the result of machining for the various cutting conditions. Therefore they were
not founded the systemic technology about the optimum cutting conditions and selection of cutting
tools. So this study have investigated the common facts for needs through the end-mill cutting
machining by Machining-Centers or High-speed cutting machines, and developed the user-centered
intelligent decision system to selection of the methodology about cutting conditions to improve the
machining efficiency of end-mill cutting process.
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Fig. 1 Biock diagram of Intelligent Decision Making in Cutting

Conditions
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Fig. 7 Out window of result report
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