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A Study on Indentification of Machine Tool Dynamiecs
by Impulse Shock

Min-Jae Shin and Chong-Won Lee

Abstract

To evaluate the dynamic characteristics of machine tool system, the system is modelled
as a closed-loop system composed of cutting process and improved machine tool struc-
tures. The proposed machine tool structure model is constructed in consideration of
energy transfer through the system. A new methodology to identify the machine tool
dynamics by adopting impulse response and impulse cutting techniques is also proposed.
It is shown that the methodology is successfully applied to a machine tool system to
identify its dynamic characteristics employing the improved model.
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Fig. 6 Gap sensor bracket mounting.
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