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Smart _turning technology realized by automatic identification of dynamic
compliance and automatic suppression of regenerative chatter
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In this research, a smart turning technology is developed to realize
automatic identification of the dynamic compliance of a flexible tool/workpiece. The dynamic
compliance is one of the factors that affect the generation of chatter vibration, and it is
generally obtained preliminarily by a hammering test which needs expert knowledge and time. In this
research, the beginning of the turning process is focused, and the initial ramp-like force input and

the vibration generated from it are utilized to identify the dynamic compliance. Since the
ramp-like input consists of a wide range of frequency components, it excites the flexible structure
which may cause chatter. Hence, the proposed method can identify the dynamic compliance during
cutting and without ﬁreliminary tests. The proposed method is tested in a plunge cutting ﬁrocess,
and it is verified that the dynamic compliance identified by the proposed method and the hammering
test agree well.
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