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Development of Diagnosis System for Intelligent High-Speed Micro-Machining and
Evaluation of Micro-Machining Characteristics

H. B. Kim(Graduate School, KUT), W. Y. Lee, S. J. Choi(Mech. Eng. Dept., KUT)

ABSTRACT

The advanced technology of micro-machining is starting to penetrate our lives. This technology, with which it
is possible to make micro-structures by means of processing on the order of ym (micrometer = 1/1,000 mm) or
less, is realizing machines that were only part of our wildest imagination. However, the fact is that many issues
remain in the quest for a variety of applications. With the advent of computing technologies, information
technologies, and telecommunications technologies, we foresee the need for new approaches in design, process,
and the use of materials, technologies, and people in a globalized manufacturing enterprise. A new thinking
paradigm is needed to focus on quality of service on the products we design and manufacture. Factories in
different regions need to be co-ordinated through use of the state-of-the-art information on productivity,
diagnostics, and service evaluation of manufacturing systems could be shared among different locations and
partners. In this research, We develope the internet based Diagnosis system for micro machining and evaluate its
characteristics by using mechatronic sensor like Dynamometer, acoustic emission, Acceleration sensor, micro

phone, vision, infra-red thermometer.
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Fig. 1 Salomon's experimental results
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Fig. 5 Front Panel of Developed Diagnosis

software
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