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Spindle Speed Optimization Based on Cutting Power
for High-Efticient Machining in Turning Process
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Fig. 1 Test model of cutting experiment
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Fig. 2 Cutting force at optimum spindle speed for the maximum

allowable power of 500 W
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Fig. 3 Cutting power at optimum spindle speed for the maximum
allowable power of 753 W

AZF Bt 75 % AE ¢ 2839 AoR eyt 99
HB2HE F5 3AFE HHFs AMAES FFA Y
]

mm °]3}7} HIEE ofF FJRE
AEE BEU2 e i da)

el

4.

124

AR
Hpol o] Hd 8§ A2 $¥S 753 W E dAste] F
3

o
o
B~
-
of 5
o
|
2,
>
lo,
o
2
N
o Hy
)
=
-

ot r‘_}l_,
O
o T
o
2
)
il
L
W
. S Y
LN
34_‘ -
o
S
N
& o
&=
- o
of —
_l:j.: J.l {

92 A7) A A%

RIEEE T I L

0 38 22 FES 549 A 58 42k 589 753
o oF 2/3 <1 500 W ol disiA HH3} sHe A5
= 72 Aol 207.6 sec = 938 HAS oA sF

Ny of

S
F ol4kel W2t o) hsiA AH e
S & 4 Ak T3 Fig. 3 oA YERH

B Aol A= ONC Adnkel sk ggol digh s E
F& FHAY) QAN A2t TN WeE L
& A el % A5 A g A

1o, ot
2V
O
i)

H ooy

Q =
(o0
pata
H
=)
B~
o,
ofx

o2 T X g

L)
I
>,

o o o
=
E
B
i to,
>,

fo
N
= o
g
oo

mlm i
>
8
9
2

i -
o o
ol
ﬁfgg
-0

Ho
B

)
ofy
h
it

N
2
2
=
it
=)
o
£
o

HJ i) 4
ol
=)
2

(]
N
Ll

N
[
o
_O‘L
32
v

offl
:(I:'l:g
o
ox
ot
>
2,

N
-~

+
ok

N >

o o £
2
>
lo
(& oy

Kang, Y. G, Cho, J. W.,, and Kim, S. I., “Feed Optimization
Based on Virtual Manufacturing for High-Efficient Turning,”
Trans. of the KSME (A), Vol. 31, No. 9, pp. 960~966, 2007.

Sandvik Coromant, “Metal Cutting Technical Guide,”
Metalworking Products, 2006.

http://www.aluminium.matter.org.uk/content/html/eng/default.
asp?catid=128&pageid=2144416321

http://ensoft21.co.kr/sub3_3.htm






