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Development of Monitoring System for Super High-Speed Machining
and Evaluation of Machinability of Difficult-to-cut Material

Woo Young Lee*, Seong Joo Choi*, Sang Tae Lee**, Heung Bae Kim***

ABSTRACT

High speed milling(HSM) is one of the emerging cutting process having tremendous potential not only in
increased metal removal rates but also in improved surface finish, burr free edge, dimensional accuracy and a

virtually stress free component after machining.

The High efficiency and accuracy in machining of die/mold materials can be obtained in high speed

machining, so it is necessary to analyze the mechanism of high speed cutting process

emission signal.
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Table | Specification of experiment for cutting force

o

2} 2j STD11, 45HRc
FTTEHA KistlerA}, type : 9254
ZZ.7] (Amplifier) KistlerA}, type : 5019
AD B2 DAQ-MIO-16-E

209

3. AR ol I3
30 A8 4y # =A
e a&bFEeR  mAYSe AFd o
8mm 27 &gt 9 d= ‘Q(Jabro Tool co).% ALg
atith. Table 2& Aol AH&3 HazH g e
itk
R Pre-Amp. Amp.
@ PAC 1220A PAC AEl1A
. [~ |
ool Dynamometsr Multi-Channel Terminal Block DA
Kistler 9254 Kistler 5019 LabVIEW

Fig. 1 Diagram of experimental system

Fig. 2 Front panel of monitoring system
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Table 2 Experimental cutting conditions
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Fig. 8 Cutting force variation according to spindle
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Fig. 11 Front Panel of Monitoring System for AE

Feed/tooth in conventional milling
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