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On Cutting Characteristics Change of Low Temperature Cooling Tool
(2nd Report)
-Cutting Characteristics of Cage Motor Rotor-

Soon-Chae Kim~, Hee-Nam Kim™*

ABSTRACT

.The cutting process of cage motor rotor require high precision and good roughness. the
surface roughness of cutting face is very important factor with effect on the magnetic

flux density of cage motor rotor.

The paper describes a cause of decrease in the cutting force and roughness on low
temperature cooling tool by mweans of analysis on the mechanism of force system at cutting
condition and experimental findings.The main results as compared with the room temperature

cutting are as follow :

1) The cutting resistance decreased due to low temperature cooling tool.
2) The surface roughness decreased due to low temperature cooling tool.
3) The low temperature cooling tool effected machinability of the cutting direction in

maﬁhined surface.

4) The lov temperature cooling tool decreased burr of corner in feed direction.

Key Word : Cage Motor Rotor(R € ¥ Mx}), Magnetic Flux Density(AlW %), Low Temperature
Cooling Tool (A2'42}-37), Room Temperature(’g-&)
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Table 2 Working condition

Tool Cuting | Feed | Cut of | Cutting | Cooled

materials | speed rate depth condition | method
{ mvmin } | (mmvrev) | ( mm )

P2 100 010 010 Room Tool
200 temp. & internally
300 Low cooled
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Fig.1 Pneumatic block diagram for internally
cooled cutting tool

Fig.2 Mechanism of low temperature cutting tool.

&l

Fig.3 Schematic illustration of low temperature
cutting tool
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Fig.4 Dimension of cage motor rotor.
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Fig.5 Pattern direction of the tool microscope
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Fig.6 Measurment system for room and low temp.
cutting working
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Photo.l Section of cutting direction by metal microscope

Photo.2 Section of cutting direction by metal microscope
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Photo.3 Section of cutting direction by metal microscope
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Photo.4 Section of cutting direction by metal microscope
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Photo5 Section of feed direction by metal microscope
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