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A Study on the Wear of Milling Tool and Relativity of Acoustic Emission
in Cutting Process

Yoon, Jong Hak’, Kim, Dong Sung™

Abstract l
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This study is focused on the prediction of appropriate tool life by clarifying the correlation between progressive tool wear and

AF signal, when rcutting SM45C by End mill in machining center.

First of all, end mill have a problem that position of sensor sticking because it is revolution tool, but I think that it can be

gained specific character according to sticking Sensor in the

Vise.

Consequently, the following results have been obtained :

1. Each cutting speed of feed rate over 0.1mm had a tendency to Increase linearly according to the RMSAE.

2. The level of AE signal at the same cutting area was more sensitive to depth of cut tharn the variation of feed rate.

3. In the range of cutting duringgr about 75mingr atqr cutting speed 27m/min flankqr wear turns up aboutqr 0.21mm,
aboutgr 0.29mm in the caseqr of about 65mingr at 33m/mingr hereby RMSAE increased rapidly at 0.2mm flank wear,
also AE~HIT and CUM—CNTS.

Keywords :Cutting speed(H A& T), Feed rate(o] 54 %), AE—signal(3 3% &41%5), Flank wear(df8 npd),

CUM—CNTS(+3A5)
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Fig. 1. The shematic diagram of experimental apparatus.
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Photo 1. Location of AE sensor
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Fig. 2. Feature of specimen and end mill
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