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ARTICLE INFO ABSTRACT

Article history:

The purpose of this study is to develop special tools used to extend the tool life for

Rec§ived 17 Mar.ch 2016 the boom of heavy equipment. The boom of heavy equipment is manufactured by
Revised 13 Arp?l 2016 cutting the inner and outer surface with respect to the assembly site essential. In
Accepted 14 Arpil 2016 particular, when cutting the inner surface, entry of the tool is difficult owing to the
limited size of the inner diameter and non circular cutting. In addition, the

Keywords: _ productivity is poor because the use of the cutting tool made of the SKH material.
Bo?m of heavy equipment Therefore, it is necessary to develop a special tool for machining heavy
Chip br.eakers equipment boom to extend tool life and to improve productivity. The special tool
Insert tip type developed this study has the form of a holder and tip. The tip was created by
Inner surface applying a commercially available tungsten carbide insert.
Outer surface
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Fig. 2 Detail of A-A in Fig. 1
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Fig. 6 Improvement facing tool

Fig. 7 Assembly of improvement facing tool
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Fig. 9 Picture of assembly with improvement facing tool
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Table 1 Technical data of accelerometer

8640A10 (A10T) Unit Data
Acceleration range g +10
Acceleration limit gpk +16
Threshold (1~10 kHz) grms 0.00016
Sensitivity (£10%) mv/g 500
Resonant frequency kHz 17
Frequency response (£5%) Hz 0.5~3000
Sensing element Type Piezo-Beam
Housing/base material Titanium
Sealing-housing/connector Type Hermetic
Mass grams 35
Mounting torque, stud Ibf-in 6.5
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Fig. 14 Time domain of previous facing tool on SKHS1
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Fig. 15 Frequency domain of previous facing tool on SKHS51
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Table 2 Comparison of each cutting condition

V (m/min) i (mm/min) T (sec)
SKH51 50 21.2 14.1
Insert tip 50 424 7.1
SKHS51 80 21.2 7+8=7k
Insert tip 80 48 5.6
filmm/min)=n X f, Xz (%)
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