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ABSTRACT

Rise in cutting force causes tool damage and
worsens product quality resulting in machining
accuracy deterioration.  Especially, fragile
material cutting brings about breakage of
material and worsens product surface quality.

In this study, we trace the locus of cutting
the

corresponding to the cutting force loci.

force and examine machined surface
and
build up a monitoring system for deciding

normal operation or not of cutting process.
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Fig 1 Schematic Diagram of Control Configura
tion for Data Acquisition and Control System
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Fig 2 Force on Milling Tool
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Fig 3 Cutting Force during End-Milling
Process
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Fig 4 X-axis Cutting Force at 1000RPM,
1.03mm/s FeedRate
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Fig 5 X-axis Cutting Force at 1000RPM,
3.25mm/s FeedRate

Fig 6 Machined Surface at 1000RPM,
3.26mm/s FeedRate
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Fig 7 Resultant of Cutting Force at
1000RPM, 1.03mm/s Feed Rate
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Fig 8 Resultant of Cutting Force at 1000RPM,
3.25mm/s FeedRate
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Fig 9 Monitoring Screen for End-Milling
Process
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