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A study on the machining characteristics of the micro grooving for the mold
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ABSTRACT

This paper describes the machining characteristics of a developed micro grooving machine. Experiments have

been conducted on the various grooving condition such as spindle revolution speed, feed rates and depth of

groove.

V and U-shaped blade tool and STDI1l workpiece was used in this study. Evaluating the machining

conditions, RMS and frequency spectrum analysis of AE(acoustic emission) signals according to each conditions

were applied. As a result, this study presented the process to optimize micro grooving condition and possibility of

application of AE technique in groove machining.
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