| = I
[

=
e

tolt

o

STHUIES 2007 EA =

HE| MAE

o| et n{It57|2l 7558 2HHE

Machining Characteristic Monitoring Using Multi-Sensor in High-Speed Machining System
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Fig. 1 Concept in Measuring Equipment

Fig. 2 Experimental Set-up and Machining Process
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Table 1 Specification of High Speed Machining System

High Speed Machining System

Model Doosan Infracore FV 400

Stroke (XxYxZ) [mm] | 600x400x400

Maxium RPM [rpm] 50,000

Maxium Feed [m/min] | 120

Controller Fanuc 30i
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Table 2 Experimental condition

N De f, da
[rom] [mm] [mm/tooth] [mm] [mm/min]
1 15000 1.54 0.1 0.1 3000
2 15000 1.54 0.133 0.1 4000
3 15000 2.15 0.1 0.2 3000
4 15000 2.15 0.133 0.2 4000
5 15000 2.62 0.1 0.3 3000
6 15000 2.62 0.133 0.3 4000
7 20000 1.54 0.075 0.1 3000
8 20000 1.54 0.1 0.1 4000
9 20000 2.15 0.075 0.2 3000
10 20000 2.15 0.1 0.2 4000
11 20000 2.62 0.075 0.3 3000
12 20000 2.62 0.1 0.3 4000
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Fig. 3 Analysis of Principle Cutting Force
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Fig. 5 Comparison of Acceleration with Cutting Force
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Fig. 6 Spectrum Analysis in 15000[rpm] and 20000[rpm]
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