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A Study on the Optimum Cutting Conditions for Aircraft part using Inconel 718
"HEE, HYR
“Jinhoon Cha(hiturbo@kyungnam.ac.kr)1, Sangbo Han’
LReesta ohshel Z)AF ek, sk 2| A Rbs 8k sk

Key words : Inconel 718, Cutting Condition, Compressor case, Aircraft part

f
g okl
o
N
[
2
i)
e
rlo
et
ay)
Me
(]
S
9
>
rlr
=
ol
b
=
>,
i)
oX,

fo BT oo
o
i
o
=
ne
oX,
=
e
a4
oX
=
=
td
oX,
ol
tlo

=

2 |
_O\L

)

(]
o rlo od K

N

— M
= EL']

B

ki

fil
oY o

R
o
i
& ol
oX,
olr
4
r I
o
do
p'h
9
o
v
-
?:.E

4 o
®

o
il o2
&)

fo

z |
N

S
ftlo

=)
S
>,
N

rlr
5]
1o,

O

rr s

(&7

o
9
=)

mﬂ:
1
9
>
oo
iz
ML o
1o >
b e
2

2 o
;(_)J—.E‘i’l
oY O &

_&_(o'

f
o, o o
o

L3S

w2 o S ) ol
o &
L
o
g
2
N
It
T,
M
>
)
o
Ir
of
off =
2l 30

o
z
o
i

o 110 rst

2 225 Inconel 718 3F
= @Q%E_i 7} 7 87
3, Ak FEel & 4

N

ol

oz 1o
~

baf

N

)

ot

>,

|

1)

)

o} i
il

olr
o

4
1o
4
o

B

-
_0|L
e
=

E
ot
S

o, 1%
0z,
ol
ol
A

o o
_,‘Q
s
Iy o
S
2 [

et}

o
:oé
iib)

Mo
do
ol
- 0
i)
>
of
-
g

mlo—ofoﬁ
ol-mo;i{-{% -
R

okl off ol

A& WdsA, %A‘Zﬂ 7}%%1 k-
S48 B EAAY A
HE FFaIE ahgleh

o Lol A= Inconel 718 o742 H Ao A2t
S 913}F] Inconel 718 72l A2l 7)ol &
= o]z\_&_: AArZlo)l 2 W42 A ]_04
sol wpe A4t ol W e ctolui, wwl Az
A% 53] 2?1 Inconel 71883742 H A2l 7}

Sa=4
2. Inconel 718 4] B4

Ni 5749 InconelAlE =742 HdAdo] 3stx, 4=
% Aol §54 S 2Aue) 2AR ek 548 TE
AEE Aol ZHsgow QlalA, abel i dAtAEh:
AFolle E73taL Fo7F S7ksta ek

©] 2 gt Inconel AlE 5 74%F, Inconel 718 35742 3}8H4]
ZAo] Nis 7|HFo 2 18% AEQ AE, 18%9 @_ 19%°] E]E,
1% ]Ol"] AE) T AR O] o‘]zil /\)\v]—-, 217
FEAE O#E% 7IAA A3 2e] 600T A=A E_g
e SO $ VA dEE T AL glaL, 718
GSAE B alo] WAls) Som, S8 00T o 091 Akl

_,d

ol ol

Jlm iy
p

ox, o

N
-

(
Eo)

N

r
BN

a
>
o w& & to AL

‘{Y O_u—$—‘
o

Ji i
A e
N

L H
Ay, o L5

o
by

X,
o
ol
TN
_>,i
_?L

Wl M= AshelA] 93, e B6a trlolw AAHA e
AR AN Qlol, o) A5} A aE WEalok s
P/ A HEOR AL WA ZAea e
Table 1 Chemical composition of Inconel 718 alloy (Wt%)
Element Wt(%) Element Wt(%)
Ni Bal. Si 0.07
Fe 18.20 Co 0.35
Cr 17.75 C 0.02
Mo 3.00 Ti 1.02
Nb Mn 0.07
Ta 521 Al 0.423

Table 2 Material properties of Inconel 718 alloy
550 - 790 [MPa]
550 - 790 [MPa]
12 [%]
211 [GPa]

Ultimate tensile strength
Yield strength (0.2% offset)

Elongation in 50mm

Elastic modules (Tension)
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Table 3 Cutting conditions

Cutting speed 100,120,140,160 (m/min)
Feed rate 0.2, 0.5, 0.7(mm/rev)
Depth of cut 0.2, 0.3, 0.5, 1.0(mm)
Tool holder PCLNR/L 2525M-12
Insert CNMA 1204
Nose radius 0.8mm
Cutting fluid none

Table 4 Cutting forces(N) corresponding to various cutting conditions

Cuttir(ljg Feed Depth (mm)
(m/min) (m;ajfev) 0.2 0.3 0.5 1.0
0.2 113021 | 150897 | 244387 | 5127.49
100 0.5 1879.11 | 263585 | 4163.56 | 8299.65
0.7 258879 | 3813.54 | 5510.67 | 10891.5
0.2 765.18 | 11567 | 1867.63 | 1885.19
120 0.5 139037 | 206893 | 347735 | 34645
0.7 17657 | 287541 | 442892 | 5161.83
0.2 94235 | 136025 | 2107.09 | 3813.54
140 0.5 1557.53 | 23802 | 379206 | 5942.9
0.7 262329 | 3507.86 | 5372.05 | 8315.05
0.2 842.68 | 94235 | 1416.66 | 4263.92
160 0.5 1499.16 | 165583 | 272257 | 7122.26
0.7 244387 | 2709.52 | 347657 | 9535.03
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Fig. 2 Surface roughness with respect to cutting condition
( Depth of cut 0.2mm)
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