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A Study on Characteristics of Tool Wear in Ultrasonic Machining
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Table 1 The conditions for Ultrasonic Machining

Workpiece material Alumna

Cutter @ 8§ mm

Rotation speed of spindle (rpm) 4000

Coolant Water based fluid

Feedrate (mm/min) 300

Depth of cut (mm) 0.1

Cutting distance (mm) 1200, 3900
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Fig. 2 Image of Confocal Laser Microscope

Table 2 Parameters for CLSM

Laser source Ar
Wavelength 488nm
Objective lens 10X
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Fig. 3 Tool wear on diamond tool at cutting distances
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