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Surface Machining of Shaft by Descale Machine Design

Woo-King Kim*, Jin-Bin Ko"

(Received 28 October 2009; received in revised form 6 January 2010; accepted 12 January 2010)

ABSTRACT

The shaft surface machining is a popular machine for studying descale machine design and process in

automobile industry. In this study, the descale design machine of cutting shaft surface was conducted for the

detection of a tool failure in surface process. Induction harden surface is used as analyzing function to detect a

sudden change in cutting process level. A preliminary stepped workpiece which had a hard condition was cut by

the surface tool and a tool process obtained cutting force machine. At machine failure, the results were suddenly

increased and the detailed surfaces were extremely obtained.

Key Words : Surface Machining(33 8 7}%), Descale Machine Design(t]=A| Y741 AA]), Cutting Force(d2}t

2)), Induction Harden Surface(:LF 3 B2 % W), Workpiece(F2HE)

LA = QoA 2ALRAE AA 2 Adstel QA F
FESE A =AY AA] A% Aoz 1A
. _ _ _ o ZEE A7, BHO FAEI= =AY Al
2 © TEE o T = 4
EATE Seteln ARRES GAE F R € a0 axee wwe) Aass sl sEae
ASKE A A A8 B Al o (00 FADE TG AEER S e
-, - - © bl = = T = T
A ANE Al e Adam gue g oL BT EIEA B TR S
o ARl A Adse] SRR WENID oo setel A, 95lE So 9RAE o
- - = 3 ° = 4= S ;, 2T 5" o A=
A e AU SXAAE SHUTA 5 cgene wwon Azsl dasesng ua
@ gleldll Ae guime AL AAND £ b L XN Zo] YE3] w E3 1
O‘]O:| 17—]2 © Q9 3} Z]—]j] 7HH]—:E]_ @?7}_ Tﬂ_g_%]— oy d‘—l Oy LH;LO IGH ] E0o° -,4011/]—_—_]—_7_ :Tol T
BA N= oo = il = Wzlol| Holu 1EAS AEL wled de AL
E]_[2~4] ° L= m=E UL—T = ]
C o } T Qe Y 5 AAFAAN HRZ JEE
B AT S ERAEAN 2ADE AR iJlH—QI}ACSQW;xLOHLMoi ]1 a7l gz gl
— 7S o 1— T =2 =
¢ Zgvshn e AT S Ao BA=ge) FHoze 4, 2t
§ AR | Bt ARA B Behn FA0 et S4o 93 ol e,

E-mail : kjb@hanbat.ac.kr



gAY

A A o83 Tt

F3AFRIA, A9H, A%

2. Cj27ed o] &

21 Cl27Ad 39

B HAE ARSI AAstols 2 9 oS st
AEA T8 AAZES W ©X AL FAA]T)
7] 93 AAE THOZ AF T dol 9
B gAg 249 AAse T

22 BEMEE A
AEAE EgolB AFZEE FUHAAS £

Qs EAEZE ANsted Q)

= TR O T e T/ [y = )

N

I Z%7F e, 3 EAEsEE o=
FAR sty 4718
of 1 olel FrARE
e A = R = B
slem o2 Ao
A 3 = otk

1
RO
<
=
&3111
=5
‘\ﬂ‘n‘,
3
fE

Bt ¥ 1o @ O b Ao pu S oroh Hroglo N
o E

«

b1

o

1o o

bl

=)

n

X

wo [ om X

ol

o

0¥

o
M SLrfr
M4z oox ob

Fig. 12 43 AA9 74 =5 vehd Aol
AFEEel 228 FEAI7] AeiM HaAd F

I HE BY—PASS
[20rr @ AN 7CmTSY ] I
B
m
|

i

1600

-

9 L2 o]
d A At ‘EHEZE
AHESIR AL Fig. 20A4= Al

+od

=
=
[e]

9

#18mm

- 71018mm

Fig. 2 Size and feature of specimen

3.2 A=A
Table 12> A3 270& vehd 2o
A& SAE1050, X
3l

A ste] AAE 7

|

473mm

Y
$18x473mm©]
Aoz Azsh

. A
. A

fo Lo

[ez]

=



[e)
A7 - aER

Al AS71A7FE e e A A9H, AE

Table 1 Experimental conditions

Items Type
Brush Material Sus 40
Workpiece Size $18%473mm
Brush Size ¢200x30mm
Workpiece Composition SAE1050M

Spindle speed

Machini i
achining conditions : 300~2,000rpm
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force measurement system
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