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ABSTRACT

The existent cutting insert have occupied most product of grinding style, because it has a problem of accuracy
and manufacturing process. The product has a concept but development is difficult, because grinding and
manufacturing by press are impossible. But by development and stabilization of a technology, preference of
non-ground insert increases gradually. And then insert that grinding is impossible is developed availably as
non-ground product by using developed equipment and software.

In this paper reports some experimental results on the machining performance of non-ground Cutting inserts.
Three kinds of Cutting inserts were manufactured without using grinding process. Machining experiments were carried
out to compare the machining performance of non-ground inserts with that of ground ones. The experimental
results indicate that the cutting forces and tool wear and surface roughnesses of machined surface of both ground
and non-ground inserts are comparable.

Key Words : Non-Ground(¥] 12}), Milling( &), Insert(1 4 E), Cutting Force(Z2} 43} 2), Surface Roughness
(AW Z%), Flank Wear(Z9 =2 vl R)

LA =2 AT s1E AAMES ATEHe BE BA
S 7HA Ao 223 T F9A BTl

2A%F ANFTE AR AR wobd Al 1Tl WAl weh £do] BuW BE 5%
ol Uukel o] ofd 1o AFFFW o Yojurk ol¥F FEHL 24 RWE LIFFH
Nez 27 Aol st Are FHAA 5L o] ofd MARA FFo= Yehdel we W
FHoz FANE WEL o PAES 1L & o WAHY FAVNNESY FH A2 A A&
ARA AZdlY 1FEY 2AFFS AXTIT. = B9 AAYo] oA A AZHe] B
st AE T e - A og FHAS ZAE

v A7) Q) ,5‘5?1—7474‘:‘01% 71 A _lz_;ﬁ?_]@.

* Fogoueta et 717473 8 EJJJ‘ ! e el 6101? S
# mAAA : FLFA S 7)A B ABSs wAvy sl Hel e Buns
-mail : jclee@kumoh.ac.kr AAs= FA27bsol AmEA Ao FAZ 7L

_73_



=
ot
i
oy
)
B
_O‘

%
e

Lol g4 -

H8A - 0B

St 71 A 7FE 88 A, A0, A2

e HARJME AA7F 1A= o|B2E, 1179
tololzs #& o83 A2 °]
8% W, LASER 7}%
ReH, olfgd FAHFTAHLRE s artY H
o] A9 ¥ we} ALRUIF L2rta, Aol
Azt o] Ak FAG Qo] g FIE
. 53] 7%, v, nABAYY AFE
dgoz 7jEe] AxF o AFAA B A2 AF
Z Aol EB7hsdk Bl A2l AlF(side press
F, ol AFe EAF AW FAEANAA
=24 veha doh AT FljelA = o]
gk Bl A QIMEC #E A7t & W3
I YA e AHeld, 1 regLe e Az
AAEH Ax7F S Holxe FAle|th
2] Cross-hole Type D#-& Hl A2 JAME ¥
Frp7b A7 2ad Ao g

2. AER &

Color video

000 =
System S
o seo
—
[ Tool Dynamometer HH H orm
—
E— Machine Table AMP

color video printer

Fig. 1 Experimental set-up for machining experiments
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Table 1 Experimental conditions

Items Type

Hwa-Cheon Machining

Machini
achining center Center(Ecomil-43V)

A : Ground type

B : Non-ground type
C : Non-ground type
D : Non-ground type

Insert model

Spindle speed : 637rpm
Table speed : 127mm/min
Depth of cut : 2mm
Cutting type : Dry

Cutting condition

Workpiece SM45C, GC250

Tool dynamometer Kistler, 9257B

Amplifier Kistler 5019A
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Fig. 4 The shape of milling insert

(a) Cutting edge (b) Chip breaker

(¢) Minor cutting edge (d) Round

Fig. 5 Insert of each shape

Fig. 6 The shape of specimen & cutter body
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Fig. 7 Cutting force(SM45C, GC250)
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Fig. 8 Specific cutting energy(SM45C, GC250)
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Fig. 12 After processing of insert (GC250)
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Fig. 13 Surface roughness (SM45C, GC250)
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