BEHESHEMOY FI VML (%6 #H)
— K- LI RINDHEBEROBERERE 2 0o & 3 HERO—ELEE—

RFEmE™ - IUBFME* - HEFRP*S - PP/

R

- PN

v %= B VA N S B o3

Endmilling of Hardened Die(6th Report)

- A Prediction Model of Cutting Forces for Ball End mills and Control for Constant Cutting Forces Using this Model -

Hirotoshi OHTSUKA* - 1.

YAMAJI** - Y. KAKINO** - H. NAKAGAWA™* **

*Production Engineering Division + * *Kyoto University + * * * The University of Shiga Prefecture

BEE

B CHELL (AL TONZ—F v FLEWXIAEEEMN Y FINVIMIOWHERL TR IOV T,

F—=NVIZTY FINANOBEBIZOWTHREL .

FLTHRARUVSCTES ¢, LOHHMEL B L UYHIRES

BO LY 2B TFURNEERELA. 2Lz L AMANYE 2 &0 2 RTOHIMNITICBT

HUHIEIOTFHEE, 20— bHIHICERA L ERTOEDELPHEIO LN,

L) biFR—LF

INVEEIMICHMEEL 25, HEDOHHT T L ICHWHHFEFZELT AHER, 010 5278 < % 5 BATH
DEHEFIZBAFUXICLZDHEROTFHEFBESTETH L Z LD DD /.

1. RBRU®IC

WE, BASMOPEICEL Y F I ((Al
TON-2— 7 1 v FEBEELE) OFFEIZE Y, HRC53
BREITOBEEM»O25&MoEREWE T
DL o Tn5 Y,

LALEBEEM O Y FIVINT Tk s
ZEIAABETH RE YRS E LB 2 LR
BicmenTtsh, FBK2HERLST KT
BIlBERZEB 5250w IHEEALITNS,
FO-OHEROFEE Y+ oEB L LTEYD 2
MR TEREYBIRTAZLPEETHS.

EDBUTR- VI FINEZIAEBOPE NI
KBV, EHHoMNT LY bHREoMmIOK
LB DPIZE DS, A TR UHERRIERET L
BRELSEATEEHEEPZE . $L2RTFHEAD
BAMLTHho COYHITHFEOMEAAIZE o T
YHEMA LT LI MELH L. #0720 T
BERBROEHHTELAOEMBPFEFECICLTEIT

ELLYHERCMIREZHFELTICRE DD,

BREZNL (=gWVwWE)EEOML) 2475 2 &
WTENITREFHETH 5.
DEoBMEZERT 01213, BULEFET
WE AV EIEOREEIC L DA ) HE & fIE T
HYLENRH L, -k 2 1E Altintas 5T F I LD

NAZED BT L ERIEIE TV IZEDS CHET,

A=V FINVTHBOEREZH#EET L FiELR
BLTWws 2, LPLInFER, EFVICeEn
LRI ERBORP L V0 F DRENE
MTHLI L, TLHRBEEEFTZY FILVTEICE
JAEADMINTI A - OB IR T Wi Y
DETERHTEY., FTLEMAT—HHICF—- L
YFINTRABEHI»S TEEHRIZT 2o Todn
HARLNAREOBRMN R EEIELTLHE40%
C, UHIEES UL I OB T LICERIZIONTE
TR — LY FIVEEOHMENS
O, EETFTNVIIEIARFEVEAIL PP
VNOBEE MU THETICHETH S,

T EBOMT T, £V EEXEET
HFHEL LT, BURBYTZ) OWERES —F L
ALY EERER I LB S L HEN
Ao, CAHITRBANLZEEZTITTLO
THETENHETH L. LPLEFS5I0FE
WEkh, K=l y FINoHEOEITIT LI
BUPEATHER, WD CTF0E L a8
OBEIZUHEEI LT AATRET A L3
L,

FITCERMELLBWTERERN R - Ly F3
N OYEIRLO TR B ICER TR KEET L
YREET LD, TOPHEKRoEEHEER IOV
THET A EE L.

FEERFFETIE, 2RLFRARNEBT LR LT



VRINIEIAEREMOTWEIMTICoWT, &
{LFETHAHLEMEEY EH L TS O FH
REMET L, ZLTERMOERYN (TES,
PHAEMEL L EwUHES AL 3D2D/NT X —
yr¥ARFHENRICLY, ERTUE B L OHLR
BNl % &t 2 RICFE PN O8I T ToE D
FHREEMSTREE DI LR RT. TLETFTREIRN
P, B OHEOEF T LI HI SR ELT M
B, YLy EL R AMNTHIOEEIZSER
WL AL ERT.

BBRBE-IVIZYRINICIZEBOYHMTICS
WTid, EMOTERBYRBE A LEESRS
MizowTEvYy FE84F 7y PLTERLALZTE
BREIZH> TROGEIM IS fTbh bs35a (LT 2
NELEOY Yy 7 74— FIMLELTERT D) W7,
— IS REET A, FITAMETIE, Z0FE
vy 74 = FMLE&RAMTIZIBTAAR—-L T F
INEZEE—DOBRBYLYHIBELEZTET IV
%479, T-RK— Ly FIVOPHIEERIIE—#%

Ball endmill dﬁ”\)
Feed direction . '
PR e R
£, Ry
H i (Pick‘fecd)
}m 7! }
g |
L vl X i
TR ' \Reh ‘
Ball indmill ‘ R ;:\i’i\&\ ot A
Rotation T\ AN

(a) Undeformed maximum (b) Nose engagement
chip thickness t_and angle 6
arc length of cutting
engagement L

Feed direction L

Ball endmill e ‘xyz

tp

Level 90°

e S 2

Rd ic feed)
(c) Cuiting forces
Fig. 1 Geometrical model for pick feed

cutting by ball end mill

N HIOEEILL > TRELEGVEL LD,
FHEMEE LCOWEIRIME L Z OB THEZ Hwv
N A 3
2. BBEE Y V74— FIIICH T3
BT o TSR
Ml1dK— Ly FIVZIBEHRLY Y 7 71—
FImT R BEEfbn) 227 MELbDTHY, XY
EHEATOEEMOERD Y CTES ¢, UHIFNL
EL BIUARDHBEGESE MO TNT X =%
2 28I TEERICOVWTRY. Ry EEHFAY
g (Kvr7as—F&), {,31HHH720 &Y
B ORIET Y FINERE, A FBHFAYAATSS.
A, 3EEIESATHY, TEEDFMMICHLLCT
YRIAMHEE® ) LEEIM EE R BEHSICHIET
BOYDET D, BBERMOBRKIYSTES t,,
IEIME L BLUCURIESA A, 1, B 1o
Level 90° (EWmWHEIES A 0=90" ) BT 5 XY
EHEHATOBETET. 2F 0 1{(c)ixB T Level
6 TOYH Dy —AEEZNEbNrb L), =¥
FINFLEORMHNENE THL2EFBETY AL
BRUCEDVE L, —ETHo THHPFD Level 6 T
OEBEBOYHSTFICES t, 2 LITEmUHESA
(A WX TEALT A, £2ITHICHLT t,® L
R EKELTES IR 20, FBREHE
BT AEHOBYFVOEED LS, t,& LXK
#(1) ~3)7H Ry& £, o —BIIRELIERLT
b, Thbhbbt L (BLUA, ) & Rk ,5°5
ZOENTHEICH 1L To=90° & LT Level 90° T
BONLETHERENIIAESELIDDET A,
L=R-A,, H
t ,=1f -sin(A_ ) (2)
A,,=cos” "{ (R—Ry) /R} 3)
3. EIElES TR
I e FRICEEES 2 2 EREEUA L L
THRTDT L7720, B Y TTLRBICLEREE
VA, AR TCEDEERO PR L THE
OO 2RODEERXICI A ENELBET L., £
OEA, —HEBIC X RHBEE Y 2TEE, %
AEREHETHIEBERTREARICEL o TESINE.
Y =B, + iﬁix, *iﬁiixiz +i:8in;X) ®
i=l =l i<j
B o REWZEROHETRT. Fid 3 SHHERC
FAREHER, RMWICBWT n= 3 & LTERRIC
5.
Y:Bo+51X; "*B2X2+B3X3 +§HX12+B22X§ (5)
+ﬁ33X§ +ﬁ!2X!X2 +B§3X!X3 +SZ?)(2>{3



KA DR RERSTIC LV RAZEELTHNT
koonsd, MIEELEFRICHTAILEE (HE
fE) G2 oN7HEe, BFETVIERRICR 5.

Y=Xpg+ ¢ (6)

VIZIEEENZ bV, XIZHEERIZE 75, g3
EURBREANT PV, e 3BENI FAVTH L. T
TEREICLD pOEEEITRNIZL S,

L= (X'X) 'X"Y 7

ABFFTIE, BRI UHEEROET F, . %
FHMEL LT, ERMOBKRDN CTES t,, LIH
FElE L BIUEROHES A 23 20RNER
ELTHFEETIVLELT .

4, RBEECFE

4.1 HWHIMETHITIR
TEELTER10mm, 2HHOT, ADN 2 — 7 1
VI ENT A TEBER -V FIVERVS,
BEIM L LT ¥ A A4 SKD-61(FE & HRC53)% Hv 5.

4.2 EBREBCFE
EBEBOBKIXROLBYTHL, TTLRLD
MEPOEEL-BEMEFLEY Y=Y SRS
MO)DF =7V EICHY T 5. HEIMIZEERF
RV 3 S T RB G BICRRES , SIHRR
DOREEICHVLNS, PHET 2 E T 5 EIEK 1
T R, AgWWRENA LS, HHIMIZOVWT T
YREIVOBMFRERFRIC-EOUWAAELY T 2,
XY FEANCTCOERTE B L CHMIHE 2479 .

4.3 EBREH

PR EEBICB W TH W 2 EBH &8
(AFHEHEOEHY v 7 74— FMIz LT
) #F1LIWCRT. FIEROE S SBEMOEEIE
DT EEEbsEL U I RICEL S, 272
LE1OEHFRTAARE A,D0HEIE, FLENLinT
BIEES Mo FNEFR =15, 307, 60°, 90° @
BACHIELTWwWA, S-THMEEREHEII—ET
B, WeT AUEEEITERED bm k% 5bH
TORENLELRT.

4.4 BEAUERLCEHE
BACEEICIDCEMRE R RO B, X DERE
OPNEVEEHEZ2EBL-0100F X L YRAERE
BB TIRENESE 2 ED L) ICHB LV EET
HL. FTT X, L1200 TiE, 2RkOLERIZL D
EMEICH LT—RIcL CHybRSE X BHEM
TOHEFOWNEHOEERXFIHL, ZOMBHEB

Table 1 Standard cutting conditions
Cutting speed S 302. m/min
(Spindlespeed) y | (maximum)

(9600 min" "
Feed per tooth f, 0.06 mm/tooth
Cutting direction Down cut
Free length of end mill 30 mm
Tool runout = 4pm

Radial depth of cut R4 0.3 mm
0.17, 0.67,2.5, 5

Axial depth of cut Ay

mim
. Die steel
Workpiece SKD-61 (HRC53)
Coolant Dry air
Table 2 Undeformed chip thickness (t,,: X;) and arc

length of cutting engagement (L: X,) for
cutting force experiments

Standard ! tw and L for
End range of + standard Standard
mill t, and L . cutting cutting conditions
¢ (1/2) i conditions
0ty oL | to Lo | R 4 f, spindle
mm pm  mm pm mm speed
mm mm/tooth 1/min
10 7 0.262 {20.5 1.74 1 0.3 0.06 9600
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