Study on end milling difficult-to-machine alloys(the 2nd report)
-High efficient machining with coated carbide endmills -
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Table 1 Cutting conditions for experiment 500
Endmill(A) Endmill(B)
Tools (SHIN-EI (Unequal helix € 400 |
SEISAKUSHO | Angle) -E,n
Co., Ltd.) Endmill(C) < 300
Cutting speed V. m/min | 72" 75+, %50 e 0o |
(Spindlespeed) S min * | 3000% 3000**", 6000 = 2
pri}
Feed per tooth f, 0.03, 0.06™, 0.03**" (_3> 100 |
mm/tooth 0.09,0.18 ._
H*xt O
Cutting direction Down cut Bgﬁ&cm 0.03 0.06 0.09 0.18
Free length of tool mm 24 24 Feed per tooth mm
Tool runout 6y m bum_ Fig.3 Relation between feed per tooth and
Radial depth of cut R 0.2* 0.2**,1.0 cutting length (Endmill(A) Workpiece: SKD61)
mm
Axial depth of cut A 4 4
mm
HPM31 3.
. SKD61 SUS304 3.1 SKD61
Workpiece SUS410
SUS430 SKD61
Coolant Dry air Dry air
* Standard cutting conditions for workpiece
** Standard cutting conditions for workpiece
* Standard cutting conditions for workpiece A)
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Cutting forces N
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