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Fig.2 Calculating method of cutting area
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Table 1 Calculating and cutting conditions

Cutter radius *Re 8.0 mm
Helix angle 5 7 30°
Radial depth :Rd 0.8 mm
Feed :Sz 0.16 mm/tooth
Pick feed :Pf 0.8 mm
Inclination angle(workpiece) : 0° ~75°

Inclination angle(spindle) : A -60° ~60°
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