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Fig.1 Cutting model by 3D-CAD models
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Fig.2 Calculation method of chip area
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Table 1 Calculation and cutting conditions

Cutting speed A% 13.6 m/min

Radial depth :Ry || 0.6 mm

Feed rate :S, || 0.12 mm/tooth

Pick feed :P; || 0.6 mm

Workpiece inclination angle :o 0°~60°

Coolant Wet (1.5 I/min)
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Fig. 6 Roughness curve(CR=3mm, down milling, S45C)

201 TAEBERTAE o7 R il SR Rl i Sl O

lﬂ!‘ﬂz

A

mm?

0.05 =
- = st O up @ down
0.04 stepped up % P
— stepped down @ A%
0.03 AR
0.02 AR S - |
] i [+ o
0.01 :
.
0 & o
90°  -60°  -30° 0° 300 60°  90°
Tool rotation angle 6
Fig.3 Chiparea (CR=3 mm, 0=15°)
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Fig. 4 Maximum of chip area (down milling)
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Fig. 5 Maximum of cutting force (down milling)
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Fig. 7 Surface roughness (down milling)



