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Direct observation of the workpiece deformation for elastomer endmilling using high speed camera
Muroran Institute of Technology

Yutaro FURUYA , Koji TERAMOTO , Shohei KUDO and Makoto ISOMURA

Endmilling is attracting attention as a method to realize a small lot fabrication of elastomer. There are several

causes of the machining error of elastomer: they are an irregular chip separation process and elastic deformation.
The purpose of this study is to investigate the relationship between the deformation of the workpiece and the
machining error. In-process measurement of workpiece deformation was examined with urethane rubber by using

high-speed camera. As a result, there is a correlation between the deformation and workpiece for machining

errors.
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Fig.1 Experimentation equipment
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Fig.2 Measurement position
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Fig.3 Measurement of workpiece displacement
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Fig.7 Relationship between machining error and deformation
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