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B 1 Schematic diagram of the exprimental apparatus
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# 1 Characteristics of endmill
Tools TS-37 TS-45  TS~46 Rco-80
CA 113 Non-eq-lead Eq-lead  Eq-lead Comp
(angles) (angles) (angles)
Non-eq-pitch Eq-pitch  Non-eq-pitch
500 (End face) (End face) (End face)

mm Total length mm 145 145 145 110

Number of blades 4 4 4 4
2005 Different 38
helix angles * 41 :
Standard 40 57°24°
Different 76730
pitch angles 103°30"
Tool material (JIS) | SKIB6 SKi56 SKIG6
**
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X2 Relation among kind of tools, cutting force and power
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6B %2 Cutting conditions
1 5u . .
Cutting speed m/min | 50~200
m Work speed  mm/min | 100~400
18 opm 0 De.zpth of cut m |0.1~0.5
Width of cut o} 10.0
150 m N Workpiece S50C (HB192)
1 2 Cutting fluid Not used
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K5 Change of chip profile in the endmill

cutting process

V:62. 8m/min f:300m/min d:0.2mm
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