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Effect of Tool Angles on Surface Roughness in Face milling

H. Y. Lee”, M. K. Kim", S. S. Lee’, W. T. Kwon"
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Abstract

The effect of tool angles on the surface roughness in face milling is studied.

First, the relation between

tool angles and rotation angles is identified. Using this relationship, it is obtained that the projection of insert
nose shape on cutting profile. which is a part of ellipsec. The effect of spindle tilt is also considered for the
proposed model. The model is used to show the surface roughness difference with and without considering
tool angles. It is shown that tool angles along with nose radius and feed rate have an ecffect on surface

roughness.
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Fig. 2 Tool nose shape before and after projected

on RA plane
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