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A Study of Characteristic According to Rake Angle of Endmill
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ABSTRACT

Endmill is one of the most important cutting tool, not only for machining of mold and die, but also for manufacturing

of car industrial. Futhermore with spindle speeds on the increase and machined-surface quality aspiring to higher

levels. The purpose of this study is an analysis of endmill’s rake angle for appropriate tools design and making for

the high speed machining. In this study, Experimental works are also executed to measure shape of endmills, cutting

force, on different shape of endmills. Finally, To get concept of endmill design, Tool life was experimented on various

design of tool from this study.
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