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Die and Mold Making for Connecting Rod Parts through High Speed Machining
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ABSTRACT

Recently. there are lots of applications in machining dies using CAD/CAM systems, which results in reduction of
machining time and rising of machining efficiency applying high speed machining and high quality machining.
Investigation of machinability is necessary in order to a[;ply high speed machining. In machining complicate 3D
model such as connecting rod die, the need of high speed machine and coated tool is requested recently in this field.
This paper introduce the database of high speed machining to improve machining efficiency of connecting rod die.
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. Fig. 1 Flow chart of experiment
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Fig. 2 Experimental setup
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Fig. 3 Modeling of connecting rod
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Table 1 Cutting conditions
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CUTTING CONDITION
TOOL S PICK DEPTII /
RPM I“I:EE‘\ FEED cUT
(mm/min)
(mm) (mm)
8000 3200 4 05
10
8000 3200 4 0.2
8 8000 3200 1 0.5
10 8000 2800 2 0.25
4 16000 2800 0.15 0.15
3 16000 3000 0.15 0.15
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Fig. 5 Comparison of machining time
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Table 2 Machining time
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Fig. 6 Result of surface roughness test
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Fig. 8 Photo of flank wear
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Fig. 9 Photo of connecting Rod Die and Mold
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