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Performance Evaluation of Endmill in High Speed Machining

GeonJu Kim~, YoonGyo Jung

Abstract

Recently, in machining industry much progress
has been made by taking advantage of high speed
machining. On the other hand as disadvantage high
speed machining involves shortening the life of
cutting tool. In this research we want to evaluate
the performance of appropriate endmill for high
speed machining in accordance with surface
roughness of
flat-endmill

land width and clearance angle of

Key words : high speed machining(2%7}3),
surface roughness( X H X X&), flat-endmill(3 Q1 =
), land width(¥'g oF7 #), clearance angle
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Fig. 1 Geometry of flat-endmill
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Table 1 Chemical Composition of endmill(wt %)

W Co Yb Cr v
10.587 | 2.791 0.378 0.245

85.999
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Table 2 Experimental condition

Items Conditions
Rotational Speed
. 5000
(rev/min)
Feed(mm/min) 200
Depth of Cut(mm) 1
Width of cut 3mm( P 8),4mm( @ 10)
Workpiece NAKS80
. WC(ze502080,
Material
ze502100)
Diameter
(mm) 08, 910
mm
Tool Clearance
4,6, 8, 10
angle(® )
ax Of land
Rows ol lan 17, 47, 7.4
part(um)
Cutting fluid Dry
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Fig. 4 Behavior of principal force and force
deviation lapse of cutting time
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Fig. § SEM observation of cutting edge on
endmill
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Fig. 6 Relationship between flank wear and

cufting time
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Fig. 7 Relationship between Rmax of land part
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Fig. 9 Relationship between Rmax of land part
and force increasing rate of force
deviation
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Cutting speed : 5000rpm
Feed : 200mm/min
Depth : Imm

Width : 4mm
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Fig. 10 Relationship between cutting time and
principal force
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Fig. 11 Relationship between clearance angle and
force increasing rate
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Fig. 12 Relationship between clearance angle and
force increasing rate of force deviation
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