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Development of Geometric Design S/W for High Speed End Mill
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! Abstract

l
]

The tool geometry parameters and cutting process have complex relationships. Until now, various cutting test were needed to

acquire optimal design of end mill for the purpose of high speed machining, due to the insufficient knowledge about cutting process

in high speed machining. Using various tools with different geometry, relationships between tool geometry parameter (rake angle,

clearance angle, length of cutter) and cutting process (cutting force, surface accuracy, surface roughness) have been studied. Acquired

data can be used to design optimal tool for high speed machining and to develop a software for design of end mill geometry.
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3.2 S/W Algorithm
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Fig.5 S/W Algorithm
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Fig.6 Window for Output
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(d) Surface Roughness

Fig.7 Window for Detailed Output
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Fig.9  Window for FEM Analysis
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