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Figure 2.1 Predicted(solid line) and
experimental(dot line) cutting forces for CASE1
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Table 2.2 Results of cutting forces

CASE Fx(N) Fy(N) Fz(N)

CASE1 -174.22 100.87 -20.506

CASE2 -510.54 281.29 -69.346

CASE3 -231.01 140.68 -26.933

CASE4 -121.59 80.078 ~15.082
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- Table 2.3 Tool-chip interface temperature

contact temperature
CASE )
length(mm) ()
CASEl 0.1255 914.0332
CASEZ2 0.3994 836.8671
CASE3 0.1717 866.3508
CASE4 0.0890 971.3403
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Figure 3.1 Modelling of endmill
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Figure 3.2 Displacements result of CASE1

Table 3.1 Results of FEM
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CASE | Stress(N/m?) Strain isplacemen
(mm)
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CASE1]{ 3.00883x10° | 0.00721584 0.069387
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CASE2| 8.23905x10° | 0.0125873 0.130054

CASE3| 4.0592x10° | 0.00658068 0.077699

CASE4| 2.27113x10° | 0.00657776 0.064618
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