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Fig. 1 End milling and coordinate systems
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Table 1 Test conditions

Test Dr Da Ft Spindle
# | (mm) | (mm) | (mm/flute) | (RPM)
1 15 10 0.05 1000
2 5 10 0.05 1000
3 10 5 0.05 1000
4 10 10 0.02 1000
5 10 10 0.1 1000
6 8 12 0.0294 850
7 12 8 0.0588 850

W Measured cutting coefficients Kt
@® Measured cutting coefficients Kr
A Measured cutting coefficients Ka
—Fitted Kt
—Fitted Kr
——Fitted Ka
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Fig. 2 Calibration of cutting coefficients in x, y, z direction
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Fig. 3 B1, B2 parameters in X, y, z direction
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Fig. 4 Comparison of measured , simulated cutting forces with/
without size effect
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