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Study of End-mill Deflection and Machining Error using Machining Image
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Fig. 1 Summary of experimentation
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Table 1 Cutting condition

T A% 6(mm)

7 AY 27 30°

FTTFE Zol | 43(mm)

FTTE AT 270

AZ AR Middle Steel(SM45C)
FTIAEE | 1250RPM

olFE & 60(mm/min)

A2} o 6, 8, 10(mm)

Fig. 3 Experimental work
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Fig. 4 Cutting shape image
(a)Noncompensation (b)Compensation
(Feed rate:60mm/min, Axial depth:8mm)

(@) (b)
Fig. 5 Tool deflection image analysis
(a)ldeal running (b)Machining running
(Feed rate:60mm/min, Axial depth:8mm)
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Fig. 6 Machining error comparison
between shape measurement and captured image analysis
(Feed rate:60mm/min, Axial depth:8mm)
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Fig. 7 Error deviation between noncompensation machining and
compensation machining for Axial depth in Feed rate:60mm/min
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