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on the Hemisphere Part in Ball End Milling

ARE £

=

o

LAEZE

Finishing Characteristics According to Cutting Edge Shape
st &}

Bh

Key words : Ball end milling, Cutting edge, Helix angle, Lag angle, Tool wear, Surface roughness

L

)

R,=R[1— /1 (P//2R)?]

X oM RN e
2 TR O N T M
2 v TR U A
= W & “=NMTgt
= T = 2 Pmom PR
L S 23 E £ R
5 8 % E ° S o) T é
544 8 : & S 2 amg
R £ 4] = E Stwws¥®
_ o i -~ S ® ,44%m;ﬁ5
by g = ot wa%ﬂilﬂu
R z = [ . — o
& i 2 ° ﬂ&n_rmoo )
= = c S % i
N\ 5 \ £ T TWeD xar
{ 4 = W D QJI7~10M\|1
v/ \ e n 2 2 STTROwD
LT = c = - EOQQOPL
A4 Z/ \ = s = mﬂ,_t_ R
! Es . 2 H g g i > v T2 Ry
~ \ i8 g8 i S N\ 5 PohEA TF
. ) < 4 [ \ o ~ JEJ.IGI
~— \E s E m - | @ < T <*F T _
)" 28 I 5> 2 2 PN NoXWT
. " o= m. W dﬂdlmﬂ_ﬂﬁAtﬂLA
[ —_ -
> € © § PraEEd
E5 S « ﬂﬂ%am[wnu?
5 2 =) o 19 | W N
O L 2 o =
[ JIZ‘EHHT_Z =
— _ — —_
. H‘_‘o|o»1|9.nm_;1m~u
=2 e —~y —
T A m <R R
KRNTMNBTT o 5N H oK O T N s o NG s ol ol I L B
TEOTRAEVR WU BEHT BT EH D CoOB 5N g o -3 T o g ol .
W NMF = - NPT BE O =0 _ of B Lo B — Moo XMooy . B0 R A g0 £l
cha I LY REE T TR B BT MO TES L XL
o PR AU o gy BN L TP THTVag, Wy ZEIHPE LT 3
Wz~ 8 7 o pdp N Mo “mot- TP T e
M oo X g T B A o TR N ol N R o
RUNATRCIRN N o = X e M gy T L N TR A = AR R °
oy X7 oR tﬂHE]Q T = fo 0 —_ o m o EA R 4 ) N
Zdﬂﬂﬂﬁuﬁﬂmﬂoc,ﬁﬂ%ﬂﬂ?ioilmmﬂu = ﬂﬂuln@,’dl.%ﬁmdu HTMﬁoEWo Qo,mﬂdioﬂd.ﬂmulu ,:f
Mﬁﬂ@&%ﬂﬁﬂ@ﬁﬂ%7ﬂ ﬂ%%%ﬁ%ﬂﬂM?@%ﬂ&&M%ﬂ%ﬂ%y -
= — ) ZO‘.I,, ~ — o ™ 0 _— HIJ| N ]A]_Z o T
ﬂ&%%%ﬂ%%%&%%ﬁi% Mﬂﬂ%wﬂ}ﬂﬂowwi%ﬁ%%%mﬁﬂ@o&%@ﬂﬁo ﬂm
ﬂmM]EOOTﬂLEO_oﬂ/FAM A]Uw,.r K T T R LA 2 e © o RO
NT P LT B R RO zo i 2 RN RNEId R Bl rm s m
mﬂ%@b&%%%ﬁ%?ﬁmﬂ%?% T wglPrg P g " T ER P W=
%mqﬁowﬁm%}woi%%&ﬂ%%@ ol W%%»wwg.%ﬂ THT R Pl 2P K
ol 2D o H SR e W u Lrezrw ™ ﬁm«mn%ﬂe%%%drﬁo T O of oy N
ARG LpapC g o N o % . o 3 Y
O S R R 5l Lo F WA g ) mPE | g P ® - S
PopdEitudEde® Ing N N B ST i
TERIIRLERFE W T W o o By T T RECEER o 8
g FOERT 2P oty P ERrRr T T @R T T oW & T
ey - Mo Mo X Bl E — P W RO — ~ RO Mol o d
Th Do " e g, ConTEgt gl iw AP Ee T ZaT A
Frdgme R e T %dmp.emannogiaiwv%ww%71mo%m,umﬁnoﬂﬂ x &
S I R S PN RO ) - e TR g T LT LT 0 X M mphd oo
o = FL] o T 71r‘_ﬂ 1o E llr_,me ~o = T 17r_v7LlH D=l ~ ol dl]rL]]_./l ~ —
]Ta]ﬁoﬁdlml‘_txﬂﬁuen_.ﬂuﬁaio El Jutzo N or g ) #L]n}&oe#eﬂoﬁ/ ) = =
O el A B Tr g SRR A eTeMawd T o
CESTFIRTTETTRTT B o T oA Do W R G T S o op = M &
BRERWFTRNT T AT DT H PRTHVERFEWINIILIS ®o o N

461



o

Y UZ | 200904 EA G =2

= =]

B A%e] AHER FABE Ynkrgo] S5k 2o #Y
dof 28 Amz de soli Wik 2
2302 QRS Adele] B A=
2 qluw Wy Aahde] dels 2o o)
7] $13l, Table 13} o] ARTNe] W~ 7o) 277} 74z

o
wn
P
o
o
s
S
=
ot
>~
>
N

e
fu 1
L
> o
A =
x>
[o oo
y S
%
z =2

E e Alde o i 6
angle) & 002 dAA st od, 79 A4S 8 mm o|t}.
Hht i A Ak 4ol mpE date], 1H AFY] B Fteba

Table 1 Special ball end mill with different helix angle
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Fig. 4 Schematic diagram of the experimental setup
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Table 2 Experimental cutting conditions

Test type Surface Roughness Tool Wear
Cutting method Down Cutting Down Cutting
Tool diameter 8 mm 8 mm
Cutting speed (RPM) 6,500 12,000
Feed per tooth (f,) 0.15 mm 0.15 mm
Radial depth of cut (Aq) 0.3 mm 0.3 mm
Pickfeed (Py) 0.3 mm 0.3 mm
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Fig. 5 Comparison of surface roughness according to helix angle

variation
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Fig. 6 Comparison of flank wear land width according to helix angle
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