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Abstract

In die/mold and aerospace industries. end mill has been used many. For more fine machining,
many papers have studied on prediction of cutting force or determination of cutting condition in
accordance with cutting mechanism with end mill. Specially, papers have studied on coner cut for
the solution of a difficulties in machining process due to increase of chip thickness along
machining length. Now, due to the development of CNC machining centers and automatic
programming software, ball end mill have been the most widely used in machining process with
sculptured surfaces. But ball end milling is difficult to represent cutting mechanism. Hence, in
this study, cutting force is predicted in conering with ball end mill and feed rate is determined
about flexible tool for constraining maximum resultant force to constant value. And this study

may apply to determination of feed rate for short cutting time because of waste of much
machining time in cutting die;mold.
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