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Cutting Characteristics in Ball Endmilling

Hong, Nam-Pyo - Kim, Byeong-Hee"

ABSTRACT

This paper deals with the study on the cutting characteristics in ball endmilling process. First

of all, the effects of the geometric cutting conditions such as the cutting speed, feedrates and the

* path interval on the surface integrity were evaluated by the analytical and the experimental

approaches. Secondly, the cutting mechanism model was developed to predict the cutting force
accurately. Prediction of cutting force make it poss

ible to predict the shape error, estimate system stability and build the reliable adaptive control

system. A large amount of experimental set are performed to show the validities of the proposed

theories and to investigate the effect of cutting geometry such as rubbing effects, burr effects

and etc.
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Fig. 11 Predicted cutting forces
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