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A Study on Evaluation of Machinability using Cutter Runout
in Ball-end Milling

Byoung-Kook Kim*, Hee-Bum Park*, Deug-Woo Lee**, Jeong-Suk Kim** and Yoong-Ho Jung**

ABSTRACT

The performance of interrupted cutting operations like milling is considerably affected by cutter runout. In
this study, cutter runout is selected as an important machining parameter for evaluation of machinability in
ball-end milling and caused from misalignments of tool and holder, unbalanced mass of parts and tool
deflection under machining. To evaluate the machinability due to cutter runout, the rotating accuracy of
spindle, cutting force and surface roughness are measured. The rotating characteristics of spindle in each
revolution speed were investigated by cutter runout in freeload. The predicted surface form of workpiece by
measuring cutter runout data was compared with real surfaces. The results show that measuring runout with
high response gap sensor is useful for studying the phenomenon of high-speed machining and the monitor

surface form using in-process runout measurements in ball-end milling is possible.
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