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Fig. 1 Setup for experiments

Table 1 Endmill and workpiece

Endmill

Workpiece

(a)

Coated High Speed Steel ¢ 8mm
4 blades Spiral angle 45°

AZ31(Mg lloy,
Al 3%,Zn 1%)

(b)

High Speed Steel ¢ 10mm
4 blades  Spiral angle 30°

AZ31(MgAlloy,
Al 3%,Zn 1%)
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Fig. 2 Measured cutting forces for experiment A
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Fig. 3 Measured cutting forces for experiment B
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Fig. 4 Measured cutting forces for experiment C
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(a) Cutting length =0m i

(b) Cutting length =24m
Fig. 5 Cutting edge (right: bottom edge left: side edge)
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