Study on End Milling Difficult-to-Machine Alloys (the 1st report)
- High Efficient Machining with Coated Carbide Endmills -
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Table 1 Cutting conditions for experiment

Cutting speed S 75% 113,150 m/min
(Spindle speed) V 3000*, 4500, 6000 min *
Feed per tooth f, 0.03*, 0.09, 0.18 mm/tooth
Cutting direction Down cut
Free length of endmill 24 mm
Tool runout 4y m
Radial depth of cut R 0.2*%,0.4,0.6 mm
Axial depth of cut A 8 mm
SUS440C ,SUS304
Workpiece SKD11, HPM31
SKD61
Coolant Dry air
* Standard cutting conditions
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Fig.3 Photographs of cutting edge
(Workpiece: SUS440C)
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Fig.4 Relation between cutting length and cutting force
(Workpiece: SUS440C)

Fig.5 Photographs of chip (Workpiece: SUS440C)
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Fig.9 Photographs of cutting edge (Workpiece: SKD61)
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Fig.10 Relation between cutting length and cutting force
(Workpiece: SKD61)
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