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-NC Programming for Constant Cutting Forces in End Milling Hardened Steel (JIS SKD11)-

Hirotoshi OHTSUKA™

*Production Engineering Division *
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Cutting process and cutting conditions
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Fig.I Cutter paths for corner end milling
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Fig.2 Measured cutting forces in corer end milling
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Fig.3  Outlook of cut shape (20 X 20 X 5mm)

Fig4 Details of cut comer in Fig.3
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