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Machining Time Reduction in Rough Machining of
Sculptured Surface using Filleted End Mill
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D.H.Shin{Graduate School, Seoul Nat’l. Univ.), J.}.Kim(Graduate Schoo!, Seoul Nat’l. Univ.),
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ABSTRACT
The cusp height in ball end milling, flat end milling and filleted end milling according to various surface inclination angle
was calculated. The calculation result shows that, for each kind of tools, there exists certain range of inclination angle in which
cu.ip height characteristics favorable. From machining time calculation, filleted end mill found to be superior to flat end mill in
rouigh machining of sculptured surface.
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