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Machining Characteristics in High Speed Endmill Operation considering Clearance angle
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ABSTRACT

The objective of this research is to investigate the effect of clearance angle on cutting performance in high speed
endmilling. The tool geometry parameters and cutting process have complex relationship. In order to explain the effect of
clearance angle and exist the optimal clearance angle according to the diameter, Using various tool with different clearance
angle, numerous cutting tests (cutting force, surface accuracy, too life )was undertaken to show the relationship between
clearance angle and cutting process.
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Fig.1 Geometrical shape of clearance Surface

Fig. 2 Method of generating an eccentric clearance
surface by grinding tool
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Fig.3 Simulation of generation of clearance surface

EH—‘?"E——-“’J chip o Z&2 ZAIES we s=2A%
micro chip ©] 'golM EWE EAE2:= 5
(burnishing)E 248t 2 Aol o8] @4 EAo]
wAg gt

oje} Z& w@AE U 42 chip 22 A

]

_23_

Fig. 4 Chip flow around cutting edge
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diameter
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Fig. 8 Comparison of tool wear in end mills with various
clearance angle ( fixed rake angle -10°)
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Tool Life
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Fig 9 Comparison of too]l wear in end mills various
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