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Wear Characteristics of Small Diameter Flat Endmill in Micro Grooving
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Table 1 Experimental conditions
Carbide coated by (Ti, AI)N

Material

Tool Diameter 0.2,0.5, 1.0 mm

Number of tooth |2

Workpiece NAKS55 (HRC40)
Rotational speed 48000 min-1
Depth of groove 10 um

Feed rate 1.0, 5.0 um/tooth

Cooling condition No cooling

4—
Feed direction

Depth of groove

Length of groove

Fig. 1 Experimental concept
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Fig. 2 Micro photograph of new square end mill of ¢ 0.5 mm
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