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Evaluation of machinability of micro end mill:

case study of solid, insert, brazing type
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Fig. 1 Micro end mill machining part
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Fig. 2 Three types of micro end mill
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Table 1 Experimental condition (a) solid type
Sampling Freq. 20,000Hz il
Dynamometer
Low pass filter 9,000Hz L sl
Spindle Rotation 28,000RPM
Stage Feed rate 400mm/min
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Fig. 4 Average cutting force
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Fig. 5 Standard deviation of cutting force
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