ol Bl 2] 2| 55 7}Zof UOIA A= To| M| ZFof BEtHT
A study on the determination of slendemess ratio of end-mill in 5-axis ma-
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Fig. 1 Picture of impeller machining in

CATIA CAM
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Table 1 Experiment conditions

ITEM CONDITION

2000, 3000, 4000, 5000,

Cutting velocity, Ve (tpm) 606’ 7000, 8000, 9000

Feed rate, Vr (mm/min) 1000, 3000, 5000, 7000, 9000

Depth of cut, d (mm) 0.2,0.4,0.6
Workpiece Aluminium
Cutting tool @10 End-mill (4F)
Cutting fluid Dry
Slenderness ratio, S.R 3,4,5,6,7
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Fig.3 Measurement of standard deviation
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Fig.5 Relationship between slenderness ratio and stand-

ard deviation of cutting force
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Fig.6 Relationship between slenderness ratio and

surface roughness
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Fig.7 Micro photographs of machined surface by vari-

ous slenderness ratio

5. 48 A SFotH
FEd EW AR e DL 5 A= A
79 A% FAE AEH £ 8| TP
W 7] g 7)7]e] FaE SuiAlE EAl ol
Ak of= el WHow Q% AE At 24
g de) o A dYdE = FEolE AR
of o] 5 I H3le] So] dasiy, e
Ao 2 o® A} 7hg Al At whE E
of vhEfe EASgo R e gl 9
Agulol whe @Ab 7)Ee] AT o] Fo Aok
@ Aolt}
37|
o =R AN BAT AP A RT104-
01-03) o2 &AL
H2nEs
1. Jian-wei Dang, Wei-Hong Zhang, Yun Yang, Min

Wan "Cutting force madeling for flat end milling in-
cluding bottom edge cutting effect" International
journal of Machine tools & Manufacture 50 (2010)
986-997



