2114 AEBBMEEHTE £19% $9%. pp. 2114~2121, 1995

G
EfzRbge) oE d=
e

o) FFFEA W AAr] 7 e] v

. 7':, O:J/H** . 2,52&1_.}-***

(19943 129 274 A<

Comparison of Precision Machinabilities and Cutting Time
in Inclined Milling Process
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Abstract

Surface generation model of three types of endmills is introduced to analyse the cutting

mechanism of an endmill more accurately. Superposition method is introduced to define the

effective cusp including the effects of cutter mark. Through the comparison of three endmills, it

is shown that the ball-nose endmill is superior to the ball endmill and the flat endmill for inclined

milling process in 3- or 5-axis machining modes. By using the objective function minimizing the

machining time, appropriate nose radius is selected for various cutter radiuses and cutter inclina-

tion angles.
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Fig. 1 Specification of endmills by the size of the
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Fig. 2 Geometries of inclined milling process
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