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Ball end mill : Ball Precision F ABPF type (type-SF type-SC type-ST)
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Fig.1 Ball Precision F ABPF type

[Cutting conditions]

Work material: S50C (220HB) Dry cutting (air-blow)
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Fig.3 Cutting force results

3,000 [ Tool : ABPF30S32L (diameter = 30 mm)
Cutting speed (vc): 200 m/min Feed rate (fz): 0.1, 0.15, 0.2 mm/t
Axial depth of cut (ap): 15 mm Radial depth of cut (ae): 0.5 mm
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Fig.2 Comparison of the edge shape (a) developed product F
ABPF type (high helix edge shape) (b) side of developed
product (c) side of our conventional product
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[Cutting conditions]

Work material: SLD (59 HRC) Dry cutting (air-blow)
Tool: ABPFM30 (diameter = 30 mm)
Cutting speed (vc) = 400 m/min

Flat milling: Axial depth of cut (ap): 0.3 mm Radial depth of cut (ae): 0.5 mm
Side milling: Axial depth of cut (ap): 0.3 mm Radial depth of cut (ae): 0.3 mm

Cutting length : 650 m
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Fig.4 Tool wear comparison when cutting high hardened steel

VBmax = 0.629 mm
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