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FigQ 1 Tool path modification by Algorithm[
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Table 1 Cutting Conditions

Spindle speed

2,800 rpm

Feed rate

1,000 mm/min

Cutting direction

Down cutting

Free length of endmill 35 mm E \\\
Axial depth of cut 10 mm > \\\
Coolant Dry air 7
Target engage angle 37°
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Figll 5 Cutting force in original and modified
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