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Fig.1 An example of contour parallel tool path in pocket machining
using end mill
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Fig.2 Schematics of original path
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Fig.3 Tool path modification
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Table 1 Cutting conditions

‘Workpiece SKD61(HRC53)
Spindle speed 16,000 min™!
Feed per tooth 0.03 mm/tooth
Cutting direction Down cutting
Tool extension 24 mm
Tool runout <10y m
Radial depth of cut 0.1 mm
Axial depth of cut 3 mm
Coolant Oil mist
e | B e
i wili: -~ oth 2w ol defeutivy
o5 g s
& - 2 s W
% \J %
] A5 s P p
3 i
- i ; - R 5
(a) Original path (b) Modified path

Fig.4 Effect of tool path modification
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