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@ True Rake Angle
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tanT = tanR X cosC+tanAXsinC }

@ Inclination Angle

tanl = tanAXcosC—tanR XsinC
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@ Ball-Nose Endmill Cutting & Revolution
1000XVa
n =
X1 X4/ -
2Xm a(2rs ap) n : Revolution [min-1] }
re : Radius of Ball-Nose Endmill (Ball Part’s redius [mm]) (€ ‘ E
ap : Depth Of Cut [mm] Q © %
Va : Cutting Speed at Point “a” [m/min] /T a .
%—»
| Q
M Drilling
@ Cutting Speed
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@ Cutting Time ® Power Requirement (Reference Value) c
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