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High Speed Milling of Heat Resistant Super Alloy

AIDA Shuhei” ISHIKAWA Atsushi™
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Condition 1 Condition 2
Cutting speed  (m/min) 20 120 15 130
Axial depth of cut  (mm) 0.3 0.3
Radial depth of cut (mm) 0.5 0.8
Feed rate  (mm/tooth) 0.15 0.1

Work piece

Inconel 718 (42HRC)

Tool

Carbide ball-nosed end mill

Diameter : 6 mm

Cutting method

Down cutting

Lubrication

MQL

MQL supply

Lubricant quantity : 10ml/h

Air pressure : 0.5MPa

Tool life criterion

Flank wear width = 0.2mm
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CAE Analysis about Cutting of Inconel718 by Ball-nosed endmill

SUGAI Hiroyuki”
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