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The Influence of Cutting Angle in Full Depth Cutting Milling of Tool Steel
Material SKT4
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Abstract

The purpose of this research to study the side effect from shear cutting in full depth of cutting at the
depth of 22 millimeters on hot melt molding material SKT4 size 80 x 100 x 30 millimeters. To test Dry
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shear cutting process by using end mill carbide size 10 millimeters. With 30 degree cutting angle on

CNC machine Brand: GAURAV, Model: BMV35 Control Fanuc series Oi-MD. The test is performed by

varying the shear cutting degree at 12, 14, 16, 18, 20 and 22 degree, with fixed cutting speed of 105

meter per minutes and a feed rate of flutes 0.06 millimeter per/minutes. Measured shear force by

Dynamo meter Kistler Type 9272. Test result shows when the angle of shear cutting is increased, the

shear cutting force is increased too that affects to the wear of the cutting tool. And we found the

shear cutting angle of 22 angles don’t have any side effects to the cutting tool. So, this research can

be used as a guideline for the shear cutting angle selection in the industry and can reduce the cost of

shear cutting on material STK4.

Key word: The shear cutting angle, force of shear cutting, reduce wear of cutting tools.
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LA5899NT CNC FaUk# 3 Axis — 5 Axis EABIbTIATUYIN

v
a v v a

DANIYIU

a

TUsnsU CAD/CAM Wagn1SHARNFUNdn

q

o o

Hadodrdnidmansenusefununisnda fe 1a3esle
in (Cutting Tools) flgdadldrusuiuiniosding CNC
Faus 3 Axis — 5 Axis FesTuiiozfoninounalulad
W30UTRNNTINNIUIUTUATU CAD/CAM Wnagaelu
A7 drewmaluladnisiaideunuuiiuny (Full
Depth Cutting) 9¥@111901188ATLELLIAALEINITO
andfuyunsnanlunsiaidontunuudfisiasaniy
g8 nadaldauniodlednldiiudssansnmnaen

AMUYNIANANDNAIEY

2. BMTNNADY

2.1 Jaauazaunsal

2.1.1 \A30eRadnlud® (CNC Milling)
in3osindnluiAvdordostn CNC AMdlunsinwadsd
Edjﬁa BFW Gaurav i;u BMV 35 maulnsa Fanuc Series
Oi-MD gamuAs (Controller) lnganunsavaulduuy

3 WAUAD kAW X, Y way Z [9]
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2.1.3 '3'%16)‘ (Materials)

BAsENay

() | V(%) | Si®%) | Mn() | P(%) | SG&) | Q) | Mo()
el
weddulay 0.05- = | 3=
. 0.5-0.6 0.1-0.410.6-0.9 0.81.2(02-05
viwin (e 0.15 0.03 | 0.02

SKT 4 amanmsgiu JIS umdnndnaissdenusoud

fauURwileaunssgeuin (High Toughness) $nwiAdy

uwlauseigaungfiadlad (High Hot Strength) nusianis

a

dundNaunniias (Hot Wear Resistance) AMuniuse

Ul 1 1edosindalusiAgvio BFW Gaurav $u BMV 35 T
aaulnsa Fanuc Series OIMD [9] nislasugungiuuuaunau (Thermal Shock

Resistance) Heuldvinwsinasilususaunnisznnng

2.1.2 wdasiladndou (Cutting Too) 11u@alavy (Die Casting) s1udnaiduiou (Hot

rdasdlafnideuililunisAnunfunuuiduiiad (End  Extrusion) sunulane (Hot Forging) 1u3neu (Hot
Mil) 4 Aufinsinananmananilud dumsiedeuiia  Roling) vuiaTaqiilidimiunismaaes nine 80

mglmmidoy a3lu-lulas (TICN) vuwnendaduliad  HaawAT £12 100 daauasvun 35 Naaluns [7, 9]

WuHuAugnas 10 Aaduns ANEIANAR 25

o A v o o s y 2.1.4 1A3DIIALIAALRADY (Dynamometer)
fadwns Anulaaudu 10 HadluaT ANEINIRLA

o a Wuesastledmsunisimsizisaunisdndoulansy
75 fadwng [1, 2, 8]
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AWV 4 wuwny Feaursarteyailely
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o

pSasdladnideuluuiduiad(End Mill) 4 Audn
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31]17'; 3 3esTausedLdou KISTLER Type 9272 SN
1342457 [4]
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3. 35n15Aiueu

Cutting Tool

wonnu X

[r5e Y o
o
| e

Rotating

Material
JIS SKT4

/ wamon Y

U 4 msAmuagUwuunsan@eu (Tool path

operation) [8]

3.1 msnuadaden1snnass

nsimnuadadednsun1snnans NSEUINNNSAALEDU
srgduianslunauin 10 Sadunsn1iznisdndeu
WUU WY (Dry cutting condition) 95z8sdeoulu
WwILNY (Radial Depth of Cut) gnivualvinnudnly
A5 22 :ﬁa§LmsLLaxqaﬂumiﬁmaauﬁ 12, 14, 16,
18, 20 way 22 931 TneruunaIAIEdaad 105
wasAoui wazsnsteuseiluasi 0.06 Hadwnsee
ity psinaenn1snaans wsfwesnisindeuiild Tu

° -:4‘
A1INAABIYANTAUAAINAITIN 1[11]

ToolBox Parameter

Helix | Cutting |Step Over fz Feed Ve
Tool Dia. RPM

Depth (Ap)

Angle | Angel | (Ae) (mm/z) | (mmvmin} | (m/min) | (mm)

12 0.109

14 0.149

16 0.193
10mm. | 30 3300 0.06 790 105 2
18 0245

20 0301

2 0364

A15199 1 15 3mesNISAndeunbtluNISNAaY [11]

3.2 JunaunsAaRaASaiALsIEadou

nsfnsaniesiaussiadeulnednsoonuuugiunis
Fandastaussdndou duadadlaulufimessuduetig
fefiazdodldusiufudinyasdayaia (Charge
Amplifier) Tngazlgnszia () Uszuia 4 — 20 mA way
wsaadaulndia (U) 5 - 10 V lapasldnsduiauas
wasdyaaeanundudyguidneasiuiuinies PC
w3e PLC Feazilupnuduiudiuseninedyyin Q
wazusapdeu U flduazdsznauiulaulufinesinuss

LUU 4 LUIWAU NIAAAIUUTable tASB9 CNC

(Computer Numerical Control) [12]

JUN 5 amdnuagnsiaddlauniivesinusadaiu
Table A389 CNC (Computer Numerical Control)
[12]

JUN 6 ammIveaesnsaaeuseian SKT4 (5]
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4. namsnedaULazaAUIIENA

nansAnsussluntsdmdon nisldialesinusiniden
fae lauludiwes agesldnuiiuiuiulasdyyiu
(Charge Amplifier) Tnaagldnszua (1) Uszau 4 - 20
mA uazusaadeuliiia (U) 5 - 10 v Ingazldnng
Arurnnazilasdyyueenundudyy1uinea

' o

2 uLATed PC %39 PLC fadumnuduiusiusening

o

dryay e

o

Q uazusuadeu U filduazUsznaudulauily
fumes Inorivualdl 9a¥adl Fx (Cha) unu x , 9a¥ndl
Fy (Ch3) wnuy LLazﬁ;mi’mﬁ' Fz (Ch2) AU z 1579
usslunsindeuiiintuseindeddaulufines usdy
AseadaulufiAniawuiwny X- (Chd) 11nn3n
WUALAYN X + (Chd) wazusslunisandeuluiianig
WUALAU Y-(Ch3) 11nAUWAY Y + (Ch3) Adlanas
U7 7,8 [5]

s1

U 7 nsmidausslunisdnieuluduaunmmaaesi

Cutting Angle22° Tuuuaunu X (Chd) [3]

s1

Cutting Angle22° Tuuuaunu Y (Ch3) [3]

AmpssuwIIAaEau Force (N)
Force (N)

1200.00

AnglelZ Angleld” Anglel6” Anglel8”  Angle20”

1000.00
800.00

600.00 IR

400.00
200.00

0.00 Catting Angle

Angle22”

UM 9 nsliUSeuiiguiausdlunisdni@euainnisen

Wouluauay Tuwwiwnux- | Y - [6]

5. d@sunan1saiiuey

TunsvnaesimadeUrunsTUINMsIndousosula
arfluduunn 10 faduns Gefiyuides 30 oeen
Usznoufuia3eadnsdidudive GAURAV u BMV35
ApUlNsa Fanuc Series Oi-MD mal@anisiawuuiii Tu
msmam‘v‘fﬂmEJmsﬂ%"uLuﬁauqﬂumsﬁmﬁauﬁ' 12,
14, 16, 18, 20 kay 22 94A1 LAEAINUAATIANNLEIAR
asfl 105 wAsROUT wazsnsitounoflunsdi 0.06
fadwnsaeflu lunisnaassivinnisinaAussdunisin
Waumisyniaussiindoulauilufimes Kistler Type
9272 mﬂmsmaaawudflLﬁagu‘lumﬁﬁﬂLaamﬁu?ﬂyu

TAALLTIUNTAALE DU

Jalauaunuy

a o dy | Yo
nnuTelaunsaduiuinieussendldaiusdunis
AnLdau (Cutting Force) lilamnnisalluliesussnisdn
7N50U0UAIBAEIBAA BnYiadanunsariinsIdeiuiuly
lunszurunmsdndeauvesiaguaavyliaioansunuly

nsendoudan SKT4 1
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