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Study on the development of multi-tasking 5-axis machining for insert type milling cutter

Jong-Dae Hwang*, Yoon-Gyo Jung®
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This research presents a modeling and a manufacturing method of insert type milling cutters such as face cutter, flat
endmill and ball endmill. The methods introduced in this paper adopts the multi-tasking S-axis machining that is increasing
machining accuracy of holder and position accuracy of boiting points. So this can be used in the basic document of the
total package program that involves modeling and manufacturing module in various insert cutters.

Insert type milling cutter, Flat endmill, Ball endmill, Multi-tasking S-axis machining
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(b) Flat endmill  (c) Ball endmill

Fig. 1 Insert type milling cutters
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Fig. 2 Integrex-200 Multi-Tasking Machining Center

Table 1 Specification of Integrex-200

Model Integrex-200

Company Mazak(Japan)

Machine Limits {X580, Y160, Z1045, B225, C360
Turning Speed  |5,000rpm

Milling Speed 12,000rpm

Max. Feedrate 38,000mm/min
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Fig. 3 Schematic design of tap point
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Fig. 5 Modeling of insert cutters
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Fig. 6 Tool path construction for turning
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Fig. 7 Tool path construction of groove surface
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Fig. 8 Tool path construction of bolting point and

clearance groove

Fig. 9 Tool path construction of tip seated surface
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Fig. 10 Coordinate systems for S-axis MCT
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Fig. 14 Run-out test for insert type cutter
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