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Development of Tool and Optimal Cutting Condition
Selection Program

Dong-Oh Shin' + Young-Jin Kim' + Sung-Lim Ko’

In order to perform a successful material cutting process, the operators are to select the suitable
machining tools and cutting conditions for the cutting environment. Up to now, this has been a
complicated procedure done by the data in the tool manufacturers' paper catalog and the operator's
expetiencial knowledge, so called heuristics. This research is motivated by the fact that using computer
techniques in processing vast amount of data and information, the operator can determine the tool and
cutting condition easily. In the developed program, the selection of milling cutter, insert, and
components are combined to provide optimal cutting speed, depth of cut, feed rate, tpm, and power.
This program also provides the selection routine for end mill, drilling, turning, and grinding where the
suitable tools are selected by workpiece, holder type, cut type, and insert shape.
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1% 5. Example of Determination of Cutting Condition.
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