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ABSTRACT

Various machining methods are being studied to improve the processing quality of the spherical R shape
in press die. In this paper, we confirmed that changes in machining quality were associated with changes in
cutting direction, path, and cutting angle, which are commonly used in the machining of molds. We obtained
a surface roughness graph with each condition change in one specimen using an instrument that measured
geometry and surface roughness simultaneously. The results of the study showed that the best surface
roughness in the finish cut of the spherical surface was obtained using upward pick feed machining.
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Fig. 1 Geometry of test specimen (mm)

Fig. 2 Machining center and tool
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(a) Surface roughness tester
Fig. 3 Measuring equipment

positions

Fig. 4 Measuring positions of the surface roughness
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(a) Scallop height 0.05
Fig. 5 machining and processing result

(a) Scallop height 0.01
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Fig. 6 Comparison of surface roughness in scallop 0.01
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